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The thesis's purpose is learning chip formation, due to the problem
chip stuck inside hole. Data between August - October in 2019 of production line
no.1-2 reveal the average of defect proportion is between 0.11 percentage, or
1,130 PPM per month. Implement categories have 5 steps, the first step is root
cause analysis found chip stuck inside hole in rough cutting process because shape
and dimension of chip between part in process and claim part are similar. Second
step is study theory relate to chip formation. It's revealed that influence factor of
chip formation is cutting condition, consist by depth of cut, feed, and spindle
speed. Third step. to define how to implement. Forth step is analysis result, from
current cutting condition, have a chance to drop inside hole for all cutting phase.
The suitable to prevent chip stuck inside hole comes from condition no.1 which
adding depth of cut as much as possible with no effect to dimension of part. It can
be explained as the more depth of cut, the more chip thickness increase, the
more easier chip breakability. Chip curling decreased from 2.04-3.12 mm. to 0.56-
1.48 mm. Chip flow direction is flow away from part. Refer to 20 pcs sample not
found chip stuck in hole because smaller chip size. Conclude whether cutting
condition after adjustment is suitable to decrease a chance of chip stuck inside

hole. The fifth step, conclusion suggestion and an obstable of thesis.
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Sty damnlinidndureadennlad 1 ifeudenaunfiansan asnuintaediatnisude
fidaduvoadeilndiduediu lavl 1 dndruveadeiinisnszanesiogiifesas 0.05-0.07
uazlan] 2 dndauveadeiinanszaiwegiifesay 0.06-0.11 léimsidonatensnand 1 an
yhmsnndafeiiieadestunmaiatymiaslonsislustunu Weusulsuazandndiy
vondeas mntulatinandnd 1 wsduladduuuulunisvenenaludslatinawdnd 2 sade

vnenaludsnssuiunsougiiietesrely

1.3 Anssviemnvastym

1.3.1 AATIEVTUIU

@

anPnuwdn Seat suction valve Wudaniviunatnimannantiaiy fdwlszneu

78N ABASUAU = 0.64% Way LAsKIey = 12.75%

Wi FuuI I Ten wuiidirylanegfinuniudunu nedanvaeinuduludiug
AIUTITUNY LAlans TNy 1aI9ININIIRsIIdeUMENaniganssAIBianasouluUdes

319 (SEM) wudnduewlavsasaninnailiady Janssiutanuosiuau Jsagulainey

v
=< a

laveindu WndulunseuiunMnanlunszuIums Aagun 2

2.50 mm

ww g'¢t

O

(a) (b) (0)

@ 2.5 mm x 4 holes

winansslanein

JUT 2 UansiunuNAIMUANLIIIY (@), iawlanginagluzniuing (b), I1aesnisiiniey

lavigfnagluzvetunumMeIuInTanInen (c)

1.3.2 AATIZINTLUIUNISHAR

[

WAUEIlUNTEUIUNTSHER Seat suction valve TIgdl

[

Aagun 3



In-coming Cutting De-burring Washing Visual /Take

washing Bari

Process

Ultrasonic

washing

Chip in process

Not produce | Not produce

Chipping Chipping

JUN 3 wauRelunIzUIUNSHARITIAIUANLIIAY

1) In coming and part washing

luduad In coming FudIUNTUNIAIN Supplier gRNFURLAENIIATIVEDY

meaem1 (Visual inspection) 100% IINNNEKER UazNgunIIaaey

(%
Y

(Sampling) Tnensinaud@ivinnis In coming Snviedaiinsyhennuazenntuny
Fenn3dns (Part washing) Taudsfin1snTiaaeudnumrvenmulaneiiintym
Wesuieuiurslansiistulusarnsyuauns wuineslaveiiiagulu
N3¥UIUNTT In coming Ly Part washing TanwuzlumilouduiAwlangves

r g

= = I A a a Y, |
Fununidam agulad evlaneniadym andaandiunssuiunisty

15997U
2) Cutting

AsTUIUNSNAUIIMENT UL Useneusie 2 nssuaunsie nstinneu
(Rough cutting) \ioanunrestunuas fianudndauinninnssauuy
auden omnldaulafadidaredtunuinnih ddeuldlumsiatunuie
AaEndA (Depth of cut) whitu 0.15 fadiuns Tnevmssaauads saumna

ANFALYINNU 0.45 Haawns Jonstausn (Feed) windu 0.12 JadunsmAasau

wardanusisevaluia (Spindle speed) Wiy 3600 seuURBUIT




A % a

nszUIUNITNdesRanIsinaziden (Fine cutting) {unsiivRITUMUASIgATINY

v
a A

fdeululunsintiusiude muaNsn (Depth of cut) Wity 0.02 fadluns lay
Mnsfinntlenss Jons1daudn (Feed) iy 0.10 Jadunssasou wasll

ANuSIseuatuLAa (Spindle speed) WU 3600 SoURBUIY

g.JI d" 2 d‘ a L3 ! dl a
Maedeulvazuiwm1sed 2 nmsesisinuinavlaneiinlaym
IS [ % A a (% =  a IS
milsuduiAYlaneAnalunszuIuNISInReIY mawmmw‘lammmﬂmm 4
o v

anwaurlnaeauInkazANUruLlssun uAwlaneinndulunssuIunng

U U d‘
ARVHIU ANANTNN 3

A1571991 2 Weulunsannseuaunsnasdiauti

Condition Rough cutting Fine cutting
Depth of cut 0.15 mm 0.02 mm
Cutting speed 0.12 mm/rev 0.10 mm/rev
Spindle speed 3600 RPM 3600 RPM

q' = ~ aa o
A7 3 Wisuisulrwlansunidymiueslanglunszuiunis

Claim part Rough cutting Fine cutting

o

Length = 2.04 mm Length = 3.12 mm Length =1.26 mm

Thickness= 0.09 mm Thickness= 0.09 mm Thickness= 0.03 m

3) De-burring

VAIINNTEUIUNTAALAYE NTEUIUNNSEALIAD Deburring 1gnUseasevive

o

A9nAIU (Bari) 38 T08UALIU (Scratch) A1997ILANAINNTEUIUNITADURLN

wiwlavgNinatuddnwuziuy limdsuduanuinatym



4) Washing

AeUTALYINITAN TUNUILYNAUANAULUIWAN FI81AT8Y De-magnetic

o & o w = 1 Yo a3 Py A o w
GﬂqﬂuusﬁUQqugﬂggﬂuqLSU'WLF’\ITENa']Q I@EJQ31%%'3@@112ﬂ13a@uq1ﬂﬂ6ﬁu37u LNDANR

(%
[y

imlanginegiviua nudnvagimylavenfauiulugtunu liauise

aseanle
5) Visual inspection and take Bari

N1TATIVEDUAILANLAUBINENIU Tuudesliiigywiain Appearance
1 a 1 a a [ le d‘ o
W seedliniu waglilivivlansineglusvestuny Weonudym axhauwds

Tuasutnaslulug ievdamyianeen lneninnuileniatnunssuiuns e

9

[
v

TATILVINTTUIUMINAAUARZTUN DU NUTINTEUIUNTINITRITUANMANTT

[

\NAkazN1IgAaenilnad

a A o ) = aa P ~ ) A a X '
auuan1sin: Weeyianandununidymivilssuiesuiumsinavuluwsiay
NSEUIUNNT NUIARIaNELANWUEAREAULAYLAAAINNTLUIUNITNED t8WUITlU

nszuunsnasdiiavlaneanwuziduaslanguuuliineiiies (Discontinue chip) way

'
=Y

WUURBLies (Continue chip) Yufiuey 2ann15insizyinud iavlanzwuuliiseiiosvuin
warsusnlndlfssiununialym Wevihnisdtaewaaiunmsallagiiaylane ndaumun

wavduluRalusiuel nudmnssuiunsasliaunsadisesnte

aunANsugasen: nsamavlavefnuuy wnsssaslianunsasaaylangeonla

NUNIULLENENALTIUNTEUIUNITHTIVADU LIB9INANURANAIAYDIAU

1.4 TngUssaeRuIvY

AnwntadeMnelvesiuaneausnsinadelanswazlsulssdaulunisdn wioan

q

o [

USunaveadenilievlaveinegluzvestiuau dingusyasd sl

1) anvuavenaylanglvitosninguesduaiuvsetsundt 2.5 Tadwns

2) Ysuesmmsiiaavlanglvidienisniouiisanaingnadiduny

1.5 YaULYNINUIY

1) nsEUIUNIsNasIAnTNene CNC wuuluilansvastiy



2) Yanildmaaesdowmannanlyai

3) audlangds Cutting tool holder wuuAIUUIN

4) dndadmsusnasluaadouin

5) nMsnaassazidentatnisudedt 1 sndudunuulunsiiduanu

1.6 YunauMIAueIUIY
1) AnwrAuadmgudennetes sutednwdadelunssuiunisndanidnasie

YUIALALNANIINTENALEYLANE
2) Ipszvdnwurnsiaeylanznaunisusukoulunisdn
3) nTengusiveaaylansiiniaulaveineglugveduay

4) NeasUANNALRUSSErIuEelarskaztaulun1sin IngNa1suR Anuandn

(Depth of cut), Assaluida (Spindle speed) wagdnslousin (Feed)
5) U5uiteulynsein nnasauaziinszinanImaaos

6) Tinszidnuaznsinwlavendinsuiudeulunisde

7) '3meﬁ@mmw%umuﬁauuawé’amiu%’uﬁaulﬁumiﬁ@

8) AnwamAdefiuin ioagUnanisvaaeInumgu

9) asunanmsaiunuidy veldowuy

10) Inviguiasnenfinug

1.7 wanaindnaglasu
1) anunsaanveddeanewlanglunsyuiunisnds wedestunsiinveudevan

aonludanszuiunisinly lunssuiumsndndudiusosus
2) Wesnshulssnumiinisd@ny An1suiudwesaIssdnsiugnivuauiainnig
Usnwinuseimadgdu sihlvdagdulillainsusununsesdnsameanutila vili

S A a d' i gy
vinsadlaiadgymazudluinisvaaasnuinninnisualuiisume



¥

3) Fuarunvinnsfnwdnszuiunsnasnluviioudunuiuduuszinyndululssanu
wazreindaymaaiendeiu Jujmiansvenenanisunlayvnlugmaniueiau

= . Y ~ o o o a £ A !
sdslaym1annnie Supplier f7g WoassnugetulunITHENTUIUTAMANES

UgUgNA"



UNil 2
= awv ad v
N UAZITUIYINYIVDY
AnwfeumulsndmwailiAnawanann1Tnas Tunseuiunsuantuau
soeudlagazuunlu 2 dw Ml druwsnfenguivesnseuiunsinlans Uszneumesusn
YaaA3RILafnA (Tool geometry) N13LARBUNALTWS (Relative motion) wagnguN1s

a a a = =2 LY ! A A
WasulUasweavlany lngageduiesieasideninisnawdunan mumaamawaqﬂ%aq

[
% ¥ U o a

NATENALIVIUNTNINe TN UST

2.1 nge)n1snn
o A Y =2 a Aoy A A oA A
NsEUIUMIHAvTENTSiA nueianszuiunninildinsestledaviedin
#n (Cutting tool) Tunsmdniiledandiuiiueenanndununayiagdiuivaesiisuing
MINNFBINTT TURBUVENtUNSEUIUNIAANEITaiuMsUaeusUlnenisideu
(Shear deformation) vililAnwAwsn (Chip) ilBiAvARYNIABENIINTUNUILLAARITUITY

| o & a & vl & & a o
Tl nsgvaunsindldlunisndntunulanglnisuswiquasiiodunssuiunisuani

ddgunog1enils meNannszuIunsAnliaud Agunludndsdlazidanalulad

9

[

anunsaazulaciail

1) anunsauseanaldlaegnninviniuiagalguseinn lnedulvgldlanulans

wle Sfeananafnuaznanadnea (Plastic composite)

2) ansnsaldlumsidununisusimainvate sutununisusdudoulasnis

135N AN LUULAZIANY ) TUADUAINTIDAZLDUATUIIY

3) @NUNSORNANTUINUNTVUINAINUARINLAZBUNIBNNAAINULNS (Tolerance) Uoy

1 0.001113 (0.0258adkAT) FedlanugnAvwINnINszUIUNSHAREIUlGY

4) Fauanunsananiagnsa (Surface finish) Y033unuliiauSeuleuin
(0.4pm) ¥385NI1 MeAuANTRTAY NszuIunsindalnlenldiutuanuiniu
NITUIUNITHAALUUDUUIUATY U $1unae (Casting) N30NSTUIUIUN
gy Megradu M3ATuIU (Forging) lnesusmiluvesiuauazgnuanlag

-:4' v Y a & o @ § val oA v
nsruuMsauLagldnTrUIuMIintunsnanunudusalidvuaguisignaes

LALINIUMIUNADINNT
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2.2 USLLANVBINTTUIUNITNA

nsindivangysznm uiazUssnmaziilnanuausalunsnanduunTsUswae

aNYAERINUNRINNEIT NTEUIUNTARYNKENUTEANIIN IWIUALTARA (Cutting edge)

v ]

wazReulalun1sda (cutting condition) lngazensegnensyuIun1siniiien AIgUN

Y

2.2.1 M3NAs (Turning): 1ASaHaRnilALGARLAET (Single cutting edge) Yaniiladan)
MnFuURamLusazyiiiedunugunsinszuen anusilunisniagnivualag
< Y ! v A 4 v a o a
ANILEIVRIN TV LTI (v) drunsteudn () Aemisindeuidng vesladalufirniavuiu

