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3
o a a =
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lufinaznuand 3 dume nsanueeduLIn (primary wearor running-in wear) N13anusaduNda9

(secondary wear-or'steady state wear) wazdugadiralunisAnmsadunany (tertiary wear or

rapid fatal wear)

figure on flank wear)

(Cross-section A to A'in

Characteristics L. Running-in Wear IL Steallj State Wear I1. Rapid, Fatal Wear
Visual Clues (4) . Repcﬁtivc'mﬂus of curvature of | +Chips begin 1o show changing | * Chips iregular and broken with
chip with smeoth reflective curvamre apd duller underside uneven sermations and dull
underside »Surface finish on pant poorer underside
« Part’s surface finish smooth = Collar beging 10 form » Dull susface fnish
= No collar formation » More flank wear * Large collar
- Slighe flank wear * Heavy flank wear
Aural Cues (2) * "Clean hiss" of scrrations and +Lessegular chip sections + Chips obviously uneven
“vonstant rickle” of regular chip even "rickle” » Spikes intease with squealing
scetions Some "spikes” heard possible
Tacrile Cue'(1) + Some "ears” on part surface » Rough "ears” on part
Machinists Thonghis * Expected deterioration » Must stop before damage occurs
occurring
Micro-physics Chip very

U7 2.13 naANANRLS IR INWIN I8N 1SRN MR LUHAMAL

Aunisinuueangnisldeuaesluiia [4]
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= o a X A4 o a4 =2 da o A @ \ 2 o o
nnsanusaduusniinauiiatiilanasinieduludvialadaluiunldiinnsdniaeu
X v @ a = | @ = = =
FuuANAnfazinANIReMgatNAEIaIngln 2.13 nauansuneN1sAnuse ey
o Y @ o = b =< o = X X Lo A oy
Aunauass iiuddnsnisdnusa ludulsnazgaundednanisdnusatiazuegiuReulanld
TuN96RRaULAL TAATITUINUANINAALRAY
=2 ZJ/ dl 3| =2 dl o a ] dl =2 ZJ/ 1 =2
nsdnusedunaesfunisdnusalmnifiusieiiiasnnainnisdnmse luduusn usinnsdnnse
- X o S o = o o 2 = - .
Wintuludnwizash Aednsandsdnnsatiasnindesusn qpdugaresnisanuse lugasiazizandd
qATNOATR9N9IANUIBLURINAL (Critical point of flank wear) yzaFendn critical flank F9qaiisin
141 fluandugraasergnasidevmessiniea
= b = L X = & o = = X
nsdnusedun@s nsdannealuiuiliflunasdnusadugeiaenisdnusaaziinluanuas
@ = ° , = ) ! = = P a
soaiateaztilignasaniduan wnagldenu (failure) aaeluianasgeayidsaninnisldauiiaann

\
= o

nalsznauiieniI@NsaLRana UNHAIg LN NN IRnMTaLNE A e HaWIA gy

2.4.4 n15IRa18URINANA (measuring tool life)

1
= o a

n19ANE DN nangaeeliafiana Wisa N1 ans uBeN IR LANTINAAAAINN9AA
1911 Frederick Wi Taylor 15%@@@@ﬂﬁu‘”ﬁmul,l,@mu@LLmﬁmdﬁﬁifNLfam 20 W1ALINIBINTHA
HpazilanguIngaAnasRInLiNAINFaiaasin lRAFALAANN T8ARAA9NEUAIRIN 20 WY
I X
\NANT9ANNIBNINTY

s lull 1907 Taylor lAuanvienansaIndniusszidnangdannuazaanuifalunig

| 2

AnlandAsunnign uazlsiiuannisdasialil

n

VI NSTNC (2-13)
V= ANEEA (cutting speed)
T = eigdann
o =< X Y X
n = fwlsauegiuiaiauesaui
C = AR MUUARINIAATEITUINUTNATA

=

X o ' - o A o N o
ANNTUNTRL ﬂﬂqqﬁg\lﬂq?ﬂ]ﬂﬂlﬂﬂﬂLﬂ‘ﬂ?ﬁ?ﬂ@ﬂﬂq?@qﬂﬂmﬂqumﬂﬂﬂ@m@
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245 ﬁ'@ﬁmumLﬁmﬁ'umsa'nm'auuﬂuﬁmmﬁmﬁ'mmummsg'\u ISO 3685 : 1993 (E)
NIMIFIU ISO 3685: 1993 (E) MiHinsutitamaesnisdnusevutavauuulufianaeive 1
N139RUNATR9INT3ANUTRLURAUA LWl TulwanaR e A ulneIMIa9N19AN AT LLRINAL

wans g 2.14

Section A-A

The important dimensions
P Wear

are those in zone B notch

i.e. Vg, Vg, and the

Bmax

dimension K, shown on

the cross-section

717 2.14 19M29IN19ANUSBMINNIRTFINAING (1SO 3685 : 1993 (E))[5]

NIM79141SO 3685 lAutiimaesn1sdnvseuisvausanidy 3 196 Ao LR A 11n B
Lazian C e wmald b {hiasestlauanlunnaia deuTuay

SUR A Lﬂummﬁ@guuaqmuﬁmsluzgm@muﬁm NIMTFIUISO 3685 1993 (E) 4
SrvualEian A fawindu 111 4 104 B (dle b = svasileuin)

“an Bufuapfe iR aven dudenrien A wazas B Al aiiegievindan A U
1R C N1M9FIN 1SO 3685: 1993 (E) TlAnnnusdandnstecian B usaznanun liitasndnsues

R B Tuegiudaandaaedan A uazian C
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- p C fwaaneguulonauduneaiuam A uazian B Iagian C azaguangauenn

o

Anuazian C fegfniuiem B N1msgnu 1SO 3685: 1993 (E) Mnwunaliian C Hdaendreminfiu

o =
FAnUanain

NIMTFIU 1SO 3685 1 1993 (E)  Minmuanisdnauingesnisdnuseuuiionay ne

Auua lEn1n199RIUIAT8IN9A winandeaesan B uaznnuua i v, Lﬂu
UAVDINITANUIDLURMALIRRE AAU N9ANUIBLURINALGIFA yanannil
N1MIFIU 1SO 3685 : 1993 (E S ' sdnusavufivauilieiesile
1um@mmnmu@@%@mﬂ@ﬂummmﬂmmwLLavmmummw

Lummmmmim

souamalugLlil 2.14

1 0.3 mm ALNLEST8Y Vg

ﬂumwﬂmwmm
ammmmumwmaﬂ
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2.5. NMSANHINUIALNLNLIUD

¥

2.5.1 n514@13 cryogenic lumsuaaiiiuanzsinisnatuglianinadugdlsen

walulatinnsldanuifiuan (cryogenic) Aanisldansidemuniainga -120 °Cl6]luns
o < o Y o 1 ! ! @ o goj dy
auifiu Tuilaqiiudnisldiustsunsnanslunaigasniadu nasfiuineuide luasnas

WNEMIUTe Lun19nIsunng n1sniAgaN LR INaan1AZIND e I WaNNTaR A IUN TN IEIAN

]

1 4
o a o

sinee] Tennsldansanndunaganasntinndszgnsldlusansunistugldagninaugd1fanls
Shane Y.Hong,Yucheng ka¥ Ding,Woo-cheol Jeong[?]"l,é’ﬁ’m’]imm@@ﬂﬂuimmumm

Y o o

WugsnaaifiulunsaugtlansinmileuinaAnwrArdnlss@niusa@aanuisinaminduds
S| o -dl a é’ o o 41/ ya i’/ o -dl a
winnasiudadamAstuauzianisinaugl luntaneaaslafnseiaan lulasiaumaniuzion
chip breaker fa3lin2.15 e lilulnuAanumatandanmiiadndalaense nanimesedtlsng
dan1s g lulnsiauiastisan Aadu s ansusadaan 1wl Iiuan wasdoaivuyuidauwazan
1WNATBIANNATIT8 Secondary deformation zone WhKATRIALTMEUNAUTNIAIHaT ULl

« f ¥yl Y ¥ ” « o s e
ANNUTIUITUAHA 1T uge lunaf T Astiudaiane sz Tunianaaeshanisliuiaan i

Tulnsaumandnlnwiiedagideasuazlaudaialiunnaw

primary nozzle
(chipbreaker)

secondary
/nozzle

%

) work

717 2.15-naspanuuuiaia liaunsnaanuansuaaifiuliidrguindudalilnams

KIA.  Venugopal ,S. Paul b LWazAB. Chattopadhyay[B]VLﬁ'ﬁ’lmﬁ‘Wmﬂxﬁmﬂsﬁ
TulnsaumaalunisvaeEiulaialazAnannsAn13an nseredtanialun1mmaaela ldnan
Tanglnniflen Ti-6A4V waznasdaeianas microcrystalline uncoated carbide nAnel@aniay
NV9FALIN(drY cut), e suaeiuin i ey [ Fatsvaediululnsaswas lnans aeslunaslugog
AR"HI39AR 70-100 m/min Katlsngdanasidlulnianinacgsuannisinuseaasiiainlpedasan
adhesion-dissolution-dissolution tool wear

Ahsan Ali Khan 4@y Mirghani |. Ahmed [9] ldn1nnsnaaaseanuwuuiainled

= 1 ¥ a o 49( =3 ¥ Y a ' ¥
Tulnsiaumandanudguinudninenaassaugtvanndn fatiunantmasesdangdinisld
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13 1
o = ' o

