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Improvement of Cutting Quality of Milling Machine

By Reizo Okabe
Kawasaki Works, Iitachi, Ltd.

Abstract

As regards the efficiency of the milling machine it has been improved
through double courses of development, each stimulating the other. One course
is the development of tool alloy and the other is the improvement of machine

tool itself.

In the postwar years, the appearance of sintered carbide tool has brought
about a remarkable progress for the construction and capacity of machine tools,
and in this country this new tool has come to be used at a rapid rate and it
may safely be said that there is now an established practice in lathe machining

in favour of the use of this hard tool.

However, there are several problems

still remaining unsolved as to the use of sintered carbide cutter and the remodel-
ling of the machine to match its characteristics to this new cutter.
The writer, dealing with these problems, discusses the determination of

cutter life limit as well as appropriate cutting factors.

Also, he publishes his

new design of milling machine which will have higher cutting quality.
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