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Study on the effect of machine tool factors

on tool life in cutting titanium alloy
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Fig. 1.1 Four factors that affect tool life
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Table 1.1 Data of the lathes tested2?
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Fig. 1.4 Tool life curves of the tested tools in machining of SKD 11 steel
(Depth of cut : 0.2 mm, Feed : 0.1 mm/rev,

Criterion : 0.2 mm average flank wear or fracture) 27
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Fig. 2.2 Shape of the soft jaw
Table 2.1 Cutting conditions
Tool A32S-DDUNR15 (MITSUBISHI)
DNMG150408-MA UE6020 (MITSUBISHI)

Cutting speed 300 m/min
Depth of cut 0.2 mm
Feed rate 0.1 mm/rev
Lubrication Dry
Gripping force 70 kN
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Fig. 2.4 Pressure conversion algorithm
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(c) Gripping force 70 kN
Fig. 2.5 Stress distribution of the contact surface

between the soft jaw and the workpiece
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Fig. 2.6 Schematic view of the hammering test with spindle system

Impulse hammer

Chuck
Workpiece

Soft jaw \ '

e

i Acceleration sensor

Fig. 2.7 Phase of the chuck, workpiece, and

acceleration sensor in the hammering test
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Fig. 2.9 Phase of each measurement point
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Fig. 2.10 Change in frequency of mode 2 due to gripping force
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Fig. 2.11 Schematic view of the hammering test with tool system
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i3 LAEMSEnRIZ AL N TREE SR 2 DB &2~ F(KEYENCE %
EX-305) CHIEL7-. 2L C, TEEMABRIITEEHN LESZLIZ1>OT/EM%E
HAWTTAEHOHEEES) 30 kN, 70kN, 50 kN OJIEE CTHEME L7=. GIHIEN 55070
W=, TEMOERIZL D 2 SOIREIF— FOEARBR OB T/, £
7o, B Tco TAEFEMABRNIC Y~ 73 BRAE L L, X 2.8 12T JEHEK
IRERIBE R TIEE A EB NN L R LT,

252 EER#HR

215 IZTHEH LR E 356 mm CTLEMOR 22 b Sz & & O T HER
HiR 2 R T, BEORITRT L 9 ICHFE 50 kN, 70 kN CTIIUIHIFEAE 300 m £
TR HEFEDOHETHE N, ENLEITRT HEFEOMEITHENE 0D, —F
T, #mEF/) 30 kN TIXUIHIEEEE 400 m F CTHRITHBREDOHEITHENH S, TR
IR T HEEFEDOMEITHE NN EL 725, £, #8587 30 kN 132571 50kN, 70kN &
Foidi U COIHIFERE 50 m O WIHIEERED & T BRI 2N/ N & <, A KT wi EEEE

DOEEATEE. £ LT, HFF) 30 kN (ZUIHIFERE 700 m, #4577 50 kN (X UIHIFERAE
500 m, HFEES 70 kN (ZUIEIHEEE 550 m © T B Ak odK i m AR V0.2 mm
Bz, HFFS 30 kN [ ZHEEF /) 50 kN, 70 kN & b L C T HEM MK 1.4 fFIEX
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Dynamometer

Tool
Soft jaw

Chuck Feed direction | ,

Workpiece

Boss

Charge amplifier

H

O =

oo
§ 100

Displacement sensor

Data logger

Fig. 2.14 Schematic view of the cutting test

Table 2.2 Cutting conditions

Work material Titanium alloy (Ti-6Al-4V)

Workpiece size ¢ 90X L180 mm

Tool DCLMR2525M-12 (KYOCERA)
CNMG120408-MS MT9015 (MITSUBISHI)

Cutting speed 150 m/min

Depth of cut 0.2 mm

Feed rate 0.1 mm/rev

Lubrication Dry

Gripping force 30, 50, 70 kN

Tool length 35, 60 mm
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Flank wear width , mm

Flank wear width , mm
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Approximately

1.4 times

——30 kN
—-50 kN
70 kN

0 100 200 300 400 500 600 700 800
Cutting length , m

Fig. 2.15 Tool wear curve (Tool length 35 mm)

Approximately
1.8 times

L — |

——-30 kN
—-50 kN
70 kN

0 100 200 300 400 500 600 700 800
Cutting length , m

Fig. 2.16 Tool wear curve (Tool length 60 mm)
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Flank face

50 m 300 m
(a) Gripping force 30 kN

50 m 300 m 500 m
(b) Gripping force 50 kN

300 m
(c) Gripping force 70 kN
Fig. 2.17 Digital microscope image of tool wear (Tool length 35 mm)
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Rake face"

Flank face

200 m 450 m

50 m 200 m 300 m

50 m 200 m
(c) Gripping force 70 kN
Fig. 2.18 Digital microscope image of tool wear (Tool length 60 mm)

35



B28 FMRSFIVIEROPMIFUATIEFGICRITIZE

2. X216 ICTEZEHLES 60mm CLIEMOHE 12 Z 7= & &0 T RERE
gz rd. TEZEHLEZ 60 mm (T LEZEHLES 35 mm ST, TIEHD
R B & 3 KT T R O HET TR S E IR E . B0 RAICRT X 5 g
F£77 50 kN, 70 kN CiIUIHIEEEE 200 m & TR HIBEFEOEITHE N H S, Zilh
Bl b T EERE O HEA TR E 3B < 72 5. #EFF 77 30 kN TiXUIHIEERE 250 m & TS
I EFE DTN <, Z LRI HEROEITHEENES 25, 2L,
F£77 30 kN (X UIHEEE 450 m, EFF7) 50 kN (ZUIHIEERE 300 m, #UFF/) 70 kN 134
HIPERE 250 m T LBl oJ8iT i EFENE VB0.2 mm A 2, 157 7) 30 kN (I
71 50kN, 70kN &l L CTEEMDK L8 fHENZ. £/, & TIEHOHE
THEHLESICE2 TEFEmELKT L, THEHLE X 60 mm (2T 35
mm EHEWER, LEHFMITN 15—2 FHE0. 20X ICLEMOHEFR 1B L O
THZEH LR S TRITHEROEITREICEEY 52 5. 72720, KT mEFEOET
HIEIZE % 5 BT, Eiﬁﬁ@%ﬁﬁ@%@“@&)511@‘?@@?&3%7’7@% hE<, TE%R
DEFHETH 2 THEH LR SO R RE .

X 217 IZLEZEHLES 36 mm CTLIEMOR 122 b ST & & O L EEEE
BB A9, YIHIEEEE 50 m 1BV T, HEFF/) 50kN, 70kN (FHEEES) 30 kN & L
LT, NEDEEMDOEND LE R HEBEREEAREV. 2 LT, UIHIEERE 300 m
THUEE ) 50 kN, 70 kN L #9557 30 kN OKIF mEEFEIE DT S HIc K& < 2 5.
oL, ¥2.15 o TEERMGIC AT L O ICUHIERE 400 m TIiE, Z0OZEFD L/
L 2B, HEES 50 kN, 70 kN O NI TEHFMICES. X 2.18 [Z T HZEH
LE X 60 mm CLEMOREE N 2B S & &0 T HEEEE 2R, YIH|
50 m [ZHBWTC, TAEMOHF I L 2T EHEREIXITE A EER 2. LrL,
YIHIPERE 200 m THUEE S 50 kN, 70 kN (3#1EF /) 30 kN & tti’i‘ U CalliT i EE AR U
K& 720, 884 50kN, 70 kN O B3z TEFMmIC

T, TEHOREFRIBLIOTEEZHLESICL LT, Iﬁ?@fﬁ% TEREI A BERS T
I ARKIZE > T—HRRICBITE A ERET 5. 20%, $<WHO Y L—ZEFED
EATE L BITHNENEZIBL, RIFTmEITUIN AP RSP RIMERT S, LT, 7
L— R BN HDRRERE LI ZAT, U ANOT L WANRKE 257 DUIHIT)
A L, 81K Ry o6 EERE O WA TIREE N E L 72 0, R iU N AR
FEEE L ORI RIEBRE L 2 5. 2O LS ICTEMOHE B LT HEH LE
SN L 0T mEEEFE O TR E 1T =N E LD, TEERFRE~D T,
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26 EE

FihRi L O LEROEBARMEN TEEMICKIETREOHMROZD, UIHI) L L
TEY DIRENZENL D FET @t 247 - 7=. FET fidrid4— 7> ) — 2 OEEfighr v 7 -
7 =7 T D Scilab (Ver 5.5.2)% VT, 0.1 BEOMET —# 5y & mE 7 —Y
TEBUEEMEE Lz, b, U & TR OIRB N ORIET — 2 139> 7Y
V7 TEME 10kHz THIE L7Z. £ LT, RAEBRTIXITHD / —X R ¥ERBICX L TH)
AB A3/ NS WD, F53 1051 &5 NI OEEIRY 72 2 IROTHIRIRE T& 57
D, UUBEOMHT CIEFES 1 ERINERT D, o, KERTITEV S BRIEL
fENT U727y, TEMORR B L O T EEH LR SOEWVICL D EZRPTLEALLERD
NI TeTz, FamDOR GRS LTz,

X 2.19 (ZUIEIEh S5+ CHIE L7250 11D FFT it 29, TEMOHREE B
FOTHEEHLESOBEWNCIA2ERITITE A L. 700 Hz (T 0OE 55 1 D2 )
(X 2.12, X 2.13 O LTEROEEESEREE L » UIHIE) HEHIER T 2 REE— R
E—HT 5. £, 4—5 kHz fhEDE S HOEENL, FZ A5z UHl LIZEEOFR
BOFEHRIRGID < FHER LR AET 2UHINOZEBTH 5. X 2.20 ([ZGIHIE)
EHCHE L7253 710 FET ks R A2~ o &3z THREHLEEO
EWCEDERND L. LvL, TIEHOHE ) OEWIC L 5 EEITITE A SEND,
ZL T, TEZEHLES 35 mm DA, 4,400 Hz (O ES T OEENIK 2.12 O
THZROEEEISERB I EohFmo TEMFIRE E —&T 5. F£7-, THZEH
LEZ 60 mm O4, 2,400 Hz fHEDF55 1 OZEENEIX 2.13 O T H R O JEFHEES
HEER X 0 = F o MITIER L — BT 5.