AuwnUNLY (Axis of rotation) Y09guNU

A o A

2.2.2 n15L1g (Drilling): \Saslosndiaesausa (Two cutting edge) Iﬁuﬂﬁimamg

nay fndinvgnyuianzasiluiuey mensieiounlufiadiainfiugua

2.2.3 Msfindugy (Milling): insesiloniiivaneauda (Multiple cutting edge) T4lu
vy A a A = A o = P & .
NsaseNUiINvaINas uLTUNY Inelindavsnyuingounnslukuisiain (Vertical

milling) WaZWUIVWIUAUTUIU (Horizontal milling)

(P Speed motion

i Milling cutter New surface

[~+— Drill bit

Work Speed mc‘)uon (tool)
New surface |

Speed motion (work)

Feed motion

Feed motion
(tool)
(tool)

Cutting tool

Work

(@) (b) (©

JUT 4 n13n3a (a), M99z (b) wae N15inTusU (<)

2.3 Ysztnnvuasiindn (Types of cutting tools)
TunswenUseLnNUBILnfm ENAITUIININUIUANAAN LT IUNTEUIUNNT tn8wU9

aonle 2 Useian Asguan 5
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€) (b)

gﬂﬁ 5 dndnANLAYY (Single point cutting tools) (a)

uazdinnatuAusin (Multiple cutting edge cutting tools) (b)

o

A (Cutting tools material)

o/

2.4 Tanlad
TanlindinAelannldinluiisfaienssuiunisintane Feiagiuiuihiadniudes

L9INITUNUNAETUSY Tun1siasudondasafvinaintaausasUssinnunlaauy als

9

- v

u
NN DIBNWULTNEIVD P

2.4.1 auandAlunIsasaniinga

(%
a = 1

1) AU (Hardness): ugAnTUINU HogaunnRiadu A1AULduazaAIY

Y

< a o 1 a v}
LUK 59R9TnRnAdS luAsuLUasunndn

2) AIAUNTHYET (Toughness): AANUMATEIEAINAsDNTLANANYBINARR

3) AauanURAmUNIUNTANNTO (Wear resistance): Asa1gvasiuiia (Tool life) 7

[ Y1 = N
gausulanouisseul Uiy

=D

o U X 1 2 dlﬂ =} 2 a v 1
dususegrslanndouidanunldlunszuiunisia dasseld

2.4.2 Yanilndn
1) High speed steel (HSS): lpgnsunsvaglunizuiun1sia 1loda1nauaIuIse

Tumssnwanuudeiigamaiias (Fearuanunsafl 600°C) Aatudaunsasinmme

Y Y

< ¥
AN5IEdle
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2) Carbide: w9031 HSS (E8ANUAIUNTAN 900°C) WANTNENUBENIT AN

£%
v U =

Carbide Mugau)ilaas Aatuisaunsadniien1u538In31 HSS uonaINiy

Usenn Carbide fvaawie 1w Cement, Tungsten carbide

3) Coated tools: fian13t1Tandue 1w HSS, Carbide uvin1syulla eyl
AU IlAtNAY FlandeaInnsyuRaduuAe awnsaannatlunsinuag

\inegvedingiale

4) Alumina base ceramic: Usgnaumeegiiileneanleduazdineululas udendy
Carbide nuAuSouas widmnumieadosninguiu meauauiAnuduasu
1% o § va o ) O 1% & o I A o Ao
Aufeu ilvidasdna Ceramic anansafnBunumeniusinganindadniiingn

Carbide wag HSS walilasananuwmieIninii 3skimunzwnnsiaialang

o o

. 1Y) A & o o A w & oA |
5) Diamond: ']E‘WN/]LL?NV]ﬁﬂﬂ’]ﬁTUﬂ']iVﬂll@m@ uaﬂQqﬂUUBQMﬂqqﬂJﬂumquq@m@ﬂqi

9

= S A 1 v 2wy 1 <
dnvve AnuAnvesladafsuwlatliinnuazldanusdnlaununnyieainnss
winesinsiduinTannldninuavidungs uwilimangdmsuyigamgi 600°C Tu
W wagldwngdmiumstinlang

% s 1 v %

iepudnlaluauduiusseninsnnnunlwesdindn gangisn wavianvedindn

Y [y 1 [y = QA

asunglanaguil 6 9nguazdaunalain dadanilianseiu daaaudlunismunig

q

[y

Foulutimamgiindeiu lnggauszasalumsidonldianvelindafimvangauiu

Y
(4

DA INUBITUINULALAUNUNITHE

Ceramics

Cameantad carbides

Cast cobalt alloys

Hardness (Rockwel C)

High-spead steeis
Plain carbon stools

] ] 1 1 | 1 L
200 400 600 800 1000 1200 1400

Tempeorature (“F)

=g

JUT 6 AudniusseninemuLlaveslindn gungien uayTanvedindn
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2.5 1Asadilngn (Tools holder)

msndsuliidugusisdnvazmuwuuiinmue S1dusssedeliandsintiidn

Woueantuvaenyuu Iandadivaiudnuay JUsuansiiueanlununisuufinunies

=
an

Pl
QU

Y

9

U

=
N

a o = ! v a Y] P
LUUNURGRAULAED a']ll']iﬂLLUﬂE]E]ﬂlﬂ 3 YUA @QEUV] 7

A IS

1) fndmmuiieuuunds (Solid type) A fiadaNvitunainman High speed steel
(HSS) Niiauantinuauiouas danuwlawazinies ¥3evian Carbide Mvuny
| v A = & a Y A4 a v oa < v
Aonsdiniden lngavtugluuuiilewediu (Homogenous) Wiedindaiiansin fes
Wagulmiaauide vilnianswauiduiiadaauietnuuiagu (Tipped tools)

MIeauinUsEnaulnge (Insert)

Y

)~ a N & A Yy oA & a o . A A o A
2) fnsnmuiAanuuiiniaunsenuialsenauliniingn (Tipped type) Ao dndnyl

UseNausmeandadiufa @1uniu (Shank) warvdruveadninga (Insert) Tudiuuag

@ aA o = ! o o 1 & aA o A
Windladn 19iiguseiardnuaudnvainvany Wy Wedladauuuaumasy, vn
Wuile vive wuvamaey, wayulla wazludivesiladn degviateusznm wWu Iase

WUUNaIU (Brazed) %139 Wuu Clamp U

Solid
tool shank

S

(@) (b) (©

Insert Mechanical

brazed to clamp
tool shank

7 7 Solid Type (a), Tipped Type: Brazed (b), Tipped Type: Clamped Insert (c)
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2.6 \5v1AMndnGna (Tools geometry)

Heusuaaiainanauined (Definition of Single point cutting tools geometry)

LASD9L0AND1LLNTIVS %A 18ANAAN LTI UNITANINLABANDDNIINTUIULTDIN

[ '
v a1 a v =2 v =

drulsenauvedindnaulfsilazratspntulidiunaaieadeiu 399zesuny lnvendingng

vosiindnALLAET FagUR 8 (a) uavyueslindn faguit 8 (b)

End cutting edge
angle (ECEA)
F~/ Nose radius (NR)

f ! 7
Side Cutting Edge Side rake s .
angl;m =X j~Back rake
Flank (Major Flank) e) \ I angle (ay)

Side relief \  End relief
angle (SRA)/~«| -\ angle (ERA)

Shank

Side cutting edge
angle (SCEA )J'

End Cutting Edge

Minor Flank

(@ (b)

g‘dﬁ 8 Tool geometry of single cutting tools (a), Angle of single point cutting tools (b)

2.6.1 @rulsznauvelinfAnALLAE (8 tools geometry of single cutting tools)
1) Rake face: AoRIMINAIAUIHANTLUIBVTBALLALANDBNAINTUIIU wazeg Y

FUMUITILNAUTEUIUNARINAURIMTN YT UUINAY A Senyuiiin Rake angle

3

2) Cutting Edges: Aayavasliagin Mlnthnlunisidailieiananfunuiioliin

FaBuulvl duvisegfniiu Rake face lneilnfnAuiaeIasilyuiasin 2 3y kU

998 Nose radius
3) Side cutting edge: ANTARAATUTNS ARAUALUUS Major Flank
4) End cutting edge: ALIARRAIUAIN AAAUAILIALY Minor Flank

5) Nose radius: $riluagila danuduiusiuainuSeuiavestiuau vunyuilvejay

2781uN15aU588 Tool mark MARTULUNTEUIUNITAA LAADILYLTIRATNUINTY

6) Flank AaRantndnusiiafvinliinge9i19 (Clearance) S¥rINSLARRNURINENIY

' 1%
a a [ v a o @

MAnTulml Fagesindazdosiuiinuannmstngiuiiadnduasfunalinauninves
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a = a Y & I ° I Ao v a v 5% a'
N'J\T']ULaﬁJiﬂ NINUUAEIU Flank U ﬂ%@%lum']LLW‘NQVWI'W}INﬂ‘UWJWU'N']uSLWNﬂ'J?qullﬁ/]

(%
L4 =

a \ . =1 a I o § va v v v v oA W
13871 Relief angle lnsyuiidosivunalaneaglivinlvavihaulmidudaiuliage

Y v [ v

& o = A & | ° = ° o= 1 =
UBNIINU UARRNAULAYT ?NiJi;liJVlLﬂua?u‘Uigﬂ@Uﬁq gyan 7 AU %QLLmasgu%m NS

[ Y o

dftyanIesi fAagu 8 (b)

2.6.2 gmmaﬂﬁﬂﬁﬂﬂmﬁm (Angle of single point cutting tools)

1) End Cutting Edge Angle: 3ju15¥11319 End Cutting Edge fiutdums1nued Shank

2) Side Cutting Edge Angle: 335¥%114 Side Cutting Edge Fuidunsafivuuiu

Shank

3) Back Rake Angle: 315831919 Rake face fuldumsefivuiuiu Shank

4
Y

4) End Relief Angle: yuseninaidunsdluiu Minor Flank fuldunseinsainiu

Shank

5) Lip angle / Wedge Angle: 3{&1%‘81/]’3"]\7 Rake face U Minor Flank

4
a v

6) Side Rake Angle: 115119 Rake face U ldunsafifenniu Shank
7) Side Relief Angle: 131587319 Major Flank fuldunssfiniainiu Shank

2.7 Raulunsin (Cutting condition)
TunszuiunsinoIden1sAARUNEUNNS (Relative movement) s8I 09ii01n

LaTTUNUBUUTENOUAIY Primary motion S9n71 AASINTHR (Cutting speed, v),

Secondary motion 138n31 N15UaURR (Feed, f) LALUIUIANITAALSEATT ANUANIUAITAA

1%
Y

(Depth pf cut, d) NsanueAUsznaulignisendt A1INsaldn (Cutting conditions) é’agﬂﬁ 9

[

TunszuIUNSAALARLITALINITAINUANIILNNTAAWANGAU US18asLDunRall

(1) as5adn (Cutting speed): nunedis mmsifiauinsn fanieuinfalanzesn
dieuanunyuldasuseu 1 seu Tadladnazfoatniilanzosnifudusnivinduidusouns

YITUNUNDF e TaAMUT AR ULATADUNT (M/min)

(2) o5 1ausn (Feed): MuNedd 28819 SHUTUIALUANNAINNENIUD

Fuu Tuwsazsauresnstaudn nsdaudnil 2 anwasAs n1stausnreIuLkasUausn
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= ) v A =3 A v 2 A
avtden N1sUaudaeny Talun1sUaURnLLoNAIUTZ LWL NNEWNADUUINDNUIN E1U1T
Joundamenuiiondsnulasingg dunisteudnaziden Tolunistaudnaziden wWendeay
=1

PlavunalnalAgandenis NstauazidenazyinliRINlnaINN1snATRIS sUNINAIINTS

nNameU netnens1teudndnduliadunssiesau (mm/rev)

(3) arwantunistoudln (Depth of cut): mmdniAnduaINnsUauiniinanitnly
Turuagyiliaudinlyaosnin WU FuNUFEURIALINAT9 20 13, HINFINULTIILILYNAR

YUIA 4 ULUILNFBLEUNIAUINAN 16 1.