Tulnsiaumandoalfangnisldauaesiaingaaundinisiauunldasusafiuinhie@miuas

a
] 1%

nslflulnsiaumanazilsrdnsnmhruilaauiiadngluilasainiinonuifingasvanaiiu

1 v
o

il lanunsaszunaanufenldvusaiunisldaisusaidiuilszinn  cryogenic Aawmnziunng

'
o a

AANANNITITBLIFANES

o o

= S A a9 = o : %4 o Aa |
AINNITANTINIRINENENEUBR u‘qmunummxwmﬂummugﬂqzﬁ&mummimﬂm

al q

A NFaua Ul (Ti-6A4V AT k=7 W/m K [10] #eaiauias anaia k= 13.4 W/m.K
msldlulnsaumaniuaimaasinagdqatinagnasldentasdnana ldunndiaisvaaidiuialil

ufanNn1sAnulKEnLdanislgluinsatrad lunsraaidudedl oy FasAanuudausenas

'
a 2 =)

& Ao X A A 8 oA o e o) i, =~
muﬂ’]u‘wLWNsllul,u@\ﬁqf]ﬂvtuimTL@HLM@QV]Q@L°1]’]Q‘Uﬁ‘mmmﬂﬂ@umqiﬂﬁuxiquﬂ@mwﬂﬂ@m@\‘lﬁmﬁlLN@

a

oy
a K

QIUNYNUDITUINUAAMIA L AINA LA N UTITDITUINMANTU AR 09 1 1s TN sfmL AN

J. Barry , G. Byrne, D. Lennon [11] @173 788 A NEINN 3L ALARN ALY saw-tooth

l %
| o =R

= o B o o v o = gl , .
STNLﬂu@ﬂﬂmglﬂﬂﬂﬂﬂmlﬂﬂmuluq@@mﬂmﬂu?ﬂiﬂﬂqﬂ Iﬂﬂﬂq?ﬁﬂﬁqqzimQﬁ acoustic emission

a

(AE)Tun159tAsnzipnsiatAENAlUL  saw-tooth  lunnmmeaselald lavelniflan  Ti-6Al-4V
AelFiAnNEafn 0.25:8 mis amantlan 20-100 pm/min WLIAGNEATAANTAALARNATLLL
saw-tooth  Iuuazlfiagldniaenas saw-tooth 1iAann thermo-plastic  instability WazANLOLL

o X = = < A o o J | 2 o A o
L'ﬂqumqm@ﬂﬂqﬁsﬂugﬂiﬂﬁt‘lmW]Luﬂﬂ’ﬂﬂﬂﬁ‘zﬂq?“u\‘]ﬂﬂﬂqﬁ‘wﬁﬂﬂﬁlmﬂU?zﬁqq\?LﬂHﬂ@QﬂUNmﬂm

4 A A

WuIHANNANRUETIIAYEE TR TaetisarniFaingeasin linansdmenfnngeanllfoauay

= a v ¥ ° a a o o fgf = dl @ o =K o
mmfaummmLﬂumumLummemﬂﬂﬂumﬂugﬂ%mLuﬂummmmmzﬂmq 0.5 m/s TANDINN

|
A o

VN PF MRV ULARN AN NN TUTILANFAINAINNITARMAN LI DADUNTNAZ AN

2.5.2 Vibration assisted machining (VAM)
Vibration assisted machining LumaRian1stugldaniondansieaouivesinnasii
o @ = o4 A A o o §wua o S Y
NIINTLANTUIABNLAZAYINDGINITAADUNIBINANANT IR AN sy dnelan AN LT W UILEN
aananfuiludesscazinainila danaliAusadnuazaunAIndaseaAnaEanas watall
T fiuatraunsnaalunasintugddas et L segaun wiore 4w uANEN U1 21990131 A
= A 13 = o
NN iR anenfslinvzesiiaie
\ATiA vibration cutting gnl¥Adsusn’ull 1950 Tas lupaw@Ensuazilunsduluunumen

139 1D VAM Geiinnsiadauiiaesdiananiunaifagilin 2.16
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Crossfeed Direction

Unfeed (cutting)
Direction

‘z
R
a) a /

a

2107 2.16/8) cooftling

Tneniunasinaaun sHaraluwnu X gy lufiAniaiien aniula
NsWIWIMATIA 2D VA TLARAUT LA sindeunvestaeiininiy
AagLn 2.17

Bl

QUU? 

ﬁ‘ﬂ‘V] 217 mimammmmnmﬂmﬂw 14 2D VAM

LU AN b

ﬂuﬂﬂmqmﬂﬂﬂﬁﬂwm centerline 1899x1U1 1D ultrasonic MM WIAANIIAAAUALLL 2D VAM
LﬂugﬂqwmmmmLﬂaﬂm:ﬂ:mmm”l,m‘imﬂmiﬂiumuunmq ?:UUHV]’N’M‘V]WJ’]QJG 20 kHz

waTiNNINILAR 6 um
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Moriwaki 48z Shamoto l&WmuWIszLL 2D VAM Agilfi 2.18 Taaand piezoeletric actuator

Tun194519n19n3240 n1sU5umg@ues actuator aa9faznlfiian aeaauRaadlanaladatlu

911097 szuuildmnnuiilugos 20-40 kHz uazdnisnszanelugas 3 pm x 3 um 09 8 um x4 pm

(AxB)

nsanuadRnLIuAALEARAG1 ATyaes vibration assist machining Tngannnimaaesey
Shamoto waz Moriwaki el vibration assist machining Wuawae7 M lunnssinanaatlszunn

40 % uaz thrust force ARAN 60 % IAUUAAIKANIINAREIAIILN 2.19 T9aziiulidnluusazsey

PET Actuators

51l 2.18 2D VAM e lae Shamoto WAz Moriwaki

NN961A thrust force ALANANIIARUANLAIIULIIREIANIUN 1N ATLLFI NN AN ETE rake face fl

WAHNAIAzNAUNATLNIFRLLILUNAASLIN 2.20 dera e ds v uiifaguiludaton lunisai

= g9 L X s o o o = X o |
wenasling naen ltNsauuwnunazdnaananisgaeenidnisnduiieuss daaniuuuniiiililg

e = - o o Uy o
mmmLLﬁ\ﬂum?mm?’Jum@mwmx‘i’]uu@zmmﬁ"ﬂuwLﬂﬂﬂuslu"ﬂmzmmylmr}mﬂ

e N

Cutting For

o

Thrust'Farce, N

31I7 2.19 ussdaninTWluNNINAAeY Vibration assist machining tagl Shamoto wazMoriwaki

Camvintmnal culling lece

AR

) v o

A i
Vibraticn Phase, pi rad

q v - T Creentgn hhust foree

L. — - e HER UG = = e —
2 s p— :IIIHL:]EH —-— Se— ———
al . L

Vg

] — i
A 1 y - - '

Vibration Phase, pi rad

2 377"- 5 ] 7 B
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Friction force

717 2.20 MAr9dunAUAN LT ATUATN vibration assist machining

a J 3 8 A = dld d‘ o 5
WMAUA vibration assist machining Lﬂummuﬁmmwmmzmmmzmmlﬂumﬂugﬂ

o

-
anh

o

X 1% . v = A A o v o N X
m‘uug'ﬂvl,mﬂ’mLLmLummnmimwmimmummumﬂmmmh piezoeletric actuator FLuﬂ’ﬁ‘

| v
o o A o o o

R e o ~ ad P o o
‘LNﬁﬂﬂf]?Lﬁ@‘ﬂuwsﬁ\iﬂQN?qﬂqLLW\T@QNHIH\TW“Q@E@&@']ﬂﬂLV]ﬂuﬁ')ﬁﬂ"l?ﬂuﬂ"lﬂ?:ﬁﬂ‘ﬂWﬂWQJM@ﬂﬂq?
- [ . i A o 8 o & - = o o
LAEIINY vibration assist machining Tmﬂfﬂxwﬂmm\uﬂﬂm}’m%LﬂmJuNVIﬁVINﬂﬂ‘LImuLLﬂﬂMN@

WAL vibration assist machining

2.5.3 fanasuuulsnn3 (Driven rotary tool)

N R a TSR 16 v = o =
Nﬁ]ﬂ@ﬂLLuUI?W’]ﬁ‘LﬂUﬂW?’ﬂ@ﬂLLUUNﬂﬂ@\?LLUUIWNIWNﬂf]?MHU?lﬂQLN ANAADUESNINITNAN

Ausulilsng uanesnisuyvaedadaniililss@ninanlunisssunaaianieusesansvaaifiug

z A o a 1 Y I < o o v A Yo =2 = :I/
mummmﬂmwgummLumm%mﬂummmLﬂumminﬁmmuumumvl,mmwu ANYNNIT

o

@ = ] o o 8 ] = A& A Vo A
MHH%@\‘]LNﬂll@zdﬂN@m@ﬂ@iﬂluﬂqimﬂV]’]eLVILW’]ﬂmq\i@qﬂﬂqﬁ'ﬂ@Qﬁ??quV}LNﬂﬂﬁﬂﬂ” un

¥ K] = =<

1wl 1950 Shaw l@BusuAnHIRANALLLTIANT AL E ATRIUALLATAINAILAZTIINT

v 4
o o o o

a = =< v =KX a [ @ ¥
Aasadanacldiuiiangiiasinnimaaesnasiuinulagliuaonudalunisuyulsald pulley ua
NENAASINLISN@INN TN AAN AL L IUN AR A 30% LiauLALR AN AN guNLAYg U 1y

U

NNTFARAAY

11T 1990 Armarego "Lﬁv‘hmimmm‘tmﬁm%&ﬁmﬂﬁqﬁuuﬁqmuﬁmﬁlq (milling spindle)
fnrmm nanaus viavalinealsessle i den 1 ludlanauuulan 3 shuting Lei[18] /1#n1nns
npaasliilnnacuuy B navitnn ttanium alloys TEEAIAV tataanuLLgARANAST

dundeudadaliuyusaganamasiuandlugiln 2.21
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DC Power

s N

Computer
Data Acquisition

Charge ——— B ; Dynamometer
Amplifier - ;

