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1.1 T - TERNER

FEHIINTAL, b EAROPOEERMTHEO—>THY, HEIE, EEER,
i o O ARSI ORIE IR FIH STV b, BEERICKIT 2 b K& 725
DO—ONEY < FOMFLTH H[1]. Fig. 1.1 (T T X 5 ITHEAINT THEH S 5 £ < &R
S72HI0 < FUIREICHE A do H 2 & T, BLRE OGRS THAGE, TR A 5T B Bk
DEILEHE, WESLTEROLEN, WBEEH==IKTORREE o> Tnd. RN
I, SIHDIN T HIC THEZRE &N T A I HEh 3 2 8EUHN ToREE A 3720, &
DI —=F o NeHWTHEID ST ETROREIZ —T 2 Fafliad 5 Z LIIREETH S
EEDNTVD[2E]. 2ok &, TEREOMEBEN N300 & TE~OMEORES
WAL, MIBELKRFEIELZ ER8H5H[4].

Fig. 1.1 Chip entanglement in turning process[5].
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AR D X 512, B<ER 7290 S FIRITE LEMICHKEASE T <[6], T E T,
wmEZ =T MRF v T T L= E THAERWTYI Y < FE25Wrd 2 6 51— I
LATELT (8] Fig. 12 il@mEr —7 > MEEOHIES 2T, mEs—7 » a2
TR TIIR S T2 G OB LETH Y, TR LT H MR KD 5
N5, W72 TR UIHTRINER OBrEVERNZ X 5RE LRI LAA vy —F—%
I 556600, ElomEERIHENHO I X Muz#H Z s, FAM VIR Fab
7B —Tp EREMREHE L ODMLELH DL, TOENILT LHES TRV, FE
DHLY B LN D A=, SIS 2 AV Z OF R B2 K0 I T & 2IRISIEHIR
EATLOMELDD.

@ REI-5/MV7

RENRY T &Y R 9
0 SBX 7.0MPa SN, )-5—-%E
&5 sox 2 -5 —-BRETUMA
T T DRAXEEBLET,
&5
0 5= N- 0
Ty ~=AN~ LY RIE
nlefRy, 9 2339972409~
D o €520 40P~
(20um) TRANZIK
.\ ERUME,
o
. o ( o — IR LA RERE
%) AXT7 -
. ) ‘ T
153 7 S
o IAREEDS 2
[ BSUNAERS L
*-/-20- HET.
VUNARTEDS VO
RYU. BUBLERL
2T,

Fig. 1.2 Structural example of a high-pressure coolant system[9].

10 < FOHMHICH LT b —RENCHWO N FENTF v 77 L—D & 0T AT
H5. Fig.l3ICLEA =D =2k F v 77 L —homEA#HEoMz2 R, Fv 771 —
T ETHRIE, —EOS&M N CIEENEY Y < FoWMREARET LI Z LMo TN D
0, B0 O/ S VEEA EFEEIT TR0 < FiEakra e s 2 b bho TS,
ZHUEEID < FEEHFERICH U CRAE Y NFEETHZ EAHA L TRBY, & HRMME
UTFO®EYTET 7T L—h D EE L7 e b7 TH H[10]. KR EMO X 9 72
IEMEDOFE O EIOE Y < FUTIEF IS L, Fo T T L—TFFEH TR L b5
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NTWBH[L]. DX S ITIEHEHHOINM TS TE 5 F v F 7 L—hi3d i, £ TE
A =T —=PHEIRFEESNTVWEEA RIBIROF » 7T L—h OHFND, —F )3 & B
NLELOERATHEAL TWEZORBRTHS. RERICEDLIEZEZORENDL L, 6 4
WEESE M 2 2 SR D BAL S HET BRI B W T, Flix ORI Uz T AR D
LNDT v T T U —IftE THOBIIE, FROHBERBRY B2 & FHAEL, V—
K& A LHEIMZ K DEEEE D N L— R4 7, -k TEOEHE - EHX, BHED
FEEBSICBW TR E R 2 B2 0N 5. HITEics N Tixr v R, 21y
FMINFIICBWTb vy =0 7o Ll LIS T 2 THAUIR G, TREN
EWNLOHE N D G, BEBGNRO HRKE LTI D EEARVONRFEETH L.

LR ZL—h-id% #® _® i R
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) 10,{=_ 20+
tE éh |
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0 —_ 0102 03 mm
¢ iy =T
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Fig. 1.3 Chip control range of chip breaker[12].
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Flo—HEHTEEIIN T S Wz &b, Fig. 14 IR T X 2 ICEDOFREIINE, F<0, AlY)
v, FUL, BEY, ZOMTRRGERZT TRMIISRT = Ex ThDH., Dk
INTFE A DGARCHIFI TIZB W TR S TE 2 FEHANRE < FRBEFEIIINET
HNn<TZhmnolz.

IHOREEINTICR T 280 < FRUEOBEICKH L, Fy T T L—hL/mES—F >k
Nz, &9 —o0ufett & LTHER 20 TE RN KE CRIIRBIUIEIER CH 5.

iy

/) AV
714 b
KLYV SR LCyv
I6%
ACE
2t AY: D) Vit 12 WwEY) - =YY =gy
DiELEY
&\\\\\)\ bz
TYEM
2o L)
=304 D) fly a—-Lwv kY g#h - EREH Y

Fig. 1.4 Forms of turning process[13].
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1.2 HEFRDHFSE

BN T2 3617 DIREI~ OB O 1T H <, B<$ 1800 FRICITEEUIHIIN TIZk
WCRFLZRBFE 21TV, BICBIRIZE W T TRANEBEIEOR ] EEiD Frederick W.
Taylor (Fig. 1.5) 23NN TAZ 315 B AEPEMEDIRR L L TR IRENHCHOWTE R LTV 5.
Taylor 1% 1906 (2 HE DO H T, BN TIZH1 2 OO0 RS I T/ Em L T\ 53
TOMEDOH TR LBHK CHEELRFNEZET LD THL LT LTNDH[14]. FE, F=
2D Tlusty H[ISNC L D WFFEREED BTz, RIZEERT v b EFETN S AU (I2E
T AR AHESL SN T- DT 1960 FERUICA- TS Th-o72. D%, Altintas S[16]I1C &
V7T A ZIMNLIZET DLERZ TS DN FIEDN R SN2DIE 1995 FTHY, K
FIICE N S HEE 2 AW I TEA A E LI E - 7201% 2000 4LIFE &, Taylor O RIE )
LBLZ1I0FE2HEST L L Lo

Fig. 1.5 Frederick W. Taylor and his mention to chatter of the tool.

—HTIRBZNAEBZOHNCHAL LS T2 L HI MOIThNTETEY, i
IMTACHREN 2RI L7z O 2 e 5 2 L IxREECIEH 528, i <id 1930 4RIz
XUIHI R O RSO IREY S BIHIRETA~ G- 2 5 280 A S [17], < &% 1950 FRUZIED
OV IREN GO < TR XIF T RBIT A D508 e ST 5[18].

Fig. 1.6 (Z/r9° & 512 Findley[19]i%, 1965 FIZHRENFE A4 2 FIV N THEHIM O DA B R
BT D HELEELZKRETHTFE LTERE LTV,



WLE i

March 23, 1965 H. J. FINDLEY _ 3,174,404
METHOD AND APPARATUS FOR CUTTING UATERIAL
Filed Jone 1%, 1569 B Sheaetz-Sheat =

NHENTOR

| /‘?G./f . HowarD J. FINOLEY
. BYW

Arrom~NEYS

Fig. 1.6 Method and apparatus for cutting material invented by Findley.
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A B |2 AR 2 I 9 5 BFFE D T IERES & [20]-[22] DI e B E -T2 L 9 TH 5.
Fig. 1.7 {24 X 918, BED OIRBIYIHI Tl T =Y 7 7 F ax—X 2 L HBEHIHO
EERAW L. LR, EEHUIE O CIIESRIEER ORI AN R L 20, BARZH
@’ﬁ%<@ﬁWﬁLb%ht TR OITHEE - BN T~ ICHZ 5 LR Th
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Fig. 1.7 Vibration cutting equipment in the early stages of development[20].
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FEAR B[23]-[26]1F, Fig. 1.8 (2”3 & 5 Ze ASEICFEB L 72 5 m O #RE) 2 0 2 % #5 M ik Eh
Ul ZREL, RS BEENT~OSHZHEL TV,

25 65

PZT

... | Tool [ S /

@ | ] e Workpiece
Prima
cuttlng;y
direction

Dynamometer Workpiece

Fig. 1.8 Principle of elliptical vibration cutting[27].

Nath 5[28]i% Fig. 1.9 "9 X H =Y 7 7 F 2= —X % T Inconel 718 |28 & I iR
BHUHEI 2w U, T HEERE & Rkl & 2 535MICREE L7, #8513 T gkttt & TR
WEHIMARX R E D 2 DD/RT A—RIZEFEB L, TOA D= AL L. 2 b5
ZAWTAREBIGIEIINTIE, B BN TH 2S5 3 FITH o720, T0% <%
IRBIEBE S O TICIRE ST Y, Y10 < FTBLOFBBEMIIKE & L COMKREITR- &
oz,

Tool insert

Fig. 1.9 Tool with piezoelectric transducer.
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FEHNZBT 2810 < Fohlra By e LIIREIIEIONZE & L <TiX, & <IiEFig. 1.10 (2
ARTIAH D[R9 DFEEN NN HT b D, IH BIXT v 7T L—B T TE vl
Kk O EFOIEI 255 L L, A MAAFZollizdbzfins LT, &5 /4EEHT
IZFE VL, DIHDIREEZ B IS S 2 FiEE AV, U HIOMRAE & #ER L7a A
S5U0 < FE W DML O, A EFROERH S ~OFBIZONTHEL
oo LUl s, BEOESEEE LT, CTIZ-7 70 7 HiE, EEAEKE H\W-Z &
TEEORAITEET b T, FALICITEL RN L 5 THD.

BRER A IR B
HEdg o A& *
’ -f'_:‘_/:/a'{J(’
2977
TH
T {1
TR LS '

Fig. 1.10 Structure of rolling tool equipment.
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TN T~ RE O FIISEHIIN T2 T2 < RUAVIIICH b s, 37 5[30]
I Fig. L1 IZRT K 9 23 E 0 — A 2 - O TR R IREY N U VN TZ W T, JE R
W EUARE S OBRNZEH L, PEHEn 280 < FRROEHHEEZFHAL, £
HIHGHT 2 000 < THERRIEO BRI 520 L=, B S [31], [32li3E 7 22 ok
AEZR O A% U S iR Eh & ARE IR 21 5- L, 810 < T oaWrichnz, SIHIEGO
IR & CHAMODIERIIRNR O D Z L arm LTz,

Spindle
HMydraulic servo

Vibratory device

Dynamometer

Fig. 1.11 Equipment of low frequency vibration drilling.
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Mann 5[33]i%, Fig.1.12 IZ;~x9 & 9 72 MAM (Modulation Assisted Machining) & I:IEAL %
VY7 7 Fax—2EFHALTEY Fu~TEEZREH IS TN TE2IT S FikERE L.
B HI1E, MAM (IZBWTHIZ S W S 72l < FETBRCT 5 72 DSR2 fifragIc ] &
WUz, L LRR s, sBIMONMRISE 2 W2 IRENEIEITIE, 2E@EIC K- TIRE T 1M
(ZHIKI PSR & AU FTRE 72 I IR S il BR S 2 AN % - 7.

Fig. 1.12 Overview of MAM system with gun-drill[34].
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Z 2T, BMOEEE LI LT, K0 RIS OI LRI RHG rTEEZR ik & LT,
NC 545 % AW IRENEIHI OB T TE 7=, Woody ©[35], [36]i%, FEHIRFDIE Y iE
BNHREIR Y 2T 5 L72 CNC Y — L XX LTINS FEEZ W TEI Y < T4 s mlhe
THHZEAERLE. LML E, CNC Y —/L 8 2 TR E R HIN+ 5 J:?'Euﬁ T)JE

fpau‘:é’é ROBNEIRIE ORRZENS L, IRENEEL 6.3 Hz DS T3 K THI 50%I2

RAZENAET TV D,

Bergllnd H[37]1%, Fig. 113 (T Lo 2R tulvnTRog) < F545Wa Hrg e LT
MTP (Modulated Tool Path) & FRIZN D 7w 7T AN K AIREMIHI #8222 L7z, Ll
IR D, TS TR TR O BIRIRE S DRI O 7= O I HREYJE I 2 S FE A O B
FRESITEY, FHMRMTRML IXR2BEEA LTS,

ZO L D IIREBEIHI OB B AT E < 2 OFEE O E A EDOHFA e FIENRE SN
TED, FEHNTICRT 5280 < FUBLOMRTFIE L LCX, ZOmIETFE, T4
EIRBICKI T 2 M EOBE LR TE TIRho Tz,

Programmed
Tangential cmcm Toolpalh |

-
-------

' Oscillations

Previous |
Toolpath

Tool not
A engaged
Matenal
removed

Fig. 1.13 MTP machining.
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1.3 ABFED BHY

AREFFECIE, Hii- gl TicEs T 2 ZHAMRE 0 < 0Bk s UCRE i REIHE
45 (LFV: Low Frequency Vibration-Cutting) A #2434 5. LFV 34RO E a8 D HRE)
Z AT REE - BN IS 2 BV T IREN DIH & 720, 36 % 100Hz LA O Ik
OIEEZ V-, EFEBSCR 2 EAMNRMTAE TR < THEHERBT 2 L
ZHBE LTI Sz, E£72 LRV 132 ORENC TAEEM OB 54 Hvy, THE®ED
M ~ORBIZEENCIN 2, = OIRE) & FHhEER 2 [FH L2 HEEI 21T 5. Zhic X v 9idl
FICTEOZERY A AE LSS Z T, MERTREOBRZMDORWHEFE RG] <
Do A EELL T\ D, FIB MO MIREERE 2 Fr= 9, TAERR B AR IRBY SIHIHIR 23 N
WINTZZ LR, 1EkD L5 TR O§IK), TR OEIRIRE /1 OFRE b Foik L
TW5h. ZOX T, LRV ITHEROIEBILIN] & —f 4 B3 2 2% e N TR & g IR g H
MRS 2 m WA 2 AT 28 - R IREN DI T 5.