ZOESNOEEL, TEHANREUIREZEAEIES. £ LT, ZORII T/EY
E T HKTEOMAUIEEE ICHEE 525, 520, THEHLEIICL 2K H
FEFEDOHELTHE DEME, THEOES N H M ORI L 0 FHEIEEE RS2 E) L7
WEFZZD. TSN EISE RS L I ) D FFT ATHE R0 F5 075
O TEITFIREIOREEE 2B 9 5. BEHFEIZK 2.12, ¥ 2.13 O TERDE
WHOSE RS & B 2.20 O TR < 570 X 0 IRBIZENL 2k, JEREGEE T 1 B
WMo L CED N FMOIREEE, >F 0 TIEY & THKS oM OIELEE 0 ZE#) 4
Kdsd, TEAEHLEX 35mm 04, X2.12 X0 £ o TETFIE ST
4,357 Hz, 2> 7747 > A% 0.11 ym/N, [X 2.20 (a) L v THiFIESE Cco Iy
1112 0.45N TdH 5 DT, IREIZA71T +0.05 pm CTHEEH X +0.084 m/min & 720,
BIHIEE 150 m/min (Z%F LT £0.06%DFEx i e O HIEEAE L 70 5. — /5T, TR
ZHLES 60 mm OFE, X213 X0 E45 05 mo T ENTFIRENEIX 2,388 Hz,
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Fig. 2.19 FFT analysis of Thrust force
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a7 T AT A1F0.63um/N, X 2.20 (b) & v T E g IRE cD 457112 0.95N
THoHOT, REZAIEE0.6 pm CTREPEL L =0.54 m/min & 720, BIHIEEE 150
m/min (ZxF LT 0.36% DA R EIHHEZEE L 72 5. Lo T, TEEHLEIN
60 mm DA, 35 mm DA & el U C LAVEY & T 23K 1 O AR % G5 EE A3 )
TH DD <ﬁ@ RITHEBREOHEITHE NS 2ol B 2D,

X 2.21 (T4 F1 7 100D TAEM DOIREVZEN O FET g R 477, TEEHLES
DEFEWIZ LV IRBVEM O K/NDENMNIH LB OO, TIEMOHFFIZL D 1,200—
1,400 Hz fHE OIREVBUC ZRITIZ & A SV, 1,200— 1,400 Hz (T OEE)IX 2.8
LK TIEH OB T 52T v v 7 BLOENE TEH RN CIRENT 2 R
HE— N2 =87 5. ZOFEH MO LEYOIRE) Z fid o LA T HiRE) & Fk
(2, IRENZENL Z R BE T 1 P LIRENREE D F W MR 2Rk 5 &, IR
Hh#H 1L +£0.01 m/min & 72 Y BIHEEE 150 m/min (2% L C+0.007% & T E.gh i FIE
FOEEEE LY+ S, Ko T, THEHLES LY TEMOREHO T R
MAOEEININEE 2D, L, TIEMOHEES 30 kN & 41EE) 50 kN, 70
kKN CLEHEMIENELDDIFHAATHD. X 2.22 1ITRT L9 ICTAEHOHEENIC

0 HIEET— N 2 OGRS, THROUHIEN A FHIER S5 15505
M OEAFIRBEOLELAIHEE L LEEMOES LRI H L. 22T, zo@%%@
HEIREN 2 5 2 72 & &, —HOMHEI AT OIREE MG OEAIEE LY Tl
2 DOWEOIRE DM AL 0 deg THDH. Ll ﬁ@%ﬁﬂﬁ@%@ﬁﬂmﬁ
@lﬁ%@ﬁi@L@ﬁAi2o@%%@%%@ﬂﬁ%iwo@g?%é.iot

F53 17O TAEMORENEMNIC LD TEHRPIESREI L7- & 3570 61X, #1Ff
77 30 kN O¥4, LHlR OREIHEIIHK 1,200 Hz T HZAOREIHIIF 1,300 Hz T
HDHOT, NOERMENEFIREEK LY T THLD, TIEWE TRIZFENNAHETHE
sl EZbND. — 5T, 1) 50 kN, 70 kN OB4, TR OREEITH
1,400 Hz TLEROIEHHKITK 1,300 Hz TH D DT, ASOREEDE A RS X
D ETHHID, TIEME TEITSEAHTIREE T Z 2615, 2F 0, R 30
kN @ X 5 \ZTIEW & TEMNEANAHE CIREN T 25618, TIEY & TR mOFE%)
HIDEEE 23 28 55 720 VA8, Eﬁﬁ5mm‘ﬂ&N@iouﬁﬁﬁfwﬁﬁéﬁAi T
VEW) & T HKT 1 ORI OIHIEE RS B35 72, KT HEREOME T3 IC L 5 2
mEEZD.
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Fig. 2.21 FFT analysis of workpiece displacement with principal force direction
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Natural frequency of the tool in principal force direction

0.3
—30 kN

ZE —50 kN
= 0.2 — 70 kN
S
=
=
2
= 0.1
o
)

0.0 ' ' ——

0 500 1,000 1,500 2,000 2,500
Frequency , Hz
Fig. 2.22 FRF of workpiece and tool natural frequency
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HIEERELC T EHEMICRIETTHEICONT, TEYOE e TEEH LR S22

HLCTHAEL, uT®F 1R,

(1) FahRIZIEL 2 SOIREET— FBFEET . 1 DHIETF ¥ v 7 B X OVENE TIEY
NIENFH CIREN T 2EET— RN 1 ThbH. 2 2HIFZTF v v 7 BLOENE TIEY
WWNLFE CIREN T 2 IREE— KN 2 ThH 5.

(2) TAEMOHFF 2 REL T2 EEMOLENAS TGN REL, ANE TIEYO
PR XL OCEMOEFHMOBEMENEL Y, Frv v/ BIXOENE TIE
W3 A CIREN T D IRENE— N 2 OFEAIREBE S E< 0D, ZOREBE—-F20D
B AR T EEMmOES ERBRRH 5.

@)IW%@E%ﬁ%iUIAﬁmLEéiﬁ&ﬁﬁﬁ@ﬁﬁLﬁ IR G 2 5.
=72 L, BT HBEREOMEITHEIC G 2 220X, TR OBFRETH 2 TIEW
@E%ﬁ@ﬁimé<,IE*@@%%@T%%IE%&Lﬁé@ﬁﬁk%w.

(4) GO IREDHA L2 WGE, RSB L O TEZRO 8 6 0Bpy e T HEE
FERE T A 5. 2 720,
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!

3.1 ##E

AT 1 OBEEDOAFSE 5960 CHIR 7= L 912, THOVOY REN TEHEMIZE %
HEBOMITII TEEHLEIZE X T T, 1ZEAERTEOMITIERZ Y #
STEbDTHD. £, AIE 2 TEOWNY IBEINFAE L2 0WiGa o THOhITIES) %
BOWEREL 72, £ LT, LEHFMOETOFELRER I TEOMIFIRENZ X 5 TIE
Wy & THRT ORI OIHEE DM TH L EEZ NS, Lo, BIEMICITTIE
Btk X OV LR ITMN T IRE), 22U 0 iRE 2 CEEOIREE— F2FfoTh Y, IKEJ
LML - TH LERBERES TAFEM~ORENE(LT L EE2 5. BLEIZEN
THIMEDIRWNE O EL X > Th LEEMARLS o720, F o720 &xtRiX
FIA&TT—ThV, MEICLEFEMEZUET D200 LIE#HE LT RO
X DRRAER DRV E VWS TN S 5. ZHUTAEFESS ClIfE4IZ LT
AULMETHD. T2 TARETIE, LEORET S HmnLELEMICE 2588
DT, —HMOHOHMRRE E LTIV RZ D LIS, EoNHMEITE D)
7O —JF [ O I FIHPE AR N EATAI L S s R 2 BE L, &G moORE ) TEE
M MIET B L RIELIZD T, TOMEZRRD.

32 IEBEEMIREZTIREARDEE

FT, KHHOERBNEUIHIBGIC ED L 5 e BE2 52 20575, K 3.1, K
3.2 \ZHEHIIN LTk T 2 /i hmEs L OES N H M OIRE OB %2 7~ 3.11Z
AT R DN M OREN I LiEZ MY 2 5% T 72 O U Y B4, KT, 3-<n
A OEB I KON Ll OB EST LS. —FH T, M321TnTkocFEnhk
M OIRENT TAEY & THRTF O OIEEE OE BT 5. §iE 1 TRz X
1, LEFEMITE L TIEHOHEOIRLIEE RS LORTAOEBORELZIT 5.
SF Y, FY ST ORENTET A OEENZ L KT E M < FBEISAS/HEAL, T
BEMMEL D Z ERHERIND. FX U880 TIZE W TUIBYRERMEW -
DRFHEOIREED EH LT <, —MRARHIM IS TLEEMMRF LS R D L
EzZbND. —5T, EHAFMOEENT T TA/EM ORI UIEIEE > £ K
BEESEEOE#Z AT, TEEMMPNEL 2D I ENMREIND. £, KIFHEEH
FEDEENT Taylor OFMGFERND L0305 LI ICTF ¥ o Adre CUIHGEE D2
TR TUOMEHI TEZEMA~OEERKRENEEX NS, & ZAT, fiE 1 OB
FEDHFZE 59600 T HADOOWNY IEE) T, THE & TIEM O EIEIEE > £ ki
T BB N UIHEE O 2 (51T 5720, THHEMIIBEEIHEORENKE N E X
nTWab. oL, TIEEECROEEOLE, KWREIECTH 5030 2 E43 15D
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REN2NFEA L CHIRBEELILE ZF TEL WD, TRGFM~DORZEIT D0 L H#E
KI5,
Z 2T, LYEEWCR & TEROIEENBAE LGS, TEFM~EETH 2 D0
7 A —2 OIF A F L ORI H BB O LB N EOREIZRNENT S, T,
F B OIRENVENL x( 3 1751, y(FE5r 7 m)IEAB.1), (3.2) THE I LD IEXHED
KN THoET 5.
x(t) = Agsin(wyt + 04) (3.1)
y(t) = Ay sin(wyt + 6y) (3.2)
ZLC, EEhEE VIXX(B.3), GOV EHEIND.
x(t+ At) — x(t)