Cross Shde

917 2.21 gadiANasuwLT3A3988 Shuting Lei N1Flun1snaaaenasiuiu Ti-6Al-4V

Tunsmagesldannud luni9dn 4 6 uaz 8 mis wazauluNIeULLaIATA 0.009-
A = = o X o
0.38 m/s HANTINARBINLFINANAILLTIRTTNE e N TlE NN NIBLAT s TN RA RS
o DR = a N = S o

AINN1InARIIRN uNALand lAuRLsERv S e alan AduLL TInNTNgan I lunng
o =y % G ol Tt R 0 o= A o = a o
ARAAAILATEAEIENIT IEIIUBLT ANAFIHUE HAnauuUlsA1gaLuNNzNaz NI AN S E
WsAsien lignnsissendldasslumvaasmnsae1elafinnunisuyuaeadailnfasasld

wawuaniladenauenituNamesiun1 i uIARaRANTLAMITY lun sy WAL Ignania TiEn

ag TN AN IR ATRL WU RARENLSA N NLTAT AN U8 ANITIGIRANIY

a =<

RILTULALANIUIZNINNTN R ALAZLAENAINALAFATUAEIAAL vibration assist machining

1
=< o

Augilianilsvinnd

a

o

. a = dl ¥ U % - . o
@Wﬂﬂ’]ﬁ‘ﬁﬂ'ﬂqﬁ’lu’lﬂﬂﬂLﬂil']?]@\?@z'WLI’Nﬂ']TLLﬂﬂﬂ&IM’]ELUﬂ?mJ’JUﬂWTﬂﬂ

b

o

ﬂm%ugﬂiﬁﬂﬁﬂ%agaLﬁuvl,ﬂ‘ﬁ'mmmﬂfnu'}’fauﬁtﬁm@’mﬂﬁﬁmLmemmme-ﬁ’mﬁLﬁmu‘l,umm:ﬁ’m
Fuaudeazdaelfinisinusesesdinfnanadld WeAdeasiuusminAnnisnaufide s
W@eaniuanmaila vibration assist machining %Im'ﬂN@%ﬂﬂ’]?@mm’m?ﬂuﬁLﬁm%ummmLaﬂﬂ
VlﬁuLLm:@ﬂLLNIuﬂ’]ﬁ‘ﬁmﬂﬂ??&ﬂﬂ&ﬂ‘ﬁﬂﬂ‘ﬂ’]ﬁﬂﬁﬁﬂﬂ'}?ﬁ’]\i’mﬂlﬂﬂﬁﬂﬂaﬂLLUUI‘JM’W’?}%‘QW}N’WG
peNuLLLAzARAYF g lEunaeiTug Sandszmitiatug dean kasieslunisiudi

al d‘d ' o ;j 3 dglj ¥ = 1 ]
NATAdUI A e ANNUAN AR L TUNNIFATRITUAER NN Ase Ll aesuTsaznaa luunse ld
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NNSNARBIANE L‘ﬁﬂﬂl;]’u

TunisifinnisdnusenesilnfintuiinainaesamediAyaousalunisdnuasgumng i
geauresiinfin Inauslunisdntiuacdenalagnsaiunisdnusevesininiuae Baiiusalunisdn
o = a o @ & dl a A o X ° o <1
gednsnisdnusevesiininnazqgemanlusos uasiegaungiiaesilaingeauazinianuudaue
S o v O > = o Y o o = S a
1098ninanad Astiulummsudtoninisdnusevesiinnaasatiuanuddny llinsanussiifia
o % 2 é{ o = ! 2 ¥ o 4’(
AINNIIAAUALAAANIBUNNATULUN AT AT e ligngnis lTuelaine 19Uy

3.1 NMSNARBILNAANHINATDINS IREANIUALHNLIRDY

ANNNINATLIPRFNAATABINITFH AR WLIMINAN AT WL IIEHR LA
F=k-a:b-K,
(2-10)
Fok-ab-K,

R

o cos(f — )

° sing-cos(¢+ f—a)
\ sin(f —«)

" sing-cos(g+ B - a)

(3-1)

v ¥ 1 1
AINANNIVNABIAENUFIAIEAAZAUALRAINNIZOY ¢ TUNANABAAT K uaz K,

WeuiuA1 ¢ azldmaudunusaegin 3.1 waz 3.2 ANanaL

a

[N
o

\\
\
‘\“\*__

0 10 20 30 40 50 60

force coefficient Kc
O RPN WK Ul ON OO

shear angle (degree)

917 3.1 AnuANRUS sz UdNAYNReUN @ AUAMSITUNUIWLLINIIER Ke
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35

20 \
15 \
o \

force coefficient Kz
o1

T T T R o~ S [ 1

0 10 20 30 40 50 60 70

shear angle(degree)

717 3.2 ANANTNEIENI N ANNIRAU @ (UALIERIN TULEIN96R K,

G Wyl 2 - X 2 o a9 o d‘ .
@Wﬂﬂﬁ"]wf‘ﬂ&ﬂu{ﬁ'ﬂﬂ\‘lﬂqﬂﬂL’ﬂ’ﬂu ¢ N LA W LT NI A AR AdLAZLIEasRINAN

NNRAUALANNIALANIN B HAHANAUSIUA1NANNDS

. P«
a5 — ~ A 2-11
¢ 2+2 (2-11)

4 /2 b ediyy | < )ise VAP SR
TeaznugnA 1N RaMas RuTule Ayl nnuangsesaiuluiiesfuazinnmeans
IneaAawmaiia abrasive polishing luN1sanusdEAN LN LITIR LGNS (tool/chip interface)

= . o A = = = Ao o
sﬁﬂqzmﬂmﬂiﬁﬂ’] ﬂ @ﬂ@\?LW@ﬁﬂﬂqﬂqmﬂﬂ@\jLLT\?L@ﬂﬂV]’]uV]NmﬂLL?ﬂIuﬂqﬁ‘Wﬁ

3.2 TUABUNITVIARDS

TunnmeaesazBNAuAINNIsResianaeAn s luAlRlyNATE (rake angle) wazyuuALl

(clearance angle) IWRwRAWINAWEWAAL 15° wag 8° ANAYFLANUINANHLAN ANNTURINTA

|
a a

NANANANI NN ARANLFNM  rake face  AREINTTA®NTIELLAS 600 800 AT 1200

1 '
= v a a a

AINAIAD waslAnAlaNAADTnRnN1T1I0M rake face HnBNIzAENINELLIAS 600 800 WAL1200
Tdudssdagueavagivianie 1 pm lunnsdafa nuiialanawisansiaw llvin1ednpanumeny
NuRasnaeTaeiRANUMENLRS (Surftest SJ-201 PIM 10 Waliums) Tnaivianisanndia stylus lu
agl dl o 1 | o | ?/ =< o dl U | dl dJ
uuAuuuszeEnie 0.25 mm - AWML 5 AunaINtuAsinNa 1A LA eaes
oAl 3 d' ¥ al a a = = dl 1 v A 4
WLFANANANT IARANNARA LI ZHANRNMENL Ry, = 1.55 ime, HANAIAKIBN19dRRNAae
N3vAENATlAT R, = 0.25 um UaziaAnamHInINsdaRfAaENIE T duA ARt

A1 R, = 0.06 um A93L71 3.3 3.4 uaz 3.5 ANNATAL
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a

EIﬂﬁ‘pﬁ’ﬁ:Wli"]ElLL@uN\‘i@@Nuq (R =0.06 pm)

1

IR o nsmuaunswies L [ AdamenuRa R, (um)
1 lfﬁﬂuﬂiwﬂ?}ﬁﬁ’]ﬁ“’ﬂﬂm | ™ 1.55
2 . ;'r_w_maﬂ?mﬁw?wu 5 eod 0.25
800 WaT 1200
TR v « g 'l -

3 =7 ’%‘mé‘mm;mmgwﬂmﬁa’%OO 006

A 800 Uay 1200 uAy Wingiv | {;,,
T _— s il

s/ WA 1 um \‘_J

A9 3.7mxmun’mm‘?ﬂumemmumuﬁwmﬁmnﬁqﬁiﬁumwmmLﬁ@qﬁu

Lﬁ@Lﬂ?ﬁﬂiﬁmﬁamm@iuLL&’q%umuﬁi@”Lﬂmﬂumimmamﬁ’fﬁmiﬂﬂﬁq%umumé‘m,wm
mild_steel (111 HB) muﬂmﬁumumumm\a 50 mm LW@mLﬁwﬂ@qmuwmmmwwmLm:mm
(chlp th|ckness = Tmﬂmﬂmi‘mz@ﬂ’]'} m’ilﬂﬁ (Cuttmg Condltlon) m@ummnﬁmuum@mium
Win Ho‘ Technology Industrial Co.,Ltd qurﬁmummm 170 rpm s8ZRUAN (depth of cut) 2 mm
mmmﬂ@u 0.210.30 0.42 0.54 0.60 0474 Uaz 0.82 mm/rev AANAALILAZHIUNIFALLUT AN
(dry cu oA vaniraaidan g AodanwdnRusiuains (2-6) uaz(2-6)m Al |
“ U OW fny 11w § = 2s)

a sing

=27 (2-6)
a, cos(¢-a)
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3.3 HANITNAADY ~
. 'l_—-‘
AINNNTNAWNARNNANAMNEFA 170 rpm T cut) '_mm, V179
o o ".;:‘.
anwademagy

.30 0.42 0.54 0.60 0.74 WAz 0.82 mm/rev MILAMNAIAIN

‘ 2 mm
v ~
| a_}25me)R 0.06 pm

ﬂUEl'JVIElﬂ?WEI']ﬂ‘ﬁ
ammmmumwmaﬂ
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2mm

b)

c)

