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Determination of Optimum Cutting Conditions
in Milling Operation

Yoon, Sun II
Sch. of Mechanical Engineering

< Abstract >
Determination of optimum cutting conditions is very important problem viewed in machining
precision and productivity. In this paper, optimum cutting conditions under two constraints are
determined to obtain minimum production cost and maximum production rate. Methods are
determined to obtain optimum cutting conditions satisfying surface roughness and allowable
power. Methods are determined to obtain optimum cutting conditions by objective function
varying tool cost and surface roughness.

Key Words @ Objective function(Z338), Surface roughness(EBZE5), Tool life(F749%), Specific
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