V(D) = At = A,y cos(wyt + 0y) (3.3)
Vy(t) = y(t+ AAti —y® = Aywy cos(wyt + 6y) (3.4)

2T, AR, o lXAEE, 01X, AtiZV T U IEIETH S.
WA TT R OYRENC L » TEbd 2 TE & T/EH O T & OEEH v 13:3.5),
@Ol vEHEINS.

yx(t) = tan~?! <X(t +Vft-)A; X(t)> =tan~! <V);/(Ct)> (3.5)
Yy&)—-ﬂn"1<;3;> (3.6)

ZLTC, BFA a iZXE.NDERDZDOT, KHHOIRENC L 5T A a 13X(3.9),
@IV R ENS.

o, (t) = B + tan™? (V);(t)> (3.8)
ay(t) = B +sin™t (?—2) (3.9

I, TEE R VE13R(3.10), BGIDICK YV EHIND.

m@=/W+w@2 (3.10)

VE, () = V. + V, (©) (3.11)
kg, Ko B I L ERT A, DIZLEMOER, VAIUIBEE 2R3, 72, i
250 x ISR, yidES S HFmEEL, OIXEROREETHD Z L ErT.
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----- Outer modulation
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Relief angle
Bx(t)

o Vibration speed ' Inclination angle
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Fig. 3.1 Schematic view of the influence of vibration direction on cutting

(Thrust force direction)
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Fig. 3.2 Schematic view of the influence of vibration direction on cutting

(Principal force direction)
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(@) IEHWROIRSHDIEVIRE

Bl Z1E, TAEMDOER ¢ 90 mm TUIHLEE 150 m/min, TEHOKITH 6 deg THI
HIL7=3602, #EE%k 200 Hz, #EME 100 pm O T/EMH R DO IREIE OO IEE) A3 %
HELT-ET 5. ZOROIEEHEIL 0.126 m/s, EEINEEIL 157.9m/s2 THDH. £
LC, kEodsylifme F5 N HMOREMAIEA LIcga o, i imEEESE
JEDZEENIX 3.3, X 3.4 DL HIT/D. [X3.3 XS FHOIRENKEAT D &,
KT AITHK 3—9deg & THKIT A 6deg ZHIMZ 3 deg ZHET 5725, JKiF mBEEGE
J£13 150.0—150.2 m/min & 0.2 m/min UL2VA#B L7ev., —F5 T, X 3.4 L0 FEHT
HIEORERFAT S &, T AOLEEIT 0.1 deg(fJ 5.9—6.1deg) & FEF I/ &<,
ﬁfﬁﬁ%%ﬁ@%@i+7®mmmMz&1m5mmmwﬁ%<&5.:@%@

F53 17 0 DI 63 2 1553 71 5 10 O URAZZEBTA) 0.1pm & AReD T 70,

(b) TERDRBHDEMRED

72, TEMOER, YHEE, TEOXKFAITRREE R T T, EE%k 2,000 Hz,
EIE 10 pm O TEZROREBEOMmMWVES N BAE L35, TOROREEHEE X
0.126 m/s, RENIEE T 1579.1m/s2 THDH. £ LT, oL E X515
W OIREN DA LTG0 A, BT mEEEGE O ZB) XX 3.5, l 3.6 DXL I
72%. M 3.5 LV LEROIREN G5 A ORISR AET S &, BIFAITH 3—9
deg & T HIKITH 6 deg 2 H 002 =38 deg A3 5 A3, Pk i miEEELH X 150.0—150.2
m/min & 0.2 m/min LME#E)L72v. — 5T, X 3.6 &0 F0 /) FmOIRENNFEAT
L&, RTAOEENLE0.01 deg(f 5.99—6.01 deg) & FEH I/ S <, KIS EEGE
FEOEENT 7.5 m/min(142.5—157.5 m/min) & K& <72 5.

ZD XN, BN MOIRENTRT A OEE), F55 7177 M OIREN TS i EEEE
JEDZEE) L REN T A K o> TLREFMA~OBER N R D L HERE IS . BLEMIZ
GIAI P OIRENIE LAESMR S LER & S E S ERIRBERDBFET H. LEROR
RO mVIRENE, INEE & HEIIRE <, BfLI/hSW. — T, TIEHEHECROIR
BIEOARMRENE, INEAE &3NS < BALIIRE V. 2O &9 RIRENEN D
IRE) & TREFFmOBFRZ MR, HE, Z CTHMICEHE TS RAVWEELSTHD. L
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FmOBREEZL LT THS.
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Fig. 3.3 Clearance angle and flank friction speed
when vibrating in the thrust force direction

(Machine tools system, Frequency : 200 Hz, Amplitude : 100 pum)
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Fig. 3.4 Clearance angle and flank friction speed
when vibrating in the principal force direction

(Machine tools system, Frequency : 200 Hz, Amplitude : 100 um)
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3.3.1 EfTRFHBEEREIZDNT

FIimOIRE N LREFm~G 2 5 B2 HET 272012, K 3.7 IR ETHhIEA
SR RABYEL, TRHOBMSFREZZ . O THIE &R BTk
(Xhagx XM idm) & Y s m(ES DA ICEE T 5 2 2 A 7T, MWfmh
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%Lnﬂiﬂ4%%%ﬁ#é?m/&bﬁﬁ®£ﬁ51 (CELE ST 2 M OBIE
NTHYEIZZFFINTEBY, WMARMOBEE BIZHYE L 7w v 7 ORIFEIL 40 mm
EbE oL £, iERlC i%ﬁ%L%r$m@%®%%wt X 7 1) D
WX 5L 85X80 mm, E XA 2.5 mm T, M8 DAR/L b 5 KThifE T b X9
(26 9mm DRBHWTWND. Y fi T OHITRT141T 80X 70 mm, 73 2.5 mm
T, MBDOANL K 6 RKTHIFETEHELIIZ 9 mm DRBBHNTNS., iU LY T
HoEE 76 & Btz 2 b S5 Z ENafge L 725, LR, 3.7 @IRT L1
%ﬁﬁﬁﬁ ZIRE LT < Licb 0% X il TR ER R, B 3.7 (bIxR
T8 DIFENIRE) Lod < Lizb oz Y sl [ BT o ia B & 5.

3.32 N UTRE

BUE LA THRIZ ST BOBHIRHE 2R 2720, ~o~ U v 7l A Eli
Lz, TNENLTEOYE S HmEESFmICA 9L 2N ~—(PCB #
086COD) THMHEZITVY, /A kN RIZEAHF72mE ey 77 » 7 (PCB % 365A01)
THR T AN LEAT A & mE S moRE 2 #E L, FFT 77 7 1 ¥ (DATA
TRANSLATION # DT9837B) CJEEBULE B & Kb 7=, HIESRMFITI 7Y
TR 10kHz, o7V 7 HMN 8,192 /5 TH VY, 5HHIEDTHMEE Liz. 72
B, WIEhoRL sofEEIZ v Vo FEHERHL, T L7830 N m &
RAHEIICEH L., 20L& T ATIRIT SRR A0 L, BEMTHE L L X
(TR T iR B O RN BUCE BB S, BEBLEDN+2I12H D 2 L & ff
BLTWVWD.

%] 3.8 (2 X fili 5 [ A TAR I Z At diig B, X 8.912 Y #il 5 [ AT I afiEie &, X
3.10 I TR IT s BN WSS ORI BUCE B 2 =3, Fl 21X, Mhoits
Gxx TP A TFINA 7OV AN~ —THHR L7270 %R L, # O 21NN E
Vw77 P TIRB ZHE L2 FZ R L TWA. B, x XSG, v BAES
HFETH S, X 3.8 D X fli )5 [m A THUZ & s B X 5 iz g L, X 7w
WZHIE L7z Gxx OJEREEUSERE L, 05 RE 200Hz, =774 7
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(a) X-axis direction leaf spring jig
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(b) Y-axis direction leaf spring jig

Fig. 3.7 Schematic view of parallel leaf spring jig
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Fig. 3.10 Frequency response function (without leaf spring jig)

YA 7.15 pm/N OHITROHEITIRENE — RBFET 5. 612, X 3.8 D Gyy DJF
WS A B X v R85 1,396 Hz, 2277 A 72 A 0.52 pm/N OHUER DR Y 7
BE— RBXFET L. ZORVIRET— RZhFIREBT— Koar 774 7 ALkt
NTH5/MS <K 14 FFEIMED mV. RIS, X039 Y Bili5 AT kSR B
D Gyy OENRBICERE LV, FEoh7mIcikEi# 226 Hz, =77 47 A 3.10
nm/N OHRIZRO IFIREE— FRFEET 5. 612, K 3.9 O Gyy O JEREHUGE R
B LIRS 1,549 Hz, 227547 2 A 0.62 nm/N OHITRDIR Y IREIE— R
FAET 5. ZORYIREE— RZTIREE— Roa 774 7 AT TH4/h
KB FEIIED E. 2T, X 3.10 O TARIEIAEETE RN WA O Gyy
DJEWHISER LV, o1 2,818 Hz, 2774 7 > % 0.06 pm/N
DA NOMITIRENIE— RPMFET S, ZOREE— RO 7T 47 A%, Xl
FFIaks KOVY #h 7 10 P TA L kg Ts B & beie L TR 50— 120 fEEIIMEDS &, 2
D X D1, AT E TR B PATAR I adE iETs B3 W IGA 2 A~ TENIME MK
<, BUIERNCHRIE 727 18] D Il A Z BARITE A & & 23RS S 47z,
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34 IEBEFHFmaAER

341 ZEEBRAE

ATE 8.8 THRUE L7 ATHIR & B2 V<, TROESE FHE L OEhiE &
THEHHEMOEEBERET 2720 TEHEMRABREITo 7. TEHEGHRBRIIINGETHIH
OEfEEIH] & Wikt bIHI & Le. B2 @R FZRa L, Z0YHEe Lz, 72
2L, GIHIBRIARIENC T > v F i EOBEEFENTEAE LR DT — Z I3RS LTz,
WG BIENI I IAEIZ 3 ROWEA I L L CTIT o 7. keI & Wikt & L= ok, i
BIHI & i U C Wikt BIHNXBIHI 2GS X OMIHI ) DR e 50T, TEFMIZED
LR BE G250 RET DO THD. TAEEBIIATE 2 ¥ RV CNC g (4 —
7<% LUS000EX) % vy, TAEMIZIIAE 690 mm, £ 180 mm OF ¥ A4
(Ti-6Al-4V) A L7, & 3.1 I LEFHmakBR COUIHISM4 7. BIHEE X 150
m/min, YHIAZAIE 0.2 mm, %V X 0.1lmm/rev CTHZAWIEIE L7-. #00H] & L=
X, 7= FOENT AR EICL D LEFEMONTOE MR LD THL. LEIT
RO /) v a—F7 4 70 SHEBEEGEZHY, N1 FOEHLEIIE 35 mm & L
7o, LT, LEHEMABRITIUIHIESE 50 m 9" SUIHI 217y, THEK mEREEZ T
VHENTA T RAa—FTHE LT, RERTORT mHEERIIRREREST v v
7 8 G P RGRT HEREE E L, 0.2 mm 2B X728 ZAE T EEMmOHM &
L.