717 3.11 iAnasNdnanilen 0.74 mmirev aandANaY a) R, = 1.55um b) R, = 0.25 um ¢) R, = 0.06 pm

2 mm

2 mm

b)

c)

917 3.12 \nasfidssile 0.82 mmirev AanAanAg @) Ry ="155pm b) R, =0.25im c)R.= 0.06 ym
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v
ntinnsdaanumnaeArnasiag lulasimes (Mitutoyo 0.01 mm) lagnnnisinm

PWALIUAENAS 3 06ia 1 TulaziNIsATedanauiuinuan1sinaslunmg

3.4 ASNUUNNHANITNAFDD

pNUENURTesly | dnsatlew,a ARTNAUNLAY  [BRIIAIUNNIFR  HNIREU P
flmﬂﬁ\i( um) (mm/rev) ﬂ?ﬁ\i,ac(mm) r (degree)
1.65 0.21 0.699 0.305 17.745
0.30 0.835 0.359 20.941
0.42 1.053 0.399 23.245
0.54 {208 0.444 25.847
0.60 1.5612 0.397 23.139
0.74 1.637 0.452 26.321
0.82 1.763 0.465 27.055
0.25 0.21 0.647 0.325 18.907
0.30 0.797 0.377 21.953
0.42 1.017 0.413 24.079
0.54 1.068 0.506 29.346
0.60 1.233 0.486 28.267
0.74 1.418 0.522 30.231
0.82 ol 0.542 31.369
0.06 0.21 0.622 0.325 19.677
0.30 0.753 0.338 23.216
0.42 0.933 0.398 26.199
0.54 1.050 0.450 29.819
0.60 1.1562 0.514 30.190
0.74 1.350 0.521 31.680
0.82 1.540 0.548 30.822

ANTNN 3.2 HANTNARS
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0 0.25 0.5 0.75 i 1928 15 1.75 2

Roughness Ra

dl gl o o I I a o I A dl =2 o '
719 3.13 A HANITUGILIINAIAIUNENLINA R, ﬂ‘i_lﬂ']HNL’ﬂﬂu¢ NAMNANFA a AN

a

3.5 aLﬂﬁﬂzﬁNﬂﬂﬁ‘iﬂﬁ@’ﬂﬁ

o

1.78m911a10.21 -0.74 mm/rev AanaeF1 A ureLRatiasa i LN AN AIARAN

d . d ¥y B YT L 4 . :
yuReuNInnITedena s 1 lunasaindasnd, TnaleWagsouasussildlunisdinaznudn
HanfennIunsdaie (R, = 0.06 um) aztiausslunissadeendadanasiliiiunisdniia (R, =

a

o

1.55 um) iiilaNanInnignstlen 0.6 mmirev AMLINERA Fuaz F, anad 73.84% uaz 27.28%
AINANAL

' A A

2.8m911law 0.82 mm/rev AzNUINHANAIMNAANYMLNUED R, = 0.06 pm HAyNLRaUT

a
' 1 £%

v A =2 A a = a = = =2 o
HaanINNANMNNAIAMNUENURG R, = 0.25 um T9HaAINA/INNI9AALABNRIANNHANRIN
o i =2 o a A = e Sk, Y o o =
ARILAIAZNUINABNAITMARINTANAS R, = 0.06 um Hanwus mdifstulniazd miuLAEnas
A a N = Ao 4 = 2 = o | %
Minandanae R, = 0.25 ym ardansuziuiwAeLTNaINANEL ANt ARNRIIAassuan 14
| o * I o pRia = Lo =
dnnssinluaniagantiiiunia luaniesildmuneatiazeaaazdiladsnaguanwilanimeses
dl ] 1 =< v 1 v dJ 1 £ % dl b2
NdsuaanNtUN e ARN A IR UANFa NI Tdana AN 1TAaesAaNALARR A
P = < A a X e . =

3.41NNFNAN T UABN ANNATLIENUINNER 31T A% 0:21-0.30-mm/rev.bAENAIa1N

HanAaagnuenianusaleadudsnaslss iy spring type chip G908 laqdluasnaaniun

> =< a o a4 A = | o o v a = A
W@\?ﬂqﬁ‘eﬁ\uﬂ@@qﬂu?ﬂmﬂwm@Lu@\ﬁLL@zLﬂHﬂ@QVLNTqﬂ@@ﬂ@qﬂﬂquiﬂjﬂﬂQMﬂqWNQﬁl‘ﬂ\?mu\‘i’]umm

4.37NN1INANTUN DLAN A NIAATUAZNUINNERINTI80.42-0.74 mm/rev LARNRNALNA

a

B 2 T o a = A L |
@qﬂﬂﬂﬂ@qmiﬂmquﬂq?mﬂmq G all % pm) qgﬁLﬂﬂLﬁHﬂ@Qﬂu@iNm@Luﬂ\?LLUU long ear type L&

A= A

TuanendanasidaunIsnlais R, = 025 umuas R, = 0.06 pm fafianwneiiludunag

a

D
e o

| '
=

| = = A A oAy
LLUUW@LN@Q@%%QLﬂuLﬂﬂﬂ@QW@giuLLUUV]Lﬂummﬂ\iﬂq?
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H 14 1 %
=3

a = =2 A a | Ao =2 A a & i
5.“]qﬂﬂqiwqqﬁ‘mqﬂ\nﬂ‘]ﬂﬂ@\1'ﬂLﬂﬂﬂu@zWUQqWEMTqﬂﬂu 0.82 mm LANAININAALUALN

4
=X '

anwouziluiuiaastasianfs wsaesAunasTaiduAenan Aaeraniase lu MR aluLsLania
o all 1 o Y a o v o va o =& [~3 o £ %
anznsdad wsnzanmazinliifausssinuazanuFaugeasin lddain@nuseSouazin i

@mmwm@ﬁumua AR

3.6 #3UNANTNAADY

AINNITNAADNET1

Mi:udwﬁqﬁuﬁwﬁﬁ rake face

o =2 = o v A - = e — ' 4 Ada X o4 =
ﬂULﬁwﬂaqmm@meu@jg LaztHa NI AN N R UTLANTUNAIINAN
Fin 0.6 mm T anAR ARG LN TR AR WNNgaaa 7.05° dauali
4 ‘E'}l,
j TR0 . P

ALIIGIR F_ Uaz F

. . F v i a : L 5 Y o = 3
assist machining MIN1TAALNA NLRAEAY) 3 1119 INMWIUABINANAILLL

TsnslneenAainnyunag NC Hybrid Fufhutlanluonsielresanidss
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N1SDANLULLASAAAINANRY Lm‘uﬁLﬁﬂﬁﬁﬂ%’ﬂi’ﬂﬂﬁﬂﬂ%ugﬂiﬁmn

Qq

'
a a o o

X e ! = = X o ! S o

ANNINARBLLBUNLTUIIRE NI ATUN R AN RIENINS rake face 289HANA
o = o . v o ' o = Y I
AuAsnaIEkasiaussunIIsn Asiuans Rt lunsIdaAensanus A EaN uRAATUWEa LA
- o o Y o~ Yy = .
fianavesusadaandaasldivedaaaausslumafingeaz dena linnsdnusevesdninanas Tu

o X o v & o o = =

ndeiiaviauendnniglduanauunisnsdos lunasnaunAzeusduamL
4.1 dandsuuulsnis

= = = P B c o .

AanaduuUsnng (self-propelled ' rotary tool) ABNITNAINNANANAN (round  insert)
VHUIOLUNUGALLOITUENTIIN FAALABNT LI ANEUANE ATRN ATRAZ Y WARE UTIRAaALIA LY

PuARININAS Aauanlugtly 4.1

s 4.1 manasteeldianauuulanig

& = A % 2 | = ad @
[MENZENIRS AN LN@N@THﬂ’]?ﬂ@\? LL‘LI‘LJT?M’]‘J‘@\‘]Nﬂ‘l‘wﬂ@iﬂiuﬂ’]?ﬁlﬂLL[”mrﬂ’]\W’mﬂ’]?ﬂ@\‘l LUuUnANLE e

~ (o A

= Ay ,
N@@ﬂﬂumimﬂﬂq?ﬂ@\‘iLLUUI‘J‘W]’]?Nm@ﬁﬂ@qﬂﬂigﬁﬂqimu

£l

1. NIINAINNEINNI0 TUNN99r U8 AN FANLENA1 MR LTI ULHEIRINNNIUY LTI AN A

1
o | a

R ARduATNNNTE AR NI RvR L e NN FUA ARSI Alar At awnaz nAU L FnRe

e o

= 2’/ dl 1 % d?{ o é; o 49( % 1 k4 v |
TU9UENATY A InAna1NuAn lun g UTaninaugL Iie anwudn Ty suaeufewdy

q

[
o o K a1 o o

tyundnAnyiflasandaninaauglIfgandoulnndaduilsz@ninistinanuaunan fedunis

o o

£%
o

[ [ o

, Y R o = Iy A o a 9 A = | A
AN AIINTRUATHNAIURN miuﬂqﬁ\ﬂﬂﬂ’]ﬂqﬂ’]ﬁ‘lﬂ]\?qu"ﬂ@\?llﬂﬂﬂ IﬂﬂﬂﬂmLLﬂQLNQSLUNﬁﬂmﬂﬂ”ﬂUVI

o

U uutRad N Tas 919N af UL e N AT T WLF N N AR 1NFRWAIN  deformation aias

Autlanuansuantfinle linitlasannirenadlufiqiely walunisnaanuulsnidiuiiiesann

Y o o ) o =2 P A o o A o o~
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a v @ o o ! =1 ¥ 1 53 n:ll Y a g 1% dld
mmmnmﬂ%mmmmummwmLﬂu"l,mm\umum snalditinnisaiginaanuiaung

dsz@nBnmannauteasnaniunisinauglianseinniinaugllfann
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A a ) Aa X o & = p =
2. LN@W“]qﬁ‘mqﬂqﬁ‘LL‘U\ﬁL‘Ll']ﬂ']ﬁ'zt'ﬂ@ﬂv}Lﬂﬁ“ﬂuuuﬂﬂm@ﬂl‘ﬂ\?LNﬁNﬁLﬁﬂULV]El‘]_lﬂ']ﬁ‘ﬂ@\‘iLLll‘Ll