— 7 TN ST ST LT LRV ThH D0, Z O] < FER A 71 = X L0507
Widet:, GIHICUIENREE, THEEREZ & OUIHIBIGIC S 2 28I b E 7o o TR
Mofo. F-E - FEH EOREE LT, #HM O TREIZE 2 220w CitdE % 7%
LTEY, 1) < Ui FIEE L C LRV ZHEET7-2 5O &3 5121, TS &
RO RIBH CThole. 22T, AR CTIYMA T Bt 2 UL FITRT.

(1) LFV OEMEREHEOERIIZE D, 810 < FoWr A I =X 0 LRSI E 60T 5.

(2) LFV ou)u < F5WreE hZ2 6L, U0 < TRRGIEFEZIE~T 5. TENIC
ARG < PRIROHE & AEME DR, HIEFEE 27

(3) UIHIERS:, HRCIEEEMZRUINIS, UIHNBEE, THERICH X ZREBEZW LT 5.

(4) LFV 3G OMTEIC 5 2 5B ETHEL, TOAIKA =X LEHLNITS. &
T SEALIN TAZ 18 72 BARR e fl R DR &, IREVSMEOREREI 2525,
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1.4 AFHICDOERR
K CIER 6 ENLMRINTEY, FEOMEILFTOLEBY TH 5.

o 1 E TR TIX, ¥R - LFER, 1RO, AMFEOBR, FRSXORK
IZONWTIRARS.

o 2w MEEMEEELIH (LFV) OFHE L& E L) T, KEIESYIHN] O FE L Yg)
DL THWrET VERGRL, 2oREEEEHEZEAT 5. EAb LIRS ) 5
PIVHIN TR L L CHIBIE S OZENCER L, IREITIZUIHIN HD 28& 2 BT
5@]#1"JE#F%E$%*$L 0 < FTOHMGEEEZR ONZT 5.

e BIE U T oW EIBIROHIE) TIE, HHME L TMmOND AT v L AT
XU LFV Zi@ M L, LFV OfREEE &g S 5800 < FIRROBMR A & 2N T
5. HEH SN0 < FEBIROSEHERS LEbYE, TOWMBEMEEZFHETH & LD
2, TEMR B> 72 LRFV OflETE# 2483 5. F720ER OIRBIGIHI T IR 2
ThHho-HIRLT — TR Z2 G N TICB N TS, LRV ICE 2910 < F o5 5
MTHDHZEaERL, TOERMERT.

. %4$r@mm# @mﬁﬁ THEFEICKIE A TIE, LRV 2SUIHHEHT & 914
IRE, T HEEFEIC WRELZWGNTT 5. BRI E e LRV 38 = R 1% —
%ﬁﬁéﬁ,mm ;wibéﬁ%@%@%mﬂﬁéﬁﬁﬁ&é’k%%%’;@%

295, IBENZEX VAL TEOZERY 1390 < F2 oW 57200 T, TE
et i E S 2, FICEGEIEIIN T CIREEE IR EE T & - 72 T~ Wil o ft
WLEEREBRT D, FERND LRV 2 T EEEOIHIZN R & o etk 73

e PE5E NMTHEHMINCKITIEE <, H2ECTELEINTT LFV OEEZEE %
ENZ LRV D3AIRCT D R e il Tk & wmebiik 2 T3l - ik 35> I 2 L—#
ZRAF L, BIRA D= A LEZHLNITDH. v alb—vaAlivBEoini =kt
TR BRI SO E & Wo IR Z2REEROEHEZREEE L, 810 <FD
ST Tl ML A~DOREL EE LIRS FUOREZ KB T 5. £72 LRV i
FIARABNETRENH O N L7 oo, VI alb—T a3 k020 % KMl
THRBMGSHZRERE L. V2 b — X2Vl 2 EBL L, TORYMELE
BRI &0 AT 5.

o H6E Ifml TIILLLEERIEL, 4%OMELERBEIZONWTIERS.



B2wE (KERESE (LFV) oJFE & ERXL 15

o
KB REETIY] (LFV) OFEHEE ER1L

2.1 ¥

AREE T, KEEIREIIHIEA (LFV) O TJFEIZOWTHR5. LFVICX 2819 <
THWET L EMTREOERIEZR L, £ 2 HENILD LFV O TREHEIZ DUV TRLA
T5.

2.2 IRENYIHI & 1%

RBIOIEI & 13 TEARB S B2 67 5 UIEIIN T CH 5. REZUEICHML LS &4
DEREARRE L DORL LN TEDIT 1 ETHEARZWY TH S, ENICBO TR
HBI38]IT & 0 % < DRFFEA 72 S, GIEIE AL 7 [ ORBIEIHINC S TR o JFEEOA R
SVWTHLMZ SN TN

INETOMEHEFE LT~ HEOESHZFMT 08 TR THY, 2h 5130
S5, @ 55N, @ %0 4S5 (G NEER T ) o 3 IS & 5 [27).
Fig. 2.1 IR 351 2 IRBY 7 A OFESE % 7T

B771 (WhA#) FlE]

IREHEL f
Ik & a
* V) AR

Fig. 2.1 The direction of vibration of cutting tools[11].
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RA M ERWEINTICBOTEED DT R~ORET 58— TH 52, ITETIEE
oy 51 & A5 5y F1 05 R O N C A & BREIRS o BN AE RS & AN 2 45 [ IEEh DI HI & R
TN DIREGIHIFSE AT DAL TN D, E5 I MEIHITIE, BT OUHBEE X v &K
RENHE 2 K& <35 2 & THrietIEI OZRB G L5 L RIS, SERYIHHRSTORRS
T HEEREOMBINENIIE SN TWA[39]. LosLAans, E#h7m & GIE] o
FHEORE L 2> TEY, WERIEEZ3E L T AU TR EgHI s L,
HNEDF v B T EFERTH, L LANMLHEMIMET T 258 E0NH 5. BH55 /150
~OIRBEIEIE L, 810 < FooWa B & LTl < IXIRENE 0 YIHlE, FREIgE
[ DIRIEITIONTEZ LD THD. FIFICL > TUIMKRUHIOMEEFTHZ 05
10 < FOSWMERRICITEN D2, (BT EBENIRE 72D Z 00, (R mmiciE
DFELTRN RY VN TA~O#EAFHZ L O 52 LR TE 5, £ 5N mOREY)
HITTIX, BERHIEI OB S UIHHRSTOEBEI R 2 AT 5 L PRI TV S 25[40], EH
EpAT A X e R SR AR

TWENC & D X 9 B EEE 2 V20T EMIC L VLY Th D, ZhE TOMETIE
A IR A W EHR— R TH Y, EHIM O TR 2t Eifmafss 2 L% H
e LTebDEL ADOTHZENTES. —FCIRERERE HWD Z & &R 7 iRE)
OIHIOFEFNX, AFELURTTH EIUE EL TR ST 520 [41]. ZHUTIREVBIHIAZEIC
BOWTIHIMREE L LTUEERF2HWAZ R THALZ LICHERTLIEESZD
D, TOTOMIRERE & LU THEBEOEANES 2 R VINTIZR8WTE, KEKHE
ORI 5 2 o 5 2 LN TE 5H[32], [42], [43].

F LD LIRBUIHI TR SN DRIk A2 TH DY, —RITITEIHHRBLOARNK, ik
AP, CIHNEE ORI, F 720 CHEsaazom Eet 0 < Pt m g 83z
LD, FRUITH L DA, LEERE - BEOME & TEHFEMOIER, MIREDm LS,
O Ol 72 E OB SN D IRBIEIHIS 5 5.
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2.3 KA BIREIEIA] (LFV) DR
2.3.1 LFV &%

RS I IR B EI A (LFV[44]: Low Frequency Vibration-Cutting) &Iy F X~V
— (BR) 23BA%E L7 BEmIanic & v TEAGIHIRE Y FicikEh S, 2 OiRE) & FfhalEs
Z [AIH S W CUINI 21T 5 N THAT T d H[5], [45]. AREAHTIRE OFF 512 TAERH D NC 15
BERNDZ LT, (ERORENEIHEI & 1ZR 20 BMOEELZ VL LW, £ ET
MTHOE Y < FHBICHWLNTE LT v 7T L —h@mE7 — T > M, HHIMFES
MR, TH, TR, ITEAOET R CEBRICRIEEOBIGR 2V 5 ik~ 7R
DEIZK LT, ZOMREZE L THEFRFFT 200N LN E W I BEEZA LTz, L
L, AHNCIIHREBI&RGE2EETHZ L TINOEREDE(LICEKIKICHISTED LI F]
REALTWD.

ARFFEX L F XU HEE (B ROV F R~ U — (BR) L oFEFFEE L CHEM S
Ni=boThy, FEEEE L LTFiQ 2212777 CNC ighi (v F X~ U— (FF) #
R IR IREN R VCO3[46]) AWV TW 5.

Fig. 2.2 VCO03 (LFV machine), CITIZEN MACHINERY CO., LTD.
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AILEIL Fig. 2.3 (- T L 9 ITIREh & LT, e Fdh (Zah) & mEe Xih) o=
Wz A 5.

Fig. 2.3 Machine configuration of LFV.

ARFEIXFiQ 24 1T L O 1T, @FEOEANTICRIT 2 TEED FRicktL, Zhs Z
fih & X i)~ 5 70 D THhA BREY A2 E KR IRE) & L CHEE T 5729, 1EROIRBIEIH]CILIA
HCThH oo T — M INEE AT TRRIC b EA FTREZR, mWILHMEZ AT 5. EdEdd
2 R REM O HI O8I, AFZELLRTIC W < D0lids S TW A 03[35], [41], 20
£ O 7 oG AERENC X 5 FEHRIRBIEIHNIER SN T o iz,

Fig. 2.4 Direction of LFV vibration in turning process.
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Fig. 2.5 (2 LFV OMIEX &, T EED HFHDOEN &5 SN IREIORGZ <3, il
ARIREI A W T EE Y Fia~REV A 575 LFV Tidd 22, —R7REIHIET vick
WTIE, AR T 555 /15 M O—HIaREIEIHIC B SN D Z L Rbnb.

Y axis Tool : :
Z axise? Vibration
Rotation 7; <€~
X axis -~ Feed rate F
|
Workpiece\
N

Trace of cutting edge

\

Py
; \

Axial displacement Z

Spindle phase &

Fig. 2.5 Schematic diagram of relationship between tool feed direction and vibration on LFV.
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2.3.2 LFV oER/L
2321819 < FHWrET Vv

LFV X THED Fu~RE 215 L, 2 6IREN A HlElis & [ &2 5013 %.
Fig. 2.6 (2 LFV FFD N Je ol )5 mZEAr & Eifi AR OBtk Z =7 2oLk &, IREZEMIC
Ko TUEAMIN L 2R G SV N TR G & BIEO M TR N E/2 W &9 2 & T, TAMNHK
HIBE 2> 5 BIERL - 2548 0 9~ 2 BERE] (Air cutting time) 23EHIICAE LD Z ERNbnd. 20w
B2 TEOZRVICE Y, LRV WY < $EMRICHWT5 Z LN REL 2 5.

0.15 Cutting thickness A
. th cutting Air cutting section
S
el
Q
g 0.1
(D)
2
B
= \’ th
<0.05 - N7 \ n-1 mnung,
< SN \ 2
< y //;~‘~\ y
,/; n-2 cutting -
0 === ' ! |
0 90 180 270 360
Spindle phase deg.

Fig. 2.6 Relationship between spindle phase and trace of cutting edge on LFV
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2322 HlfINT A —%& L ERAL

LFV TIXRNED X 5 IC T EEY HFANZIELEREI 5 4 5. Fig. 2.7 IZ LFV OfEHE)
R A=K EINTEAE, INTEUE & EEC AR A OBIfR 2R 7. F ITAERIIN TIc &) 2 Lk
FlfRfEE Y & [mm/rev] , Al LFV OIEZRES OIRE [mm] TH 5. 22T, LFV A
DO T A —%2 & U THEROCIRBIRIE Q & MR CIREI L D 2/ E#£ T 5. HARICRER
8 Q 1 LFV D AT EOIRIE Al LT Q = AJF TEFRSNDH T A—FTHDH. —
¥, BERGTIEENEL D X EmhEERE R A A £, EEERER S & Lol & D = TERSN
HRT A= THY, ERITCIEEE D 12T 1 s 7 0 OREIEE A BT 5.

0.1 :
g 0.08 Irrace of cutting edge
5 o
£ 006 § Amplitude A
= i
Z0.04 g
= :
E i
e .
< 002 Feed rate F

0 | | v
0 90 180 270 360

Spindle phase deg.

Fig. 2.7 Control parameters and trace of cutting edge on LFV.

LFV OIESEHE ARGy OENE AT A & F OBEIIEOTINS EQ.21 DX HICET I N TE

5.

A=A, + ! F Eq. 2.1
) a.
QLDAEMNTET L EQ22ITRTLICERTES.

_2bo+1 Eq. 2.2
2D

ZoLE, THMIARA 0[rad] & #hT RN Z [mm] OBMRITZ EQ.2.3 DXL HICK T EN
T&E5.
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A F
Z(0) ==sin(DB)+—0 n=1,23..) Eg. 2.3
2 2T

S HIZ, n [EEEE OETIAZENL Z, [mm] (ZHEIET 5 &ARER IRBIOIE] O T BRI Eq.
24 DX HITERIT HZ LN TES.
0 +2n(n—1)
21
2oL XEMUHNZ, LRV OEKEIREI A OIRIE 0, T720HLA=0DEED LFV
DFEBEFEMTHDEBZ D LENTES.

Z,(0) = gsin[D{H +2n(n— 1)} + F (n=123..) Eq. 2.4
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2.4 LFV O L&E
2.4.1 IHIE S DEH)

Fig.2.6 ® 7 L — TR L7zfEIkIE, BIHIZMTHON TV AEIKTH Y, ZDOEE h[mm] X
YIHIE SIZHY 9%, Fig. 2.8 IZHIHIE S 0 & b2 #Rd. Kb bbnd X9,
LFV IZEB W CITUIHIE S I3EE 3223, USRI TSR 260 B LSl b, =
Z T LRV 2B 2 UHIE S IZB M TR DENBRO D Z LN TE, EMIHEMAICKT 5
UIHIE X DAL & E DA77 T % Eq. 25 IR, UIHIE I A & 51558 13UHIM Thi
RWER Y XKW ZBEWRT 0N, 2oL EYHIEIOMEIZ0 &35,

Zpis — Zn (Zn+1— 2, <0)
h(6) = {Zn+2 —Zn+1 (Zn+1=Zn20,Zp13 —Zpy1 2 0)
0 (Zn+1 —Zn20,Zp42 = Znyq < 0)
Asin 2Dm cos D(6 + 2nm) + 2F (Zn41— 2, <0)
= {A sinDmcosD{6 + 2n + n}+ F (Zn41=2n20,Zp45 —Zpy1 2 0) Eg. 2.5
0 (Zn+1 —Zn20,Zn42 = Znyq1 < 0)

ZOXDIIREISFEZZEM ST D L NI TRE 2T T, geHah29)0 <Fo
JEE LRSI BFEARICRD EEZDND. L7 TINLEEMAPIN LIRS U 7o kit
U < FORW LU S TIRIRZBIRT 52 L HAETH 5.

