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TROUBLESHOOTING FOR MILLING PROBLEMS
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[RE&EIPossible Cause
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RIREProblem

[R&EIPossible Cause

fFRT5ESolution

® Chip packing

®Too high stock removal rate

® Adjust feed or speed

® Breakage .Eﬁdﬁ; fast *Slow down speed
, SEZEPN o [FEIERBRE
o JJREX ®Too high stock removal eDecrease feed per tooth.
HIEEES o [F KTV ERAR
*Too long flute length or *Hold shank deeper, use shorter end mill.
overall length o [SE JHRBUR 5 {FRBFERYIREL ]
o RBRERRER *Regrind at early stage
®Too much wear o 2 HRRHEE
oIS
® Wear *Speed too fast *Slow down, use another coolant
o *REEIR ' [FEXRE ; FRS—EHBE
= *Hard work material eUse higher grade tool material and coating
o BRBERY T {4 o FRFEMRBSN T EMBENEE
¢ Biting chips ¢ Change feed and speed. Change chip size or
e EHIEET) = clear chips with coolant or air pressure.
*Improper feed and speed o EHERIRRIRE - BB/ ELUEE
(too slow) Bl SR ZE B AB RIS -

o NIEREAVERIRZIRE (KNI2

®|mproper cutting angle

o NIEWERYLIRS

®Too small primary relief
angle

* EEREAKN/N

®|ncrease feed and speed. Try down-cut.

o IEIERIEANRE - s N EIRYFSTGET] -
® Change to correct cutting angle

o N FE IEFERILD S

®Change to larger relief angle.

* CUFERKRYRFA

® Short tool life

®Too much cutting friction

*Regrind at earlier stage

(dull teeth) * UDRIFSHIBEHR IKS o SHATFAAE
— e ¢ Tough work material eUse premium tool steel (particle metallurgy).
* LR\ o THHEs) cERSRIENR (DIEREY)
(7)) *Improper cutting angle e Change to correct cutting angle and primary
o NIEFERVLD A relief.
o N FR IEFERV LD B IR A
® Chipping *Feed too fast *Slow down to proper feed
o SEERINIR o [FREIEERIERIZR
o JJ7JERO1 ®Feed too fast on first cut e Slow down on first bite
o K2R BB B IE R KR o VLTI 5 PR iR

°*Not enough rigidity of
machine, tool and holder

ofizs « THIVEEIERMI
e

®| oose hold (tool)

e THEBEENEF

®| oose hold (workpiece)

s THEIEANE

®| ack of rigidity

o FRZ i1

e Teeth too sharp

o J17)i8hL 8 A

® Change to rigid machine tool or holder

o AR ER(ERYHEES « TANNEER

e Correct to tight hold

o TEEEE

e Correct to tight hold.

EEBEIE

e Use shortest end mill available, hold shank
deeper, try down cut

o (FRRAMVIMEE] - BIE/JIWNENE - A T
FSTET]

e Decrease primary relief and cutting angle

o BADERER A

. * ERSBRIBIR o SREERIZRRE
* UIE R *Not enough chip space eUse less end mill flutes
o BEEZEREAE o EERAIIT]
*Not enough coolant eUse air pressure
o FHBNE o {SEFHZEER 1%
® Burrs ®Too much wear on primary *Regrind at earlier stage
o Eil relief o SSHARHE
s TERAIBEEE e Correct milling conditions
eIncorrect conditions e FHEHLIERTE
o NIEMERYEALDER E ®Change to correct cutting angle
e Improper cutting angle N IEHELD A
s NEERILIE
* No °Feed too fast ®Slow down to correct speed
perpendicula o SEEF KR o [FERRIEMEANRE
-rity on side e Excessive cutting e Decrease depth and width of cut.
. *;BELJH| o BUELIHIRREREE
o EBHEBEE ¢|_ength of flutes or overall e Use proper length of tool, hold shank deeper.
length too long FREENTARE » BIEINER
oJIRIRRBE eUse multi flute end mills
*Too less flutes o PR T)im R /]
o JJEKD
e No e Excessive cutting e Decrease depth and width of cut
dimensional | *BELDE | CBIEHIS I REREE
®| ack of accuracy (machine ®Repair machine or holder
accuracy and holder) (SRS R E T A
e RYFZEE | *MESBEERIRZEE *Change machine, holder or cutting conditions.
*Not enough rigidity oS - BIEANEUHIERE
(machine and holder) °Use multi flutes end mills
o 23TV EIE AR =14 * FEREZJimEt ]
®Too less flutes
o JJEKD
® Chattering e*Feed and speed too fast e Correct feed and speed.
o [ o ERIZRRREBIR B IFERERRRE

*Not enough rigidity
(machine and holder)

o R EEAMINMETE

®Too great relief angle

18- V==FERN

®| oose hold of workpiece

s THEEARNR

¢ Cutting too deep

o LDHIER

e Use better machine or tool holder or change
conditions.

o (FRREAKIIN T ABEE RISV E

eDecrease relief angle, make margin (touch
primary with oil stone).

oRDEE - (BERRIBCUHEETERE)

*Hold workpiece tightly

o HEEEE T+

e Decrease depth of cut.

o BDEDHIRE