' 1
o o o =<

Unfndadinagiunandnaziunisyivanainusslunisdneganihaanaanoan luanenianag

a o A a 4? @ © 2 =2 < =

wuulsnizanfnaznszananiszivaniiiia tullaaanaanenapudninlin sdnusereudniin
o @ o = X
AnNANRIYNIT UL TR AR TILAY

% & = v = = o o ] Y = =

3. Aoansuyuzetfialinazdenaliusndt anauiiandndassudraninlnauaziAsnas

anawTaNALTAN19IARdeRUNAnANT lLNITN ALY vibration assist machining TuTLALANIU

| o

P sz adlingaenn iasdoeliusdlunissnanaala
Tunsnasuuutsnirdenalnnisfnas ianudUdauni nasnadsuuUnmnutinia ldings
4 dd e A - -
aaunTINaTeIN1suyRazia i anguuan s LEe AN 19eews L As AN A luNIg
FiA LATANNAINTD 1NN ANINFALIANAITVA ALY Taazd N AR AL IR TR AN

winnzanlunsiugddanlssnmminaugtlfenn

2 '
a =

4.2 N15RBNBLUBALAAAINANAIL LTSRS

N = a e = B Ao o a X
Nﬁﬂ@\‘iLLUUT?WW?NH'\?V?{H%@\TLNmNmﬂ@N?ﬂULLﬂumqLﬂ\ﬁ‘ﬂmxquﬂ’]ﬁ‘ﬁwﬂﬂ‘ﬂumuﬂqu Iﬁﬁl

'
o a a |

v 1 1
nsvyulafailaszgnsldiATes CNC wul Hybrid machine Teivinuyuiiaaagaelunismyu

©c A dll Y a | =2 dl @ A d' ¥ < A allal
LN@N@ﬂ@NL‘W‘ﬂiMLﬂﬁLﬂuﬂﬁﬁ‘ﬂ@\‘iLLUUI’i‘ﬁﬂi‘IﬂﬂLNﬂNﬂﬂ@NVﬂﬂ@tLﬂuLN@Nﬂ‘ﬂuﬁ@ﬂ’lﬁlﬁ‘gqu%ﬂ@ﬂ

a

Tufiesnaalaeluiuddailazandeiases CNC Mazakintegrex 100 -IV aauanalugiln 4.2 1flu

gunsnllunimeaes

31/7 4.2 1P399 CNC WU Hybrid machine 9 UNUNNTLAABUT
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S = <9 o Yy A A = ao
Hanasuuulsaasasannisoineulfiviauiianasuuuilnatuae

S = A A4 o a v X o
1. HanAsannsnpdeuiarinnslaniouaziantinguenuls
2. AMNNINATLANANNITIFIA (cutting speed) AtuziinN1snabignsias
3. gunsnAruANANNIEITaL N s uIasdaNa 1
4. aunsamauANdnIilaulfatinagnsieg
= A g ya = o o o =9 ¥ o o =
Fennseenuuuiialilanasuuulsnimnelsaansesnasfiaainnsdnulaciaes CNC uaz

o Yy v A aAa =< = i
V]’lﬂﬂi@?']\imﬂuumwuﬂ')’luL‘MNW:ZQN‘NLﬂui’mmzl,@ﬂmslw_wm

4.2.1 dautlsznauaaeAsas CNC Mazak Integrex 100 —IV/

\ATe9 CNC Mazak Integrex 100 -1V 1luiAzas CNC wit Hybrid machine Tl ansoue

wugniluaresnasislidoudsy peumanasgiln 4.3

49

Upper turret

Millipg spincie” gl spindle

"'\"-T o - \:_l'l
!l,; N2
= :‘. =
\ ﬁ = =

Lower tumet

3171 4.3 doutlsznayTagiATay CNC Mazak Integrex-100 —IV

o

doutlsznauaeaesas CNC tlsznatlildaefinevinnyunan (main spindle) Hutinfau

WASMHUTLANY, TRy UIed (sub spindle) HUTINTALUA TN UTWI T WAL ALY UAAN L6

o

& A & o o X Y = o
ANAsRAREUN R ANNUN DL e Tuawls tanlatiw (upper turret) llunasauiininuay

|
o o 1 = A

auyLNAAd (milling spindle) ARFgat] Tlandinans (lower turret) 14lungdudnnasialdnas

9

' 1

1MATa CNC Nldaziluiasasfiannnsarinauls 9 ununisimdeundagli 4.4

SDe 22D
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C-axis rotation

C2Z-axis rolation

+

+

C-axis cocrdinates =

S
L T w22
—~ C2-axis coordinates
+72
+X7 I

U 44 unumaAaeRiTedeTes CNC. Mazak Integrex 100 —IV

Savaananuts e aeu A lusnE Colfansnsavs T uite 1 lunmnaavie
T luwanudnene  (miling) Tngiannsdaname ot lugas 0:4000 rom Ny uIasaINIIONYU
waeuldluunu C, wazansnsainreuitudn-senldluany W tlenilnuuanunsninaeud iy
WU X Y war Z uagainasnuguiliuesAiniialsluiny B dnsstsnafamziwenladae
Fvuiiads fenflnansannasairaauilaluunme X, uas Z, luntsuszgna 48 andawun Tsnislu
/F383 CNC Hybrid' machine Hiasads ifuiiasiiosfautainisvnauseaassaiieliiinnas
Aun3niinulfatinegnsiag elumsinanaesies CNC azuikeanidu 2 wuude tuming
mode W&z milling mode 1ag turning mode WaulMnaNAza NN sOuNlAaEN9@ sz kA MN9D
uduuiaeeuageiemmenaswulEusT s uRaasazgnfaa 1 liaansnuula
waz milling « mode ﬁfamuuﬁnﬂzgnﬁﬂﬂhimmmmuﬁw’aa’w%muwiﬁqmuﬁ@'ﬁlw:mmﬁ‘n
vl un0s famnzaiue

lumsinsuresiiandsuunlsniaaaasadudioslin e s uanuazio

a

pyudaat wn1nlinianiusaiuasfasninisdantaapsaane lHa n1san1n1snaalne fvia

q

a

al o Q/dl o o ' o o = & :j/
NHUNARIEN mwuquimmmmﬁiamiéﬁmﬂm@w@ma‘mmummmuguu@:ﬂ@mmiummmiwm

Q
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ugnsneil 2 greiauyuuaniu

\

17 ‘\ 1AL U milling mode Tl
7': A% G code lu zfamuﬁumm‘lugﬂﬁ 4.5 1pel
i 23/1AG8 MO0T Az M902 Aansiientia
ode L@ﬁ’mﬂifﬁ’u@jﬂﬂ?ﬁWQﬂuﬁqﬁLLz’q’a@z

annsnldeuiovyuiadwigulas VNN FONAITUI UMY ULUTIUYUUAN

.
Vl,mmummm@q 3

RIINYIAY

Cutting speed 0-4000 rpm

g7 4.6 Maiwasdanaeiuulsnig
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Satuualmanisinnuressias ONC THudansauauaninznssinaziwnlilag

1. vauyufiadsaziniensiindediandunlsnitanunsnindeuildluuw X,Y.Z uaz B uaz

anansnpauAnmsvszesiladialideus 0-10000 rpm

2. savuvAnTnmsANLANM I uTasEu e AN saL AR LS 0-4000 rom
memmmmumiwnmumqﬂf ‘lwmm?mmmﬂmﬂmLLuuTimﬂmLm

mumumiﬂmmimuummuwmmmum 35/ ﬂma‘ammiﬂmimmLmuﬂ@ﬂmLLm

tauth (facing)

4.2.2 n19aanwy

Apnday dailAnadna W|d|a RDMT1605M'0T-X_°ummLéfumuﬂuﬂﬂmq 16
mm FuasadNiy 2A7a¢ldlun96 VLNTMLN@N@ sllp ‘ﬂmwﬁﬁmﬂﬁwgumumﬂugﬂm

o :// [ s = -h_
4.7 PNULATNALINBANNTEN

317 47 TafiAnAs widia ROMT1605MOT-X 2aLduEuALEnane 16 mm

‘;"j'

‘ﬁ ﬂm‘lmmﬁjmméluwmmumma 14 mm
18 5

I » .
£ 80‘mm' ﬁwmﬁ*ﬂmsm“ﬂmmmmmmﬂ wmmmmw\aLummn@mmﬁmlmﬂ 4.8

y ué‘ﬂmm%n qﬁﬁ@‘ﬂiﬁl, '\'ﬁqmnitiu?

sﬁ\‘i"llu’]ﬂL@u&l’]uﬂuﬂﬂ@’]\‘mﬂﬂQWN@U@WH’EQN‘&IM’ML@ﬂﬂfl’] Lmumuﬂumﬂmwm LN@N@LW@,ﬂ@Qﬂu