~

Cutting section

Cutting thickness # mm

| Air cutting section
< >

>

Time sec

1
1
|
1
I
I
I
I
1
1
1
|
I
1
1
1
1

Ltz —Zn i

Zn+2 —Zns1 Zn+2 — Zn+1

Fig. 2.8 Variation of cutting thickness on LFV.
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2.4.2 GIHIRFE R

LFV TIZZARIC & > THRE) 1 81 o R G181 & 2282 0 1R GEUINIFR) AEES
5. ZIZTFiQ29I0mT L9, BEEYA T, L Lz X, UHESh>0 &5 5574
SRR Te loxk 32 ek TdTy & BIBIRFRI LR R, & /T 5. Re= 1 0 & X [ THIEIK A
EEINR VRN T Ch 2 2 LA BWT 5. Re< 1 O & X MRS T IR 2317
FETHZLRBERL, 0L XEEM»SO T EFEOEEBANE LS, 10 < 134
WixhoEEZ N5, £72RA/NIWVIEE 1 EMHOIEIEIRERIA &5 2B & 1T KX <
feB12%, T OUIEIRERELEE RL, HEHE SN 2810 < FOBRLHEOAHIMEE M TS
LR LNEZLRD.

Vibration period 7,
< >
Cutting time 7,
0.15 < ~
=
=
=
E 0.1
Q
=
G
S N ,
=0.05 r 7 TN /
E ’,t \ .- / \\ ”1
<Ij ’I' \\\ /"
0 .7 | | |
0 90 180 270 360
Spindle phase deg.

Fig. 2.9 Vibration period and cutting time.
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Z 2 CUIAIRF LR Re1E, LFV OIERIEIRENR > OHRIE A 1267 5250 & F Okt AIF
& HER TTHREN D DA DRI L T—2I2E X 5. Fig.2.10 IZ AIF & D 2%t % Ul
REf LB O A & on g, BRI/ MEZ F0MZ, Re=1 &7 2 UlE] & O8R 3 U T
WIZHR D IR LB, O10 < T HWroORAEMER TSN TND. 22T, AIF1 &%
SR CIX VT RO R TIRENEL D ISRV T, UIHIRFEN 1 % FlEl5 Z & 137 <, Yl
DL THRDE SN ERDND. THUTED I3 L TR\BA -+ Thrne &, BIFED
N TARBE S FIN T OREY & BET 5 2 &< EBIRY KB AE L 2NWZ L2 EKRT 5. F
72 D OIENEEAE & 72 2B BWTE, 0 X 5 R RIERICB W T L R HIRER b
N1 ZTEDZENRRVONPFERTE S, 2L D OENEBEREE 25 Li13>FE0, B
FEOMTRENAIN THEORE & R E 2D 2 E2ERL, 20 L XREE ENFEITK
SLHRELE D &b, 2O (DHIES) 1350 &0 62T 5 2 i3kl
1o < FRHMEND Z 1T, 2D D=N &AL REBUEITIERUEIE SMmTH 5.
ZIT, MUMEZ LD D DEILEQ 26 DI TRTZENTE S,

2N —1
-T2

R D IRV, BIEOI TR & RN TE ORI ONMFEZET 180 FE & 72D, —5,
A2 N T S AXRNIAR & 72 D728, Zpyy — Z, T SN D UIHIER O UIEE S (32F T &
LR, FOEIMIBHRRERH ZERD05.

4 100
| 190

3
80

2
70

|

3 3.5

D

(N=1,23..) Eq. 2.6

Amplitude ratio A/F
Cutting time ratio R %

50
0 0.5 1 1.5 2 2.5

Dimensionless frequency D

Fig. 2.10 Distribution map of cutting time ratio against D and A/F on LFV.
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243 G190 < T 05

A EqQ. 2.6 T/RUL7Z & 9 e BOUIRENIEL D 2 V5 & X, LFVICBWTHID < §'% %
Wrd 272 DIC KB IRENI R 28 Z N TE S, U0 <& 0T 2 II3EEIN T
Air cutting time 23E U2 M E R H Y, 2D & X ERLEIEBR D ORIBADREVEF XD b
KELRBRTNERLRW. T7bb, AIF>1 2T LERHDH. L= ->T, Eq
2.2 L Eq.2.6 7»5 Aircutting time &4 U S 2 OB 72 R STIRENMRIE Q OfE & L T Eq.
27T DX OB a " LN TED.

Q>1- Eq. 2.7

2N — 1

F2FRERIZ Eq. 2.6 DEMATICB W TIIOIHIRER =R R 2T 8325 Z LT
5. R SCIRENEL D 3D = 2N — 1)/2 #il=d & X, Eq. 25 1ZfRAT 5 L [RIEEALHH 0 12
® D EHIE S h TR X H 12855,

2F (Zn+1 =2 < 0)
h(@) = {F — AsinDO (Zpns1—Zn = 0,Zp42 — Znyqs = 0) Eq. 2.8
0 (Zn+1 —Zn20,Zp43 —Zpiq < 0)

T, IREASIZ 1 BlfR S 72 OIRENRE A R D B OTREIE D OEFE D T
DEIITKED.

T_2T[
VD

DIHIFEFRT I Eq. 2.8 2>5Hh(8) > 03 72 b BF — AsinDO > 0 Ziili7= 3 L o 2kl A S T
KOLHIHEDHZ ENTES.

. . F
m + 2sin 1Z

D
L7228 > CUIHIE M LR R DR FRFRIE, LFV OIREIS:%2 W T Eq. 2.9 @ X 5 12k®

DT EMATREL 72D,

T, =

1
-1

E_l+$n Q+(@N-1D1T Eq. 2.9
T, 2 T

ZoLE Y AW S Aircutting time 23 U2 &HIFR, < 1& L RELTE 58,
ZZTEQ.295 EQ. 2.7 LREEDOBREZELS Z ENARETH 5.

ZZFET, DOMHEICKHL QOEERET D L D 2RO TE N, THITERAN,
LFV IZBWTIE, $lfRT7 2A—2 L LTET D Z%EL, TO% Q OEEZHHI UV
STORRICHDLETHEELITHIZOTH S, ZIUL LRV OFEHMREID < TOHKTH
D, DEENE0 < FOR ST S QEMEICER TS, L TH S DI <9
DEIIIDDEICLE - TEEDLZOTHSH.
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Z T, HHIMDOEREE Dn [mm], FERAGMOUHIES Z Ry [mm]& 5L, ZoL &
LFV IZ81) 5 1 A OUHEIE S Lo [mm)iZ EqQ. 210 D L DR T 2 &N TE S,
(D, — 2R
_n( . d%c
—RIZEI D < FUTAERFFCEEAA L, UIHIREL D ELET 720, HrHEh o8]0
KTOEIFUHIES IV BELS R ZEBMbNTWA. LER->TERL, BERY)
HIOU D S FORIEZH/LNDHLOTEZRY. LHLARRE, $HIMSLTE~0g)y <
FTOMEHHOEEHITIE, UHIEIOMEZH2ICEMANTHS. G10 < T OfEHD
ERXT X%, TOREIDLEEMICIHMET 2 Z SIXRETHY, EEHL 7L —T ORERT
R IER N, EXOELNIUEIESNEBEZ20mm UL T &7 D L O IR A%
BETDE, RO S TOHHREOND Z L2 L TEL. HHEMC T EOR
&, MIRAREIDE LTIV TORIRET DI LT, BAODERHEVIZED T
TN EEGRET S 2 ENARETH D.

L. Eq. 2.10

25 M=

AECIHMEE RS UIEIEN (LFV) O TR ZRA L, 810 < $oMeT b e
AMba R A, I BEPNDLLTO LFV OINLAEZ R LT,

LFV TITESOTIREMRIE Q & MK ITIRENEEL D 24/ 7 A —% & LTHY, E#r
(2 T ENREIR 2> S B3 2 IERE (Aircutting time) 2 RBAESE 5 2 & THREICHID S 7%
ST L, ZolE, EFYRICHYT2OHIESIL LRV ICBWTIEEE L, REE4FEE
ZHZETUNLKTOREILESZGHIETLHIZENAETHS. LRV ICBIT 580 <345
WrOBRR M 28 L, ZOnfz b Lz, 1 IRER ICOIHIRER 28 5 6 2 515 & Bk
AU R Z EE L, UHIE S D LFV O EAMRIREI MR TR 27 Lz,
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il
810 < FD5Wr & IR I

31 =

A Tk ~7- & 91, REWRIEESYE] (LFV) T2 8k o iREEE Q & #Ek TiRE
T D e ET HZ & T, UIHIHICZEAR Y X[H] (Aircuttingtime) 24 U =4, FEAIINLIC
BRSPS K FTEMEIZOW T2 EBAMRETH L. 2 E TR LIZOWSR
273 & 5 ZRIBESE T ISR W TIE, LRV TIETF v 77 L— D X 5 Il HIE RSN
THRMECE > T S FOHWERERSND Z L TR0, L Land, Jeshs)
D < T ORRBEIZ, EROGIHIIN TR FSETIR, BHBIFE, T2 Shkx 72K
TORBEEZZTS. YHINTICBT 200 < FTOAERBIGE, A BAERZ F LI E
L[47], TDEMY R = L— 3 U0, W UIABFRNT[A8], & MNT[49], FEEH fEpT[50] %
7% C 3 WICHRHT[S0], [BINZ L DFFE~ LR Lz, AT, U0 FAER Y I 2 b—v
a VEAOEAY 7 b T b RIS R E, BISHOEH LR L2550, i
THHY LS FORKRTFRENIM LY I 21— 3 L OFTHRHICHS ERE L, FOEME
A+ 7o E CRELT IR o> T,

ZOXH R REE L, AETIE LFV OEBSRMICESEZ ST, LFV OEEHZM4N
10 < FTORIRICE 2 2B OV TREMREHIM 2 b L I#EmT 5. 2800 < T
TR & 2 OEMEICONT—ICH U5 2 L IXNEETH D0, 16k < TR O E
EEFEBIGICBIT A S LT, LFV IZB T 580 < TRKOFAN 2 A 5 & [FIRFIZ,
EENRMFOBIUCK LIES 2 525 2 L2 B ET 5.

32 G919 < F oL

1 < FORBHERBNEITED LS RETH D0, TOREEZ —ICERT L &
IREETH D, —H T < FTOMBEMENTENEZSF Y, HIEREEZREID < T O AR
PO B x RBIRENE L, 1EEFRICLDIRLPEERD SND LI RO L THDH EH
LAY (N

T2 < FIC L HREITZORIRE, Ao E, HEFE, RBUCLI VS TE 5. E<
BN S0 PR TELPHIMICE RSN D, BExfMfWET 5L, Bt ETEZ
T, TREBREORRERLZENHD. 0L 57080 < T, TOBREE
ERERBMEEE LR ERIETZ L H 5D, U0 < FTOPHIR O AR O 55 5 I R
THE, BAEENEL, NMIBELZKTSEDLZERHDH. BT 00 T H E/EE
FIfEWmE RIZL, Mnd & 25900 < PR TR OB A 0 iAA, FEEOH1L
ERLSZEDRDHD. ZOLDITHIIAREERDY < F &L, —IIIITTn TR 2R o
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RO b DZFETH, M B9 < FR5 L Ll RE, bbb <
TR R W EIT B EA R VELHD.

%’“C“@JD T OBz ERmINFHET 5729, Y (R T5s) YIHIREM
ZHZIZXY, 910 < FRROHETHOITZ[52], [53]. Table 3.1 1281V < FIAR D43 JH

IR ZK’\*E BT, £H 486580, 1 BXNLEESBRE TS 7t)
D<A, EHIIIDICBWTTAEEO S WD ST ThoH EEX BN TND

ZDOEDTHRA RBRRICH SN < FTIEH 52, AESSGOHRRICB O T

FTLHMOREY S FREALTHD LHEN DT TRV LICHETOLERD .
B ZITNEINTO X 5 72, PoNEBIZEI Y < FREE VLT, TS O EnHEHPEN
RKOOLND LD RGAEICENTITMNAREY S FIIAHTHD. —FHTU—7 OfELT
¥ v FTRHIBWTE, M E 580 < FITRSERRE, ik FAOMEERE,
B AIAI ERHEN DB R 25| S 23 2 &L TRGWESPBRBHROE T 2R 22 H 5.
TETIE, ThbUD < FDOF v v 7 ~DOiHALZ, Al Bl TR 2 510135
REINDeL[54], RE LTEERAGICEO IR AL LT hTW5
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Table 3.1 Classification of chip shapes
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3.3 KEBIEEIGIHIC L 5800 < F D4
3.3.1 EBr&M:

FEBRIIZF A~ U — () RoOKERIREYIHI VvCo3 # vz, 1 H—Fh
IIXEAERTE () #oiEis T2 (DCGT11T302R-FY AC520U, Nose R: 0.2 mm) %
VY, UHAZEIF 1.0mm & L, 2£0 &ITEAUHE], LFV & 12 0.03mmirev & L7z, £7-4]

HICIZAAZ ) — 2 (BR) ®ogiim (o v » EF-BN) Wiz, £72AKLFV T
1%, BOE L7 MR OTIRENEIEL D & HHhEIEREE S [mint] 2 & B B IRBIE L £, [HZ] 23
RESND. ZOL EHEWEITEQ3.1LITRT LB THDH. AMEEHIREEIHIHEIZ R

D IREE MO EIRIZ 93.8 HZ TH Y, HEASTRENEE D @ EfRIZ 5.5 EEI LT

fo=— Eq. 3.1

33 LU KB EIREI A D b < T4 WreE S

ZZTIE LRV o810 < $5HrEE ) &, MEROIREIDIEICIXREEE ShTunwieTr— 3 [
SN T~ & Zh A2V TR & FEifi L7=.