Table 3.1 Cutting conditions

Work material Titanium alloy (Ti-6Al-4V)

Workpiece size ¢ 90 X L180 mm

Tool DCLNR2525M-12 (KYOCERA)
CNMG120408-MS MT9015 (MITSUBISHI)

Cutting speed 150 m/min

Depth of cut 0.2 mm

Feed rate 0.1 mm/rev

Lubrication Dry
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342 EEB#HR

X 3.11 [Tl El, X 8.12 IZWike Il & & o THERGEZRT. T2 X

FEAZEIHIB AT < OBIEIBEEE 50 m FEA, ROA KT HEEFEIEA 0.2 mm 28 %

TEFEMEMMNZ TR, ROBEAFIZ TEHEMRBROBRT TO T EERRNEZ RT.
X 3.11 (g K 5 I SEFEIEITiE, X 7 m EATAR L k& s X B R OO R )
WFAEL, BIEY EAOEENZ LD U R & OBERmAENKE <720 3 < i, i
& BIZJRWETHCTEFREL T D, ZhuE, B D O 63 & [FRRIC KT i BEFE A
KLU, T<WVEHERENBDT 2 TREEBEREFEL o7, O, BYZEROEK
FH o BEEDORS, SLIZEHETHD. —HT, YHEGATHIZ SRR LD
ATHUE FAEIE TR E O IGA T OIHI IS B RO O IREI AL Le o7z, F7< 0
X OIHIEERE 400 m T2 L — 2 EERED R, BT HIEUIATEERE 700 m TR I EERE
M 0.2mm #Hz, AU LEEBEEREL Z2-7-. X 3.12 IR T XK 9 I2Wiki Il Tk
TRTOFMNTTF B IR EL T ERME o7, £, EeeUHEl &b TH<
WIS OHEHIR OEEE B30 Xl AT g ETs B Cliasfe tid] & Rk
BN FENCRE RN EL, SHICHEWOEIEEECTCF vy B 788 ETDH. Y
il 7 ) A TR R A S TE B X OVEATHIZ S IR N WG E51T, BT v v
L VIFET A, R EIEIOWE L L7 T HEFEREIC 72 5. Lo L, WikblylixE
GEUIHI & LB LT L —F EEFEOHET A, AU, #EEEIHI T < WiE & dlv
< T OHEMIFRI N EHETH 503, WikeBIENI T <mE o < FRHEN LI, <0
HREHISND Z & T L—FBEREOHBITRES D EEZOLND.

X 3.13 (ZiHEReUIH, X 3.14 ([CHigt Wl o & & oK i o T BEEFEfh# 2R3 X
3.13 1T/ T & D 1T TlE, KT EEFEOMEITHEE X X 7 7 AT R Fa s
THENELS 220, Y 7 AT A IETE B &S T SR B3 G 03 [

Felpolo, Fio, Y G MMEATHRIT SR B & T ETR BN WSS T
(X ETHIFEEE 350 m DL TRl mEEFE O E TR 3ROSR o TV DL ZHUEK 8.11
O THEBEREGENG 53005 X 5 ICUIEIEERE 350 m TIX MBI FHC Y L — X BEFENBK
EL, $<WARKEL 252 ETUHINNNS L 22578, T HEREOMESTIHE
DRERINNC /20T B2 biLd. FEBRITHEATHRITRE AR GA T, YIHI) &2 JE
L7z, 7 U— X BERENRET 5 L UEID BT 2SR sz, £, 7L
—HEEFREOREIC L VO < FREL ooz, OF Y, UHILEAKREL D=0, &
AN RKREL 72D, ZOZ L HETWANRKELS RS> TNDLZ EBDND.
314 1T L D IZHisetlHI CTlE, T X TORMTRRT v B IR RAE L. Xl
FRPATAR I iR B, oM I v HIERIMICEOEIEIEERECT » B0 754 L
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Flank face

200 m

(a) X-axis direction leaf spring jig

400 m
(b) Y-axis direction leaf spring jig

50 m 400 m

(c) Without leaf spring jig

Fig. 3.11 Digital microscope image of tool wear (Continuous cutting)
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Flank face

100 m

(a) X-axis direction leaf spring jig

50 m 400 m
(b) Y-axis direction leaf spring jig

50 m 200 m

(c) Without leaf spring jig

Fig. 3.12 Digital microscope image of tool wear (Interrupted cutting)
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Fig. 3.13 Tool wear curve (Continuous cutting)
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Fig. 3.14 Tool wear curve (Interrupted cutting)
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35 EE

BIHIF O RO SF AT HEBEEE N EDO L ) IZEB (L L TWENHET 5=
D, NA S OREEZETT AT E Yy 7 7 7 CTHIEI R OB O I E A E
L7z, X 3.15 (ZEReOIHI, X 3.16 I[ZWreBlHI D & & OBIRIFR D4y F1 )7 mE L O
N MO T EOIRENNGEE 273, X 3.15 (2T & 5 Ik UIHI <, X filism
PATHIERIEEIE R TR E ROV IEFAREL TV D. &0 10510 O AR
215 Hz, MEE 210 m/s2 OIREHITH Y, RIFICHHF T H L 115 um THDH. £7-,
X 3.16 \Z7 K 9 ICWifeBIHIC %, X 5 EA TR ISR E TR E RV )
AL TV D, 553 17 M DI ZHRENEL 205 Hz, MHEE 225 m/s2 OIREITH Y,
EIRICHAR T2 L5 185 um Th D, T OMO Y il 7 [\ FATHIE g TR BB L OV
ITHIZRIEETR BN OGS, RERRIDFEAEL TRV EBHRIND. LA
o X5 EEOIH, WigttlEI & b1 Xl AT s TR BT 5 ) 1 o A
ICREIRENL, Y #il5 m EATARIZ ks s B L ONE TIRIE i & in BV WG &
IR ZRIRENREAE LTV, 7Zeds, REBRTIEY 53 m(Z fh7m) 05 8% %
ELTWARWDIE, TEDO/—X R PRI LHSICAALI NS ) — X R 4R
NTYIEI T D72, o hEmE dhrm) & 253151 sl ) Ol 2 )
TTHUIHIEIRE L7720 Th 5.

2T, LEFMIZEET 5K A O i BEEGE L 2 B o OSRBI AN L >

LRI 5. W 1M E £ TR OREINFEIRF @ & X OIFA a &XTTH
R VE OZEIENEG. D6 RBIADEV U TFO L ITkdbhs.

_ AN Q) 1 (y(®
a(t) = B+ tan < V. >+ sin (D_/2> (3.12)

\mo;ﬂw+vwf+w@2 (3.13)

Z L, UIHIH ORENINEE 2 F8 5 U CGERE EZBMICHE Lo b, ERRoR(3.12),
BT E VW FEH L=k fﬁ@ﬁ%%l317 (2, TR 0L # A %] 3.18 1T
AT ¥, X315 OERYIEIO L & 0.01—0.02 s DT —X LV EHLEZLD
Ths. M 3.17 LT AOESIL X 5 EA TR ISR R T 8 deg(2—10
deg) & K= <, Y #il 7 M AT I kg s Hads L ONPATARIZafiEis B W4 C
1 deg LN &E/hEw. [X3.18 L0 KIF i BEEHE X T X TOHEMAFT 3 m/min LLF &
BIHLEE 150 m/min (253 L 2%LL T & fED 7R fﬁ@f%w THFHM~DOREIT/ )
. DFEY, XHG AP THIX R ETE BT AR R L0 555 15 R OB 73 AL
EL, ARBIOOO RN REAE L=, ZORE, ifﬁ@%% F 0 T~ < FEE
ISR L TEHFEMNEL Irote. —5 T, Y G E AL & s B CHBI O
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Fig. 3.15 Vibration acceleration during continuous cutting
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Fig. 3.16 Vibration acceleration during interrupted cutting
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Fig. 3.17 Behavior of clearance angle (Continuous cutting)
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Fig. 3.18 Behavior of flank friction speed (Continuous cutting)
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Fig. 4.1 Shape of leaf spring structure milling tool
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Table 4.1 FEM analysis result

Tool type Tool1 Tool2 Tool3
Feed force
Static ) _ 19.23 4.12 8.40
_ direction
stiffness —
Principal force
[N/uml] o 17.54 6.80 4.33
direction
Feed force
Natural ) . 4,925 2,053 2,904
direction
frequency —
Principal force
[Hz] o 4,982 2,219 1,834
direction

»¢Natural frequency = 15t order bending vibration mode

422 NV UTHER

BUYEL7oRITAMEE I U o 7 TEMNEREHE D OFIIRIETH 20 iET 5720,
vV TR EER L. K TEO®EY 5 4.2@)F L OES 17w
4.20)ZA 73 AN~ —(DYTRAN # 5800SL) THIHEZ 1TV, T HJEmIZ T
FIEE Y > 7 7 7 (PCB # 365A01) THIHRE T BTk L AT 51 & TE 716 O
W@ Z2ME L, FFT 77 F A 3 (DATATRANSLATION #  DT9837B) T &I 4%
B & kD=, WESMEIET 7V U 7 EMED 10 kHz, 27V > 75 8,192
RTHY, 5EAEDEHEE Lz, K4312TE1, X442 THE2, K452 TE
3 ORISR AR, Bl L, KPR OFE S Gxx IXRTORZ TNA 2 7L AN
~—TIEL7=HmERL, ZOWRIZTVINEEY v 7 7 v 7 CIRENZJIE L7 5
ZRLTWD. BRI, xWEVSIIHER, yRESNEFRTH L.