O lu'lﬁ“"nmdm‘ﬁuﬂﬂ"ﬁuﬁ ueh TN 1‘mma‘ ml’ﬁﬁﬁﬂl:‘fhnum'mumﬂ Bblt

e AN m mﬁt

.=

A ; e ul
zﬁpwmhu holder Lm:i M mﬂumwmuﬁaﬂmm mLm CNC L\‘ILL@M\‘IIIJ?UV] 49 ) |'
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4.2.3 nsUsuszununsiAdaunuasinnauulsnng

WaasnsiraaunaastanaslunIsnasiuulnAeedasas CNC multitasking Ulay

WUINHANAIAZTIUAUANTABANNIN AN +Y Auanslugilf 4.10
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- ux_

A A N R - P ; N = = A 2o
NITLARARUNUABINAS i 1TLARNE u X HANANTUN AT @QLL”UITW']?LH@Q@’]T']VL@VH
a %’/ a = o o o - .v -. \ 2// = = = t:ll
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4.2.4 n1sdanranaznisUianinaelnnauulsang

Tunsrauannisiadaunaasdanauuulsnig Waiuisannulfindandanduuuing
afludeslinnsdautlainisinanuaedrses CNC multitasking Mwsnzaniilasannlunisldann
a =® dl | o dl ¥ . . % o o
fanasuunlsniaidunisineunsounisld tuming mode wamiling mode wianfAunsANMUA
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v
gnFias
= X = i T R o= Py < °
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ag 2 WuAe
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anAIRILANIlUILN 4612
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] ] v ¥
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5.1.1 TUAAUNITNARAY

lunamaaadaziinisnasiueuimanndn ¥aiiu 3161 aunadudiugudnas 32 mm

IpaIN1IN AN AN UA9EA 50, 70 LAz 90 m/min tasiFauaussndnelanasuwu s ismnng

'
o =

(rotary tool) NdRAUANED CR = 0.4 FudANAIULLBLAUN (stationary tool) Fadniladai

NNIUNUAINANIITNIIBARIAITIH.5, 1

D]

Tannldnnaed wiapnaEatia 3161
PNPTIN Wrlrioudtdngns 32 mm
AN3aluNN9TA (cutting speed.m/min) | 50,70,90
fm31da1ANLE(cutting speed ratio,CR) 0.4

§nsnistlan (feedymm/rey) 0.2,0.3,0:4,0.5,0.6,0.7,0.8

s¥aILAUAN (depth ofcuf,hwm) ( . | 04

SP13947 5.1 aglan19vnaasin NI Agesi 5.1
PUIININAABIA AN ELUINANTRL NN AT LU N BT BN TNANIEY
49 KEYENCE Motion Analyzer Microscope VW-6000/5000 &3vinasinssiisinnminiazes

CNC A431l91 5.2 | |

Rotary 1ol

workpiege

cutkt ing 2one

317 5.2 NIAABINABITNYNINANNFTIGITUETININIINAITUINY




48
TunsdnguugiseadiniinayldiAsesinguuniuuugunsen(infrared thermometer)
1 v 1 1
Tun199panniaadlniln TUULNINITNAITUINUT ANAIAZLARDUN I AN IUILNY -Z Aauana
9 L1

lugih 5.3 e liLATeeing UMY TR Y IUTINHANIAALANAADALIAIAININIAARILATEITR

ay vl P o P o o g w P dl P o o AR o=
AU VL'J‘V]ﬂ‘ﬂNNﬁ@'NLLZQgVI']ﬂ']?L?JElui]ﬂﬁqﬂﬂlﬂﬂﬂﬂﬂﬂﬂqﬂLﬂ@@uVIVLﬂW?ﬂNﬂUNﬂﬂ@\ﬂﬂﬁllﬁﬂ

dnandauniiuiniaunsodngungindhdniaaisuldnasanimaass

+— infrared thermometer

loreear arrat

e

feed

- — —

9117 5.3 N19ARFPTEIIARUD UL LBUNTNIATMUEAN TN AT

HANAABINAITINIVIAFAUAIAINT AR AN ANTANILNI TN AINIMNANA T AIUIANITANUTALURINAL
nll a 49{ o £ v o o = =8 =
MnanulagRIn1gdednianandaansalnetiindnIesAnnseuIzZaNae 3 6 WAZ 9 U
AINTUAIHIAMNITANUTENIATUIUNNBIYNIT LENUATNUUININIATFIN ISO 3685: 1993 (E)

= &y = ° o A A o P 2
LLZ‘]5Lﬂﬁﬂ@ﬂm1m@qﬂﬂq?ﬂ@\1@gu'n\l’mﬂﬂqqﬂﬂuqiﬁﬂiiﬂiﬁﬁ\ﬂLm@iLWﬂuqiﬂImﬂquqmuqHNL'ﬂ@u
mall



49

5.1.2 ANSNUUNNHANITNARDY
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)4 0200 .316 18.104
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07 | 0287 0.385 21.946
0.8 o muerp ) 7 0.418 23.738
Q 0
i |

I M

AUt IneningIng
ARIAN TN INYAE



50

=X @ A
NNTANNTRVANUNANA

0.6

@ Stationary

©
o

® Rotary

©
~

0.259

_ /, g’;}tg . o

ing |
. SN

— 7

NI®

Flank wear (mm)
o
w

©
[N}

o
uny
I

0

0.7
Stati
06 @ Stationary
@ Rotar
0.5 y

o
H
|

o
w

Flank wear (mm)

o
[N

'QIO ’ 2 4 ol 8 ’ 10
‘ Cutting time (min)

QRIATTIATIENa Y




51

0.9
0.8 .
¢ Stationary
0.7
® Rotary
€ 06
E
« 0.5
(]
g
Z 04
c
u—“_’ 0.3 _® o317
0.2 021 = ._
01 - , S e
0 - : -\\*-..,\ . .
. L time \ir
i : ! st > ‘n\‘l!‘.\"nl
ﬂﬁ i 7 '-."'Z‘ l\‘ P af
NE
grunnAnthin -
250
200

Cutting temperature (°C)

150

100




52

ﬂﬂﬂ’mﬂﬂﬁwmﬂi
QW’]MﬂﬁUNWYJV]H’]ﬂEJ



53

5.1.3 AATITERANITNARDI

' = ayy 2y A = A a ]
1. ’Q'\ﬂﬂ'\ﬁ‘mﬂﬂﬂ\iwuqqLﬂﬁ'ﬂ@\?‘l/lvlﬂ@']ﬂﬂ']?ﬂ@\?ﬂ’)ﬂllﬁﬂ@\?LLU‘]JTT[?]']?@zN”ﬂu']ﬂVIU'NﬂQ']

o

A= A @ = \ Py | dd ! & a
HANAILUUNINANADENLN ﬂ’)’]ﬁJ‘Vlu’]ﬂJ‘ﬂ\‘iLﬂ‘i:mﬂ\‘ll,ﬂuml,l,ﬂ? K| INIUIATBANATHNLRDU ImﬂN

AMNANNUSANNANNT (2-5) WAz (2-6) ANAAL

(2-5)
(2-6)
sﬁ\i@qﬂq?ﬂﬂquqmﬂqﬂ H3 L2 LAAN
25 : :
20 ’\r &‘» ~
g // s N \\
o :
g, n!?f AANY R
P ‘ . . \ N
?:: —4—Stationary
& 10 —B—Rotary
=
w
5 .
0 T 1
0 0.8 1

d‘ 1 !
anguazinlddaiinndauny ﬂmLmualgfuﬁnﬂ in3INN3Tlantiern

NNL’f)ﬂu ¢ Q”Nﬂ'l’] @N‘V\luﬁﬂ‘]_lLLT\ﬂHﬂ’]W]@@\‘I'Z@Nﬂ’]?VI 2 10 AR

ﬂUEl’JV[

" sing-cos(¢+ f—a)

q wrsarsaliranen &y




54

160

o \ Stationary tool
\ 0=191%

120

Cutting force Fc

0L 40 W 50 80

1o

\ = P
5 AINANANLLLLBEYNUN

Lbid
"’ L
400 : }
)
350 =
* . -
300
o
§ 250 = 19
& - —
‘5 |
E 150 4
£ J
100 + == —
1 13
) - — 55 61N
U .Mm| )
ﬂ T L B o o = > . + -t
a 50 W

e - w

q' uﬂm Sonasuuulsaqs

o Vbt Ehadd b Vol %&l@ﬂsﬁﬂ

Haenan Iﬂﬂﬂ'}LLNﬂmﬂﬂﬁlﬁ"]ﬁﬂu 0.8 mm/rev ﬂﬂ@\‘mﬁﬂ‘ﬂ'&ﬁﬂﬂ F. WAz F, anad 21.68% WAz

43.84 % ANNATAL



55

2. qqﬂﬂqiﬁ@qﬁ‘m’]ﬂq?lﬁﬂLﬂﬁﬂa\ﬂﬁ'}ﬂﬂﬁﬂ\?ﬁqﬂﬂqwﬂ"J'uJquaqquﬁuiﬁdqﬁﬂ‘lﬂ'mzﬂq?
a = N R 1o A A Ao " e A
LﬂﬂLﬂﬂﬂ@\iﬂ'ﬂ\?Nmﬂ@\iLLU']J@%T]U‘V]LL@gLLUUITWqquNﬂﬂﬂmgLLMﬂmf]\iﬂuﬂ\igl“ﬂ 512

a) ’Statlonry

b) CR (1.4

=——
¥ o

a‘ﬂw 5.12 NN ﬁm@f]aqw\‘nuﬁlmmm 9E1en A a)TlAnaauULIRg AL

Mt

b)u mnmuwfma

- e
-

- 4-""_a'_.' L _4‘.
- o -

1
=

o Aéua' = N = e P =2 A f( Y o AR
ANTEUSNTEARES 'V]°l|'ﬂ\1Lﬂ'lﬂ'ﬂﬂ\‘l‘ﬂ'ﬂ\i&lﬂﬂ@\?LLUU'ﬂ%ﬂUquvLﬂLﬂiﬂ'ﬂ@\?'ﬂl__}«!E@‘UW?\?E'VJLLV]IHN@TW@\T

i
A

wuu I TiAEnAIREinTs2aFRNALRY BANIINITLARUNVBAABNAIALAN ALY AANN
nalnmisdiaiuansiulidenduiiangeusadannin Lazusslunisin

| Al A = Ada X = o Yo o
@El’]\‘]lliﬂm']llLu‘ﬂ\‘iqqﬂLﬂ‘]ﬂ'ﬂ@\‘ﬁ/]Lﬂﬁ“ﬂu‘ﬂ’]ﬂﬂqiﬂﬂ\‘i'ﬂ\?@‘ﬂﬂLLUULﬂu@ﬂHm:Lﬂu snarled type

