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Cutting Method for Machining Co—Cr—Mo Alloy Medichalstruments

Takashi limura, Hiroyuki Nagashima and Kenji Inoue

Because of its corrosion resistance and hardnessCE&-Mo alloy is suited for use
in medical equipment. To improve material yield, stedied the machining conditions
for Co—Cr—Mo alloy, because this material is expe@isand hard to cut. The cutting
force exerted by an 8-mm-diameter end mill was itied by measurement and was
used to calculate the deformation of the blank mate The results allowed us to
machine with nearly target accuracy when the wozkpiwas fixed with appropriate

jigs.
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(1) Cutting Model

(2) Blank
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Diameter of Endmill 62,04, $8 mm
Cutting Speed 75m/min

Feed Rate 100, 400, 800mm/min

Cutting Depth(Y) 0.05, 0.1, 0.2 mm

Cutting Depth(2) 1,2,5,8,10 mm
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