Fig. 3.1 12 6 FIHOHHIA IZIIT 2 LRV #HFFOE 0 < R A R~T. RFEBRTIL LFV
DIRBNGIE L U TR GCIRES D = 1.5, MAGURERIE Q=15 2R EL T\5. ZORE
ERIFIL 2 H TR L7280 < T OSMIEIE A2 LT D . PRAIEEHD & BRI & LT
BNDT X G, A axVET, PERRRD LEHIMEZ DT, LFV TR
D ST EDWTETNDZEDRERTE S, —HTHED L ST, oWrEIXFEEEICE S
NTH, BERERTOUY S FORKRIL, HHAMFEIC LD B2 2 L BfETE 5. L
DURNR G, KL TlEd < E TIRBIGHFISHE O IROZEICE B L, WHEILAKE TERO
FERIZHOWNWTELET S,
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(a) C3064 (b) S45C

(c) SCM435 (d) SUS304

(e) Ti-6AL-4V (f) Inconel 718
Fig. 3.1 Chips of each material by LFV.
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3.3.1.2 7—/N - HilJZRINT~DRE B IRE GIHI D& A

NC (BfEmlE) 2k 2 Z@ihe X #ihds 570 5 S IR EIEIEI 2 AV 5 R FIEO RS &
LT, 16k X5 RS 2 0 2 IREGIHI CIXREE ChH o 72, 7 — M IEIHI~0
REVEIHI O A2 s, 77— 3 - HIEIENC 31T 5 LRV o8l < 355 Wrae /) & ied
T2 7= DU HIEER & St L 7.

Fig. 3.2 Iz E T — A & FEMEIHI O B 2. W ogE b EREEO L)
IABEED 1.0 mm &7 KO BREIAMICERTIN T A5 L7z, SISO ERiE oM ERIN T
CRBETHD. LFV OIREIZ/FITI Q =20, D=15 & RE L. #WHIMIIZAT v L 28
SUS304 % A\ 7z,

Feed

Q7

(b) Arc machining.

Fig. 3.2 Target shape.
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Fig. 3.3 17— MK, Fig. 3.4 [N LR O HAGIEI & LFV IR 5810 < 9%
WaxZEnNZrd. WTNOIMLIK TS, EHUAIRHZIIEAIIN CREOR S ER o7
1o < FRPEH E N2, — T LRV BHZIE, 2 E TOFER & FRICHIN L Sl Shi-9)
0 < FTOPEH TR S iz,

20 mm
(a) Conventional cutting, S = 3752 min’!
\ |
' . e
v '?' r . .
, == I
1, %
L T
, .
20 mm

(b) LFV, Q = 2.0, D = 1.5, f, = 93.8 Hz, S = 3752 min".

Fig. 3.3 Verification of chip dividing performance in tapered machining.
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20 mm
H
(a) Conventional cutting, S = 3752 min™*
l‘: L g
SN _
= 2_)3%_$ _QC/

M» ‘_\‘\ l‘

-\% 1 .\_,
20 mm
H

(b) LFV,Q=20,D =15, f,=93.8 Hz, S = 3752 min*
Fig. 3.4 Verification of chip dividing performance in arc machining.

ZDOEIITNCIZTLEDY XH#hE ZEhoAIREZUHIEYD F~f579 % LFV TiX, #
FafbRWNET TR, T HIUEIR & W o 20k IREIEI Cld#E AR TH -
TIRICHR LT, MEERE D < FoWme N =R T2 ERAHETH S.
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3.3.2 EFRIREEIHEIIC X 2819 < T R IREIH
ARERTITINTIREIC L A EBL A CE 5 L9, IREF A Z 5 mIc[RE Tx 544
TEEAIN T & Uiz, F7glipnc i3 EE6Iss & LT bind A7 > L A4 SUS304 DE % 10
mm &8 &2 3R L7z, SUS304 [ X OMBIER IR E <, ERUHIERIE CORD Z 1 ) <
TEERTEFEEORENZ &0 D, HHIMEL B0 < FRIRIED Wi D> & — I EEHIHS
ThdEBEZHLNBV[E5], Y10 < FOMEPEEZ TGS 2 AR 70 & LTI
LWEEBZ LD, FIREISGIHFICEHIT HIREIZEE L e 7zt v < TR EZ =T,
Fig. 3.5 [ R T RAFHITEALIAITH v, SEdln Tz W A2 R < el > 72800 <
PTHRPHEN TV DREFRHERTE D, 2O EnD, KEROUINISGMEIZBONTIZTE
R (Fo 77 L—70) 2200 < FOHWHITEEL TWRWZ LR TES. BV
<FTRRO I BN T 7 ~ 8 BUZ A FEH S 4L 5 HLAIT R O M AU W IRIZEE S L,
— AN Z D KD 72810 < FITTEPHEHIM ITHE A, BEOE0T <, ez &
2RI DRNEI D < FTHH EBEZ LN TN S.

0.15

Axial displacement mm

0 90 180 270 360
Spindle phase deg.
(a) Trace of cutting edge.
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(b) Chip shape.
Fig. 3.5. Conventional cutting, S = 3752 min?, R =1

F7-Fig. 36 12T X927 D=N L7322 LFVICBW T, BEDOI TR AN T o
WRE) & FNAR & 22 5720, FRROEFGEI D < FRAERSND Z EDBHEREINTND.

0.15

*g 0.1
=
O
Q
S
73

= 0.05
=

0

0 90 180 270 360
Spindle phase deg.

Fig. 3.6 Trace of cutting edge of LFV,Q =15, D=2.0
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Fig. 3.7 TiX LFV OREIZRM: & L CHEROTREIE D = 1.5, HEXOSUIREMRIE Q = 0.7 &%
ELTWS. RiENS, D=15(N=2) BT HIEENEET H5M1E Q>0667 LR 5
NAN, BAEOREMEITSWRMEITMZ L TWA L 00, BgEIHISMEC b ITWEER Lo
fEE72D X 9B TRELRE., BITRT O, szt < FIXEAUENIZ E T
RN HLFEESR NS THEH SN, ZORREEREZRL, ZHUXIEEXETLH
ROENDUHESOEMMCL DD THD Z ENEMTE S, U1 < PRROSHEIZEB D
TIE, 6 HOBNAHANCAEF 2 R EkEE) 0 < FITHEEIL TWD 23, SHAINARZER &R
R RPTMINRE L CO DR TR T 5. UL LRV OJFEL B IR 81 0 < 37
DEFENTRINDD, EEIZIZE Y < 3 08 B ORI S THBR A Ulzzd, K
FERRHWEIRIE LI EEBE X N D, BRI TED 2 BV IRIIRENG Y < T OBkt
iz LTWAICHELLT, geHSN00 < FRERICHE I TWARNEB & LT
i, FEMZRIRENE S O FIEEICR T D L, o REIM O IENE S SN T3 R R K&
IFL, BB EERNEL O T EEZLND.

0.15

0.1

Axial displacement mm

0 90 180 270 360
Spindle phase deg.

(a) Trace of cutting edge.
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(b) Chip shape.
Fig. 3.7LFV,Q=0.7,D=15, f,=93.8 Hz, S = 3752 min!, R; = 0.92.
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Fig. 3.8 TIZIRENSA L LT Q=15 D=05(N=1) #&E L7=-HEOEEZEE & HEH &
N80 < FORRERT. IREBPRIEOMENG) Y < F0WrT 5107 lamz LT D
ZEnn, BUEOITRE &R TimOREENEE L, M olrEnztn < F 238
SNTWVDERFRMRTE 5. —J5 T, REIEEIIFHE 1 BEIZ>E 05 ETH Y, DIHI
EIE3TmmoEEEETAH. Zo&E, SN0 < FIIH—AnR 60, bl
D TIROZFEICBNTIE S B D 2 ~ 8 BXBEICHN- EROGIY < FITMEL L Tn
5.

0.15

0.1

Axial displacement mm

-
-
-
-

0 90 180 270 360
Spindle phase deg.

(a) Trace of cutting edge.
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(b) Chip shape.
Fig. 3.8 LFV,Q=1.5,D=0.5, f,=31.3 Hz, S= 3756 min*, R; = 0.63, Lc = 31.7 mm
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Fig. 3.9 TIIEESE L LTHEIZQ=15, D=15(N=2) #®&E L7-. WEHREIZSWIC
+THY, FRBIEEA T 1 B o 15 EEHMLZZ T, UEIE S bR
D 3L7mm N5 115mm & 35D 1 Lot ZDORIGHETRONTZEY S FDh—
NH/NEL 72D, LN DEEN-U0 < TOHEHAHRE TE 5. ZoRRIZE Y <
THRAROLGFEICBIT D 4RO CHRYIY < FLMABEILTERY, MWHEEREWEZSZ LS.
AR O L 91T, FEHES 7L —TICBWNTHHEET 2 0IHIR S 20mm UL R &2 554 FTO
T LFRRTH D, FMLITBNT, RKEAOEY < FIXLESLHEHIPEIZE S Z &
F72 <, UHEECHOICRSNHER L R o2 o7, BRI L < BRI 722
HHDHN, S - ENTOME» SLEEOE NI < FTHD EFHMETE 5.

0.15
S 01
L
=
Q
S
o
S 0.05
s
"
<
0
0 90 180 270 360

Spindle phase deg.

(a) Trace of cutting edge.
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(b) Chip shape.
Fig. 39LFV,Q=15,D=15,f,=93.8 Hz, S= 3752 min*, R; = 0.68, L. = 11.5 mm
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Fig. 3.10 TIZHEICIEENIEIEZ Q = 2.0 LS /- L S DEFEH LU < T ORIRE
RLTWD. GIHIRFRERAENIRT L, BHIR S b 2oz io®, 810 < T ORIk
TR — AN EL 2o TNDHDD, Wt E bz KREREMITR OV, Lk
ST, U0 FTHWOBLENBIE, WStz 720z LT0 5 7 HITIREMRIE 2 1
DL EBIMSH 2 0337002 E N TX 5.

0.15

S
—

Axial displacement mm
o
-
wn

0 90 180 270 360
Spindle phase deg.

(a) Trace of cutting edge.
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(b) Chip shape.
Fig. 3.10 LFV,Q=2.0,D =15, f, = 93.8 Hz, S = 3752 min?, Rc = 0.64, L. = 10.7 mm



FIE Y0 T OLWE R 47

Fig. 3.11 TIFIRENAISKA D = 25 LHEIMIE- L S OEEFFEFH LU < TORRERL
TV 5. IRENEE S Tl 1 [FIHRIC> & 25 B EHMM L7 2 & T, UIHIE SN HICEL 720,
L FHLINETLEHARBMA SWEN TV DI BHERTE D, ZORRITEIY
KFORBETENTUT IO ARG Y < FITHET L. RO & 5 I 2810 <
%, TAEEBOEENEICA VAL RN H D720, ZOHI#H & EHIZITFEENMLETH
5. —5TC, YN XA HEMEREOCAIROUIY < FEAKRT RS L H Y, R
DINTO X S eI N~ < FEEF 0V BSE E A2 2 T2 W T, 810 <Fo
MEMEZBERT2MER DD, EOL I REMFTTIE, AROEIY < IR E &
FHETCE, TOHEBRROOENIHEELEZLND. R T DX D Aeflih e y)
D PFOPEHIE, ZNETHEVIHMISN TIR >80 < FREOHIE, BIUEEK
BRI BN HD Z & BHL NI > TE TV 5G]

0.15

0.1

Axial displacement mm

0 90 180 270 360
Spindle phase deg.

(a) Trace of cutting edge.
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10 mm
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(b) Chip shape.
Fig. 3.11LFV,Q=15,D=25,f,=93.8 Hz, S =2251 min?, R = 0.70, L, = 7.0 mm

Fig.3.12 I[Z LFV IZ X W I S n7=8) 0 < T OIRE & UIHIRER LR & OBIfR, = OF#E %
FLHDH, ZOXIICLFV EZEATHZ L TTRIZKS T, 910 < FRIROSEICH AL D
NokkA 2R OEID < FEEIE - BEHT 2 Z ERFRETH L. TEMICHAZREY <F°
RIS W ST —v LEREOE D <F7 &, AR S FITKRBITE 223, LTEBIK
IR S 200 < FoHEHEIENL, ~ =0 7B F & B BT EABDNR S S
BICBWTIE, THENCEZTROa 7 MRrcbHFETE 5., SMTEECHD
H20 < PIRARZHIE - BIRTEX D200, BWHAROBEBELEV. S0, H#EH
ELTHIBILD AT > L ASH SUS304 (Zxf L T IZBRED m WD < T OHEH & TR
I ZEBCTE 22 e n, tokke 2 EHIX L TH LRV O & GaitEn i &
5.
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(a) Relationship between cutting time ratio map and chips.
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- FREIAYERE o FEBIFESER |+ H—/VIERE |- BRI F
* D=NZEBETT |+ LEVOSETEE | « MEMEREN o DI RERIZARK
A AR RNRERIZAER o HJEIE X20mm |« FHEMENRZL Y]
- LERIRE, # |« WEEIMMEW LAF & 72 B5DIE 0 < FoHEH M
BIRfIziE Ao & THERR PR BN D%
F< ETIIE A
o JLEEMEREN

(b) Classification of chip shape
Fig. 3.12 Chip forms controlled by LFV.
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34 KEE

AREETIE, £TRk% el A~ LFV 28 H L, E7E0ROIRBIUIHICIIRE#EThH - 7=
TSR OMIVERIZH LT LFV Zif L7-EBR AT o7, 2 OREE, LFV TidgiHEl
MHEZDT, RIS S TERMRRETH D Z &R L, T2 BfimlE 2 v X i -
Z SO A RIREY 2 UIHIE Y ST~ 595 LFV T, 810 < $45BEEF 23N TR HIK
LT EERLTE.

WIZ, HEHIA E LTSN D AT L A SUS304 [Z%F L LRV ZiH L, EB» S KE
A TICB T 200 < TRROBIEE L, BROGED D OB A T L=, 1ERY)
HI s v < 23 SN DM TEMHFIZBW TS, LRV 2735 2 & CLEIZK
STEESRMIC L - T, Ak, CA, E A, ARl Skkx ek odl 0 < & PeHH
D ENAEETHLZ L2 L. LFVICE 2810 < F o HIEIE T EISEK 5 220
TR, AEMTRHR SO INT. R EOMTEEICHDEHEHE 0 < TR ORI AT
ECHLZEEERL, BWHEABHEEZAL TCNDZERHLNE 2T, BHIBTE L
THHND AT LV AHICH LTH LFV O AN ERA TH o722 &b, iz
THZDOEMETHDTIFFT 22N TED.
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AR
B4, BINNEEE, T EEREICRITTEE

41 =

GIHNC K 0 AT 2 GIH1)P0 RS 1, IR ES TREEMmICRKEL Eﬁ’iﬂ%&ﬂiﬁ‘: &
DHIHNTWD., F2bOR/NREEL, EEFmi s, ITEERE, THEERE,
DL FTORIRARE, Wb DHEIMED & 5 5 IH B IZ B £ 721X 2 2 & iﬁ‘t
D, Fkx IINTEANIZ BN TE OUIHIRHE 2 R T EHERRK 1 & L TRENED b TE 7.