[ £
(% [y ]

msteuiudnuasiinusazasy asdusgivanuazidenuasmnuudvasiandudfy
Yo = v Y ¥ o o A~ I3 o B
nsldgnnteuannsafentvasia dimawesasesdine anuudawesiagnuiosaganiise
Youlsun dundeutunulidnudidesandnsideunuliiosas @dAydazfo
fiansananusanldlvignieian arudnuazdnsileumuzauiigaiioUszndaailu

A15Y1191U e TaauanFafauadag (mm)

- Work

New surface
y ;

Speed motion (work)

Feed motion
(tool)

¥ 4

X

Cutting tool

UM 9 Anusdn Sasdeudin uwavanudnlunisdeudn

2.8 nstnatAvlane (Chip formation)

P v v = & a v & ! Y Y & '
Welidnlafenmsumismualunisiiaeslany daluludiunsndideuldasunus

A5 ARALAEIATZAUNTLNWNANITHANKN INUUILTUIETUaLBEALAaTIITatALU faTl
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NSTUIUNSLNALABAAYNI DLAWIANE ALLSUAILALARALAZDUN FUNFAN1IAIRINAVTUIIU

v
IS D T T VA a

(Orthogonal cutting) WeladnduraiuTUUAILIAALTIIEAR (Cutting force) TnBUs
pantdunsinsyyiinneuen Aeusaudeaniuszninadindauasiawlane (Friction force) Aunss
Tuwwnsanduusadoaniu (Normal force) uazussnieludan Asussiunsideguanely

Jan(stress) MntuianazazauamA3en(Strain) vlidunuinnsidesuiaduaslane

=

Ingusadouganiivihlvidandesy aunsamuwilaanndadiuseninausaiou (Shear force)

9 9

=

fruNuNsEUIUaY (Area of shear plan) Msawinfiumaswesdan (Strength of work)

Tuseninaiu neuNazAwlanzazanIin wWylaneaziinn1siataosilasain Strain
ANA1931A Shear stress AnsyyidsaIniuszasne aduluwudan (Bending moment)
ilg Strain WnTUIUDIGINEaEA (Ultimate strength) iewlangaziinanisuaniin tawlaveay

gnudatuserisilanslniuasiufuinssuiuieu (Shear plan) vinbiAaiungunulug
NN 115sEnsanUstuneunsiiadyineandu 3 sses Ae
1) szuziAwlang SULENAI00nINTUIU (Chip formation stage)

2) sveziAwlavediau (Chip curling stage) Tnauuseanidu wuushudirmnisuiuiu
finsin (Side curling) wazwuUILTImMesaaInAUiinga (Up curling) wislanzile
dxdu shear strain UNUMAWBNIER (Strength of material) %Lﬁﬂlﬁi’ljﬁf:j‘izazﬁ3 )
Annsuaninnatendu Broken chip usien shear strain llifuiaswesian wwlans

agladunndin nanedulmvlansuuuneiiles (Continue chip)

3) szeziAwlavisunniin (Chip breaking stage) @nv1g Continue chip IUANYN
« a v a

nnseasunLuUliianaaaslans

2.9 nalnvainszuIunsAawuUyuain (Orthogonal cutting)

nseSuneUTveInsEUINNsialagluinaviinnududou Wewnly

NIEUIUNSARISIRzdudnuYuy 3 07 0819l5AM NsesulenalnueInszuIuNSHIntey

ada

aaunelugukuuvesEpINANSENdY Orthogonal cutting
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Y

lpgileny Orthogonal cutting gldlindaniisusiavilowdiu (Wedge) lunisin
Fuaulaedaudn (Cutting edge) aglunuamanInAuiian1aveanmsInsen (Cutting
speed) Wailndnidouadluluianaziinaudn (Chip) Yumuszuuiiiendn ssuiuideou

1 I

(Shear plan) @svihyuiuRantivesdunusiiu @ Senyuiidn yudeu (Shear angle) N3
ARLNATURNIZUS I UNANFAAUN AN UT U ULAZ IV LALDALARAINTUIUAGD TUUS I

sruuReuianasiianisiuieugua1is (plastic deformation) faguit 10

Chip A Tool

Work —

? —~—— Work

(@ (b)

gﬂ‘ﬁ 10 Orthogonal cutting: Three-dimensional process (a) and how it reduce to two

dimension in the side view (b)

yudAnyBnaesyuvedindninasiasanty Orthogonal cutting laln Rake angle
(Q) wag Clearance angle Iny Rake angle 91511 AANIINTTIMATDS Chip NLAATUIIN

Fuaumanuas Clearance angle Wuyuszwineia Flank vasfiadaduiwiilvdvestunu

Tuszminmssinauiindnazeglusunisinniissauianthdunuhndusseswiiu
) | o e X = = a &
ANUVUIvBNAYn Ly duAyinlmiiiintunussuiuidey agdaumuniudud t,
SRTIAIUTTNINANUNUISUAULAZANUNUIFATINETITENTT SATIEIUANUNUIVDILAYAR

(Chip thickness ratio or chip ratio, ) fleaunsf 1

r=t0/tc (1)
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I9991NANUVUNVDWAYAALUINNINAIUAUNSUAULELD DR51@UTLIIU08N31 1.0

UBNANANUNUNTUAULAT TU Orthogonal cutting 2¥NNTAIANUATNVDINITFA, W A

wanslugul 11 drdviun I \umnuenvesszunuideu Wewnuen

to = Lgsin @ uaw t, = Lgcos(-a) satiupauduiusszwing Chip thickness ratio,

Rake angle ez Clearance angle gt Judaannisi 2

lg sin®
[e=N\S0l 7 7 T
lscos(P—a)

° = a
aqﬂqiﬂﬂqU']ml‘l]ﬂJLQ@u d) NFUNITN 3

r cosa
Tah d) X 1-r sina ©

ANAASEALERU (Shear strain) WAATulusyuIUREN aunsaRa1sanlaaIngun 11

Chip = parallel shear plates Thickness of pate

A

Shear plane

I Magnitude of strained material * 7
(@) (b)

'3‘0‘17{ 11 Shear strain during chip formation (a), one of the plates isolate to illustrate
the definition of shear strain based on this parallel plate model (b), and shear

strength (c)
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- < ! A A a X o A !
NFUN 11 (@) iiudn nswdeugilnenisilewasiinduivyavesssunuiloase
fuauinluewin uiagssuivazinenuessadeuduandlugun 11 (b) wagaingui 11

() A lPANUFUNUSVBIAINULASYALRBU HIT

fatiuANLATIALEeY aunsauseiiulaann

r = tan(é-a) + cot ¢ (5)

v 1% = = A ° = - N v
Z‘!@VI’]EJLLa’JaNﬂ’ﬁﬂquLﬂiﬁ]@LQ@LﬂuaﬂJﬂ'ﬁm & ﬁ]31683[,Uﬂ'13ﬂ’]u3u%qﬂ7u~|Lﬂiﬁ]@lLQaumu@U

gavinlvuineanainiu (iiuge Ultimate strength)

2.10 52UNULR8Y (Shear zone)
nswasusulaensidouldloifinuamuiulssuiuiden InsenInNsouinly
NURLIEUU TunineaudIntsdeutuintuedsdundy uiluanimaanduass mns
Wagugulnenisideunetodediaianduguaziindunigluszuiuileu (Shear Zone) U
oA < I A a [ ¢ o A A a X a
7 unnIazdulussunu@euniianumnuihiuaud Snvaugmsdeuiiinduase Tums
UfRnanaladsguin 12 (b) :nmsnaasslunudnlavenuitanumuvedeudeuiy 9l
AENIINYsELN 0.001113 Fdslunisitansannsideulunwissuuidifinaneny

(9]

gnaaslunisAIenntn Toenusszuudousanity 2 vila fail

2.10.1 S2UULDUAY (Primary shear zone)

(% '
U 1%

Tunsguiunsnalane E¥N1SAIARITUNUTIASTU A2ELATD9ID

Y

M (cutting tool)
anwzAAeaY 1nnIillafnireankIuReuNNIT0ITUIY AUNTENITUAIUTUNAR

< Y « A o Ao £ 1 ' Y
panu1 nangLluirwsin lagndeuiinu Rake face Togsuvaiuldunuaseninaauso

a & a a i a v . ~ a °
LASNIYUINULAN LIYANIN I“ﬁuLQ@u@u (anary shear zone) LarlaINNULITINTLNIAN
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4 A o da & o g va o ! = a o A ! a
LAIBDINDANVINIVUINU V]'WEL‘ViLﬂ@WWLL‘VT‘U\TIGUULQ@‘N@ﬂGnLL‘V]‘UQ‘WLifJﬂ'N I"?]‘ULQE]UU@']EJ

(Secondary shear zone)

2.10.2 sgunueuvany (Primary Shear zone)
venwieaniinisidouintunalsudeudiBenn Primary shear zone u& Tuns
fna3e Saflnsfiansannisideundiannnsiintuveaaeiaiizenin Secondary shear N1%
Boull intwilasmnanudeanu (Friction) sswiramusniunsiindalusasfiavialoa

Lunuuua Rake face vasiindin lgunslownsasnuuuanalanagun 12

Primary shear zone ( - s

Secondary shear zone

gﬂﬁ 12 TguideUnand Primary shear wag secondary

wANANUU YuAELAY Rake angle SadanariayiRaulaysyUIUROU IINFUN 12 Yumeiey

Mty denalyyuilouanad wagssuIudeuiindy viawlanenunume

Tool

Work s Work g

(@ (b)

gﬂﬁ 13 higher shear angle,lower shear plan (a), smaller shear angle,larger

shear plan
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2.11 aAndudABnNavasdHn

Ao AuautAvasTanngniiiasanfeudunly e livanzausenludents wu

AMULTILSE (strength) mauwilen (Ductility) A3LAY (Stress) AALASEA (Strain)

2.11.1 AULAU (Stress)

v = ¥ dﬂl o dld 1 dl o 1 d! 1
ANUALTINEE wsainumunslulielannlseussngueniunseinnenilaag
NUA UTDWNAULSINTLINNNEUDN TABKLIINTLYINEIUISORUIDDNAUSNBaEHANaLe

3 wila AugUT 14

L) WA (Compr

A -
WUTULITHRIW

P

.\ 2., I -~ oyt
C) s (Shear)

gﬂﬁ 14 U359 (Tension) (a), k3309 (Compression)(b) wagziksauadau (Shear) (c)

2.11.2 AULAULSIAS (Tensile Stress)
NnTuletussRsnnsgyhamInAuunnadinung Ineneneuvzweniloanlv

LeNYIMBBNANTL AIFUT 14(a)

2.11.3 AULAULSI9R (Compressive Stress)
a X A o~ o & o & 4 o - v 9 vy a Y
EAAYULNBDULLIINANTIAITEVNIENRTINNUNUNATARAUIN LW@WUWUW@J@@i%Uﬁ@N%UW@ﬁU

a9 faguil 14(b)

2.11.4 ALAULIURBY (Shear Stress)
Idyanual t iedullalinsaunnseyilinanuuIuAuiunA1AfAYINe Lielwiag

IS I

LAFBUNIUIINAURIFUN 14(c) Hevinuusudeu (Shear Force) msmeud
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[%
=

AARAYIN A Beuunuiirnmaweststdou Tunsjiaanuauiiinasing 3 wuull

Wiou 9 fu

2.11.5 anuAsen (Strain)

nsdguLUasgusevesdan (Deformation) WedlksaniguanuIngeyin (inALAL)

mswasuglresianiidunamnannisndeuiineluietan Jsdnuazveivaiunse

q

wiadu 2 sdalne ¢ e

1) mimﬁaugﬂquﬁmaﬁﬂﬁammLﬂ%mmuﬁugﬂ (Elastic Deformation or
Elastic Strain) A® ﬂﬁiLUﬁaugﬂiuﬁﬂwmsﬁLﬁaﬂammﬂizﬁﬂ YMDNT
indeulmiiiesanuavasmufuaziadeunduiiumiaiy vilitagasguss
Al freeeldun wiang1ade, U ansfsundiUdessiussnduluiivun
Wip

2) mﬁL‘UgEJuEULL‘U‘U‘WM’dﬁﬂ‘M%@ﬂ’NﬂJLﬂ%&JﬂLL‘U‘Uﬂ\‘iE‘U (Plastic Deformation or

Plastic Strain) A@ ﬂm‘dﬁaugﬂﬁﬁaLLﬁdszamLLNmzﬁqﬁuaaﬂuﬁ’;i’amﬁé’qm

q

sUauignilasulutiu lnsezneuinaeunluudiaglindulumuniaiy

[y

TannnyilavziingAnssunsudeusunaeswiinlfuegiuusaiunnseyih vieany

(%
o o

1% 1 a 2/ = ra ao A . 4 . v =3 = a A
wudhilinndesiiiedla mnlaiifuiiianisAugy (Elastic Limit) Wi Jaquuiasiinginssudu

9

<

sUwuudanadin (Elastic Behavior) uitnanuAuiunIfinan1sAusUuaianfasiinnis
Wiguguwuuansuisluunaain (Plastic Deformation) uananAslATeAya 2 il
Y v A o A o Y = s a  a ]
um Sallanuesendnussinnuil@anulutagussianindiwes Wy wanain endn
N oA a o o A o o = - ' )
ANUeSEANBaaRnIrlanwuriloUTANNLsInseTanaslimsfugy uiazlinduluau
Tonwazmilowdn MyialagmuIMmAIMNATEAileY 2 dnyuzAe
- BUULEUASS AUATEATIRLARLSENTT ALLASEALDALE (Linear Strain) 9el4le
A = o A o < = = ! L=! | Y =i
1IBU 597N TEYINIAN v TULTIAMTOLIINA A1YBIAIUATEALYINAUAINENIT
a ' a
Wasulusianue sy

