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Study on End Milling of C/C Composite
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Table 1 Machining condition parameters

S rpm 4800 | 3200 | 6400
F mm/min 600 400 800
t mm 0.2 0.1 0.3
Table 2 Orthogonal table
S F t f
No.
rpm mm/min mm mm/tooth
1 4800 600 0.2 0.06
2 4800 400 0.1 0.04
3 4800 800 0.3 0.08
4 3200 600 0.3 0.09
5 3200 400 0.2 0.06
6 3200 800 0.1 0.13
7 6400 600 0.1 0.05
8 6400 400 0.3 0.03
9 6400 800 0.2 0.06
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Fig. 1 Relationship of tool wear and machining condition

Cutting length [m]
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Fig. 2 Relationship of tool life and machining condition
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