ZIVE TOIREGIAIOMFETIE, FITHERSEROIRE) 2 VN7 355 ) 7 o #RE B H
(ZRWT, FHUIHIT DR T, @J%Umﬁ@kﬂ?ﬂ]ﬁﬁl | & Z U1 D BRAI A B BL G O
72, W O OUEIESE RS R STV H[38]. LRV & [RERD 43 7177 M OIRE)
BIENZRBVTIE, Mann 5723 MAM (Modulation Assisted Machining) & FEIEN 2 FiE% W

T, EHHE & ARIRE AR O O T OO HNRE MK T T 5 2 L 2@HmEL TV D
[56], [67]. F7- Copenhaver ©[58]i%, MTP (Modulated Tool Path) & FEELAFTHIY InT.
Zxtge & LTEIRENEIHINZ 3\ T, 3 REHIA 2 W CHE RO OIE 2 i 4% 2 & C,
THIRENSAF L GIAIT), GIHREEE, 810 < FOBRRE & OBEIZ SOV TR il A 4
1THoTW5.

ARETIHINETHLNE 2> TR TARE R IEENEIE] (LFV) 23818100 & BIHIE
JE, THEREICRIZTTRELHEL, ZOUHIFHEDORMZR O35, EHEIHNT
T 5 LFV OEN ML, ZOUIHIEHEN G EE R T 5.
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4.2 {KJE P HEENEIHI O BT Rt
4.3 BIHIAIC RIET B
4.3.1 EBREM
FErot Y b7y 7% Fig 41T YUIEINEZ B R (Kistler B, U2 9119AA2)
& TEAMEICEY fHF ClE % i L7-.

Spindle \

Workpiece

Dynameémeter

Fig. 4.1 Experimental setup.

Fig. 4.2 IZfEHIINCICET 2 TRIEMRT 2000 &, 204y 27m37[11]. FXICET
HYUEIIOEFRE, RN TICHIT D =012 L TEY, Fig.21 TRLEL I A, FEA
172 R STYIHIRREIZ I DIREN T MO EFR L1382 D Z LICHEBE T HLERH S, LFV
X Fig. 21 T/RL72 X 91T, ZRITUIAMREETIEH < £ THL AT M~OIREIANIZ 7548
énéﬂ,_niﬁﬁb%Tl BT D IIOTF M IR S 720, LFV ORENE, X ik
& ZHEOERIRE 2 VT, T REY Fpr~E iz bind. 2F ) TROERINTIZE
WU, o i5m (X)) L3604 i05m (Z8h) ICIREBIAINZ HiLd Z &2 E%T 5.
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Fig. 4.2 Cutting force in turning.

T AHOGIHGERE & 250 3 E Tk, YIHEERSERINIZKRE <, ZODEEIINTIZE
WTIEE DR O RKE 713 ﬁﬁﬂﬁok%x%hfwé ARG SCZBNTHEE LR
FRYIE, LRV SENUIEI (BLF CC) DBIfRz E&ANTHHMI 2% & L TES & v
5.

FERRITIL 3 W OREESEHIBT & L THEIBILD AT L A SUS304 DEEE 10 mm [ &4
ZWHIMT LT, A o — MAMERER L (BF) "o T (DCGT11T302R-FY
AC520U, Nose R: 0.2 mm) # M\ 7=, UliAA&EIZ 0.5mm & L, UIHIFOULALELZ —iE &
T AN TIIAMEERINT & L, AEBRCIIREE M % Z #5 I RE L=, LFV O
L LT, BMAROUIRENHEIE Q = 1.5, MRITIRENIL D = 1.5 Z5%E L7z, Efnliud
13752 mint & L, Z L XIRENE IS 93.8 HZz & 72 5. 50 &% 0.005, 0.01, 0.02,
0.03 mm/rev THEERAZ{T-7-.

F 7 ARE B ARE I HIEE AR 58 0 DR CEIE L TV D 2R 572, Fig. 4.3 (R
T X DI FHE I T Jm@rgt Y ER AT TRIEEIT - 7.
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Fig. 4.3 Measurement setup for vibration frequency.
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i

4.3.2 EERAFER

Fig. 4.4 12 LFV B{EHR 0 s O JER IS SRR A~ . Z 5 m CHEAEEE SR T
93.8Hz ICE— 7 WA B, FHIHE DRI T 20BN R TE D, AEIOFMTIX Z
T ~OIRENBRE LTens, RGO RS X i Y fili~DORBIT/ NS W2 & D3R
TE 5.

2.0
—Z zxis
1.5
E
£
10
=
)
54
<
0.5
0 I L 1 I
0 50 100 150 200
Frequency Hz
(a) Zaxis.
2.0 2.0
—X axis —Y axis
1.5 1.5
n @
2 E
= =}
2 2
E 10 g 10
o [
S o
3 51
< <
0.5 ¢ 05
U L I L1 L 0 I I 1 1 I
0 50 100 150 200 0 50 100 150 200
Frequency Hz Frequency Hz
(b) X axis. (c) Y axis.

Fig. 4.4 Frequency response of machine spindle during LFV.
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Fig. 4.5 (2% 0 £ F = 0.03 mmirev ® & & CC & LFV (Z351F D HIHI S DRIE & 43T 5
. —EAZRTERIII CICR OGNS ES B R B RELS 2D, Bolinmb/ha< 25
I, CC 721 T2< LRV THRBRICHEGR T2 2 LA TE 5. LRV OUHIAEIFICIE,
ERNZBNWTRBBEETH L, BRI L2LEMP R TX 5 LRIFIC, BHMICHEE
W E2REISETNDLZ RS, ZOBIRERBIRSUIHIE S OLEICHKTLHH D
ThHI L, BHCHMT L ENTE D, EUHINMAEr & 702 XD EMICE
NTNWBHZ END, Yo F2 oW 57200 T HZEED XM (Air cut section) 4L T
WHZEh, HRMICHEMT 2 ENTE S, 010 FFT MR R Cli/E 4k 93.8 Hz
e =7 nA b, YHREE D LIFE Y ORI I THOILTND Z LA R TE .

100 30
—LFV Principle force
0 - —CC Principle force 25 |+
20 b
£ Z 15
A '%0 40 LS FASSNIRY Ry SRR WERT DIEY, 8 Vo WV P, B S P TS Y B g SR =
= 10
“ 20
5 L
0 i 1 1 0 ) JL ‘ _jL
0 0.01 0.02 0.03 0.04 0.05 0 50 100 150 200
Time sec Frequency Hz
(@) Principle force. (b) Power spectral of principle force.
100 100
—LFV Feed force —LFV Thrust force
80 ==CC Feed force 80 | —CC Thrust force
E 60 5 60
& &
2 40 r 2 40 r
20
O 1 | 1
0 0.01 0.02 0.03 0.04 0.05 0 0.01 0.02 0.03 0.04 0.05
Time sec Time sec
(c) Feed force. (d) Thrust force.

Fig. 4.5 Cutting force measurement results. F = 0.03 mm/rev.
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WEOIHI A2 F2ii T 2 EColga e LT, IREEREERIEOEA RN —ST o2 &
IZEDHIRC, AWV IRBOFBENE X DILD. T IC, AR D s 5 fha] i 5
1% 8000 [minY]TH Y, FEWEIHE TS B K% 133 [Hz] £ TEEMEREERRE LT
AL TS, —RICTAEEIT B & O EREER 2BV TS, IR AE T 20X )i
RRNERFFENTERY, AL 2o Cidzvy. KEREESUIE (LFV) OF#E LT,
B L% 100 [Hz] LLTFOREE RS Z WS 25, 2 ixasis O R & R UHsTH
0, BEICFEERD ARSI R A S 41T 5. FEEMICIE, LRV BEREZ 58T 2 %33~ T
R I IR A 7 U T LT ST S TWnWA. 22T, LFRVICE 2 H b wH 5%k
FETFICR T D IHROATREMEII T E TE RV, KRBT 2 FERGEIFITHB W T, KRS
o5 RAEIRENIBI S e o 7o, AR BICOIHI I OE B ENGERTE 5
DO RENZOW T HEINI SN2 7228, LRV & OO IREN O BIFRIZ D TIE AR
ICHLIRR OV ENZ <, EOIERIZOWTIEEE LRI Z L — 7" TR ED LT Y [59],
SHOBRELT 5.

FIARERIZEBITAD =N —-1)/2L75 5972 D 2% ELEHETTIE, AEERD
FIEICHTZDXMHTIE, 2 B TR L X DICUIHIRE S 2F L7202 X 5 2REIHIM T T
5. BV AL, ZOXMTIXEY &EF = 0.06mmirev & 72 5 EFLIHIATHhIL TS
DEFEMTHDHEBEZ DI ENTES. DF D LRV IZH BN HUIHIZE Y i~ iREhEIH|
S, EET S T HOBEEEZR NS AT Fig. 4.6 (RT X 912, “BvR BIHIES) 23/E
AN 2 X 5 RpHIM R ~DOEAOIHD & R 2 L8 TE 2.

Steady-cut section

Up-cut section
Down-cut section

Workpiece

Vibration period

Fig. 4.6 Variation of cutting thickness on LFV.
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i

ZIVE CTORBIYIEI T X Th o 72 F 55 I G IRBIYIEITIX, #REh 5 & GIEI s —
BT nn, TORENEALEOELE > TWDH XKD THDH[27]. Fig. 4.7 12737 &
2T, THEZIBRHCRTEAME EF A28 L X 5722 Lo/ s &, R mICs1 RIS )23 %
AL THEONFCKENE LT D, ZOMEEZBNT 572012, —RICIRBI S0 Z2 b
TONZE R NFHENAET D FERELNTWND L) THLEN, BHEXDOESWITE - Tt
FFmASEARE 22V, FROREBEINTAE BRI E 725 155 G IRENEIEI TIiE Bz v
535, Fio, ZORENT o ATIEFITHC, TERHR ECHLRZICEDL VL0,
HOBREOZGEESTDHL ) THD. ZTNOOFEND, SN ELT D X 5 e
MTA~OISHIE, FEERAREE o TV 5.

Workpiece

Fig. 4.7 Problem of tool defect in principal directional vibration cutting.

—J7, RFED LRV 23343 21553 71 57 MiREHEIHI T, X CILuElE s 021k
ERRONCEGICT DR L TORLTWAR, FENMTICBWTIME RO S okt
LD B/ E W28, Fig. 46 IR LT-BIROICHT-DAE ¢ H, AFEBRSMIC
BWTELEICOHZRW. =2 RIMZR OGNS X5 el lilix, £oToRiE):
LA Ty NeT w7y MTKRBITE 508, LRV TiXZ ORI HIZOIEIE S N3 R4 12
W4 27 v 7y MElR, EFUIHIEK, ReIZB T2 000y MEREEBRT D
lex 3 oWkt Ch 2 Z ENEFTE 5. WittlHllcB I 2B &E LT, =
Y RINA~ORENHNOMNERETFLND. Fig.48 12079 X912, RN HNER-RVE
Hxy R IVTIEEIEI ) OB EGIZ 72 553, RENANZROT L NI )L TIEEDOLEH)
PDNSSIEOLMDIZRD ZENMBILTWSD. LFVIZBIT 2 UIHIE DM b BE L, £
AU DEBIIANEIZIZFIC T D280, = RINVZhUnHNEMfGT 52 & TH
SNDHFEL DEN, KLFVICBWTHE LN AN D 5.
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Fig. 4.8 Difference in the variation of cutting force of end mill with and without helix tooth[60].

FIRIRD X 512, LRV & “Be0 D E I 2 b3 2 X 5 2 gHIb R il ~ 018 HOIH1»
ERFEEZ UL, EOIRINC X2 THEITHE & HHIM OTHITE Z 0 57202 & a3bn
5. EEEORHIINTIZBWTIE, I E TOEmICEY T 288 micm, ki md
FIET D0, 5 ETHIRT 5 X 912, LRV O THAERINZIL, fikiFmEi</ —XRIC
&0 MfEtE BRI SN E R MM A R ET 2720 0, 1ZEE e Iy MW EIE]
DAEL TS, ZIUTTEZERY KEIZITONTWABLIG TH 57, ZOREREITE um
ThY, FHE, YHIAHORTHEENS LT OMTANEERT L Z LiFTaRn. £—
W hEEI A o — FORKIFAIL5~8 BRER T LN THWDZ D, ankiFmEizsunv_T
b TFHORREITAE LR,
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Fig. 4.9 1KV BIZBIT 2 =0 TORERRZRT. WTHOFREIZBN TS, AR
¥z A LIz EERR ﬁhf‘l\é LR TE D
100 100 100
—LFV Principle force —LFV Feed force —CC Thrust force
50 —CC Principle force g0 | —CC Feed force 80 —CC Thrust force
Z 60 Z 60 Z 60
5 2 =
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E" 40 'é" 40 _E 40
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AW W AR VARV -
0 . . . . 4 0 \J . U . Tur . U L 0 0P i OV s W L e W i W
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(a) F =0.005 mm/rev.
100 100 100
—LFV Principle force —LFV Feed force —LFV Thrust force
80 | —CC Principle force 20 —CC Feed force a0 | —CC Thrust foree
Z 60 | Z 60 “ 60 -
8 2 3
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Z S ]
© 20 ANTARVA = 20 “ o0t
0 \/ \{{ \)J \/J OJ ‘ k \: l 0 it vl st el ks 4
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Time sec Time sec Time sec
(b) F =0.01 mm/rev.
100 100 100
—LFV Principle force —LFV Feed force —LFV Thrust force
g0 | —CC Principle force 30 —CC Feed force g0 | —CC Thrust force
Z 60 - Z 60 | Z 60 f
g g g
< & s
CED 40 m /—*\ m 2 40 ACED 40 +
) 'f \ [IVETE R v v A
0 0 . 0 &
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Time sec Time sec Time sec
(c) F=0.02 mm/rev.
100 100 100
—LFV Principle force __LFV Feed force —LFV Thrust force
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& l & &
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© o 20 Wﬁﬂkﬁgh 20 ¢
0 Al 0 A L L 0 & 1
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(d) F =0.03 mm/rev.