- WUULBY L38N71 ANuLASenieay (Shear Strain) Toiunstifiwsannseynilanuwele

WWuusaudou A1eeRuesensiniusee s e daunlunessosrineseninessunu
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2.11.6 AMNUANNUGTERINAMUAUNUAULAEA (Stress-Strain Relationship)
Tunsuansanuduiusseninanudunazenuedon Tuiitimasldiduldsaumdu-
ANLATEN (Stress-Strain Curve) Bsldannismaaouusafa (Tensile Test) ihundn
TngaznaonAvaseuduluunuRwazasesAluunuuay f3Uf 15 nismaaeu
L3959 WONNAEIAAUFURUTTENINANUAU-ANULASEALT SIzland
ANNALNTIUNNTSULIRULTaR ANNTIe wileiveadan (Brittleness and
Ductility) uazursassongldvenmimanunsalunistuguvesian (Formability) 1¢8n

MY

-
g
&

BIIHATLR

JUN 15 dulAsmnuAu-aaLesen (Stress-Strain Curve) Wuuiigaasin (Yield Point)

2.11.7 MSNAEaULSIAY (Tension Test)
BNINAFOULU 19198UFI08 1T NAADULIADEITT 9 WAITUINAII0IAIM
Y = Aa & vy w & P v o PN |
ukarANuAseainduld wdnaenduidulAsisgun 14 vuiauasgUseves
Funaaaudlsng o iy Yuegiuvlnvesdantiu 9 1IRTgIue1e 9 YBIN1INAFRY (WU
1MUY ASTM (American Society of Testing and Materials), BS (British

Standards), JIS (Japanese Industrial Standards) v3eudis uen. (1195514

7 T
v a A

Hansuatenamnsilneg) lafwuavinauarusaveiunaaeuld Nsllivelvinaves
4 Aavy v o o < a o 5%
msveaeuletiald wiouiuimuanuslunsifiuusinsgyinerlime 2n

NNSANBIAULAIAIIULAU-AILLATEA LTINUIN LBLTUTUATUNARDUDET ) JU
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VAFeUIZADY 9 BAgan unIAYAnils (30 A) Falugisllanuduiugseninening

% = & o 1 A o9 v % & o ,
wu-AuAsenIsdudndiuaci il lansminiduidunse anunguesga (Hook's

o |

law) Gsnanrienuduludndiulaensaiuanuaien 9o A I Senifinedadau

[

(Proportional Limit) uagnelafiindnaiui Janasuanamginssunisausuuuudan

a

afn (Elastic Behavior) TuAaLilaUaasnsinszyin Junnaauaznduluivuinwinmy

IS [ | ¥

WealsniuusensevhreluauAuinadadiu idunsivazass o lasoonanndunss

[ a

Faomarevinvzdinsuananginssunsauguladnianieeauiigagni (3 B)

1% )

a 1 a v A 1 . . . = & [ o 1 1 o 2/
bIENTT NNRYANYU (Elastic limit) mﬁ;mu%L‘UuqmmwumﬂmmLﬂuma@mﬂwﬂw

Y9

1AnN13uUs3Un15 (Permanent Deformation or Offset) fiudaniiu erugaily
waianaziinisiasuguetnemias (Plastic Deformation) dnwaign1sisuAUYDS
=) a &J Q‘I a (% a 1

AnaesEakuUNaaAniasuklatlunuviinvesiagiulavevatevila 1wy wan

I v 13 o a a 1 < 1
widinna1A1suaus (Low Carbon Steel) azifinnisiudeusuatneminids lagliinig
WANAY (U19ASI9199zanadNd) 9 C Fadugaiiiinnisideuguwuunaiadin
30 C #38n3190A510 (Yield Point) WazA1Y8IATMAUNTIATTENIT AIIULALLA
A0 (Yield Stress) #3® Yield Strength @1 Yield Strength ffiusgleaiiuiaing

< 1 ' a A [y a IS

wn nszilugaudesenitmgnssunishuguiunginssunisasgy uaglunsalves
Tanzazluarrnuudusigigaimsaddusslenilalagliiansdens ndwinga
AN TanawlUdsugUluunaTaAnlagAUAuALARe ) Widee 19t 1390199
AINAUNIYAZIER (3 D) ArAILAUTIRATENI Ultimate Strength ¥38AMMLAY
L3374 (Tensile Strength) Guluranuiugsgaiianasnuldnouinguiavsouan
90nNAU (Fracture) Lot nTannateviinanunsaiUasuglagananainlounn 4

]

Arrnaiugeaatiaunsathanmwnddauld uonaind addslddudail

<

bl ) wva (Y v Y 1 o 1 (Y =)
WisuiisunaandRvasianlamedn A1dn Auudawss (Strength) vesian vise

'
v v Y

maedaniu Inevily ssmaneisranudugeganiaanulaties Nenanvine (am E)

q

Y04n319 \Jugafdaginnisunnusevineenainiu (Fracture) dwsulanzunsyie
U WAnnAANSUBURYSBlavemilen ArmnuAuUSEaE (Rupture Strength) Hay
ANIANUAUENER nTziletasdn D T unniafnuinsvesiiegunnaeuanas

PIANUNIZATUNIULIIPIANAIAIE PUVUETLINTIAIAIUIUAIVDIANULAUINN
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WUANTFALALY DI TARNDUNITYINNTNATBULIIRI AILUAIYDIAMULALTIANAT du

Tangduq 1wy laneiiiun1sauguidu (Cold Work) 11ud sfuaguaniinfignaanuiu

(% '
) =

aean lnglidiinsanvuinituiiniadnuing sihuesadediuminiaguie (Brittle

Materials) 19w Llg5nila NiinsUdsugUegananaintesunnvieoldive daunsal

&

vosianlunarafinasiinunninlaeNfeansAaAUYEITY

q

2.12 MsinIuvaaAYin (Formation of the chip)

£ '

Tuegiuiiavesianigninuaznnznisdnlaervinaiusosentaidy 3 Ussiamn a9

(el

[

gﬂﬁ 16 A

e e

2.12.1 imsinuuuliseiias (Discontinuous chip)

Andulunsalniansiz (Brittle materials) 1w wdnvias (Cast irons) giinluaning

14
= Y

= < o o v aa I ] [y [
UANULIINTANAT LAYAAVLNATUILHENAATURIUG (Separated segments) Uty

1% '
=

anuguosmuliiieuvesiadniavestunu nvinsleidiatuldde nsdianuden
musgnIedindnfiuuauiaigs (High tool-chip friction) wagnsiivuinvesnisteu

wagANNANMIARdAge Fagui 16(a)

2.12.2 \wudnnuUsiaiies (Continuous chip):

a £ aao = . . v v < )~
Angulunsainianwitlys (Ductile materials) gadndiernusiguazivuiaves

[

M1 NSUIUBALANUANNITHAABUINNA LAYHALI AN BULe1IRDL LI ULAZ TR

'
aaa o

A59vastunuNSeu wudavtatlinAndulunstiniadniainua

[ '
a o

(Sharp cutting edge) UagilaudsanusenindlafnuazBusu fagui 16(b)

2.12.3 \wwinsiewosfifinisdufnfiausn (Continuous chip with built-up edge):

Aedulunsainianmileigninmennusaiiaiunan anudeamussindede

(% 1%
o (Y] 1

warTuIU AL TanUIedIUNIEARNU Rake face v03linfAlndas USLIMAL

q

' [
LY [ a o

A dnuaeinduilisendy Built-up edge (BUE) @ BUE dulugjavgnidnesnliiv
LAusin wdudeeguazinizAniuianivestiunuasiiiadnseetiuaud

aNuMEUIYIE AIgUN 16(c)
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Segmented chip Continuous chip Continuous chip

-~
S

Bat

Irregular surface due Good finish typical
to chip segmentation

Built-up edge /
Particles of BUE
Oon new surface

(a) (b) (©)

gﬂﬁ 16 Discontinuous chip (a), Continue chip (b) and Continuous chip with built-up edge(c)

2.13 us9lun136a (Force in metal cutting)

WeoNa15au1use (Force) ManTuludesinly Orthogonal cutting @1115aLenNLsINLAA

[ '
- v @ =

FuuLrydndULonndadnls 2 @1 Tuwudfainiu Tawn

2.13.1 Friction force (F)

WSRFLANIUNLARTUTEMINTAFANULABAAINDA1UNNS Mavaaausa (Flow of the

chip) AnuL Rake face vosiiafa faguil 17 (a)

2.13.2 Normal force to friction (N)

wssluwndmniuusaudeaniu fagun 17 (o)

Chip
Tool

AN

g Work

(@ (b)

'gﬂﬁ 17 Forces in metal cutting: (a) forces acting on the chip in orthogonal

cutting and (b) forces action on the tool that can be measure
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wsavisgoelanunsalglunsAmuiumduUSEENEANUEANIY, P SEUINHARALALLAYAR A

AUNSN 6

F
U= (6)

=2

WSAAIANIULAZLTIRIRINTaNU TR TN SIHianILIaNS (Resultant force)
R @avinyusudn, B ASendnyudenniu (Friction angle) yuilanunsaduiulaaingd
duUsEanSANUEEANIU dUNST 7

u=tan B (7)

UYDNNLDINLTINNTLY AL AEFALATY TaliusadnansdIuNnseyinmoAudn oA

2.13.3 Shear force (Fs)

AL NRIUMANINNITHA RTUlUUINUSTUIUDUY

2.13.4 Normal force to shear (Fn)

Aol ULUIAIRINAULSIDBY

AULAUNISHABU (Shear stress) T AATUTEMINTUINULALLABAANIULLITEUIUDUANNIT

AIlANNANNST 8

F

Sy (8)

o As = fNuNUeIszUIULReU (Area of the shear plan) FsasaAIUIULAALNITN 9

toW
As = — 9)
sin®

ANAMULAULADUNANUIULALALNNST 8 LAADITEAUAINULAUNADINITIUNTZUIUNNS

' ¥
v v S a

&340 (Strength of the work) NAnT

[y

AR INENANNITHAY AULAULDULLAIYINAUM
Turauzdn Woeuwnnwasinnankss Fs wag Fn aglannmasans R felvunaviniu

AMDS R WASAANIIRTINUYNY
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ToeUnfnsegaeiad lawn F, N,Fs wag Fn liaunsainlatunseuiunsin wadaiiy
Juldlalunsinsamiesiininvuinveaseniienii lauludimes (Dynamometer) 1iiu

a v

H0fn 99y AlaA1LsI808 2 W9 NANUNITVINUVRILAGA takA

1) Cutting force, Fc waa Main force, Fm fle ussiintulufimnisvasnisin dady
Aeafgaiuaasdn

2) Thrust force, Ft A waslukuivasaunu ty FaagiiiAmenaaniu Cutting
force JUTl 17 (b) wans Cutting force uaz Thrust force $ULIIENS ussEoaDq

& o a s ° ' & a Yy v
LLiﬂuaqﬂqiﬂﬁﬂlé’IﬂﬂlﬂuqiuﬂL@]ai LLa83'13{]3@]16&14?]’13?17‘14’314LLﬁQ?‘JE]EJ‘VNﬁLLiﬂGU'NG]u

AINAUNIT
F=Fcsin O + Ft cos O (10)
N = Fc cos O - Ft sin O (11)
Fs = Fc cos @ - Ft sin @ (12)
Fn = Fc sin @ + Ft cos P (13)

ziiuintuunnsdl m1n Rake angle Wuaud (0L = 0) a@un1s (10) wag (11) agan3gy
Wide F = Ft wag N = Fc auansu aanulunsaidusadenniy (Friction force) Wagwhsina

a1n (Normal force) azaunsadnlalnenssantauluilnes
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g‘d‘ﬁ 18 Force diagram showing geometric relationships among Fs, N, Fn, Fc, Ft

2.14 The merchant equation

aun1sdAyldlun1siansanszuIunsfnlang Sundt Merchant equation @agn
Waulag Eugene Merchant @un13a9nand AsaguunanNN15ves Orthogonal cutting
WeausiinnsRansanlunsdliinszuiunsiaduauidd aunisfnaiasuainnsiansau

ANWIAHADUIINNITTIUANUEUNUS L UELNTS 8,9,12

- Fccos ®—Ft sin® (1)
T (tow/sin®d)

]
Y =

Merchant Tilwsnad1 Welinnsayusaquesruiinge Minlinisaesusilaenis
- | & S o v A - a = a X vy
douvgnuiuudew @ du Ianuddgian Wewinmsvdsusilasmadeuaziiniule
WeanuAuRauilAiuiaesdan dadulunseuiunsinanuduileuasietdeuniy
masdanlile insznsdnaglifintu nanlainiangudasyinagiyudounldngsnunsdn
UeeanLiasandanuiasytinasliAnmMawesTanuanseiu Msmuiuyuauausayile
INNSUAFLNITTRUYRUSYRIAUAUReUluaNNST 14 WisUAUyLdou Waivuaa

aunsiviiuaug aglirussanauudeounuaunisyes Merchant Asaunisi 15

CI)=45+%—§ (15)
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1o w [y a1

a P~ Yy v oA N A =
alll!G]i']u%lmu&ﬂﬂ']sﬂ']\‘iG]Uﬂ@ﬂ']ﬂ']ﬁ\isﬂa\i'laﬂ ﬁ]gll?’nﬂ\‘ﬁ/]LLaglﬂLﬂaSULLﬂaﬂLu@ﬂﬂqﬂ
) = . a A o a A o a %
ARNTIANULAIYA (Strain rate) Qﬁuﬂﬂuuﬁsamquﬂiauﬂ LLG]LuaﬂgﬂqﬂIUﬂig‘UUUﬂqiﬂﬂﬂiﬂ 1&]19]

