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(a) Insert model (b) Strength simulation result (stress)

(d) Mesh refinement at the cutting edge

Design reason: No ideal commercial tool.

MITTFHFA U= K2 LAk —(TNA Tool)
Geometry of TNA(Tool-nose-aimed) tool

Design principle: Max flank wear usually exists at tool nose
(b) 3D model A (c) Perspective view

Total length - 100mm /

(a)Subview A

et diameter: 12mm

Holder diameter = 16mm Rake si

Outlet diameter:0.5mm

B endmillheady (d) Local view B

Cutting diameter - 15mm
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Coolant hydraulic wedge
Red area: core of coolant
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(a) Cutting edge on insert (0~5.42mm) (b) Cross section of insert
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(@) 3D model (b) Local view of insert pocket

Diameter: 24mm

Holder

Localviewof
insert pocket

outlet diameter: 0.
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LT ) sealing screw
() Perspective view

Cutting conditions (718)

Total Feed: 150mm x 30 pass=4500mm
Dry: 1500mm (10 pass)
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Attached Insert Number [
Cutting Speed
Feed Rate
Axial Depth of Cut
Radial Depth of Cut
Cutting Dircction
Atmosphere
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High pressure coolant supply
Coolant Pressure

Rake, flank, rake & flank

Flood, HPC(3Mpa, TMPa, 14MPa, 20MPa)

9= RO R R ORE

E#HFE (Major Flank) B D#-T

(a) Hardness measurement method

(b) Hardness on measurement line
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Flank face supply (BSEFA tool, 30 passes)
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