Fig. 4.9 Cutting force measurement results at each feed rate.
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Fig. 4.10 |Z& £V &2 1T D CC & LFV O F 43 1 & RUIEI) & FHEIEI) TE LT
fE A9, GIHI) OWRERTED D &R T & 72 X 2 [T AKUIEIJITIE LRV 2 CC % kA
o7 BIRO X HIZ, LFV TIEHEERE L7 EV & FICR L TUHIES N 2F L2 b K H X
MREL D720, ZOXMTIELFVY 2 CC LV EmWYIHINZ2RTTHA D Z LIIASHIC
HfECX 5. — 5T, BREMRE & MTHEIX CC &% LW b 59, ERUIEI I LFV
73 CC % F[El % HERIR WS RS B ivT.

100
—e—LFV Principal force
go - -©-CC Principal force
Z 60
S
£
en
£ 40 -
5
@]
20
0
0 0.01 0.02 0.03
Feed rate mm/rev
(a) Maximum cutting force.
100
—e—LFV Principal force
g0 |- -—©-CC Principal force
Z 60 -
S
&
en
£ 40 -
=
@)
20 +
0 1 L
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(b) Average cutting force.
Fig. 4.10 Principal force at each feed rate.
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Fig. 4.11 124250 BIZBT D CC X9 5 LFV O KU & SEEYIEI ) o 8E%E % 7~
T WDWTHOED FIZBWTH LRV IZHIT 5 FEG)HIJ128 CC & H~ME T LT\ 5 DIXAT]
WOEY THHN, BV ENNIWVITIEZDLRITEETOHDL Z ERbNn5.
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Fig. 4.11 Increase or decrease rate in the maximum and average cutting force of LFV for

conventional cutting.

Fig. 4.12 |2 FHEIHIE S & SE5EIHI ) Heked Hiv s CC & LRV O YIRS % pifk
WRIOIEI O¥ERER & S OURT. AR5 & LFV TIEEEIHIERE S CC &t~ <
RoTWNDHZENHERTE D, £ LT IZORMRITRY |ITXT 2 FEUIEI ) O T iEm &
FELLL TV 5.

10000 -20%
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2 4000 r o
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5
] 1 -5%
A 2000 |
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Average cutting thickness mm

Fig. 4.12 Specific cutting force and decrease rate of average cutting force.
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I CHUIEEHT &, EATYHIBERES -0 OUIEI 0 2 TH Y, FEARMICIZFER
IZE->TROLNDIETH . ZOfEITEY & WHIES) OBt ThE< 725 2
EDNHBLINTWAB[EL. b b, LRV [ZZOEEFEIC L0 50 BRE LT 52 LT,
MTAHOLOIEIRIT AT &, FERE U TEMAWA & S, REBEOEIM 2RET 5
DIZET HUH =R F—ZEBMIEON LR EATLHOTITRVNEEZILNS.

PEOIHHREULRE 0 BEOBINIEW 2R T2 00, ZOHEM & L TI-HE RO
NEZHN, ZORKE L TEEITKRD 4 S03Z%TF Hh 5[62].

(1) FEROWBERZRBRICEK S b D, THEMOMTEEITIFEHESS L LD
N DN, TNTHINHIETERICHO DT TIERL, Fum OFEE2ET 5. %0 &,
FTROLUHIE SN Z OFHEICES< &, FENZR T WARED T 5 2 & TR T

(2) NIEREETICE2BEBISHOMRICE D b0, UIHIES 28895 & RN
KFT5. 2L < WEH EOBBIE RS D 2 & THEAWANED L,
HE7

Q) MIEERBOERTFRNLF—IZEDbD. L ETHEBIIEONLIEEEORE ST,
YIRS IR TIoxt LG LTS 2 L2780, ThabbUEESMET L2BICE, 2
B@ a2 T AT RV X—DHENMETZ L ITR 5.

(4) BREIM OE AR SHES R 2T 5 2 L[62]. YIHIE XD, b bitElost
EPVNS 72D ENTBIZE END RGO BIWD T2, BB LIZL <2 WG,

IS HERNRIT I 10um L FOUHIE S CHEFICA OGNS L Svd. T2 TR
BRI DIEETIHIF OB Y BOBLORE SE2EBET D &, WHIMEE KD LR
NERTIE RN EEZ LS.

ARFEBRIZIBWNTIE, ZOHIBERITIED &2 HIK DD L E 10%REHEE Sz, U=
TN — I TUHIB DR A T HERICKE PR LR L IND Z b, s his
LFV OUJH| = L X — KGR, Eo 2l LS5 e E2 RS2 L bRl LT 5.
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4.4 GIHREEEC RIFT RS

Merchant M €7 /L[63] & FEIZA D 2 RoTH— AW YIHIE T vz TiE, SIHNZ S
TR XX —(TE WL, 5% Fo [N]&UIHIEEEZ vo [m/s] & L7z b &, —/RIZE =
E v, DX TH2 b5, UHNICEVEE SN X —L, G0 < FTHERDTZH DL
FBrxl¥—, TEFIVmEEO) < FTLOEBEZ LY — ZFE280 <FRo
WERT RV X—HITHEINDD, THEDOKREDITREHNCECER S NS, YHIZ
Ko TRAELEBIEIY <P, TH, TIEW, I OMMOINRERE 2 ME Ligib - T <
0, FIHSOEGEATIGIZ LEOWAIM TR, SRR L > TERR L2, —filE LTZ
ZEIL 74%, 20%, 5%, 1% E WO T —XDRINTWD[LL]. 2o L) IcElick v AT
TEBDORNTE D S FTICE - TERLELND D, FRIZEMRERDMRWEEHIFT 2 380 TIEEL
B < T Mrb DIz Wiz, BDEIEISICZ b > TYHRREN EH35. 20720 T
HEFENRFREIND ZERD D,

FUHDINT T, 2< OBETUHRICEE (7—7 b 246795, 20ER
HAZTR « THEY - 810 < POl L AV LB KOO ROREZ K NS 25mH
PRTHY, +oniEEEmAIC IV OENC X 2 REEMZ D Z LN TEUE, T EERE
DN HDIeRN 5D, L Len s, TEFWEITIFYENC X W IEFICRE RIENHAET
TEY, 7= PRV L TURIRIZRE L, ETOMELRESEL50MTNEIZED
TiEA <, WEOWXOHNFEY T LR TTIE, 7—7 0 FOREENES TH LMD
100 pm FEEEE T LNNZE LW & W ) ETRE R b iE STV A [64]. £ D72Dilis:, X
DHEERF~D 7 —F > MitiGZHE L7z 30 MPa # 8 x A& E7 — 7 > Bl
TETWDD, HIETIEEMOZ <137 MPa f2E £ TOXMIEA— &I TH v [65], BIND
L ET SRR E, ZORAIRLATWD.

ATEIZEBWV T, LRV IXIEAEIEI (LLF CC) &k, U= R — 2k S 530 3
ERFOZEDBHIL N Lo, FD=d, CC EHYHNZ L VAL LD EZDE D
Dz B, UHNREO B2 Ml 22080 Wf T& 5. ERENC L0 TENBEIM
DY EEDL S 5 22 R 0 Wi A A9 5 LFV TiX, @E 07 —7 > b2 HWEHATH
CC L HAHE~DUHIMRZNRBHIHFTEHLZ2 605,
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4.4.1 FEBREAM:

GIHNREE ORPE T, SIHHEPTOE AR OT 2R E2RET 5 2 & CRET HEES
Ko, BUREOHGRICH & SERE EHA2 PRI 2N FIE L, e ORERZEZ W
THET 2 EBEN R TIEICKAITE 5. BE#ENTIETIE, ZhE CIC TE-BHEIRBVERHE
[66], AHHEEFHC L2 FE67], V—F B T LD TIE68], hrl—A—FIlLDT
15[69], BAERNT L2 FIE[70]172 EMXBRIN, kxR UHIBROMBIICHW G TE T,

IO OEBENREEOFTY, 1925 452 Gottwein (2 X VW BR S 7z T H-WHI 24E
XL, dHL 723 O 22 BIHINRERE Tk L U COAS BRA S TE /2. TH-BHIFEL
XA, THEEHIM 2 BRESREN G725 —xtOBERF L AL, GIHIRICHRER S
NDERRIZAC2EEENIC L - T, miREA, TR0 LUHNREZRET 2 FETHD.

ZOFEE, ARO LS ICIEFIZEETH L, ®iRER s TR LYY < FoHEhm
DIRESAT R TIE R, AFECE-THDLZ O TE DHEE LD < £ TUHIENLO
EERRECTH S Z LIZEETRIX R L. £, WikttlHlicBWToORMTIE, £ 0l
FEX IR DREN A C 5728, —KICHWOND Z 213072 <, R iEEZ AW
FH b 2T 5 5[71]. L#L&#%l}VT&tH@%’i@lﬂﬁ%%ﬁ#%%%b,

ZERED T HXRMMAEL DX NETHHALIZEY TH DA, SMEUIEIRC 1TE 5 O ey
T ERERIC, EORAE (/—RX R) IXFIHME: BT & Sk 2 el TV 2 72D ER O
IEITAE TN EEZI6ND. LIeh-> T, EHUEIE Ot a B & L7 ARERIZIB
T, TORERETEE LTERAT I+ Th D EE T

Fio, THEBEIM DO 72 2B GENI—AICB L S 72 b DO Tk ez, FHaiC
EERIE A2 FERT 2 0ENH 5. KERTIE, WRELRENS FECT LU PEINZ,
i E kR 2 520 L 7=, Fig. 4.13 (CIRFERIE R BR O 2 A 7~ 4.

MHE L > A
/ 5Ol
/
4 /
7
TEH |
el |
C
A
HIAE BV EE %] \
\
Rk S A4

Fig. 4.13 Schematic diagram of temperature calibration experiment.
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ARFETIE, IRV TEIghElES, - 7 FIvszaEhnEEaee (B
A MAZN) W FBICHWD TH EHIE & Rl —FM o4, i
IRE R AT SEDS. 2oL, TOmAFICR LS - BES (KA) %
RE L, RS EOmEANI D THEM EWHIM bR 5 BB ORENOZLE bt
T, TOWHPREZRE L.

Fig. 4.14 |ZIREEEBAERBR DO B R4 3. REBRTHODHHIM & TR OBEX T
13, WRRIEOBRAE b, EEEOWE T, ZOBIERRN O/ LN EIEXEL b
SN, BVEEHE TRRNGRE (UIHRRE) ([THET 5.
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[\ )
=
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0 2 4 6 8
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Fig. 4.14 Plot of thermal emf vs. temperature calibration.

T H-B A NGB XL DG % Fig. 4.15 (2R, [HIERS 2 BEHIA 2> D8RR A 5] & 3R
1%, XD XD ICEEEOREL BT 5 1 DITHHIM L[ MDD 7 7 > 2 S8 2 0n
KO FETSH D, —FHTT 7 VHEME OB 2 g MEH T 2 58121%, K
REN LTI EHTHERREAEND Z 0D 508, REBRO B HIXIEHYIHEIE LFV Ok
BTHHTD, AiEO LD fEFERFEEZHWE., EEWE ORI L2 ) A ANRFEDH Z
EEBISTED, WHIMICITHBEIEICEBEN ARV A I 7 v sk, TRIZER—27 T4 k
D5 72 D #kabt & O TAEB D B XA 72 B2 e LD, TR &R o#E I3 L
RO TR Y, BEOBYREREFmWNI LD, BEA~OUHIBAOERITIA S
T, MTHICBWTHRRICFE LW L2 FRICHEE L. 77V RKImbRIETH Y,
A PICREARIIAE TN LG, BRRICITEERZ A0, 2oL Sk S5
BRNZIBNT, TH LA OB A I miRE R & 72 0 B G RIS 3 5.
I CHEEAITIER (20°C) LR D4 CHEBR A I L7z,
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Fig. 4.15 Setup of the tool-workpiece thermocouple method

FERITITGIEHeE AT L A4 SUS304 DEAE 10 mm F A 2 88k & L TRV, A
U= M BER T A IEERERBREEE L, =E~T VT () "o v a— B
T.H (DCET11T302L-SN, Nose R: 0.2 mm, #BREAFE HTil0) % v 7=, BiAZA&IE 0.5 mm
L, UHITOULIALEE —E LT HOMTITAMEESNT & L, KERTIIIES M
Z ZEhSANICERE L7z, LRV ORENSM: & LT, MASTIREMRIE Q=1.5, MK TiEEEL D
=15 ZRE LIz, EHhEdEsEE L 3752mint & L, 20 L IREEWEIE 93.8Hz L7 5.
%V E1X0.01, 0.02, 0.03mm/rev CEBRAZIT-7-.
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4.4.2 EBRFER
Fig. 4.16 [ZHEREFO—F] & LTV & 0.01 mm/rev ® CC & LFV OYIHEIEFE HIE R H

R wv_owTiMmﬁﬁwx&—w% CX, EOWOFAMEZRT. CC, LFV &
I OIHI BRAAE% 2> O BIHIE B 130E 5 ik e L, UIHIBRAARES & T RE R CHIRE e IR L
%i%%h@#ot._hi%ﬁM&IE«@%@%E&D%&—?ybmiééﬂ@%
DIFMERETHLI-OEZEZ LD, o, BETH -7 LFV OEe b X 2B &S
FIEIE DR I TR S e o Tz

600 T00
—CC cutting temperature —LFV cutting temperature
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(a) Conventional cutting, timescale: 10sec. (b) LFV, timescale: 10 sec.
700 700
—LFV cutting temperature —LFV cutting temperature
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o 500 o 500 - )
] eflih i I g
£ 400 | ‘ £ 400
H 2
S 300 3 300
=) =
8 e[~
Z 200 200
o =
100 100
0 0
0 0.2 04 0.6 0.8 1 0 0.02 0.04 0.06 0.08 0.1
Time sec Time sec
(c) LFV, timescale: 1 sec. (d) LFV, timescale: 0.1 sec.

Fig. 4.16 Measurement results of cutting temperature, F= 0.01 mm/rev.