Julunuanyfgnudsnan awsgiswnlddadualaeyszain
agalsfimu lumnsUfuR Cutting Force 3 Main Force (Fc w3 Fm) gninunld

1nnluNsUSZUNULS IR AR URE19delaelgaNN1SA 16 Wiea N5 lUAIWIUASIN LY

Tunseinlanagui 19

U7 19 3D cutting force
n3U i USEANEN = ANANUAMUNIUNITAARNIE X NUTNTFR ALY
Fm, Fc = Ks x A (16)

1989 Ks = ANUAIUNIUNISHALNIZLUIHUAILDRS 1T URR

(%
Y

98 21NAUNITN 16 ANUITOAIUIUAIITITN1TARLAINAUFUNUSVDILTIFATUANLED
fin 2zlen A1a9luN1en = wsaFanan x ANULER WawnuAuFuNuSTuannIsh 16 2z

Taiddlunsdin deaunisy 17
P=KsxAxV (17

Tnef P = Aastunsein

= v A

NaRaeIufinIsiafiuaswnzlisnsnsmdnilieTan Inefiiuiinsdad

gnssdaudnamiigauanlunisdin Aswaun1si 18
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P=Ksxfxdxv (18)

1 @ [ 1 Y = a £ a
@87@15?161’11] TunismuumanseinlunszuIunsnastiy Unfaglaaun1syn 16 Tu

Aa

MaUszanaAIwanan Jauswnndnazlunsaiiifaaaedisuiuusiloudauasus

12
[ [

all Wosaniialuiiamsweannusde Gussdavanilaiasgninuildussanamadlunis

v
Y !

a Qll a 49! c% d‘ o d‘ = QIIQI o % QAI = 1 o v LY}
AnguUNITinTuluriedn Wotumasaanfmimasiiieanedeiadlunsing e
AUlAINWIIPANAN TLrutuenwineSaInawinnsEuaziiauluvzdala Wesan

v

Adsvaaasasnakiiiesnaiuidslunisindueu

2.15 nsulamiigadusratunaunnuisalunisan

AnuLsadudaimhodusausouwrd (RPM) Tunisuuas RPM Ttdumnusqlunis

o

fadsimhoduunsaetalus (m/min) agldaunisa 19
(v/60) = (r/1,000) x RPM x 0.10472 (19)

44' & a v | ~
WDV = ANULIIVILEU KUY LUAT/UI

v
o

r = SANTUIIU RUE TaaLunT
RPM = a5 893 (Spindle speed) e sausiaunil

o AuSuBan = Asudadu /£ 0.10472

2.16 NNSATUIAULIATIUNITANTUIU

mm1imﬁ’ﬂmmnaﬂumiﬁm%mmlﬁﬁ]Wﬂmmmwaa%umumiﬁ’;aé’m’]ﬂauﬁmﬁ@m

AualuLia A9aun1sn 20
H=(60xL)/({xn) (20)
= o & | a P
e H = 1anlunsanduau e 3w
L = s2ezlun159nTuanuy vule Jaduns

f = omsUoudn MUY NadlumsFasau

n = 9asuSatuia BUle Saufauld
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UIIYNNYIVIINUNE W NT1INA
TuniAdeiifendes axiimsaguneasBeaianinannguinsifedaluuni 2 Als
ssueiualansiauuusaidouarlisoidos Ineludmmideiiietesiazasvanden

f9 dnwagn1slANe ANNENTUSSERIIReulunsin wagidedus Nneidesiudnwely

vosLAulang
Sawai Sukvittayawong and Ichiro Inasaki (1991) [1]

Isuszyndlddayanas Acoustic emission (AE) ilelAinpnunazunanIuEve Ly
TanefAnTuvaizsn dovhnishnsedns gy AE Weufuanud (Frequency) uae

n3Mdeyayad AE Weuiunai(Time) wuin adudans AE szgiuilaiinrvlanswuulyl

[
(%

siorflos Inewuih Tuvnsdnazfnemslangiu Tnsanunsoussesniduaungudall
(1) wiwlansana (long chip) fAauens 200mm Fuly
(2) wiwlavizda (short chips) SAMNENI5EWINT 50-200 mm
(3) wwlanzioy (loose chip) AYNETIIINT 50 mm

lnedvSwandanase chip form Auagiiu tool wear waz Cutting condition New tool, low

feed, effect to long chip Wear tool, same feed, effect to shorter chip

Kalhori Vahid (2001) [2]

o [

nafe parameter MiddnyAeyuaeiayian (rake angle) Jvogjszminsiamthued

[y

\ATRIlaANLAL SEUIUAIRINAUDIIANINTTER dnadeFUwuLvBAYlanog itz d1ATy
Toglanusussnannisuansinvasaslansdu 2 Uszinm As wuuidsie (Brittle) Lashuukuy

§in (Ductile) NSHANTNLUUIUI L TUNISEANTNATNNSNTEA8819819529157 2wl

[
a

geulogan)ilanad kariin1sNAUYRIANNATEA TgaSuneIINSLANNLUULUTIER

Vg Ins1eIgannasukarannsanusevesaseileld Mnuuldinnsimseiiedadedn

a

Netadlunseuiumsinlane laglinnudidgyiunsieseioaumgil (Temperature) way

Y

n3\de3U (Deformation)
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AnfAna naswa (2011) [3]

Yo a !

AnwinsiainTadumswaniniaulavelaeglddyayuusidauazgamai wui

Y

[
= =

Foulumsdniidmasiosuuuureamslansiiiniu fio mnuididia audnlunisdn uas
dns1tousin Tnoudsussnnvaaewlavzeeniduy 2 wuude vlansuuusieios uasiey
Tavzuuuldserdles ndsnmsieneidyaaussiauazgamai wuiivmaueuwagaues
ussdanainsazdvunalvgileimulansunniin dauesmggaazilvnanseiutnilofaiey
Tavzuuusianios nifuldmanuduiusseninsteyadyyauarsuhamslany Tnelduus
Ussinnvoaavlangainauoulyvesmnuidiie audnlunisdin uazdnsteusn lnoagy

1Y

&
PNU

(1) naresausseudnsontswaninvenaslavy: Mnndsiunudeanuiiseu
i agviliAnaslansuuusafomosniildaumiisevgs Wesnnyudeushnntuazii
Tamdlanefivaneeninusasiazuaniinldenn Snvennusdadisazdmaliioddinaly
Msudnuntu mslianuiseudadidesifieliavlansunniin wazanufeuiiiniuasugn

o A

TufuLAlany eann1SaNnIaveItaAdaNAAINNAINSDUY

(2) HAYDIDNINVDUARADNITULANFNVDNAWIANL: WUINDASIUDURATIAN FLAINAYIN
iarslanguuusiaiiieannndidnsideudainas duwilduianuvunvesaylansiiady

[
o

wazazlAunvuiuluile snsdeudanastudidamaliiaduauteuiueig

(3) navesAuENdRsdanTHANTinveAylane: minldanudndan asvilviniey
lanzuuusailiaannniinisldanudndags iesnnileaudndnunniu asvinliaumun

LALAMUNIILANTUY LAANISLANFN A8
219ine1 Yeasuun (2011) [4]

Tunszuaunsnasnuuldldansvasidu loanwanuduiusseninsmuagass

(%
a a a

Avuuezaiillenluvagdaiumdnsdiuusin (wsedaudnrousadandn) Minlaluvay

Ana39 MnUUlAUTEYNAAUNTNEINTNANNYTITEVRITUIUTINAURaUluN A Ak

(%

Anusn dndewdn Safiaundn Anudntunisdn wazdnsdiunsn asulanad
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(1) FUNUSsVTULLTRToURA LazAMUANFART FINTTUAUAMULSITALAL SAdl

= =

undin SedlayniidnasiinlaRinussusafiunnlyagyilieulisey

Y

I £
a a = 0191

(2) ansaTiiuAuiTigamg ey Funusauyi usdlunisdnanas weill

winzaudmsunsanegiiiley inseviiiavlaveavauauseu Aaluiulinda uag

ANULSERTIRLAY Yinlevlangiinnugnunkasdusuauan

[

(3) SrflaynAnlvgjau agvilviRaSeuTuleaInYIsausey Feed mark

b4
s

AuNshA AIANEALATEY (2013) [5]

NA1177 5282 UNTARUILTY LU TTLUR9AUEIToURUAIAIUNREURIDL
] a a Y = a = o A 1 v
Jululuianadeaiu fe Ausseuigu wagsseznalunsinfigniuaiy aglven

AMUNRYTURITLNUTUALE

AILEITRUNgluaIrdmaliorgnisldnuvediiaduunliuduas iWewnnaind
ANISITOUTIAY azvhlianNanInsalunIaeiu vasduvesasnadutiosad \ieaand
< ' < v v a v A £ o v a a ! <
AMILEITRUE asrdeldudludauinanisdadaulden silissansamlunisvdeldy

BI2GN

¥
[y Y o =< o

snsnstdaudnngailnisinfeuiniddailelane gy inlrusadniiugdu uag

Y

= o a 1 = Aaa &£ o a X A v A A Y ' 13 o t%
mmaﬂmmmmmﬂ%mqmugmLﬂmmvminmwuwmsmmaauqq LLWLM@I@?UﬁWiMa@LUU A

Y

A o

WAansLiudIa Mlrnisdmdeurinlaeinunasusianuindusie Jedanalviidnsanue
AINNANUANAAFN
5157901 vgygaiiu (2011) [6]

1AYINN1SANYIAIMUFUNUS TLNINIANUATIVDITUINUAUDHTIEIULTIAA LU
nszUIUNINAHOUT meldteulures amusadn snslousin anudndn Sadlaynda waw

yueneavlaneg nTulaldiuUaidyaadingsinuduRussenieAIANR It ULIIRR

WeuTuasuieululunsyuiunisdn asulansil

(1) ANUFUNUSTEININNANMUANFABALNNSLAALABIANE WUIWLDLYANUANAANIATIAN

1109 zvlulaawlaneidanuenineiieswnni Weaudnsdadiaann aginliavlans
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PUITU LAABUNUIBUNUNLNIAELEAYLANEYRINAGA TINLALANFNINY LAANUATIT WU

aneal

(2) pruduiusseieialayndauwaznisiiaiaelans wuinilesailayniiniilvandn

L ALALlANENIAINNYIFBLLBININATIN

(3) AnuduiussEnIyumeaslangiunsifiaalang wud Weldyuaeiny
Tavzfunndn wewlaveietuaziiniuenseiownni mszyuaeaslavedutaden
fnasioyuszuuleu lavazuin Reulunisusniinvesavlansuuusiellies Winaduaiay

LSYUYDIVUIUNANIN
WBUNTTA AUNUI (2014) [7]

5 UNEANUAUNUSYRIRLUSIUNSEUIUNISHARBANUNaY tngldn1snadau

[y [

1U52ANTN1500008 LAuiNaaNsAIN

(1) Ausadin Werusiingsdu azviligamglinsdauntu dwmaliianseuyy

Jdldusdlunisdntey dwmalinisduasiiouias Aunmianladseanuid

2) dns1ausn WesrnsUaUFARLNINTY AEVIANUANTAALALTY VN lRwsIdana

TW5UINTY AINARAMNMNEITUY

(3) ANUANFA NISLANANMUANFAVNTANUNAANNLINTUY WFIVULAANINTY VL3R

nsduaziiouvauAIewinfinlayiuiy
(4) Fmilayndn Wesailayndanivunalng@u sxeausesloudniliiniu

(5) yuanawawlave Weyuaawrslaveuniu viliayianuazdnniousioanta

Y hSVULARALDEAY

o/

¥ay AradduRIeA (2015) [8]

lﬁﬁmauaumiﬁﬂmammmaLLazmwmamm%mmﬁﬁmmLLﬂ,Jusj’ﬂqmdwammiﬁ
lﬁmﬂmﬁmiwzﬂmi%’mmﬂamljL%EJ%@EJNL%@ Tastifantutoulunisdn tonnAnussn

dnsdaudn anudndn Salldn wasyumerwlane Anuulafeaslaululivesiiionsiadn
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o o v A a o av v I o a
iyJﬂqJ]']iuLLﬁ\‘iG]@Wﬁ']miWLﬂﬂiuﬁﬂmgﬁﬂ allﬂ'ﬁml@llﬂ'ﬂ']ilLLNUEJ'W]ﬂ'J']@JGﬁQ 92.14% LagAu

naui 95.51% laganunsaihwelavnReulunsdnliinasuaninuionailes

ANUFUTUEIENINAIUATINAZANMUNANTDITUIY TIRReulun1TARlAgNInIN
Basevmensidaunmsendlliuudsa Mntuldanuduiusuuuanassvnnaiiediasie

mduUszansnisanneslngldmdeastesian

a a 1 1

PNUaNVAaeINUI1 8ns1leudn dnsdrunsein Wuasstadeniidninasan
AINUATIVBITUNULINTIGR Tnefinunswesiuruazivuliunfvudeldnnusdn Sed

undn wazuAeAwniaungluvaenlidnstousinazanudndntiass
4
ang lged (2017) [9]

nudtelllevimsEnmanuduiusresruinnsanusesmuinwesdadniudnsaiy
wsadanainfideulunisinnuananeiu Tneldnisulasaidaiiousndemuussinnain

