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Face Milling of Knotty Todomatsu Wood

Katsuyoshi KANAMORI

Minoru WAKAI

Comparison was made between the cutting resistance and surface roughness of knotty wood of
Todomatsu A sachalinensis Mast., in case of face milling and the same qualities in case of
peripheral milling The results show that the face milling is expected to become one of the most
effective methods of milling knotty wood
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Fig. 3 Relationship between cutting-force (Fp*Fv)
and cutting-depth (d).
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Table 1 Relationship between surface roughness(Rz) and milling methods with a moulder.
%0 BRSO FEEH 5 & (#m) WEEOFEEDH 5 S (4m)
Feed speed of wof: piece Surface roughness around knots Surface roughness at a distance of knots
(m /min)
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Face-milling

JEH7 T4 A *2

Peripheral milling

EE 7 9 4 ZH) o *!

Face-milling

AT 54 2FIh *2

Peripheral milling

1.9 39 113 13 17
5.4 69 114 26 25
15.0 113 114 72 29
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MAOBIY HRE b, IHLEREIE34.19m /sec, YHIESIE Lum& L7,

*1: a=+11°, d=lumm, Cutting speed 34.19m /sec
*2: d=1mm Cutting speed 34.19m /sec
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