]
=

Wasaan Chlp breaker mmuu’mmwnLm«m@ﬂwmmmifumLw'aﬂmnul,ﬂwnmvl,u‘lﬁ”l,ﬂwu

o

ﬂU‘ﬁu\?'\usﬁ\‘iﬂ’]‘i‘LWN Chlp breaker @V?Qﬂlﬁﬂi‘”a%ﬁﬂ’lwsluﬂ’]?ﬂZNWII‘H



56
a o = ) =2 Ay y o @ (o A
3. @’mmﬁ‘wmtu’mn‘trm::‘ﬂmLﬂ‘i:m@\?@zwl_l’)’]Lﬂ‘]:m@\‘mvlm’il’mﬂ’]i‘mmLLUULN@N@@Q un

wazianasuuulsnisazunnsnaiuduandlugli 5.13 uaz 5.14
F

g1ln 5. N edianaauuulsnds

” i;f.ut ..H"

A r.-“‘l

- -
J" i P = o
mwn@ﬁvimﬁhmnmwmunﬂw ibbon chips (AneUz 1.3

ANNANT AN O le G.1 AMAKKIN 2) @auiAEnAI lranTanaeuulsnis

Tuazdanunziih

ﬂummmwmm
QW’Mﬂﬁﬂ‘imﬁJ‘WﬂVImﬂﬁl




1
=

a o KX a a d’{ g =* 1% % a =2
4. mnmmmsmmnwmmﬂwﬂmwanuﬂmﬂgmmwﬂ wimmnmmmmmamnm

o

A aa = = ) = Aa = (o A
LLUUI?G]']T@::NNQLF‘NT‘]@QV]T]U Lﬁ\?;lllﬂqf]ﬂqﬁ‘ﬂ@ﬂLLUUWN@ﬂ@\?@ﬂ” Un

o

meﬂuiﬂm 5.15

F

| 7 i |
917 5. 75 ﬂr%#mvmqjmtm:rﬂm a)gﬁ'pw_ym fudt b)Rendsuunlsn

) i

— —————

—

mneven flow

Y jlll'ﬂl'ﬂm Iu'lght
sermation “w“ horws more
Ilemparary variations o

{:bnmptmdsmﬂtﬂbul{lﬂl imches Mank wear Mm'ﬂm 1o 02 imchies ank wear ‘?l,‘h‘l‘l’lpﬂl‘bd}"lthﬂ.mj B 0L03S inches Mank wear
|

=

‘ﬂﬁ 5 16 LL@@Q@ﬂEm”LﬁHﬂ@\?LNﬂNmLﬂﬂﬂ’?ﬁ‘@ﬂ‘lﬂ?’ﬂ [14]

i
i -

¥ J v
o A a a =K o

sﬁ\‘ltﬂﬂﬂﬂlilLNﬂNﬂﬂmJﬂ’]ﬁ‘@ﬂﬂﬁ"ﬂﬁﬁ‘ﬂ%ﬂ@\iuu@”ﬂ'ﬂiﬂLﬂﬂLLNiUﬂ'\ﬁ‘ﬁ] mmwumnmumuuma‘

wma‘mqmLm:mmmmmmu@ﬂ”lmmmmq ﬂﬁ?ﬂﬂ@ﬂ?ﬂi’l 5.16 LﬁHﬂ@ﬂV]NLLNMﬂN’mLL@”iN

D

ammm%mm uneven ﬂOW ﬁlu“ﬁ\?@’mﬂ’]i‘ﬂﬂﬂﬂ\‘i@vv\m’)’]Lﬂ‘]:mﬂ\‘]‘ﬂllﬂ‘ﬁ’]ﬂllﬂﬂ@\?LLU‘LI’ﬂEIﬁ/‘}_Iﬁ (?ﬂ‘V]

a

5.15 a) azifiA ‘uneven flow muﬂm@mmm'lumfamammml,l,mm’l,muumLLN’LunﬁmmMu

?']‘]_IL?FJ‘LILLGILN@W‘Q’W?M’]Lﬁ‘]:m@\‘ﬁ/]im@’mﬂﬁ?ﬂ@Qﬂ'}ﬁl&lﬂﬂ@\‘lLL‘LI‘].]I?EH? ﬁ?ﬂ‘V] 5.15 b) "L,‘L‘M‘LLVLWJ’W

Q.I

= = o =2 o Ao o
uneven flow ARILABNAINLUIAUD LI AT WUNANIANNWIIFA AN LAY A91I1LES



58

'
A a

=2 dl a
5. Wanasunensznanniie

b

AUNANFALUL A1 AFI7UN 5.17 aznwudnlunisnag

a

1 1 4
soadanduuuegiunnisziuanazanegfiqaihaanaannisinAaLBugAdNAsE 19T 1w

' o

< ) o = = = a 3 9 = v
LL@ZLNmJ®LLM@W%?UHW?ﬂ@QTﬂﬂN@ﬂ@QLLUUI?&]’]?@tLMHi@IQ’W®W®Q$Lﬂ@ﬂu1ﬂ[ﬂ@‘ﬂ®L')@WZ‘NN@TVI

q
3
=

waslunnsdinnszanellmaennianssauansnuesdain deamniinns@nusereadainlunisnias

o

A= o LA = Lo E
LLUUT?mq?@\?u'ﬂﬂﬂ’]f]Nmﬂ@\jLLUU@% 1N

Insert

a) b)

A R -1 o i A= T A A R A
g‘l_h/] 517 ﬂqiztuﬂﬂmLﬂmTuuuLNmNﬂﬂ@\? a)NMﬂ@\‘iLLUU’aﬂuﬂU‘V} b)Nﬂﬂ@x‘lLLUUT’imi

6. IHaiagtunaE N3l ngasiiaialne Aa 190189 N3 U N LUIN NI AT
ISO 3685: 1993 (E) l@AnvuaaIngednisdnnsatuiavadl (flank wear) 1418173 0.3 mm @9ann
danunuatianunsauiengnnsldautesdaialalaanisinauanisdnuse uuioauiiinT Loy

AuARAILanslugLN 5.18

Q‘j‘ﬂi’l 5.18 NIANUTAUUNINALNMNATULUANFAAURILUANA

D

v 1
AN AN IUIARINALNT A TF U NRAAWE LA UIZEZINAINIINAIT 3 6 WAT 9 UITLAAINNNIT

1
RX A =2

dszuansAauanday (extrapolation) tntian@uannisldanpaaniianagiinasdnmse 0.8 mm A3

q

wanslugiln 519521



59

06

05
# Stationary @ Rotary

0.4

Tool life 12.26 min
N

0.3 S

Flank wear [mm)

0.z

[

14

a 4

ﬁ“ﬂ‘V]5 19 87N , w1y 1T A3IEARA 50 m/min

06 3 i =
| # Stationary @ Rotary

05

04

0.3

Flank wear [mm)

02

1l
ot | Bl

ARIANIAUUNIINYIAY



60

08
08
o f # Stationary @ Rotary
— 06
E
E
".-_' 05
i}
2 o
j =
i
(T
03
0.2
01
“\\\ -
a T T 1
” Q‘ \ @ =
t\h\ \\
31J1n521 B8N’ m AN ALLLRE ‘VILL ‘wmmmmm 90 m/min
A a 6 ~ =2 A \ \
WWaNANTUI21E N3N UTBINS - ’1\‘1°'|LL ’1 115 auaeelanaguuuls
~ | = LA~ ‘ = ~ o
ANTENIUILNINHANAIRLLAENUNNIN IAEINAATNLT G nu ﬂMLLuuTimiumqmﬂm

oA = =
JNRBHINNIMTNANALLLIBE NS

= = ; =2 Ao ya R A =
7. AMNN1TNARDINI NANP ﬂ']?ﬂ@\ﬁ‘l’ﬂ‘ﬁ“ﬂﬂ@\jLL'U'UTTM']?QZN

ﬂmmummmmn@umuﬂ RRE U TnHpavdenaliinisonamaNFaun AU

1ﬂﬂﬂQWI®ﬂNﬂﬂ@\1LmUT’i‘m yaeifuf 74.2 °C
8. Ldfr% 90 ' @ﬂﬁ 5.22 aziiuleion

= =< al =1 > < — =
HANAINENANABENLNS 139 @}Qﬂﬂﬁﬁﬂﬂﬂ\nﬂu 3 ‘L&'W]

Lﬁmﬁm%tﬁﬂmj 1l Iy mLLuuT?miuuﬂmunM
Lﬁu%u%nfhm”l ] 'w?h\im'ﬁ'ﬁﬂ'ﬁmma‘nﬂﬁﬁu\ﬂu"lﬁmqmuﬂdnﬂ
ﬂUEl'J'V]EWI‘iWEI’I ‘5




61

250

200

e Stationary

Temperature (°C)

cccccce Rotary

0 '/ “

1 T T T

Cdtting time (sec)