F7, LHE 1 o#hfFrEiEX 4.8 ©%E 0 45 /1 AR, HIE L7z Gxx O K
JISERE XY, 27T 4722 0.296 pnm/N THE#I4K 3,812 Hz © L E O T IES)
E— RBHFET D, Gyy OFREUSERERS LY £ hFmicix, av» 7747 A&
0.199 um/N TIE#EI%L 3,712 Hz © T EOiIFIREIE— RBGFEET 5. Wiz, TE20
R 4.4 @ Gxx OFEEESSERB I VXY L, a7 o747 v
Z 3.910 pm/N TIE#N% 2,168 Hz O tE ot FIREIE — ROMEET . Gyy
DB L T 1L, a7 I 4 7 > A 2.250 um/N TR 2,244
Hz O#Z & o thiTIREIE— FOFEET 5. &#%IZ, LE 3 O#nyR LM 4.5
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Impulse hammer

(a) Feed force direction (b) Principal force direction

Fig. 4.2 Excitation direction with impulse hammer

D Gxx OJEWHBUSEBIEL LV 250 5 1ML, 27747 A 0.975 pm/N T
IREEL 2,636 Hz OHUZ SO T IRENE — RBFET 5. Gyy O JEIEBUCE B
XV ESHFINE, 27 T4 7T A 4.020 pm/N THREIEL 1,978 Hz OHIE 4%
HEOHITIEEE— KB FEET 5.

PbXv, TER1IETHE?2, 3izxtL <, EoHHM, %0 ohhme bictmic
S BT LD, THE 213 F 5 NSk L TREY 3 Mo BRItED I
PEL 722 TNT, BEFEEEE LTV EB8005. Zhik, K 4.1@I2R 3 WX
A—A X0 ES5DFHFHOMIMEEZIKLS TH7TDICHRITROESZH $5 &, £V
FROHIZTROIE G 20 AESME o TLE -2 EE XS, —FHT, LR3I
Ty ST AN R L TRE D 3 H A ORIMER 3@ <, BAERES LB TS Z &
WD, DED, TH3IXE S5 HHHNCITH RRERMEN <, Eohhmmaix
MIPEME < AREBRO BRgICwE L7-8iftEo TETHS. £/-THEH 2, 3 Lbicr7 A
3 0D LRE WD, FiEhEEO M€ — FIZHRS LSV T, KERT
FRIEZRWEEZX D, s, FEM T & OfERER 4Dk LT, LE 113
HIREEAK 1,000 Hz (K< 72> T5 28, TE 2, 3oV Il —EH L TWn5.
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5.0
4.0
3.0
2.0
1.0
0.0

5.0
4.0
3.0
2.0
1.0
0.0

Compliance , pm/N

5.0
4.0
3.0
2.0
1.0
0.0

5.0
4.0
3.0
2.0
1.0
0.0

Compliance , pm/N

Gxx Gxy

Natural frequency of tool i T
Vibration direction

L 3,812 Hz, 0.296 pm/N L

I \ i Measurement direction
. L 0 |
Gyx Gyy

3,712 Hz, 0.199 pm/N

.

=
[
I

Frequency , kHz
Fig. 4.3 Frequency response function (Tooll)

00 10 20 30 40 50 00 10 20 30 40 5.0

Gxx Gxy
™~ i

2,168 Hz
3.910 pm/N

Gyx Gyy
9,244 Hz

/

L. A .

| | 2.250 pm/N

00 10 20 30 40 50 00 10 20 30 4.0
Frequency , kHz
Fig. 4.4 Frequency response function (Tool2)

5.0
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RS
L

5.0
Gxx Gxy
4.0 1
3.0 2,636 Hz
20 0.975 pm/N
“ X
£ 1.0 -h
=,
s 0.0 ‘ R
(]
g 5.0
S 3'0 ¥
' 1,978 Hz
2.0 4.020 pm/N
1.0 i
0.0 ‘j'\ = : ' ' :

00 10 20 30 40 50 00 1.0 20 30 4.0 5.0
Frequency , kHz
Fig. 4.5 Frequency response function (Tool3)

43 TEFmaR
431 EBRAZX

4.6 | LHAMMABROERBEIY 2R TIEBBII G~ =0 7t 2 CF
—7 <8 MP-46V)ZH\, TA/EMICIENE 60 mm, H1TX 60 mm, &I 35 mm O
F & o 5eTi-6Al-4V) D7 1y 7 &2 Lc. LRI HROER 20 mm DA 4
— M= FIAT, TER2BIOLE3IEX 4.1 2R LEERRIZY ¥ > 7557030
LTINTW5., LEMAEILSHOMEMES 4 TAL Ti, Co)N ROHEEED PVD 22— ¢
YIMBEESNTWD., Fio, AREEH L TEIZI 2K IO TETHDIN, FHDIHIZ
A Y= ERTT 1N E L TUIREREBRZEMm L 7. TEOZRHLESIE, LA 1,
272350mm, LE3N55mm CThd. £ LT, LEFmikiRlX LIEM D X i~ 7
ANBYAFTAFEIZ 1 73AHT2) 60 mm LEAEE- TEHIZITW, TV XL~ A
suAa—FTLREERZ 1 /32 Z LICBIE LTc. ARERR T oS AR X5 E
T v e I b2 AT R RRTHEEESE L, 026 mm ##R7-EZAH% L
BEMOHWr L Lz, £ 4.2 ICLEFEMARTOUHIGHZ 7R3, UIHIEEE T 40,
60, 80 m/min, YIAAIXEH G FIZ 1.0 mm, A FIZ 5.0 mm, X910 0.115, 0.23
mm/tooth T¥ 7> 7 v hOFRYHIE Uiz, #N0IHIE Lzoix, 7—7 > bod
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FTHIZED LEFEMONTOXEMZ DD THD. £72,150 0.115, 0.23 mm/tooth
ETEFLOEYHETH Y, EFRICTENHID D &R /EE2 0.1, 0.2mm
B EOIC L. FLT, K4.61CRT LT —7 /v RIZUIHIE) /) EHKISTLER
o 9129AAN) ZEUS S, D RIZTAEMZEE LUHI I BHETEH L HIc L.

Fig. 4.6 Experiment setup

Table 4.2 Cutting conditions

Work material Titanium alloy (Ti-6A1-4V)

Workpiece size 60X60X35 mm

Tool APX3000R202SA20SA (MITSUBISHI)
AOMT123604PEER-M MP9120

(MITSUBISHI)

Cutting speed 40, 60, 80 m/min

Depth of cut 1.0 mm (Axial direction)
5.0 mm (Radial direction)

Feed rate 0.115, 0.23 mm/tooth

Lubrication Dry

Cutting direction Down cut
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432 HIElH

FERNFH BN Z RS LaiEofiEl U o 7 TAE(THE 2, 3)LiEy TE(TA
DT, TEAEVWSXIFOYUHIINZED LS EWRH 50, K4.61TRL71ZL 9 Iy
HIBIDRHC CHIE Lz, 7eds, BIHIBIIGHI T — 7 VEIE CTH D72, LHRIZHEHMND
BIEI ) % 50 2 72 DI MBI AT SR 20> 0 B s A R~ A 2 ?ﬁ&?‘é%%ﬁﬁ%é. X 4.7
2T — 7 NVICHEE SN EER (x—y) & TEICHEE SN EEZRE —y)D DD
BVWERERY. T—7 1k _lméhf:ﬂ%U%bjjﬁJr@Elméhé@ Iz Fx & Fy T
bb. FIT, JFEEABIZI Y THRHICHEE SN EERE —y) TOHhiciit4.1),
4.2t ans. X[4.3)i1FH14.1), G2)ZTIROETELIZLDTHS.

Fy, = Fy,cos B — (—Fy sin 6) (4.1)
Fy, = —Fysin® — (—F; cos6) (4.2)
Fx\ _ / cos® sin® (Fx)

(Fy,) B (— sin® cos G) F (4:3)

T, Feld X G M D57, FelX yilihmog i Thsd. KoT, LEIZHMS
T Fp, 50571 FeidX(4.4), 4.5) 725, L TEN FIIMA.6)TRDONS.

F, =—Fy, (4.4)
Ff = Fy, (4.5)
F= /sz + Ff? (4.6)
y
y?