ﬂMﬁ@ﬂ*ﬁ%kﬂ% LFV TITOIANRE & iRE) & R L T LT DA F 23 s C

. UIEI I T BEZEE Y K T2 OEANTIEE o OfEZ2 773 D125 L, ﬂMmF?i
%%ﬁ&@mfﬁm% SR X HIBWNT D Z ENTE D, HIEICERMREE %
WD R, T EEURFOBESIIRLZETHLZ b, YHNEEOWEIZIZ ) A XL
ROoNDANAL PR BNS. D=8, YIHNREOFHEIZIX Fig. 4.17 (2R3 &£ 9 IZHRFR]
RIS (BIHIIREE A3 7 IRk e _thﬁﬁﬁ 10 JE 1 5y DINFESEY)) 12 K 5 ks
A RbrEZEH L, HeUHRRE & A OIHINRE 215 7-.
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Fig. 4.17 Application of time-synchronous averaging to cutting temperature. F= 0.01 mm/rev.

Fig. 4.18 |Z4% 0 #IZI1T 5 CC & LRV O KUIHRRE & EHUIHIRE 2 ~7. Aifio
G A ORERER &[RRI, BORKUIHNRE CTiX LFV 28 CC % LA 5723, “E¥UIHIRE Tl
LFV 728 CC £V HIEWEZ R L TWD Z LR on5s.
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(a) Maximum cutting temperature.
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(b) Average cutting temperature.

Fig. 4.18 Measurement results of cutting temperature.
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Z Z T Fig. 419 &Y B2 5 CC T 5 LFV O RKUIEIRE & 4 UIH R E
DA R T

FPHREIREIZ OV T, CC DXV IR HIRERLICIER T 5 &, 250 &% 0.01 mm/rev
5 0.03 mmirev & 35T E3D E X, UIHNREITR L% 60C LA L, ZOHKET 12%
Thsn. 2T, FEHETORRIEINOERELZIRVIRD &, EOEIL 25N 725 47N &
EH L, HREK88% EUIHNRE L i LT RE V. 2F 0, UHIES (X0 &) DKM
BIHNREIC G 2 280 %, BN LR NS W2 E3bhd . Licid> T, KREHF
D LFV TIIMTHIZZDOUIHIE SN CC LR 2{E L AXBITH DL L DD, ZHIZ LD
BE ESFINSWETIETLZENTE D, FHE, EREREZALTH, [AEY TOCC &
LFV O EIHNRELD, ZITFRER b7,

W EHYIENRE A B9 5 &, Fig.4.16(@) TH R L7- &L 912, CC TlLEHF UIHIA2Y)
HIKNCIE Y e < 720, FHOIHNRRE & & miREDHNRE IXIZIERECH D, —FH T LRV
IZH WL, Fig. 416(d) TR L7Z XK 912, TEOZERY KBNS\ CHHMEZ2UIHRERE Ok
DPRREND T, SFHUHRRE X DR EL TR T T 5. 22 CLFV O LEREIC X
DAET HZER Y XN, THANLICHE B RE 525 2 LR T -

10%
5%
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&
5 -10% | -21%
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E
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20% L B Maximum cutting temperature
S [ Average cutting temperature
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Fig. 4.19 Increase or decrease rate in the maximum and average cutting temperature of LFV for

conventional cutting.
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I, AEMICET 20 RIL 68% TH Y, IRENEN LA 93.8 Hz THDH Z &
#%,IE%%MHW%%M?%%%D%%i%i%&Mm&*@6%5._ﬂi*%%
WY CTH D= FI VML L L THHFRICEWITH Y, ZER Y XREIZBIT
LUHIMORENREWGFT L2 LN TES.

Z 2T, Fig. 4.20 |ZBNHIM O 8 & fe @ YIHNREE O RIFRICOW T, ZORIER 2 /R~T.
EHUEITE, R7A, KEGEN T CREDHIREICEZIAONT, 7—F 2 Mok
HUHREE OIEERRIIFE EE b TWaWnWZ Enbod. — T, LFVIZBWTiE, K
?4%1:ﬁbﬁ%@ﬂ%%If%kaWﬁ%@aﬁ@%ﬁﬁ@ﬁ?ﬁ%%ﬂ%ﬂLﬁ
WHIR R E TR DN D EIHNEE L, ZORIBOHESIRE TH D Z b, KElEEN
w%%m%%u@Mﬁﬁlﬂk%MM@ﬁﬁ,#ﬁb%ﬁfué%éﬂkiﬁ?<“ﬁﬁ
BAL, GEHHREEZAETCSETVNDLEIFEZLSHY. LEN-T, ZOUHREDE FIX
GIEI O B2 EZHFIC L D O T <, Wit YIdlic X 0 AN Tim~BIEh 23k
éhk:&uié,@%@ﬁﬁk@@ﬁ%é@m%,ﬁﬁb%@%%@ﬂﬁ%%’ﬁ%ﬁ
HHbDTHDHEELTED. UHHOMEORE I ELEEEITITHN SN TE LT,
B2 OMERETHIMCE 2D THL EHET S k%l%f%ékéhfné#,
LFV 75 CC & GO R A L0 20T W2 L IIARFERN LN TH D . BAR
FEBIS TR BAR I DWD 7> & RIZTHEZNIR ORI OV TIE, ABOBMEE Lz,
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Fig. 4.20 Maximum cutting temperature in CC and LFV with and without cutting fluid.

£1ABOFEBRT LRV IZ K 2 AN RITm K T 200CREMEB TE 12y, —HTTLEN
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EHIEEZTZENDHD. FICZOBGIIY—RA v e EOME - et TEMEHZ X 2 W
ORI CR.ON D 23, B TEAZ AW ARER CIIEEH L R o 5 TEMBIIMR S
o Te. Ak, EEYHIN T CH AN TICE N T, =<7 T v 7 3ZThIEEE
BENDZ LRz, LRV HERARCIIEEZET HrREMERH 5. 774 AMTACE
B HEFITIEH DAY, SUS304 & ERE T EOMAGHOEICENT, =7 —HHEASC K74 MT
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45 TEEEIIRTITEE

GO R T, £ LTLEEBRE~ZEL XD MO TV DM, DIHIHE,
B, UNAANRET LS. PCHLUHEEIX TEEMIRbRESEET L Enbn
STW5. YIHERENEEET 5 EUHNERES EF L, TEHFMIELLEL 2D, —F
T, UHARIZOWTIE, LMD RUNAIIC XA M TE{LE O TS, 230084 T5 X
VIR R EREXZORBIIIE E . I DUNASII R EEREDNE U D #PHIC 2 2
ETOARTHDLEBZZONLTOTHD. K O THEM~ORET, UIHEEIC bR
B ENSVR, FORIZEY THUINHNA~G X 5 AMITHEICEET 5720, Liansd
THHFEM~EELRITTEEZ LN TN,
INFETOEMmOBEY, LFV IZZOMTHRICky NESTHIEMAUN E Red2s T
5. ZORDARERIZBNTIE, %0 2R OIFEE L UALE —ELRDLIREL
T H IR A 32 L 7-.

451 EBREH

FEBRIZIT AT > L A8 SUS304 DEAEE 30 mm [ fEi44 2 84 L TRV, A v — hiZ
IMEAERTE () "o 7.5 (DCGT11T302L-FY AC520U, Nose R: 0.2 mm) % fu»
7o UNAZEIL 25 mm & L, BIROE Y CIHIHR OULAAEE —E &3 5 72 O I LIFSME
BRI T E U, ARFEBRTIHIRE S MZ Z §imIciRE Lz, LRV SEATIE] (BUF CC)
CUIHIEREE 9000 m £ TUIFIZ FEh L7, RERBEGIHIEER & 72 572, EAE 30 mm OHEH|
MZERA10mm & 25 TRIHAT 2, 22 THEIMENEDL S %, FHEEISA: Ty
WSR2 DR S 5. IV IABRFRRICOIHIERE S —E L T 5720, KERIZHEIT 58
HIEREE D FHESR 100 m/s & L, LRV IZEBWCIIBERbIEEEE 2 100 mis £ 725 L9, ML
BACH O TIRENSM: 2 3% L7z, Table 4.1 ICEWHIMERI KT DIREISRME 21T, 72
B, WRICIREHERIXQ = 1.5, %Y &iX CC & LFV & $120.03 mm/rev THERZTT -7z,
BSRBOWHIM TV T B AW OBER G L2k, (BF) B8 EDS #4#
A T BAMBE S-4100 % W CEEFEIRIEDBIEE & Suf b &2 92k L 7-.

Table 4.1 Workpiece diameter and vibration conditions.

Work diameter Dn mm 30 25 20 15
Spindle speed S min? | 1072|1378 | 1608 | 2251
Cutting speed Ve m/min| 101| 108 | 101 | 106
Frequency fu  Hz 80.4| 80.4| 93.8| 93.8
Vibration times per revolution D 45| 35| 35| 25
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452 EBRFER

—MRIZIED ZREL T D LUHNREN ERT2 2800, TEFEMIFI LD EEZD
NTWBR, BRI CTHLMNIR->7-X 912, LRV TIXERYIE] & b, &EUERE T
AT 50, FHYHNRE XK T 5. 724 RIOEREMHICB DT, Eﬁﬂ%ﬁﬁﬁ4ﬂ:
BEOEATHLIOIZHL, FHUHIREIZL Y KE 00X LR TFT 572 L, KEvlH|
TEFE EPUIHIEE O EH B K THEHEFICEES 5 2 200K # L. H%K%
B ORERD S YIHMIC X 2 EEIER X LRV ISR LEBALIZEN T D B2 B D 88, TIH)
FIRUIHNRE DA B % 1 5 Wike B S THEEFEA~G- 2 2 BIXEN T, Zhbx—H#
i T A LR CH S, 2T, T2 TV ONDOEEAN T, LFVICK DT H
PEFREIHIZI R T Digim 2 D 5.

Fig. 4.21 & Fig.4.22 12, TFrVEAYIEI L LFV O T HEMERBRORBEBE L2~ &
@Mﬁ%f@¢<wﬁkiiﬁ®ﬁ%%ﬁotiﬁaka%ﬁmﬁfﬁﬁﬁ DX A
NIRRT BN, B OB IR OGN IR OB SRS R A O Tl e D 5.

Fig. 4.21 Variation of tool wear with cutting distance in CC.
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ZIT, ‘IEFH@JE’IJ@%L%ﬁék G EEEE 200m i D BB, Gl AFERR D 5
FTLVEICK L, NHEFHACTEEY IR TE, Rl L bICEORRFITHM LI ZHE LT
<. itﬁf@rﬁ%ﬁf@h%@%/t/&rﬁ%ﬁ déﬁbﬂ%ﬁ%%m&”; \TE L. —
77, LFV Tk & & IO NS A Z T, BRI > T85O 5 W 1 3k
RTEHNEMRAYHITR N X 2 2R LWES, iR T v B0 Z IR TE 0.
FERPD D &, ERHOEIE S, LFV TELE~OBRERIHI SN TS LS ThH.

Fig. 4.22 Variation of tool wear with cutting distance in LFV.

TEEREDFINICIL 2 DOEARIIEENH D Z LRSI TWD[73]. O& DI
\ZEEND ALY 72 & ORERL T D5 > f8 E 12 X HEEFE (abrasive wear), & 9 O &
OVTHREIR & NS DREfhE & U 58512 & D EEFE (adhesive wear) T& 5. Bl OEFER
AR T- D3k & BRI EREE ORI LB 2 Z 8 m b TV D REBRTIXFEYHIES, [FY)
HIRE AR E L TWD I E0D, TOEEEOEVIIEEER, /b budRfokic
BNDEBEZLND. LML s, KERIZKITS LFV OUHIR /- ERITB L £ 0.7 &
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AN, TNEEE L THEMUYIE LRV BT 2 BB REHE I 1T 2R 208 R 5
L. LIRS T, KERICEIT A TEBREICBWTIL, BEOESIC X ABEEN KRN T
HY, EEOMHNIT bbb TEEROMGNZ SN EB b5,

A & AIHEHIA & TEREAT 2 SR - SRR T CA U 29N - LFRIERIC X
DBHIM O—E N THORNEICEET 2BRLTHDH. £ L TEERERE L ITTH L HEHIM O
JFRAHOREICERTA2LOTHY, UHICEI DV AEUREERNIIEIND & X, ZO
BEATEFZETE WM OBENCA TS EEITTTEBELRSND Z LTk D,
FER T CORELBE LS Z L b D 5.

IO EEE TR EIOEIME m < (RS, 27 LA, 7vI=vL), TEME
EDFFMERE VR (FX 64) TELRTV. HERANILEEMFEIND Z &b DN,
FEARM 726K & L, MEtOBILE (et ST 57 DICUHEEEZ B2, (5D OHER
ZRISTeOICT S WAZREL T D, T WEOWEREZ B 52 & T, WIS
ELOLLTH A ThHD.

Z 2T, HiEiCH VT LRV CTIHERBIENCX U ClRemUIHNREE DS EA-3 2 2 & 3ARH%E
THERR SN TWD. L7 -> T, ZORE EANMEROIE & X TO o3 OEIF o
MOBALIZEBR L TW AR H D, EUIHNRES T T <, ARIZEL RO
R OEE S £72, BEVMOREZILE, B2 IEESEONZO TRV LS
2 BD. [FRHZ LFV TIXxEY, DE VYRR I NEEB T 2882 A L TEY, ZDLEH)
IR OE Y, CIHIE S RA M 27 v 70 NElk, ERUIEIeEk, HRe o
THXD Ty MENGRD, BT v 7y NEOE 7By METOT < Wi B
TOYY < T OZFEENL, EAUIENCR SN D E R UIEISEIRIC I 1 D %58 L BRkEIC R .
L7e3 =T, ZOUHIES OZEE) b EYOHERE 2B < OIZRIT/EN LIz Tidawn
MEBZOLND. FTLEEBRDO > Th DN OEHE L, MR THE, T4
HIZb k20, BEZ10 IVP ~1BEELMONTHD. ZOBREEIIAHFIETHNY
DR IR & EHE, HOVIFRVEWEIRICB L TS, Lo T, ZORMIHN
g (BEE) OMRERBEHIY bEWERE CT ERWHIM N SBENT 2 & &, #RALD
EZHETE RN D .

F 72 LRV & Wi offge 7 v — 7 Cik, KR IEEIENC X 0 A U 28 mic L 5
TR RN ORHFEAIGLAIRE L TV A[74]. LRV IZ X 0 HAICHER SN -85 ns, Bl
W LIRWRREEICHERF S, D FE D ZERRMERR RN TERLEZRET 2 L WG TH
L. ZHE—RT D&, BROEBEEMOREREEFETDEHTHLHH, LEIZEST
HR72EEEMZIREN T, THLL EE2EE L ERTEIUITEITAE TR0,

Fig. 4.23 (2 9000 m N T4 ® T B3 < Wi & JkiF i O BEFRRBE 2 /R 3-. 1E AU CIidss
REBIAT BB R SN, BENEIT L TWHDONMHRTEX S, —1F, LRV TIREERE DEE
FEIXIE N & e TEICH 2 BTV A, £72 LRV IV TE ki m s
UNNBEREBIETH L, M<EBEDOL LELOBRMEL TS Z ERHERTES.
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Rake face Rake face

Flank face

(a) CC tool after cutting 9000 m. (b) LFV tool after cutting 9000 m.
Fig. 4.23 Tool observation results after tool life test.