[ = A v A 8 @ [ Y = o
BNINNALYIUIUNIUDUS Im&mmaulsumimﬂa AL BRTINTUBURA ANANGA

[

warsmilaynila lagldnsesniuunsvaaauuuuend-luiuiay wagfmuasEiuYeusas

[

J9989 3 SEAU

NANNSNAABINUINONTIAIULTIAANA T ML AUEURUS T UTUINNSANATDATUL1IVB
dnfinednsiioddey lnesnsdunsianainanasiledinininsdnusofinanniu lneusd
N9 UasUwlaItauluNIFn WADATIAIULSIPANAINIANLIDULAL FIULSIHANATH

~ ¢ = 2 a v v 'z a P )
wialdlunsnensalinsanuseveadiadanuinduslivuresilaidueniniuuieansysiu

ANALEDITU 95% LazaunIsNeINIain1sanuseveudindatlrauLLugInAU 93.85%

NBINTIUTIY UlUR (2015) [10]

[y

a ‘é’
JMUIYU

a v

MOUIEAIRADNTIIYINUNEANNYTITERIVBTUNUIINLSWANATH g

a s

@’]V;TJ‘EJﬂ’ﬁLL‘IJaQ‘i(‘\!LiEJiLLUUL%’J?J@QLLNQTWWﬁﬁJJG] ln1sutas wavelet ﬂﬁﬂIﬂLNUL’JGWIUL%UI@ILNU

o o a

AMUDNBLENAUDVBIANIUYTVTLHILALAUDVBINITUANTIN wAIRuNFeyyIuaNives
ANNVFVIERIUTRLIANN T WIEANNYTVTERIAeNs UL UUaNnT SN nuudeaLuY
anneenvanlun smMAduUszanSnsannes tnenudn Anusiainindu dasinisteusin

Aa

AN AUANAANANAY mnﬁmmmaﬁﬁﬁﬁnﬂﬂﬁm LAy :qmmaLﬂwiauzwmwwuﬁﬂazﬁﬁiﬁﬁﬂ
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ANNVTVITRITUNIUAAGY UaENUTIENTIdIUVRILSWANA TRIiNafaA1ANYTUTERININTAR

lpgaumsvihunganuesuseRiidinnuuiugluseaugaia 92.78% uag 93.46%
KATHLEEN DEBENEDICTIS (1998) [11]

Tulssnundndudiusasus TUavnlunssuiunisnas nudminaudemeaaIed
Usepsadiedautnge Yymiinnnaslaneiiniuainmsndsuanuminiuguiu tngldvin
nsundeymAeriiuyuangiauligey (hisher positive rake insert) iaanisunlurilnlises

vgaLiladontngsuosndn wuidnuagnsunniing 3 uuy
1) wanENFIEMIEY = unvaunansiy
2) uannlasussiuaniesedie = wissleotauaniin
3) umnsinlaeusadnuannzuny = faldd

warlawenUsennvadlane IngkanInUENRUS SERIN9NISHANTNAUILIATDLAYIANE T

[
[

a =
LNAYU PN

=D

< | Y] | ¥ a aa < v 1y
1) wianvae (Cast Iron) MEAIUUIENBULA? LLARIANENLIUINLEN AN ULAY
Fl hagdldmng

2) wian (Steel) iwwlanziinnuudaann dnnuseiioweaylans Judedlue i

(%
a

muAuliifazfisusiadundes adeauss uasiiduntu

3) wiannanlsany (Stainless steel) N1suANTNVLAMANSIULDUIAN Tuluud

& ! =
zlurvlangiuuselilas

MnUszavauaniAnwanasiureLndnusazUssnn ilideulunisaly
- @ < Y VY a Y da X v A A ° 1% ° i
witlouiu Tngwdnnanlfafluaziioulviintuvaizdnfe dnmsiianuiown uavarussy
1 =3 ) P | A o dﬁ( = | s B 1% .
a9 n3umdnly esnndudseneuiiduiionunisinsoulaslA1ALALATIN (Yield
strength) asndlavigvisanuuiin yilivainlanzaziinusudeaniu(Friction) wazdosldiss
#nga (Cutting force) Inefidaiauaunuglvldyuameiawinuuin wie Mddaliandsuuuiniey

Y

lane (Chip breaker) kajusvasinfdnilvunzauiuilodan Aldiliuseinfinnis

[

v =~ ::4' o &
AIUNTU I@UNﬂqiﬁEﬂ LQ@UI?J?H?GWI Y
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gnsndousin (Feed rate): duiusivgusnavesindalunsaiuauavlans Ineawdud
d‘ o U dl o Y a dl L2 s dl ! o =
uwUsiimmuaaNaansavesudaiinaslavendnsdeudaniunndeiulas szeedn

fin F190U FRE19UE D19ns1dauRAnaNlY Azvnlieylansenn Tauwmdedtazliaiunse

[ ]

Yalaeeiies luvasieaiu rdnsdeudngs sziivvlaneinu lnadudyayauiuen

MNIlenaNIMsadnankarAadldwssuntunsyinlmineylane tnedvoiduawus by

Y

Anudndnasanantuisimungnleudnlaesiuaslilansiuiuniseenwuuindana

yuAnyusndne (Lead Angles or Side cutting edges): d@asiofimn1anistnaves

wlave anumukavanunaaslane Bdlytesenntes wu 90° Builidafndnga

FuugaUNaUY 1aeltlsFauINTU tEulansaual ANUNUILRLYY

v I = o a 1

Smilaynile/ anudnde: Srdlayniiauarauandninasesusisuasienisvedey

Y Y

lave pnudndntesyiliAaeulangguindes anudndniunazinludinvlansifizuin

v v

A Tuvusaneddu SadaundadnazyinlimnamslansAunaazdienan1sudnasnain

Y

Furu Tuneanduiu Sedlaundavivualngazyniidnaylanginuilazifaiaylanguuy

Y

[
=

iﬂjﬁﬁﬂ‘ﬂqﬂ LLaBG’faﬂmiLLiﬂﬁmﬁgwu
Yijiang Fang (1998) [12]

a5uetan1sinLAwsin (chip formation) M3tAnAwlaneNiianwuzlawe (Chip
curling) tinnYadevesteulumsinuassusienaiesilodn unaAuYed Van lutter velt

a o

(1976) Na171 MLUsNAINAADANBULNN5IAIDLRIT

(1) 3 Cutting edge Linsaniunisiadeuil (yuaneiay Rake angle + denalifeiy

langiln1uu1enin Rake angle -)
(2) AU Nvaslndn luidudunss

(3) ANUTAINVAIBVDILTIOA DULLDINIINANUNUIVDUAT AN NLVUIA LA

' v
al

lagaslin imylangNiinturaeiianisanidou selmeiunmun 2 Usean

1) Chip flow with side curling fia nsAitAvlangindounuRmtdawazuly

AUt lnediianevsefianansaiudiuiudns leusn Aeguil 20(a)
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2) Chip flow with up curling Aan1sAtAYlaNZLIUTUATUUY LARAINATLAR Build

up edge finsit 20(b)

Up-curl +
1/Px v

Angle T
I} T
-'-h_!ll

1

(@ (b)
g‘U‘ﬁ‘ 20 Chip flow with side curling (a) Waz Chip flow with up curling

Murat Kiyak et al (2005) [13]

Na1171 aunmsinneianisaelangrssavssuidedildmnngan Jslannau
AUNNINISTUNeTRAN19vDIAElany Tuannaiitdiulsenau AISI1025 (C0.24%, Si0.18%,
Mn0.25%, P0.02%, S0.03% and hardness 185Hv) Taaly Neural network Tunnsasns

aun1sviwe ffadeiiertesdedoulalunisdn
Tnefitadeiiietoied
1) Orthogonal cutting
2) Depth of cut 0.25 0.50 0.75 1.00 1.25
3) Feed 0.1 0.2 0.4 0.8 mm/rev

4) Nose radius 0.4

5) Cutting speed (not effect to chip flow angle) (105 m/min)
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nuuasUidu Regression model lnavinnisi3auieuiuisnisdu wuindaiy
InatAgslunisyiuneuinninisau lnelidwaeanuuwanindesgnegi 5.53% Ui
Neural network A#1gn waza1nNan1sAaedaslii Chip flow angle anadile Depth of cut

WUTU waz Feed anad Aaguil 21 sazuiiuldan Cutting speed lifinasia Chip flow angle

90
80 Tool nose radius: 0.4mm
TO 4
< 60 A
L
& 5 -
x 20
i 401
o
G 301 —+—0.25 mm DOC
20 - —0— 0.50 mm DG
—— .75 mm DOC
10 —O— 1.00 mm DOC
—&— 1.25 mm D00
D 1 1 L] T
0 0,2 0.4 0,6 0.8 1
Feed (mmirev)

JUN 21 nsluansanuduiusseninteselunsifaialangiesnieudauararudndn

ANUWLTedeusisunAuilfe Cutting speed anvdnasoasrnIsiniAwlany
Wesannisan Cutting speed iltAwlansinTu ANunTeAYlansdmasonIsAaouY

fvaaAwlans UL LAY Ilinan Yiliaslanedaerinisinananad

A.D’Acunto et al (2017) [14]

TReanwUUANNISYNUIERANIS B AL larLluNTEUIUNNSNAIlaNELUUAS taetin

Yaduiiinendes Avdnwuzvesiingn (Tool geometry) uazioulunssin (Cutting condition)

1%
[

wwhnsveaekazasuna lagimunsezauvesladedsil Ae Stainless steel, Carbide insert,
nose radius 0.4 mm Cutting speed 100 mm/min Feed 0.12 m/rev, side cutting edge
angle 45°-90°, Depth of cut 0.2-0.8 mm lagld Dynamometer Tunisinussaizan Tuiia

vpInNandn(Radial force, Fx) wagensttousn (Feed force,Fy) Fsunanuilaulaussly
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wSRs1dausin (Feed force) Lnaannusetousndanasanisduaziiiouvsdnwazidunig

[

WiueuwingveaNNIsIweinwesaslans annsveassagulacill

Cutting-edge angle 71 90° azldusdlununuidn wazusslunwsnstoudatoaniiyui

45° yazanuandafiiudy aeldussunmsdiniaduiegun 22

Cutting Feed f Diepth Cutting X direction Y direction
Speed V (mmiev) ofcutzp angle Force (IV) force (I4)
(m/mit) (mmm) Er (%)
100 0.2 657! 337
100 0.4 79 g3
012 o0 .
100 08 92! 2007
100 2 13177 54677
100 0.2 647 3277
100 0.4 10277 707
0.12 45 " 4
100 0.8 1837 1537
100 2 4607 4107

d‘ L% v 6§ ! d" Y A a ,:’{ v
E“LJ‘V] 22 NS IERIANNENNUSTLIINEoULIN1SAALALLIITLARTUYLAR

Side cutting edge angle q&%u vl Chip flow angle qﬁu é’hgﬂ‘ﬁ' 23

S0

@ from optical chservation

)
un

# from force measurement

=]
o

O From model prediction

Chip flow direction (®)
W e
] LA

(=
Ln
i

=]

] 0,5 1 1,5 2 25
Depth af cut {mm)

JUN 23 uanspnuduiusseninenuandauasiennisiawaylane 91 side cutting edge

angle = 90°

Side cutting edge angle sas ¥ili Chip flow angle # ﬁdgﬂﬁ 24
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30

25 © from optical observation
= & from force measurement
5 20
"fé 8 O from model prediction
5 15 -
3
3 04 4
e

(N
|:I T T T T 1
0 0,5 1 1,5 2 25
Depth of cut mm)

JUN 24 uanspnuduiusseninaudndauagiiansnisiiaiaylansy side cutting edge

angle = 45°
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BANUUNITIAY
3.1 N1598NLUUNITNARDY
Avuatioulunsdndiieadestuiianwonaslans wazdnunzvesavlansiiil
padnnIgTestunuiiinnunftieendi 2.5 Sadums vlwlidalusvestuau wa

aunsaanseenmensyuiunsialule lneiinunininnuldvasundas

3.2 Uaenlglunisnnaag

NNUIIBNLNVINNITANET AAEIVINUAANIIVD WAL AN WAL AITLANFNVD LAY

[

Tane nuINdvatendananadl

1) msiinaylane Usenaumenisuaniniazfianisvedaylave 1ladenineives
A 2 o [ v [ < a a (Y a o o A !
Aa Awandn dns1leusin dnsusialufa yuaeay anuazvesiindawazladedus us
Wesanlulssnuivinisfine ldanunsausudnvasvasdadnlannmegnaisesnsdteuay
YSunadumeasadsnsiuaglithdeadenineriudnvasvesdindaiansailunmaass a9
Uadeduidu gaumalivaedn [Wududsilianunsomuaulilaensaas lillydadendni
WNetunsiawylane fdudadenagduniiansanne anvanda snsileudn 6ns

< a a =~ U 1% & o A Ly a
Sratuia tesananunsavSunmasslanazilutatendwalaonssiunisifarulans
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M3199 4 Roulunmsintutagiu