Tool

Workpiece

Fig. 4.7 Relationship of force applied to between dynamometer and tool
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500

10.44 ms /10.20 ms
L | |
400 Vi R
Z. : 320 N
S 300
2
q;p 200
g
g 100
(@)
0 . f :0.115 mm/tooth
-100 i | | |
-0.5 0.0 0.5 1.0 1.5 2.0
Time , ms
Fig. 4.8 Cutting force (V. : 40 m/min)
500 :
10.38ms  10.12 ms
. ~
400 I 320 N
Z. S
q.;‘ 300 ---------------- vﬁk-";%'_-\-\y\
(&
~
=] —Tooll
ED 200
g 100 ap : 1.0 mm Tool3
O e : 5.0 mm
0 r f :0.115 mm/tooth
-100 i | | |
-0.5 0.0 0.5 1.0 1.5 2.0

Time , ms
Fig. 4.9 Cutting force (V. : 60 m/min)
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500 0.34 ms
/10.02 ms

400 \|/ /10.04 ms
Z.
o 300
5
“‘;D 200
s
§ 100 F ap : 1.0 mm Tool3
&) e : 5.0 mm

0 f :0.115 mm/tooth
_100 :1 1 1 1
-0.5 0.0 0.5 1.0 1.5 2.0

Time , ms
Fig. 4.10 Cutting force (V. : 80 m/min)

Z LT, W& LI BIRINZ X BIEIEY 5t O B A IREE L 72 ED ) A b EEND
=8, Z4NFTUELEZDOL, KA4.D»5XEA.6)IZTYHIAE F 2HH L. 72
B, 1 XAHOUHINEFIRE L /e o7z & XN 5 [BIUIHIT 2 & & O FHfEz H
Wz,

4.8 25X 410 A UHIEE CTRZZX TUHILE L 2O TEHEW O XKD
UIHIA D F OB bz RmT. UhAR, ED 7R EOLMITT_XTCHELTHD. X 4.813]
IR 40 m/min OFRFCTH 5. YIHIIZEFGIHI ) 820 N 125t Lz B0 RRX T A 128
455 N, TH 32 443 N K& <o TW5. YHIA O EVEBIZTE 1 728 0.44
ms, LH37230.64ms THV, TEI1IZKLTHEIDHFI0.20 ms BILTND. K

(2K 4.9 1T UIHIEEE 60 m/min OFEFTH 5. YIEIIIXE R UIEI S 320 N (2% LA R
RFIX T H 172344.0N, THE3221.2N K& o TWa. YIHIJI DO Y KREfEIX
H17280.38ms, LH37230.50ms CHV, LTE1IZ¥LLE3DHD 0.12ms #il
TW5. FHBICK 4.10 1ZUIHLEEE 80 m/min O CTH 5. YIHIITEFYIEIS 320N
I L EDBRFITH 13850 N, TH22364.0 N, TH 3723505 N k&< 2o
TWb. YOS EYFRIIE T E 120.34ms, TH 2730.36ms, T H 37%0.38
ms THV, THIIHLTE21X0.02ms, LE 31X0.04 ms BENLTW5. 2Dk
IWCTHEH1TIZK LTTR 2, 30 0HINION. EYREMNELS, R RO
HINZWNZ RGNS ZAUTHRITRRRE O E RN IR )OS E D R 2 ES LY v
VHV@iﬁmﬁ%,IE@“O%%@@%ﬁ%ﬁﬁbkk@k%zé.
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433 IEBROEE

FT, BIXEEI Y o THICK DMK EE~G 2 2B L2 AT 5720, RiE
4.2 TEUWEL7Z 3 DO THAZ MW T LREEmilERA FEhi L7z, X 4.12 ([ZUIHEEE 80
m/min |28 5% TETO TRENGFE AR, £ LET 1 NAH TIXETREE
mﬁmﬁzsﬂzafE4M®5ﬂzE:%#%@i@mémﬁﬁ®%ﬁﬁﬁﬁ%
ICRAE L. S5l ZED 5 L THE 1137 32 B R mEANc xEnREELTE
Fn L lpode. %LT,IE2,3iﬁﬁ%@@ﬁﬁk%<@@,%h%hIE2
11 XZAH, TH3IF 13 XAHTLAHEME LT,

X 4.11 |2 T BEEFEMAR 2~ 3. T HE 113 V0.2 mm % # 2 T/ A TR il
KREDRFEA L. TH 2, 313 Ve0.2 mm Z#E 2 T/ N AZICHKIT AN KIEITRAE
LW 00, BEREBRENZISICEAS. £ LT, TEHHFMITE LI LT, TE
208K 15, THEHINK2MELE o7z, Zo X2 IciMEoE VT E 1 i3k milic
KEWAELT, ESNFIHMEDIRNT A 2, 3 1Tk mfIz REHE Loz,
ZAUIX 410 IR T EOICTE LICR LT, TH 2, 3OFNTEENWDXFRFOEER
TN EW=ZHLEZD, 5%, THI1ICKHLTLE2 30y 7 HmIc&iT-
mﬁm%%ﬁyyyaymiﬁm@%,IE@%@%%@@%ﬁ%ﬁﬁbmﬁ%@ﬁ
mEL7eEEZSD. LT, TE2IFITE 3ITHATEE OB 3 < EIT L,
I —F T OBEFE D K& Wewd, DI TIETE 2 13/GED» B RS LTz,

0.5
. Chipping
£ 04
~ <—— Notch wear
S
< 0.3
2
~
§ 0.2 ——Tool1
= —o—Tool2
< 0.1
e Tool3
0.0 1 1 1
0 10 20 30 40

Pass number

Fig. 4.11 Tool wear curve due to different tool shapes
(Ve : 80 m/min, ap : 1.0 mm, ae : 5.0 mm, f: 0.115 mm/tooth)
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— L

Flank'fac’?e: |

Spass Tpass
(a) Tooll

1pass S5pass
(b) Tool2

S5pass 13pass
(c) Tool3
Fig. 4.12 Digital microscope image of tool wear

(Ve : 80 m/min, ap : 1.0 mm, ae : 5.0 mm, f: 0.115 mm/tooth)
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434 UIHIREDEE

WIZ, TEEWOZRFOEE)ITUIHEEICBIKFET 2 Z 2 65700, UIHLE
E@ﬁwmiéiﬂﬁﬁ«®w@%ﬁﬁbt % 2T, YIHIEE % 40, 60, 80 m/min
EELIETERETITo /2. ok, LEITAIH 4.3.3 T L L ICTLE1 L TR
&AL, X413 ICUHGEE 40 m/min © & O T HEEEEZ RT. EH 50
TEY 156 A HA#E CTEARSICHEENSBE L. ZNFRTHE 11333 XRHIC
KEDFEAL, LE31T30 2 H TEAMOEENRE Y LEHME o7,
4 4.14 ICBIHLEEE 60 m/min O & O THEEGTEZ/RT. TH 118 /3ZAH, L
H 3134 RAHCERBSICHEENEAELEZ., TREFNTHE 113 14 XA H TREN
AL, TR 3T 11 SAHTERMBOEENRE R TEHME o7, BIHIE
J£ 80 m/min (2B L CIIAif 4.8.3 T/RULZZEY TLE 113 7 XA H TRENFAE
L, TH3IF13/XAHTERATOEBRENRKRELS 2 TRAEME -7, EDUIH|

Rake face .

10pass 20pass

10pass 20pass 30pass
(b) Tool3
Fig. 4.13 Digital microscope image of tool wear
(Ve : 40 m/min, ap : 1.0 mm, ae : 5.0 mm, f : 0.115 mm/tooth)
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LRI T B MM O E WL E 1T mAI R4 T, F50 7177 il DR T
B 3 13 N R AE U TERBOEENKRE S 2o,

X 4.15 |2 T HEEFEMMR 2 ~7. YIHEEE 40, 60 m/min CTiEl LA CREBOFHE
ICEWNIH Db DD, LEHFMOAETIZEALEN-T-. LL, UIHIEEL 80
m/min (2 BT 5 &l TETORBOFIES TEEMOZENMEIZ R 7. ZHUTEIH]
A 40 m/min TEHM 4.8 1R T XL 512, TEEWOESIFOEREIZAETITE A L
Mmolofoh, TEHEMIHELRh-T-EFE x5, £7-, UHEEE 60 m/min T
4.9 RT LI, TERVWOSIFOERNIEDTH 575, YHIEE 80 m/min Dk
KV /hEWTed TEHEMIHENEN -T2 E 2 5. OFD, @Jﬁﬂ HEZ BT 5 L)
HIZIDSL BV R & R 22 D72, THAW-D X RFOMEE ) 238 2 43 /) 77 [
DRV TR 3 OFEETFEMN L0 DRI E 2D,

Réke'fgq'e _

Chlpplng
i L S /'- aac
5'" ' w: Wy
Flank fa_cé A
Spass 10pass l4pass
(a) Tool1l

10pass

(b) Tool3
Fig. 4.14 Digital microscope image of tool wear

(Ve : 60 m/min, ap : 1.0 mm, ae : 5.0 mm, f : 0.115 mm/tooth)
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V. : 80 m/min ——Tooll —e—Tool3
V. : 60 m/min =—4-Tooll =—4—Tool3

Ve : 40 m/min —w—-Tooll —=-Tool3
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\ \
£ Chipping el
£04
o <+ Notch wear
€03 | A
2
=
2
GB) 0
e
<01 r
3
O'O 1 1 1
0 10 20 30 40
Pass number
Fig. 4.15 Tool wear curve due to different cutting speed
(ap : 1.0 mm, ae : 5.0 mm, f : 0.115 mm/tooth)
f:0.115 mm/tooth —®-Tooll -#-Tool3
f:0.23 mm/tooth  ——Tooll -—4—Tool3
0.5
- \ Chipping /
204
o Notch wear
203 | / N
2
=
0.2
2
E
<01 [
3
0.0 1 1 1
0 10 20 30 40

Pass number
Fig. 4.16 Tool wear curve due to different feed rate

(Ve : 40 m/min, ap : 1.0 mm, ae : 5.0 mm)
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435 EYDEE

BB, TERVWOXRFOMBINIHVICHIRGFETIEZ20NH720, 50 OE
WIZ LD LEFM~DOEELHFHAE Lz, UIHDEEIX 40 m/min & L7z, %0 0.115
mm/tooth ® & X%, Hifi 4.3.4 C/RL7ZEY Tl LETO LEFEMIZERIFEAL
ﬁmﬂlﬁlik@ﬁ%éb TH 3 I3 OBEENRKE e TREME -5
7o, B 41712359 0.23 mm/tooth D & D T HERFELZRT. YLD THEHE 3
NAHTEABSICHENRBE L. TNENLE 17T /XAHTRENEEL, L
H 3139 XA H THMHOERENRKE Y TREEME o7z,

X 4.16 | TEEREMHREZ T, W LETRKEBOFEENRHL OO, TEE
MOETIFEAER ST, 72720, TE 1XYWV E RENRM L. 2k
D&% EFHEOHINEDLDONREL 725720, TEARWDZFFOMEE )03 2 F577
7 AN DIRW T B, 3 O I FEF L 0 RN B2 5.

