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ABSTRACT

This research aimed to study the effect of the direction of shearing on the tool wear and tear
of the end mill used on the medium carbon steel of the automatic milling machine. This
research project compared the effect of the direction of shearing, between the use of the
G41 tool path compensation left and the G42 tool path compensation right, on the wear and
tear of the high spindle speed, 12 millimeters, 4 flutes, M42 steel end mills, at the milling
distance of 3,000 millimeters. The experiments were performed under the same condition,
namely, at the spindle speed of 665 rounds per minute, the feed rate of 100 millimeters per
minute, the width of cut of 3 millimeters, and the depth of cut of 3 millimeters, under the
dried milling process. The result revealed that the direction of shearing caused significant
different wear and tear, with a statistical significance score of 0.05. The work piece crated
using the G41 tool compensation caused less wear and tear than using G42 tool
compensation, at 22.56 percent; with the average wear and tear of 13.73 and 17.73 uym,
respectively.

KEYWORDS: Tool wear, CNC Milling, Cutter compensation.
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NINARBUANNAZIUIUITLITDY Anwfianiinsaaideuninadanisinnsavasaan
AAFIMIVLAINNAIANTUAUNFNLIUNAN ArpLATaInaaaludd taviiniIneasausuadzin
Fi‘ s =S a ﬁl = = a a 0/ =) o til 1
Wganumsinnisvasaania iWalloufisudsz@ntanlunisdaifanvesaannafiniu
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Two-Sample T-Test and CI: C1, C2
Two-sample T for Cl1 ws C2

N Mean StDev SE Mean

Cl 15 13.73 1.58 0.41

c2 15 17.73 1.83 0.47

Difference = mua (Cl) - ma (C2)

Estimate for difference: -4.000

95% CI for difference: (-5.281, -2.7149)

T-Test of difference = 0 {v3 not =): T-Value = -6.41 P-Value = 0.000 DF = 27
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