U4 dewlunisen
1.8n51U00usin (Feed) 0.12 mm/rev
2.a1148n6A (Depth of cut) 0.15 mm
3 Auiaseualuia (spindle speed) 3600 rpm

a P Y LY o & ' & L3 a < = a
NNA1397 4 Jeulvnisdaludagtugnimuensusinisaslatnisudn Wuleulan

ilialaveslaveinlugduau
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A15199 5 Waulunsdnlun1snaasai 1

Uiy Feulunissn
1.8n51U00usin (Feed) 0.12 mm/rev
2.a0148n6A (Depth of cut) 0.45 mm
3. ausasevatuiia (spindle speed) 3600 rpm
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YDIWUNUMENTHINANUENGR SeaztdenlzgneduruBnassluuni 4

A15199 6 Waulun1sAnluN1ISNAaDIN 2

Uady Feulunssin
1.9n5100udn (Feed) 0.12 mm/rev
2.A1UANAR (Depth of cut) 0.45 mm
3 auiaseuatuia (spindle speed) 1200 rpm
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3. Auiaseualuia (spindle speed) 3600 rpm
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Cutting Area Cutting Area

Y

(a)

gﬂﬁ 25 %ummwénmmmLLiwﬁ’uLLammmm%mm, Side view (a), Top view (b),

Side view Dimension (c)

(b)

@ 2.5 mm x 4 holes

(o)

a7

2) Winiladn (nsert) M dusinudn CBN (Coated cubic boron nitride) d1w5usu

ndwenu laedl Nose radius = 0.4 mm, & 6 AUFn, 91edinfinviniy 80 Tu/iu

! "’P/MWW SuMmitool.com

@--Q“O"" '{5

T e e
0.5) .:'" e N n'Shmpqg
T 883 B0 &

‘Made (n Japan

JUT 26 \indindn CBN wila 6 yudle

3) gudingn (Tool holder) afladnsumus il 1AneLAy (Rake angle, O0) 10°

Rake angle = 10°

sUN 27 anudlagn
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4) A3DINAITLOUT P90 Takamaz NALANLLUULAG

@

JU1 28 LASDINGTLOUT

5) nde4 High speed camera ladwsuasiageuiianisnisiiaaylany

3.5 sunsumsriiiunmasasuasfiususaudays
yhmsnaaeaiteiiudeyaaninmsifniaulansludlogdu eAnwiaudiius
sgwieguiuvenaslavy auuudeliles (Continuous chip) uagiaslavzuuulsieiios
(Broken chip) idsnasefiemsnisivavessslany (Chip flow Angle) MnrhmMsiaTsi
faguuuunisuaniin uazfiemnenisinavesaulavefiviliaslansiatunesin Aneglug

YDITUIU

3.6 VUADUAIUNITNAADY

1) WsENTUNU (Workpiece) Ingindudiunndinmuaunssiulnantdniaemn 0t
1@589919UNNTU (Chuck) WiDERTUIY DLW BUNAIUIANTNRINUADINNTOBNAINITAR

#e1U (Rough cutting) Lazn1sinaziden (Fine cutting)

2) Anflandad High speed camera Wiowseiutoyavaesn lneviin1sinfinded

1
[

fuauatitas NTUUSUIANUDIALANADY TruDaiusLIslnd A dUNARITUIUY

1% ¥ '
v S £ ]

Tuvuzdin @ureuiilutuneuiidifey Wensiwszinsiarvlansiignies) dynussad

lunsfinuiiamamaiiarylanguaz susuunisuaniinvesaylans

3) YNASNANUNIANLNABNITNAINENU AIEANUANAR 0.15 Taduns 31UIU 3 A9

UANMUANAAVDINITAANENUWINAU 0.45 Tadilns INUULATIINAILHNALLDEN AI8AINL

= o

andim 0.02 TAALWAT 91U 1 AST FIUANUANAATUINUVINUA 0.47 NadLuns
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v = YV

wauggnutulfinsantuiinteyawuuinlenisndes High speed camera Loy

Y
Sutuiindoyanausizudn aunsendunuluindisa Sunuiunusiediearintu 20 Fuss

vy '
v a

Haulun1sin Nalo1RL-aAINUIUTUIIU UINIATIZABALALIANLLANTUNEINITNAADI
sULuUNswaninuasieneililviangay TINieEn nEIveBUNUNaINISAn FEQnIn
#5098 TuNSNAaBIl 1aluNISANLYENad 1 M8 100 WINWBI1EABNITAWLNANISIARA

WAElany WU LIAPATUIIUDTY 0.3 FU9 nafilaainndsawindu 30 Funi

4) anuninveaavlave azgninainUangsmunilauialalednaumnila Agndes

microscope f&39818 50 1

5) Bunugnaawiniy 2.1 daduns LAUNSAATUINUISIELTaAUIULARIN
aun159 20 gt seeziattun sttty (H) = (60 x 2.1) / (0.12 x
3600) = 0.3 Ju9 Yantunisdauivisiedsduszeznalunisdadu 4 Yraa1 Aevieny

'
Y a o v v

fasasuduiaiuiuny Andusyoymned 0.00 fadwns szezasa 0.0 U9, dredusy
Fudadndudatutunuauiesyey 11u3 vestuny Anduszoznait 0.00-0.07 Jadins
Syepna1din 0.0-0.1 Jund, FrenansiindnSudntunusees 2 Tus vestunuy Anduy

Syeenne? 0.07-0.14 fadlung S2ovnafn 0.1-0.2 Junfluazaswnedindnsauatianata

ATUTEEEANYDITUNY AnTUTZeEN19 0.14-0.21 TadLIAT S2ezatsin 0.2-0.3 Ju

' (%
A v a

6) Wadnyunuasuluusazoulunisdn azdewinisdsuyuiindnnnasa Live
Josiuladeniinannisinnseveslindniionvdmasefianauas JULUUNSUANTINYBINTT

Natrelane 3NTUITITANNINsUTUa-anangveslindanuALvsgay

7) MImuIurnsiAnteulany asldunu x+ Fudunuafeifutueu annuuld

WAy y- Badunndeandutuay Tufmnamuduuninn Weruiuesansiineslany

8) naansinsean ndagiu agvihmsiansanusuleulunsianuangay
b o - ¥y o o 4 d y
PnwiMmessdniBnasimutuneunsanidunui 1-6 lnewdsuleulunisdalunis

Aduuden 3 AnduYNTiATsivoyanain1suiuUse uazasunan1vaaed
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3.7 MyAnszidayanau-nasuIuusanszuung
1) Brsgianuduiusseninguuuunisuaniinuasiamsveaaslangluusag

IR HDNATIVITUTI TiAMne wazdiaaan Mvhliavlansineglustuny
2) Angngunuunisuaniinuasfiemeveaaslangilsuiisuiueulunisea

WemmuaReulunsiafimunzay lneiansanuwsazeauluaunguluazuidefiieites

WiguifiguanuaziAulangd983nuiInggIu 1S0-3685-197 fagui 29

3) AAseRan nVeIlindn saaulun1sdin WisuRsvanmiindaluwsazdouly

A15NARBY TWANUNISANNTBLALIDITOYNISIARDUNVDWALIANLUURIAYLAY

'
v v A

4) ApTenaunMYeunY: WisueuReulunisintaguiuieulunisdaivia

n15U5UUTe Imeiiansaundn Flatness, Parallel wag Roughness
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5UT 29 1SO 3685-197: Chip formation zone
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4.1 ApszvnauliuusanszuIunis
4.1.1 Aeseinuaznsiiaaslang
<@ ¥ 1% 1% . Y ‘: v A %
MnNMsuTeyamenaes High speed camera Tunaigdnduau lagldReulunisealy
U230 mum15799 2 (Depth 0.15 mm, Feed 0.12 mm/rev, Spindle speed 3600 RPM)
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wuuselio )
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2) iAwlany
. d 9
wuusBIewmEn
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NIEIMUODNIINTUITR

(a) (b)
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Frduaunntu usslumsdnasifnanniu swdadleimslansasauanuedonnnme Ly

Tavzuuusiarosazinmsunniin faguil 30(b) msideuiveamslavzuuuseiilensuiiy
sonsinaantnmadn innadlulugmadn Wesnievlavsuvusieroaidnvasunauasld

o Ay dll o & A U Y va
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ylanenuImusEzANandn tAwlangMinnTuazlaseeain Bending moment (Lsaidau
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Tua9ll wylaneMAnTuazeaNe uUAUYIN 1 kay 2 ABTLalUNISAANNLINTUINN

BNTIUIUAR TLULNNITENINAIULAIUDLABLANLAUTUIIUANAS YN IALAYLANE LN BUINLA



53

TasseauluruiuiuauluusnalndmuniiveuUatggnvasduauauinniswanin anasiy
Tuthnmadiuazanadugniad Sdwdesiiiadumslansuuuseiliotuaznssiiulunig

U

4) 199918 LUAGAGILFAYINNAT UATUTLHLHAVDITUINU
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| sumslanelfsesuiy
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gouludummas

v &
4) uanin myuluuu usenn

asdluTuthamadh Sudnannn

(b)

JUN 33 anmdagdu Hsdindnisuszegnng (a), Trlladnduansyezing (b)
Lwlane NNnTUITAAIEAUNUYTIN 1,2 LAy 3 ApseuslunISAAMINNINTUIINONT 1T UG
SEeyYINIsEMINEIUlABAAYlaryiuTUIuanal M liawlaryiiaunaualassaaulusu

Augurulusnalndiwiiwevlaegaretuauauianisuanin anasduludinmadn

LLazmﬂaﬂugma L9189 U

4.1.2 IAeeylane:

[J < A a [ Y 1 [ a [ PN
maiuiaslangIAnTunaensin awnsaudeents 2 vlin AagUn 34 (a)

Wisuifleufiuannsgiu 1SO 3685-1977 (E) faguil 34 (b)

\ > . d
2)iManTuuUroius
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T A Ly [
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: & |a ¥ M
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(a) (b)

5U# 34 ielangndsiteulvnsdalutlaatu (a) UssinnaulangmusnasguisO3685-1977-E (b)
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wilangluReulunisdnaqiu Inuavlansuuusdeiliowarlisollos 1WSsudiey
AUMI519U195g 1 150-3685-1977 (E) wewlangluagiudunuunauszwinsUszsiani 4.1

(Long chip) wazUszunnd 4.2 (Short chip) finulée 2.04-3.12 fiadiuns padnaslangiidl

(%
a o

aNnulAFae 2.5 Taawnstuluileniaasinlusduauvinliansliuesn wWissainiining

Y

InalAgaiuFveUNUNiaIINIg 2.5 dafluns

4.1.3 Apszndade:
o & o aa o A Y I3 ™ = = Y
UWNWWWWNBWQﬂW{LWQqUV] 20 ¥U LTJUN'WWE']UIUﬂ']sLUiEJ‘ULV]ﬂUﬂqﬁaﬂwiaﬂ@\ﬁJﬂ@ﬂ

Aouwagndin1sUTuusaReulun1sdin 9nguN 35 (a) Iadndnnseusiaiiuiinisdnlugis

[

Alaundnwiiu189.9 luaseu wagiamenisiinaslangegiusyann 58° Aegun 35 ()

Y

Y

FunaleRen1ensRaLAYlans dURUS AUUSNUNIAF A ANNTD

(a) (b)

U7 35 Feulunmsdnlagdu dadadnusevinuayniada = 189.9 luaseu (a), aarinisiin

welanzuseuu 58° (b)

asuna: imslaneiiinuansinuuuseidonedouseeniinfunuldfuasnsadu
oonlulnaanstunu dmmslavsuuulddoiios Sunliufagdhulusutureudiuluses
Fuau Aansuaniinuaganaduiinmads uaziflonannadulugmadn aulufnauilug
Yoty Besrorntunuun inslavsBusninanlugnniude Ssiiganfianianaiin
wslanzluadedt 4.1.2 agwuiifimmsnsifaeslaneil 58° Msfiasananuuiavesimy

lavzavsesiinulAsiosndy 2.5 faduns welvirylanenequiugvesgunuld
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INNSAVTaYaduILIEY 20 Fusailles nuhdnuaznsAnaslanefuEtui 1

89 Fun 20 ldweneneiu saudaawlanslutiasudnaunseisladuaudisa nsiaeylany

= o v

Liuwansnaiu Feagulenn annsiiiudeyatiuauseliesdiuau 20 Fu dmsuliadaiiivag

(% '
= LY I

918 1/80 Pu oralidswadednuaznsuaniinlunuidedinntn desmnarwdndaves
Houlunsdalutiagsu (0.15 mm) Yszneufvgundfiinturasdaseriuiiisevaliuia
(3600 RPM) uazdnsiiousia (0.15 mm/rev) laiviliiindndoguluaunsesisdemaseguuuy
wazfrmnsmaiaaslans Snsdndadimsnaseafudeyalunaifioszesdaondy (safety
zone) 137 1/100 Fu Aaunmvesturulaildfinsdeuluegnaiifoyddn Ssaguldinsuou