0 il 50 100 150 200 250

o

A A i a =2 ' = = ' A = =2 =
g‘ﬂ‘V] 522 Lﬂ?ﬂ:ﬂmﬂufqmmummmmmmm'NmﬂmLmuaq UALazinnaluulsnig

9. ANNIINAABINUINR ANFILDLBELT AansuAninAxdla et 19sani3adana i

: o a o

& = | % o y IR o N8 o X
Lﬂﬂﬂmiﬂﬁqmqﬁﬂlﬁ\jqulm ﬂ'ﬁ'?zll']ﬂﬁqqﬂﬁ"ﬂuq\iyﬂqqﬂﬁqﬂmﬂqﬂluﬂﬁzuquﬂf]?ﬂﬂﬂugﬂ')@@"ﬂﬂm

4 1 1

a & A A e o

= o g vy i P o A X \ A a A
mu?ﬂiﬂﬂqﬂ IQHQZLﬂuvLmqqﬂgﬂV] 5508 ﬂqTLLmﬂ“ﬂﬂLﬂmmuuulﬂﬂﬂﬂmﬂﬂﬂ UNAZENATRAULLANUANN

a

o = ' o - N = T A o = o ) A @
°11mL@usﬁ\ul’mﬂ[ﬂ’]\?@f]ﬂLNmNﬂﬂ@ﬁ"wmmuﬂﬂﬂ@\?LLUUI?B‘I']?"HQV’]Nmm@ﬂﬂi@u@ﬂﬂqqmqﬂ ZQ’]LWZ}V]LN@

1o

P N = aa = | @ Yy A = X Iy ) )
HAIMNNANAILLULUBRYNUNNTRELLANNR N muvlmlﬂLu’ﬂ\‘l‘ﬂﬁﬂiuﬂ’]i‘ﬂ@Wu\‘l’]uﬁmmﬁ‘ﬂumm@Wr]

U

@ < A A a al é’ & = < ¥ o 2 o ¥
AIMTHLUILLINUBILHN AN A LN@QWMQNLWN%HQQN’]TWLNﬂNﬂ“]ZNﬂQ’]NLL°IJ\‘1Lb?ﬂuﬂﬂﬂﬂmqiﬂLLﬁlﬂﬂﬂiﬁ

| . e | = = | o "';43 @ A R
Nla! ﬂ'ﬁ‘ﬁHu‘llﬂ_ﬁ_LNﬂﬂﬂiuﬂqﬁ‘ﬂﬂ\ﬁLLUUI?W’]T’Qzﬂi’lﬂlﬁﬂ’]i‘?zuqﬂﬂ'J’]l:l_‘:ag’ﬂﬂﬁ?.luLNmllﬂﬂ\ﬁ\lﬂfﬂu

wigwaangn T,

"

7

Thermal crack

Stationary Rotary tool CR 0.4

A - o @ = a4 = e A P A
glh/] 5.23 ﬂqﬁ\LLMﬂ'ﬂﬂUUﬁNmmmﬂ\jLllﬂllmel,ullﬂﬂ@\‘iLLUU@%ﬂUWLL@gﬂﬂﬂ@\‘]LLUUI?V]']T




62

A a =2 A a d’( < Y v 3 oA =< !
LN@WQ’W?M’Wﬂ’]ﬁ"&ﬂM?ﬂ‘V]Lﬂ@ﬂ.lu‘]_lumﬂuﬂtﬂﬂlﬁﬂ@ﬂﬂﬂﬂﬂiiﬁuﬁl?’)@@ﬂu@"WWUQ’]NﬂﬂZ‘NLL‘].I‘LI’ﬂ%

o oo P o o P ' A @ = N ® s o
ﬂumuqumﬂq?LLmﬂﬂﬂLﬂuLLUU crack ﬁ\‘ig‘]_h/] 5.24 a) LLWIu“Hsz]LNﬁNﬂqqﬂN@ﬂ@\iLLUUI?W']?"QxﬁJ

Y
o o

anwouziilunisdnuseuuionaulnffegly 5.24 b) FenisuaniinffaTudanaeuuuegiunidy

a o A o o @ =
Lﬂ@@"lﬂLL?ﬂ[ﬂﬂ‘VlN’]ﬂﬁd\jN@Iﬁ@qﬁqﬂqﬂfﬂ\ﬂuﬂﬂ\iLN@N@@N@\?N'\ﬂ

cutting edge

a) ' b)

Py . = @ o= N N = =
gﬂV] 5.24 LAANNI1TANNTAARILNANA a) HANASLLUUBENUN b) Nﬁﬂ@\jLLUUIﬁ\m’]?

5.1.4 agUnanN1sNARRIN 5.1
= aF = e . 3 U os = = Ao X, o
1. IAHNAAINHANAIUULTIANTHIUIALNINFIRAR LTTIUD AN LR BN TUR I A 1A
e Ao . o d
usslunisinndesndnlaarusssiangnsnilaw 0.8 mmirev anasuINNgnne F, uaz F, anad
21.68% WA 43.84 % AINAIAL
afy = o = oA R Py a
2. fanagiuulmniziangnisldaune1a NN NANALLAL AL IALNANTUIAN
- < X f | = = G o T A %
INouFiNI3anMseLLRana ldne 0.3 mm AR NIEEA 90 m/min #Anndautiulsnisdangnisld
MUNINNT 15.91 90

a v A = =X d‘ o KX A v oA =2 dl
3. qmmuuuummmmmﬂmLLquimﬂmzmmmmumu@ﬂm’mmﬂmLmu'aﬂu un

TnafgnugiguganIndalanasbuLagiufnT4:2 °C



63

5.2 N1SVNARIMIBNTIAIUANNISITLUNNzAN UM T waaslanAswLLTs AT

= v = = X v

a1nnNInaaedi 5.1 agtluaniamaaedlddiianasuuuliniaiaunsonasdueuldaindd

IS =2 [ a; o ZI/ :j/ ! =2 =2 o o @ @ =

Hanasuuegiud driuluduneusellazfnmtiandrAyresaasiialunisuyuecdaiin
Sa o = =
nisanalnnsfinresianaauuulsns

TunsnasuuulsnzaniuizeunsnymagadailadludaulsdrAtylssnsmilstedanasia

s A

nalnnissimnumanFtsannasnadtulnAndafalidnnsuyusausome lun1seaanuwuunig

a

oy = = G’ Ao o X
naasdazaiuAneuspesnIslaguLlasaadid lunaruyunise A ua N s lunsiaaugl
Ipe lHa I d9uANTACR) i ul sfuiNanaemsrdaumaniFann 1l anasuuulsniInm
~
g0
5.2.1 AUABUNITNARDY

TuN19MAaIaENINITN AT LUANNAY Fatiy 3161 BWIAUEALENAT9 32 mm
TneinnsnasiAnNEqin 5070,z 90 m/min Inamaaasifumauisalunsyuaasiinngs
wuuTsas liiNdmsndanaqaiiia CR =0.6, 0.8, 1, 1.2 oz 1.4 lunampassayldganimaans

AL ALUNNINAAeIT 5.1

Taniildnaaes wdnnalFating16L
PUNATIL WurnuAuEgNa1 32 mm
ALY lUNN9AR (cutting speed,m/min) 50 70 90
fm9149UANLTI (cutting speed ratio,CR) 0.6,0.8,1,1.2,1.4
728121981 1NN AR (min) 3,6,9

dnanneilaw (feed, mm/rev) 0.2

s¥aIzAUAN (depth of cut, mm) 0.4

;1974 5.3 Agilannaznassinlunsmeaesd 5.2




5.2.2 HAN1TNARRY

ANTNULNLAENAY

64

Cutting speed | Rotary speed Cutting Chip thickness Cutting Shear angle, ¢

(m/min) (m/min) speed ratio (mm) ratio, r, (deg)
50 20 0.4 0.267 0.237 13.650
30 0.6 0.205 0.309 17.951

40 0.8 Q155 0.408 24.077

50 1 0.127 0.499 29.954

60 1.2 0.118 0.538 32.436

70 1.4 0.106 0.595 36.328

70 28 0.4 0.236 0.268 15.409
42 0.6 4. 10K 0.322 18.725

56 0.8 0.169 0.374 21.928

70 1 0.136 0.465 27.689

84 1.2 0.128 0.495 29.474

98 14 0.117 0.542 32.363

90 36 0.4 0.208 0.305 17.478
54 0.6 0.168 0.376 21.916

12 0.8 0.164 0.385 22.635

90 1 0.138 0.459 27.317

108 1.2 0.132 0.480 28.422

126 1.4 0.114 0.553 33.190
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Abstract
This research paper presents tool friction reduction
technique which improves cutting mechanism in machining
process. The experiment is set up by preparing the polished tool
in. which friction at tool's rake face ‘is reduced by abrasive
polishing technique and then the polished tool is used to machine
mild steel workpiece. Results show that chips from polished tool
are thinner than chips from unpolished tool and increasing in
shear angle leads to reduction of cutting force and thrust force by
27.28% and 73.84%, respectively. These results show promising

trend in increasing tool life

Keywords : machining process, tool-wear ,abrasive polishing
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Abstract

This research paper presents driven rotary tool which improves cutting mechanism in machining hard-
to-cut material. The experiment is set up by preparing the rotary tool that-driven by milling head on cnc
multitasking lathe. Cylindrical turning experiments were conducted using the driven rotary tool and
stationary tool with the same insert, for comparison. Results show that chips from driven rotary tool are
thinner than chips from stationary tool and increasing in shear angle leading to reduction of cutting force
and thrust force by 33.91% and 63.90% respectively. These results show promising trend in increasing
tool life

Keywords: driven rotary tool, cutting force, hard-to-cut material
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