Spass
(a) Tooll

1pass S5pass
(b) Tool3
Fig. 4.17 Digital microscope image of tool wear

(Ve : 40 m/min, ap : 1.0 mm, ae : 5.0 mm, f : 0.23 mm/tooth)
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4.4 ER
4.41 HIHIADOIL LY R
BUERDEFALE S VIBI S OSE BV FE OB HOWTEZ THD. £ 4.1 O
PEE Kt 5% TEICEFEYIHIS FodsMb oz 0T HEERE v 13047 TR
b,
_FO
Kt
Z LT, TEHNUEEE V. TTEWICEZEL, K@D TROZLEREZTER T
5 OIZET 5 t 13 N@.8) TR BN D.

y
t=— A
V. ( -8)

£oT, K4.815HX 4.10 XV EFEIHIT) Fo% 320 N & L% 4.1 OFIMAE Kt
DA YIHIEE oS TEOEMIZES /I, YIHIEE 40 m/min TLE 1 28
0.027 ms, I.E. 37%0.111 ms, YIHI#HE 60 m/min TLE 17230.018 ms, L E 3
0.074 ms, YIHHE 80 m/min T H 172%0.014 ms, TH 27%0.035ms, T.E 3%
0.055 ms RO OHND. £ LT, YIHIOS EY EEOBEVT T E 112542 T A
2, VLT HOICET LRt DZETHD L5, (- T, LE 1Tk 2887
DA BV FEEE, YIHIEEE 40 m/min TLE 31X 0.084 ms, YIHIE#E 60 m/min CT_L
H.313%0.056 ms, YIHEE 80 m/min TTLE 213 0.021 ms, LE 3(%0.041 ms i#
nNoETHEND., ZhbZEK 4.8 5K 4.10 OZNENOYIEIT) DN E Y B O
B L5 &, UIHGEE 40, 60 m/min 1% 2 f51E EEEOYHIO RN EL 725
25, BIHEEEE 80 m/min (XIXIE—FH L TEY, CIHIION BV R OET T ENE
BT oDICET HRRIOELEEEZD.

y (4.7)

442 ITEBLOEEHOEESN

THAEVWSEHOEBE I OKE SIZHONWTEZLTAHDL. EBRISSOMEMELE L
T RUXIE L B ELRER(DLF) 3 & 2 1118, = %)L X VAT EEE)S ) OB KAl %
EIZRHfS 2 0735 C, fB22ic L 0 EEWIC A U AE 2130 %, (E2ERioi#HE)—
FNF)=(FHEHLDOOPTHIRLE)EBNVTRODLFETHD. L, =RLFikE
TIIFFH OB Z T L T D. ZNEBET D DICHE B M E LT HHEEYD 213X
RERRICEBR L, WEMITVERT 2 86 E 2 503 2 5152 8 i E A (DLF) T
Hb. I T, KETIILEREWS X REOMHEE ) 2 8 ERHDLIIC L > TRl L
7-.
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—> Leaf spring
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Fig. 4.18 Spring mass model of tool and input of cutting force

X 418 12T X9, TEAZ 1 HHEOIZREEREL, ZHUIT o ARICY B
NAHGEI O b4 4%. 2ol xo@ER HFRTIRG.9L 5.

2
y

—+ky=F 4.9

mdt2+y ) (4.9)

ZOROEMTEIZ L Db A b, A UMEDFFIICND RO b A O %
(4.10) 12~ 3 B EAR 2 (DLF) & €57 5.

B EIC L AT D&
o] EHAREL(DLF) = 4.10
(DLF) B EIC L AT DI ( )

Lo, WEMIERT HmEFREAIDERSD.
HEIEWIZAER T 2 E = B B4R 2(DLF) x §ffaf & (4.11)
ZLTC, Zy 7RIS ERBEHEI FOB b -7z & & o @i EfR (DL
412k vk ons.
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Time , ms
Fig. 4.19 Cutting force of tool engage
(Ve : 40 m/min, ap : 1.0 mm, ae : 5.0 mm, f : 0.115 mm/tooth)

500

400 | o
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© _ ) Tooll
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Time , ms
Fig. 4.20 Cutting force of tool engage
(Ve : 60 m/min, ap : 1.0 mm, ae : 5.0 mm, f : 0.115 mm/tooth)
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Fig. 4.21 Cutting force of tool engage
(Ve : 80 m/min, ap : 1.0 mm, ae : 5.0 mm, f : 0.115 mm/tooth)

in(2 in(2ma(t — 1
DLF = r — Sn@maD) {(r 1) - sin(2ma(r ))} (4.12)
2T 2Tta
_(t/ty 0st<ty
H(o._{ L > (4.13)
2T, L XUIEI I ON. EY T, o lXBA T O TH D,
t
= (4.14)
_h
a= T (4.15)

m 1
T =2 / _ 416
=21 KT ( )

F7o, mIFLEOER, kI LEOFRE, X LEOBEAGRHHRTHD. o
T, TEHEWS XROEERT) FaIXB#F EREDLEF) & EHOH1T) FoOfE X VR
SNDEHRMEAITND L D2 5.

F4(t) = DLF x F, (4.17)

4.19 /5K 4.21 ([ZHIE L729IEN £ (41200 5417 L v kD 7= T Ewn
DX FEOMEEE S Fa(t) Ol 2 7x9™, KRN TR CHIE L2 UIHI A, B s EIZ &
DROEZTEHAENOEEOERSTH D, 7238, UIEIHOSNL 0 EERE t1 13 4.8 205
410 b L1, THOBAREEE 13X 4.3 05X 4.5 D~ ) o TREBRTOE
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F4E REREEI) VT IENMRIEHICEZ HEE

WHBOSERE Gyy £V =0 F MO MFIRENT— FOEAMMEH L7z, (4 4.19, [ 4.20
(R T & D ICEIHEEE 40, 60 m/min O THEWSERFOEE HIT TR 1, 3 &b
HIEME & FHRITEVME CTH 5. Fi2, K 4.21 1T X 5 ICUEEERE 80 m/min @
THEEWSEREOMEERE )T LE 1, 3 THIEM & 3R CHRDBEBN TR > TN D
2, THE 2 3AEME L FEIIVEE TH S, LLEX Y, GIEIRNEFTIEIS Fo X
DWRELSBRDEITT RIS ER DRI N LRIz bz e EITAET L LA
BOWOEXROER I THDLEEZD.

Z LT, ¥ 4.22 125 KB EEE DLFnax & a OBRZRT. a i3 (4.15) 1277
£ 21z, BIHIAIOSE BV R & TEOBARB O TH L. K 4.22 726655705 &
INZ a WEELDOFE, DLFmax 31 725, F72, a P 1L EDE X DLFmax IE 1.25 LA
TERDHI-OEENINSL 72D, 2FD, THREWVWOXKFOHEE 2/ ST 51
X, BIEIION BV RE AL 35, b LI TEOBEARMEZE Tl na e
2725, Eo T, RIETNREEI Y v 7 TEOMXEMER X, AittomnI Y 7T
Bizxt UTHRIZAREEDN E 0 ) FICOIHINC XV ER T 5 2 & T, UIHI DS ED
RFEI 3 < 72 0 THREWSXIRFOER N 2T 2720 Th o B2 5. FrIEm®EY)
HIFFIIZOIEI ) O B FERIN R 720 THREW O XFFOE R NN RKE 25700,
TN HEOEREEZ K& LV YEI O B B E2 2 S8 T HEA WD X B
W) R ST, TREMEN E L TEFEMNERD %25, LrL, LED
RESC TAEMORE 7 8 52B 25 L £ HMOEREICHLREARS 5.

U bo X i, suEhiE U o 7 TRITEE TE X0 sk m L LT EFH6
PIEONT BEOHIEIC/ . UL, SUZtEEs 1 7 mic oyl e kv &1+
L2, IMITRERL L OESLOSICEWTEE TE I VIEENE S, LoT, W
IS U o TRME BT cofi Az ixmmnd, Sl L coff H#H ¢4 H T
H5D.
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Fig. 4.22 Relationship between DLFmax and a

45 #EE
ARETIX, ¥ HE80OBHYHEICBIT 2 F v B 7OxRBR EO TEBEIZHRL,
THREWSEEOEREAEME AN E LRIEREEI ) v/ TEE2RELE. 2L
T, UHIREBRICBW T T EHFEM~OFELHFEL, LTomeReT.

(D) BiER#EE Y 7 TEOBRERIZEEZ > v o 7 8o fRIciE - T A
DOFFMEV. T EHMIZYIHDNEE 80 m/min, %Y 0.115 mm/tooth THIM:D &
W LTEICR L, RITE\EI Y 7 TETR 258725,

(2) % TEITRT EEREEL 0.2 mm 248 2 TE/SA TR EAIRBEI AL, )
X U o7 TR HEFEE Y 0.2 mm %8 2 CE S A% IR Al
RIBUIFFRE LN DOEFREFENSIRICEA T REEmME R D.

@)mfm%‘ Y T T RIS RAEED £ AN EIEI N K0 BT A 2 b

, GIHIOSE B0 RN E < 72 ) TERWD X RO ) 2 8E 7 5 72 DIt K
TE‘MW?L?“Z)

(4) YIHEEN KL 725 &, UIHIA O B0 FE 5 720 TE/AW-O X IFOEE )

D ZHDOT, WIThEEI Y 7V TRICK DEENEMONRENRKEL 10D,
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5. A

KRR CIE T EEMIIEEY 525 4 SORTNHHD, BFEKSL S OFZER7 S
ITWD LEKF, AR, BIEISRIERFLAMNT, 18 A RN ST
W TAEBEIRIA 1 & U CUIHRIC IV EllR S KO A ROBNFHEICER L, O
EENRAE LR WGEAO T HABEEST EEMICG AW BERIEL T, £
VTR, RENE LWVIIZEEEEICB W CF X U AEOUHIII TOFERSEO TV DA,
ZDF B B O FERERLYININ T 2 35 5 EH AU HNEE SRS X 2 T EEM
DIKTFTHAH. £ LT, WHRREIZX L TIEEYZ — 7 > FORIEYIEID T R G~
BERERL TS, —5C, RENTH L X TEEME L O T EoRE2ED 5 2 &
Thsb. L, TOERMRIRFGEDNRINTW WD, TIEEHRBS LT R
DOENFEN TEHFEMICG 2 5 BICEH LRGEL T 7.