FUNUNAGDY 20 TU LNEINDABNITAATITLAZATUNANITNAGDS

4.2 Aipsziindsuulanseuiauns: datauanuzRaulunisnai 1

Iptauaeulunisdin WeivuaiieniwassULuunswanin lavihlvievlansnes

Tusuau Juaueloulylvalfniei 8

M13719% 8 Reoulunsintagtussuiieuiudeulunisdai 1

Uadt Goulunsdntlagiiu Foulunséind 1
1.onsUeusn (Feed) 0.12 mm/rev 0.12 mm/rev
2.A71uaNn6AA (Depth of cut) 0.15 mm 0.45 mm
3. Aussevatuia 3600 rpm 3600 rpm
(spindle speed)

Fan1susuileuReulelisnsdeinnguluazuidenineates amnsnesuiglanad

NANTUINUAIUANAN

v
v a

WoanasAaNsiinlAelany fadl

1%

1) Nuddowintu villieawlangnuraiu (Chip thickness ratio, r = tg / te)

WSIFALLINNTY (Main force, Fm, Fc = Ks x d x f), Weanmua Ks uaasi winiu 1

N/mm?2

LSIAALALLYMINU 1 N/mm2 x 0.15 mm x 0.12 mm/rev = 0.018 N
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WSIRALALUWINAU 1 N/mm2 x 0.45 mm x 0.12 mm/rev = 0.054 N

= oA v v a X F o g v a
2) wsadsamuserinadindaduawlaneindy (u = N yileamnsiinawlans

Aad

3) AUASHANFNYDLAEIANE 3INVD 1 WSIFANUINTU FLAINALMABANZLANIKNIE

U TpeanAulanzazwaninnaunazlalUsuiuvauTuIu

[ Y < a a L 1 o a « o & A

ansdoudnuazanuiialuia azdiligniiuninsanludeulunisded e
mniiugnstoudnme azlinsuiesmnsifaevlaneiiuasuly ineanladeineinie
Jadesiu Bnvausefinvsiiuduinn dmasaaunmuarotgvedtindn Inen1siiuaudndn

[

Tylvindu 0.45 Tadluns L1NMARAGAIL
wiawalunisusuanudndalu 0.45 Jadiuns

1) Funuiltaulun1sinneuaeaLanan 0.15 Taalns 31U 3 ASI N1SUSU
o o A a a ° & = ' g a O a Y a
AMUANFAT 0.45 Taduns 31UU 1 A5 idRamavUInv99TUIY DnNalinnsAnazLden

A @ a & Y a & o qw 2 A Y]
WeLAuRINUAIgATNednAsY Tlrganmyesdunuliuasuuuasandagiu

2) siosnisliiaylanzunnvinneunazlasluyuiuveuiunuiedesiumylansineg

Tustuau Fausuanudndageanuinnaziiilaivesiiuunsdlunisen

3) sipansliaulavefivunadnit 2.5 fadwns Wedssiuavlansinoglugiuau

av o

4) INNTANYINYBHINNMUITeMNEITeI nudanudndauasdnsideudndnasie
fanamaiiaaylans dadudsSuanudndagegaiieliiavlansunninluluiiamesiunss

ufvsntousdn

PNUUIINTANTIUNNTNAADY TABISUAILANITRAAINADY High speed camera Lagyi

ASNAYUNPNTNTUIUABEULUNNSHAT 1 AUATU 20 JU

4.2.1 ApsizRanuaznsiinaylane:
NNsiutayamended Higsh speed camera luvniAntuay Tnglditoulanisenly
Uaqdu AUANSI99 2 (Depth 0.45 mm, Feed 0.12 mm/rev, Spindle speed 3600 RPM)

[

wwlaneMnnTulunsazdial Januwueaad
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1) 91AULAGA LSUAUNANUTUINY
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1gulavzuuuse LUEN
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(a) (b)

[ £%
v a 1 v v a

= - = A v oA v oo oA = Y Y
JUT 36 Reulvn 1 Prsdindnsududadun (a), Indnaugadlisdudatuanu iigssegdu (o)

9

Yueiindnnfntuuse ALl fuTiduiaserinsnuiingafuRN S LUy

[
Y =2

wiwlavienun wasdian1awuy Up-curling ABlAsuauuY aumguln1sin Up-curling LAn
910 Built-up edge (BUE) 1 BUE dilngjae gnindneanluiuiausia Ineinisfinsiuiu

=4

Side curling #iflosen numslansuuuseliles faguil 36(a)(b)

2) B0 ISUAILALARRFUNANUTUIY uDaszey 1Tu3 v9atuau

—

\ - ¥
| 4 welsneiddmnalfaeeroglreinvou Snlavenmiguhilaaeins

hanlsmuuiraies 2) woslene SRR o -
o a Turu deunnvinniiulasoeneingiueu ‘fw’.uﬁmusagﬁkég
EENTLEATEE
A Half turn chip

o

(a)

U7 7l 37 eulvil 1 rediadaisusvesdiu (a), rdindndussoriunduaslansdeiiies

v a

usnsin (b), Tadiadaduanszesiudngszernan (©

WYlaNELUUADLIDI9INTI S NLARNITLANTN TnedlrwlanewuunotlouinTudn

ASILALINANIINTIVNUNUDATITBUAR LHAFINANUANFATLANNINTU VI IBIANNITHNALAY
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v

Tavgsn Aaguin 37(a) ntuavlaneiinuuunaussritaaslansuuunoilowas lideliias
v A a d’l’ A o ! U i I v o 14 o ! [ !
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4.2.3 WATgiladn:
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ayuna: nReulunsinl lunisiiiuenudndn wivlaveiinnisunnviniiaea
nManssduiugnad vnlilemaniavlaveasinlugveuruanasiiaisuiuRoulunis
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A1519% 9 Waulun1sdnil wWisusunukeulun1sdni 2

Uady Feulunisdaii 1 Hewlunsdad 2
1.9n5100udn (Feed) 0.12 mm/rev 0.12 mm/rev
2.A71uan6AA (Depth of cut) 0.45 mm 0.45 mm
3 Ao ualulda 3600 rpm 1200 rpm
(spindle speed)
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e?iamsil%’uLU?auﬁaul%ﬁé’w@qmﬂmwﬁLLazmu%’SﬁLﬁ'm%’aq annsnesunglasad
NsananANusEuLfa
1) wevinliavlangifinnisunnsin i
1.1) LLSQ@]JWQQ%U mﬂqmwgﬁﬁﬁwaa

1.2) yuideuiianad vilvaylanenunau Han1suanin

Y a av a ¥ < a a [ ! a
2) 8NBINNIUIIEVILNYIVDY m’mmaﬂumaiummamaammimmLﬁtﬂ;am launs

anAuIElwAaWNAY 1,200 rpm 11aInLAsNAA
wiaralun1suiuanaisaludaiiy 1,200 rpm

1) mﬂgﬂ‘ﬁ 26 siinvesilasaild fdeulvnsdafiuusilildanudisevaluia
¥ 660-4,920 rpm %qmmmmimaqm’%"aﬁﬂﬂumiu%’uagjﬁ 600-4,000 rpm 1ng
AusEtuiail 1,200 RPM é’aag}maléﬁaulmﬁuuzﬁw WsEnunnlUrS atee iUy
danasionyveiingina

1l v
ISP

aa (Y] a a Y [ a (Y]
2) WASANYUIUNINY 7.5 HAALUAT AULTIAANY) ANEUNITN 19 U

(v/60) = (r/1,000) x RPM x 0.10472 ffatu
AuFntdagtu = (v/60) = (7.5/1,000) x (3600) x 0.10472 = 170 m/min
Aussateuled 1 = (vw/60) = (7.5/1,000) x (3600) x 0.10472 = 170 m/min

Anussateuledt 2 = (vw60) = (7.5/1,000) x (1200) x 0.10472 = 56.5 m/min
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AUNSANSIRAT 18 FEUNIIRA WU P = Ks x d x f x v et
fdsiadoulutiagtiu = 1 x 0.15 mm x 0.12 mm/rev x 170 m/min = 3.06 W
Adaimioulufil = 1 x 0.45 mm x 0.12 mm/rev x 170 m/min = 9.18 W

MSsiadaulefi2 = 1 x 0.45 mm x 0.12 mm/rev x 56.5 m/min =3.05 W
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L?"au"lmf]mgﬁu = 3.06 W, Masndeuledil = 9.18 W et Wietleafunaiamsduasiiion
Yuzdnsuiioanniniesndsiionadimasldiiosme Fesvaniduinas mawakeuleii2 =
3.05 W Fdlndidssiuidsdnluieulatiagtu Ussneudumsanmnuifiathufatisia

ans1nsiisLAslanzwuliseliie

4.3.1 ATILAANBULNISDALAEIaNY:

Tnelditoulun1sdnd 2 mumsned 9 (Depth 0.45 mm, Feed 0.12 mm/rev, Spindle

speed 1200 RPM) tawlansitindulumazangial danvazail
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45 (a) wiwlavefiAntufiaaldslosningvestunuiifieniuniie 2.5 fadiwns vilfanns

duunulinuinfedgmievlangineglug Wewnvunarvlansidnning inbiveauiuly

4.3.3 JATzidnnn:
a o = a &g A ) I v oA ) . . . Y
mmmaﬂmauiL’meuwmimiwmiﬂmgﬂmmLas Main/side cutting edge l1nU

295.5 luasau dnvseunnitteuledagtuuasReulan 1 Mnusaiiiuvuesn vilviongves
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findnanas Faguil 45 (b)
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JUT 45 ieslavendadeulanisdad 2 (a), Reulun1sdnii2 dadadnvseusiinayniiada =
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4.4 AA5inasuulTansEuIuns: datauauuseaulunisiai 3

Taauadoulanisdn Tunsiiudnsntauds ieiuasenisiiadwlane aadaulun 3

5197 10
151971 10 Rewlumsdaiiz Wisuifeuiudeulunsdatlagiu
Jadt Foulvnssintlagiiu Foulunséindi 3
1.9n5100udn (Feed) 0.12 mm/rev 0.80 mm/rev
2.a148n6A (Depth of cut) 0.45 mm 0.45 mm
3. Amnasisevatuia 3600 rpm 3600
(spindle speed)
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1) neBseiiietes nuiasefidmarefianenisiiarivlanzie Anudndn
wazdnstousn andeulanisdndi 1 levinisanesminisifinslans Taons
iupuandaly (0.15 mm -> 0.45 mm) Fslumensaiudny mndesnisiiiy
samsLAneslanydehnsanauands uiidewiniietosiurunves
Furu lrldanansaanaudnlunisiald Ssansanfiudnsdousaiiivan
paFNNSAALAYlane

2) efiudnsnsuantnvesrvlans mnavlansliuaniniauuuseidies asvili

LAY lANENUAUTUIULALIAAA

Tngusuanuisatufanduludeulatagiu Wiesnussiniiunntu Suludosinli

QUNNNEY LiDYAINTWSINTNTUIINSNT 1 Uousdn
wiawalunsusudnsrlouda 0.80 Aagdiuns

Uagdudnsdeudney 71 0.12 mm/rev maiiudasideudnliiinn menaindinena

Linunswdsuwdasnn Jsiarsantumsiiudnsdeudngaantuazinsadsuandely

PNUUIINTANTUNNTNAADY TABLSHAIANITAAAINGDY High speed camera Wazyinn1g

NAYUIAVLNTUNUAB AU IANSHAN 3

4.4.1 Anzianuarnsiiaaslans:
< v v v g o & P o
PINMTNUTRYAMENABd High speed camera Tuvedndua Ingldaulunsenly

7 3 auM1399 10 (Depth 0.15 mm, Feed 0.80 mm/rev, Spindle speed 3600 RPM)
laveindulunsavdaisnal Sanvazsad
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M50 11 Wisuifguaunniguanusenieteulelagiuiuieulundainisusulss

fouladl 1
Wite Foulvtlagiiy (n=3)
(n=30) No.1 No.10 No.20
Roughness (Std Rz7) 3.08 3.66 3.96 4.04
Flatness (Std 0.05 Max) 0.002 0.001 0.002 0.002
Parallel (Std 0.01 Max) 0.003 0.005 0.006 0.006

Foulvdagiu: dufiudedrsuuliseliiog InauuanuangIesiu ¥19na1e wazyas

v v
Y

Uangrasenedindn (01gdadin 80 Fu) IneuiauAugiae 10 Ju 53UV 30 Fu 21NTULINY

PIALRAY

P a (% [ ! @ % [l [ o 1 1% 1 1
Roulail waen1sUuUge: dunumegauuldelliosluriiu 439813 wagyas

UanguasununyinnIsneasd 939as 1 9U SIUV9aUN 3 TU

ANPIUEEURY (Roughness): Tuwaltiuigaiuintosyszana 1Rz uidvegnield

1INIFIUN TRz
A1AUASY (Flatness): AnlnalAgariuieuledagdun 0.002 u1msgiui 0.05 Max

ALY (Parallel): wwalduigawanteeyszana 0.003 widsegnels

UINTFIUAN 0.01 Max

anunsaagulean Reulansdandsnisusudse fuwlduiistuantey a1nuseiai
230y MeldTunumeass 20 Ju egdlsfnu lunsldneneiindalulagiun 80 Fu Anw
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2,000 nouUfuls M
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500
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nauuiulge VENIRTIEN
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(@) (e (@) Youdy (@) Yaude
(PPM) (PPM) (PPM)
2145 701 542 20 0 5 0 3 0
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