F9, 2 B TIRUHIAISGEWEER S T O T EROBNFHEICER L, TEHO
TEDBIOTEEH LESZLHE LT, OOV IREINRAE L2WEEG0 T EEER
REC T H A KT T B OV CRRGE L 72, ElhRITMERX 3 U —F % v 7/ T
O TAEMORFF I OEFIC L BRFEEZ 2L S 70854, FHRIIET Y v 7B X
O E TAEMMNRENA CTIREI T 25— R &, % v 7 B I OERE TI/E® WA
TIREN T 58— FRFEET L. BEOTF v v 7 BLOAENE LIEM S HALFH CHREN
HE— KL, TEHOR 2 KEL T2 EAMOMEHNH HRENRAEL, ENE
TAEMOEMEREL L OENOEFHROEMENE S 20 BARBENSEL 25D,
ZOEARESE TEEMIIIEMRERH 2 Z RS, £/, TERITTHEZEH
LEIZEHE L CEMRMEEZ 2 (bS50, TR LR SITlT HEEOE TH
I B L2 52 EWRENT. 2T TEEZEHLEI2 60 mm O%4A, 35 mm
DA L LT L EoMITFIRENC L v TrEY & T BT [ o F8 6 U i s B A3 7>
ThHOHNHEL 720, RIFHEBROMITEENE 2ol bBEX 5. o, TIEHOH
FAOBLIOLEZRH LE I RITEEREOEITHEIZIIZEN AL D0, LEERE
FERE~D TN LR E T,

Wiz, 3 ETIX LEOIRET 5 H M LEFMICE X HBIZHONT, —HHo
HOBMEEE L TRV D X H1C, EXNFMEITE D HIFRO I8 0 7
M DRV AT I S A R UE L, &5 moikE ) TEREIES LEHM
WCRIFETHEEZRGE L=, E£72, BB X OES TR ORENIFAE L7,
BRI & D X 9 B % 5.2 5 &M PRIt L. 5 715 I TIER R
(EEh%K : 200 Hz, #R1E : 100 pm) OIREEOARVRE 3 584 L7346, 80T i 0 E#E
HEITIZIEEB LoD, TRORFARKESEHTS. £ LT, HohihmicT
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HAGEESL - 2,000 Hz, #EE : 10 pm) ORENEL O @ OB A4 L7254 b IRIEE T
b5, —hHT, FHITAIC TR ORI OIRWIRE A LIS, LEO
BIFAIRZIZEE L0, RPmHEBEEEENRE S EL#T5. £ LT, EoNHMN
I LERDIREBEOEVREIR A LA LR TH L. 2ok oz, B lijin
OIRENT THORTAOEIC LV, £55 715 M OIREN XK i BEEGEE DA B X

D THHEMMPET S Z LRt ENT. £, EEOTHEEGMORGECIE, E57
FFEINEE S 0O —F 1RO HIRE) Lo WVIATHIZ g m B2 Huo.
FEBIHITIX, &5 /177 B MR WIS EIZ B B OO D IREN 2 R4 L TR OIT A
BN L0 T OBEEIS AR U, T HEEFENE < 72 2 239 < WO i EEFEILE <
5. LT, ESNFICERIMEMEODG ST BB KB4 LIC< <, ik
F T PR B D S AN 7 < WKL TR EERE O HE T XIS R O & LR L CE D S
RN ERR ST, Wikt BIEITTIE, 5 5 IS EIRPE MR NG EIX A I OYON Y #E
354 L THOKTAZEENC L0 KT mEBEFENHL 720, mOEIEIEERECT » v
TWRFAET D LT, ESSHTRICERIMESMEWIGA T B BN IR 2354 LI
<<, BT T EEEOE EE O 228 208 T < R T BERE O MEA T EE IR 28 i O RE & B LT
BT, MIEREOREL Y F v B 7 RA LICK K TEHEMPIERD Z LIRS
.

BRI, B4 FETILE 28, 3T COMAE L & ICWiRtUIHIRF O KM 2 17 _E
SELDORITREI Y I LREZEEL, ZOAMEL A=A L2 HEELT-.
BIZiagE I U o 7 TRIZY Y 78 00 2 fOFAT Lizixhamikic=> FI v
o GEMIMLEN, §<WEHIZEBELFROHIER LT UVMEE L o TN D.
Z LT, TEHEMABREITo MR, En#EI Y v 77 TRFEFEOI Y v/ T A
LG L TF o B IRRAELICSL, TEHEMPIERSL Z L RENTZ. ZORIE
R S U 7 T EOMKREMER LD A B = X 2 3HIER N oIEIEc L v 2bte
Z LT, GOSN Y R A ELS L LEEWOEIROERE 2 EMT 52 L Th D
TEDNRENT. F, BIE 4 O 4.22 (R X D ISERINFYIHI) O E Y EER
ETHRHOBEAREBITRED Z LRIk,

AAFFETORIRIL, (RO " REEEM R 2 AWz @flizz TE TR, v
TREEOBIEREE I Y v/ T RO X H I T RO & KiExEd 5 2 & T,
Wit UIHIIRF OB ) A4 A L R A ) B &, TEEMEZEIXT I ENARETH
5T EDRBE N, L, BUZaiEEns 0 h G cE i L v BRI 570,
IMTKEER L ORSAOSICBNCEE TE XV ENRS S, Lo T, HuZnkE
Uo7 TR BT cofHicizmand, L CcoffA#H TAHTHS.
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FEEFIE I L O LR ORI S B L, OOV IREIDIEA LWga o TEEEGE
ReX° LHAGMICH B Z 52 0 TR T2 MEE L. £ LT, TAbDHMAEZ L &
WCLEFHMOWBZAMBRRITIAMEI Y 7 TEZEYEL, TORIMEB LA D
=ALERGRELZ. TORE, FONTMAZUTICELDS.

%2$fi‘@U@%%ﬁ%&L&w%é@iﬁ%xiwlﬂ%@%%%ﬁm£5
THBEERES TEEMIC WA OWT, TR E TEHER LES %
EHELCREL, HT:rTﬁ%ﬂ%%MK

(1) E#RIZIE 2 DOREE— FRFET S, 1 DHIETF ¥y 7B LOENRE T
TEMRRINAE CIEEN T 2IEET— R 1 Th5H. 2 DHITTF v v 7 BIOAEN
& TAEMD AN CIREN T 2 IREIE— R 2 Th 5.

Q) TYEMOHR 2 KEL T 5 EAMNOEmABE BENEAEL, £NE TIE
Y owfmiERs L OENORFHROEMENESRY, Fryv 7 BIOE
JNE TAEMD WA CIREN T HIREE— N 2 OFEARBENAE< 2D, Z Ok
e — N 2 OEARIEIT T EEMOES LBERRH 5.

(3) TAEM DR 1k KOV HZEH LR I3RS R OMATIRE IR L 5 2
5. 1272 L, T HEEFEOMEITHEE IS 2 5 BN, FHROBINFETH D
TAEMOFFH O FIINEL, TEROEBNEECTHD TEREHLESDS
IR Z .

(4) QY IRENNFAE LeWIGE, ZRB IO TLERO S 5 08FME S T
HEEREIE TR E 5 2 7200,

% 3 =TI, Iﬁ@%%ﬁéﬁmﬁiﬂﬁé 1252 BB HOWNT—JFRDIDH

FZeiRENE LTI A D K OIS, ERhFmEiZE s 1G5 mo— ﬁﬁ@& ZI:
DIRNFATHIT A E R B %ﬁzf’lﬁ L, %\jﬂﬁ OIRE) IS L OMIMED THEFHF M I KIETH

BEHAEL, DLTIORTHAN G L.

(1) HoyH7mK 7 EDC BRI MR AL, BEOONY IRENC R L 5 %,
B 107 M ORENC X0 BT ANEE T 5. BT A OLE) TR O TEESS
NEHRL, ETHE TORANIE X, BYRERDMROEPE T I3l i o R
MW EF LT W, RITmEBEEOEITHE L <HI R D.
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<, EHNFTBOITWEEAIEA LIZ V. D7 OIREIANTAE T, ki i EE
LI E) LRV TR HEREDOHEITIZH S 72 7220,

(8) T4 A7 m(Y fih 7 BRI SRS AT, BRI DA & g
LC, EfeHICIZ L EHE, TEHFMICENETRY. LrL, WiktlHlIT
3T > B I NRFAET D FE TORT EIEFEREOMEITH T EITAE U0,
F o T OREPESRD.

BABETIE, THAEOWRIHICEIT 5T v B FORER EO T EBEICK
L, TEEWSXROEREHEMZBNE LaRITREEI ) 7 TEZRIELT.
Z LT, UHERICBWT LERFM~OEELRHEL, TR THRI GO,

(1) BIZhEEI Y v 7 TEORRIIRIZREEEZ > v > 73 o Rl sl Lz

TEOHFNEVW. T EFHFmIIUIEIEE 80 m/min, £V 0.115 mm/tooth Tl
PEO B TEIZH L, RIZAEEIV 7 TRETR 2G5,

(2) @ T E T EEFEIR Y 0.2 mm A8 2 TS A TR NI RIE S 54
L, BdnafdE I Vv 7 TRTRITEERED 0.2 mm Z#8x TH/ SR EZIC
WS HERNC KRIRIETEA Lo b O OBEFREREN SIIClEAR TEFM L 70 D,

(3) MFtE I U 7 LRIIHRITRMEE D F 53 /1 7 IS EIRINC LV BT 5
Z & T, UHIN DN E 0 R ELS 72 0 TEEW-O S RO ) 257 %
7o O RN BT 5.

(4) GIEBHEE L 725 &, BIMI SN 0 e & R < 22 0 TE AW X R
BN 20T, BIEEI ) o7 TR X HERIEMOR RN KX
{72%.
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