THAOEEL, HICHEOMK Db TCTHORBEZSIEEITZ M5 T
5. SEIOKICH BN DBEREOERY, TOMITICEBEMNRAOND Z b, B
OFREMEIT . £72, LRV SEAUIEIOMN TREIXFE—CTH 55, LRV IZZOREHIC
FOIHIREE & TRZERY R 2 F L, IRENZIS T 2 EUIHIR R Ot & U HIRE It & LT
RDDHZENTE D, REBRSFIICEBIT 5, LFV OEYIHIFRE RO TR KL Z 70% T
b5, ZHUEoFE VIEAYIHINEIZ 9000 m BIHIZ{T o 7=DIZkt L, LFV O TERNEITZ
DOEF T 6300 m 73 DffEFE L2 L Tz k%i‘%#é [FIBuN @J:QL—LD@IE%
A%ié%@iméwkéhfwé EDD, EORER LI Z LIk DEFERER R X
Db, EEIHIRFRHINEN Z &I K D EEREE R DS LN R DA ElEl-> TV D ATReE A& 2
HTEMWTED.

Fig. 4.24 |2 CC @, Fig. 4.25 |Z LFV ® SEM/EDS #l£#E R4 79", 2 Z TIIHHIA sk
EBEZLIND Fe mHE L, UHIHBREZEXOND C LEOOIFERZIRLLTVD. =
Z T, ankwvmmﬁﬁﬁﬁ%%¢<m@ﬁmﬂ%m@#ék HH CHeRE T 7= LFV
DY FIBERR DEREYZ &ﬂaih1w6®ﬂﬁﬁféé F 72 LFV OkFE» S8
HNDOTLEDHTIER BT H L, BEY LI CIuEONMMBHERTE SH. C IR NUIHIH
HREME LR & &, Ui NE %%if%mféé DFERFL, LFV IZBWCHIHIHIzY)
HIMEAG - BESNTZEB XD ENTES. 202 DOFHKIL CC DBIZETIXRA L
ROWFHECTH D, RIEBRCTHER INTEED &, TERE S ASeREIGLDOEAE Y )
[F—D DT DTk & RN LETH DY, LRV 23 T HEFEIHI IR & £ vl felk
FEWEEZLND.
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SEM MAG: 42x HV: 5kV WD: 8.4mm

Fig. 4.25 Observation of LFV cutting edge by SEM/EDS.

46 HEE
ARETIE, REEIREGIA] (LFV) OUIHIREZ I3~ <, BIHIT) & OIERREE O JE
FEEL, LEEBEROEIZEZI T, TOME, WO ENHALMMN L7257,
e LRV TIXEMYIN & e RKYIEI AR T 5.
LFV X2 OIREREENC L VIS LoD B0 R E R D UHIXKENGEET H. 20
EEUHIEZIIEARL, THINEFERRSEY ®ICBT 2 EHHIOEE EElS.
e LRV TITEHYIN] & A YIEI MK T 5.
BIENE & 3K & 72 2 0)EI X ¢, W RBIEHREUIIA 375, 2o & X EYIEIE
SAMEHYIAI & LV LRV T, R E L CUIHNCE T 20Hl = 3L X —ME T35



94T YIHI), UIHNEEE, T REEFEICKIT 80

Iz

Z & D, I L — AR R X B HIR B S T B EERE I OREAE L 7R 0 155
e LRV TIHEMUIHEI & b~ B RUIHNREE 238 KT 5.
RRUIHN T OHK L F CHEBIZ L 52, GIHRIREICIS W TCEE Y &0 RN REIC
A5 2 BTN E L, FOWREITOHEII & HARD E/hE W,
o LFV TIHEAYIHI & P HNERE MK T 5.
LFV A7 DOIRENC L 0 52 222 1E 0 KB W T TEHNEOHBHSENMEOND. &
AUC K0 PHTIHRREIAR T L, EWrketlfl & 72 2 2 & THE~OUIHIILLE - =
EIRSTHICHEHET LN TES.
o LRV IZTEAE~DEE & Z U X DBEFROETZIEIT 5.
LFV CIEUIN RIS LT BEE I X 0 Ao E THERN GRET 2R PG o5
EEBEZ LS. EEY EIERYEITIIA O WEIEI B RO TCHE A R TE D8
LZHEEND, ADROHNIE~OUIHNMLLE - RBREFODL LN TED. BED
DIGRLA 7 = X LI SN TRV, LRV OIRENRZRE) & Wrst Ul X 2 9IH 1 0iR%
NZ DOREERIC B E2 5 2 CO DA fEEIZ 2B 2 b,



5= INTERRIC KT 81

EoE
M TEBRICRITT &

5.1 &=

ZNE TORENIAIOMIEIZ BN T, IRESMEAREH S IR EEL 52 5 2 & X°[75],
Z N SIRENSEHIM ORI 2237 — L B4 Z E ETIEAL ISR TV EL D
D[33], IKERIREGIE] (LFV) [ZBW TN TR E D/ NY — R A = A LKW, =
NHNZ = PINERRCH L ED L ST L, Kl S imsliIRIC L 5 2 5 )
B Y R AR NG AYAY/ b

Z ZCARETIE, LFV OREEESIC L VN TEH AR S 5EfEE2 v I 21— ML, £
S EHEEIRIC B 2 DB ZHONNITH. VI ab—a UREREZFEINTHER &
T 52 LT, TORZEMERFE L. FBEIC3ETITYIY < T EHREMICHWTT 572
DD LRV OIRBIGAIZ DV TR A2, REETIEREM S Clmsi R~ 28 L ZE LT
WIS DB EIZ DWW T U 5.

5.2 MIEAIRY I = L —& D%

5.2.1 BAREE

AMFFETIEL LRV 2 X2 8EIM oMM LBk &2 515425 Y 7 by =7 & LT MathWorks
FEASBHRE L CW DR Y 7 R =7 CTéh D MATLAB 2 L 7-.

522 Yal—varvOFRELHE

BHIM O THEHAIRK Y R 2 b=y a URERIZ =R ET LV TRBELSND. AV Ialb—
Va U CIIEHRERSICT 5720, 5T 2RENIMGEEAIOK Y HnTh D Z #hi5mo
FHE L, TEHAET — PRI 72w MR A A L, £z TIEEROBIEIC S
Ny 77y li3nd, MIARPREZGICERT2EE LA LRV O & UE LT,
KRk~ v 72 < 2D ORBTT ML, 2 B TERIL L7z LFV O T B O R
ZHRW, Eq.5.1c&KIND.

ZDféleﬂnUH9+2nﬁl—1H]+§j:g£?:£2

Zy(6) = F n=1,23..) Eq.5.1

ZZC, Zo [mm]iE 3 n Bt O LFV O JFE 0 NEALE, 0 [rad]id EEiiAH CdH
5. LRV Ol T A —4& & U CTHRTRBIREL D, MRTiRENIRERE Q Z W\ %
ER L L7z LFV OEEICE S, /—X R &#F Lz TEANE @il 5 a#&mE 2 T
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RAFECHEE L, L& OWHIM ORETREZ TR T 2 I 2 b—F 2% L. BK
HIZIE, Z-map OFiEE RV, MEROBHEIM R 2 FmIicEBE L, F7mic 1, d@him
(21X 0.5 um O EME T TE R A2 /B L7, Fig. 5.1y a2 b—va 2B A T
KL ORHE G279, TEMEE L, ZHUcHto THEITT 2 NESHHEIM ZREL TEA
FLEOWKPEGTINLEET 2R LTS, £, AV Ialb—ya i EbnmT
% L 1S025178 THE SN A RIS SazHHL, &by Iab—yar LT
FKifl A M A ISR LR CHhE A Wrim omei R 2t L, EHEORE & REE LT
AV

Cutting edge

Surface height um

Fig. 5.1 Schematic diagram of simulation for surface mapping.
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523 ¥ =2 l— g URER

Fig. 5.2 12 D & Q OZMLITxtT 2 PAM LIH O R A /RT3, TR THEIZI ClImfh
DIHEHIAA )E ), Ml TEED FRofiEzmr~L, 1 7—F ¥ — M TN LEOES %
ALTWS. Q=0 TIHHRENIf 5 SN TIEMNEN & FhThH. £7z, D=2.0, D=3.0
DX ST D BEEEL L 72 HEENE, RN TORCRA: B & BIAED THAREN S FIAAH & 72 57
D, IMTREEN AT D2 L7 EROMTIENHR IS, RIS RmITIXIEHY
HIEZEMTHY, G910 < FTIImoWr vy, D BB TRWEAIIT FieEs = bl T A
WRENONAHN T, M TEICRHRE 72 32— DB SN AR TR CTX 5. Z DA
ICOWTIRBIR 5.
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D=15 D =20 D =25 D =3.0 D =35

Fig. 5.2 Simulated machined surface pattern depending on D and Q.
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53 VX 2 b—a ORYMHREE
Y ab—va rOgSEE i<, FEIRENST TOIHIRER 2 ol L, #REId R
DO =ZWITERANE L mESRAE NS v I 2 b—a VR L DR E T o 7.

5.3.1 EBRE&M

AR T BHCER B AL 7= PR 56 C3604 D E AR 10 mm FHfEs B 2 Fv -, T
BlZix/ —X PER=02mm O ¥ — F (ELEXTIE () DCGT1IT302R-FY
AC520U) % H\W =, INTARfEE LRI 0 iAZIT 0.3 mm, 260 31X 0.03mmirev & L
7o, ZWRITIBRANE E EMEREICIE T — T — A7 Y RO BN ERES Y Y n K
565LT Z 7o, EME R O R OBAFIZIZER 2 mm O/ E—2AZ A T 2% W,
EEO3IHEZNE L., F22aelIEIC L 2HE~ v B 7 TR 5 um Joiif 90°
DHEAXYEY RAZA T A%,

5.3.2 EMTLHE L DB LAl A I =X A

Fig. 5.3 | F#hEIHAH A S = 3752 min?, #R&EEHE f,=93.8Hz, Q=2.0, D=15DHE
DOMTREDY I 2 b— g UFEREZ R, B Z2 Fm FICRER L, sihiFmAeaic
DM TREOR S Z Al b LT D, Tl 1 R OREIEHE D 23D = 2N - 1)/2&
7% x (NIZER), LFV OREBNIATIN T & HAICAZZET 5720, kb0 <
Do WERE N EE 2 HILD.

o

Surface height um

Fig. 5.3 Simulated surface. (Q =2.0, D =1.5)
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Fig. 5.4 IX[AHRENSIFICHIG T 2 EBFE R TH Y, LFV O TRE XM IMNFES L 7= R
N 72 RIS TV D ORMHERTE 5. TEORENFAIEFRR LI Lo F
IT72ENIZH Y, MIYRIE L EERRT S L <X 2 FfERTO TERE (/=X R &S5 23
U7 a8 E &, BEO TR EE L -aE s TEREINS. YIalb—va
RERD &, FFEOFEMAAIZIBWT, BEZEICEORWIREAED Iy L TENL S
ZENHERTE D, ZhUX, BUEO TERE & Fih 1 [AH5aT0 TR OR AT D H 0
Thb.

Fig. 5.4 Machined surface. (S = 3752 min?, f, =93.8 Hz, Q = 2.0, D = 1.5)

Fig. 5.5 (Z 3:Hh 5 [F]H55) @Iﬁﬂw%iﬁ WIEBR L0 o (RXA) &, RIXNOE#E)
FEA L BICBIT LGN THEO 7 1 7 7 A ORI (FXA) Z2x1. i
ALFR A Tix, BIfEL 1EERATO TERENE/R D720, Aot Eoky EITEREEY O 2
&0, WOBMNMYRIRDER S NS, —F, E@iifH B Tk, TEO@EBT 5 IEFI
D 1~50EE0THY, MBROESIIRAIZENT D, Z0OL 572t
WO T & 8720, LRV IZBW T EEN A CREMH IR Y, %R0 meEE
WO PN EICL Y B DEEZRTTHA I ZENHERTE L. ZOEMMAHIC I &R
ML X 2372 DRI, TRH S[76]DFEEITIANEIZ B W T b [AERICHER STz, D=15
DEMETIE, BAEO T HARR & Tl 1 [m#saTo0 T R o223 T8 1 [z i 3 [[4:
U, FBEO THOIREMNIFEN Fl 1 [FHEATOREMNIAE & 180° T 572, FkEay7s
L B B2 6 oOEDOmEmWIHEIROFINAE LS. EBRERICBONTHY I 2L —T 3

VAER L RRR ORI 72 [ R 2 — o OB HER T X, LRV I K D EHIRE O R E R IX
FHIFHETH D —HE R L TWND.
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Fig. 5.5 Relationship between the difference in convex height due to the tool trajectory and the
spindle phase. (Q = 2.0, D = 1.5)

Fig. 5.6 ()lT D = 1.5 O3 OIREMRNE Q (x4 2RI S Sa DA LA R~T. AEHBRT
EFEINTACET 5 R ICIRENEIE Q W& E LT1<Q<3 LHIRL TS, AFETIX
REBOEBIC LV S PESWLTERY, 2ETRLEEBY, D= 2N —1)/2 (N 3%
B) OFHTIZBWTHREINEET H5:0, 2080 < F 20T 5102 e Q OfEl
Q>1—-1/2DEALNZ/R> TS, D =15 OFEMTTIEQ = 0.7083810 < 3% %@ME
FHETHDLN, 3 ETHHLMNIRS72X 21T, FENTITBW TIEIMEIOE RS E &

DIRZEHEEBRETHLERDH Y, RERTIZIQ> 1%, MEICEV T2 oWrrlae/e N T4
L LTHREL TS, £ NCHESEHWIEATE T LA & Tk 0 BRER SRR
#9570, LELEOIRERIGIIEEBERIC S A -2 52 080 H Y, e Lo
TFRMELE LTERQ=3ZFELTVND. BBy Ialb—a B0V TIEIDRY Th
Wb, 0<Q <10 OFIPH CRENT A 940E L7-. HREhZ2 L OME I EHI ClX Sa OfFHTIE I 0.14
um ToH o7z, LFV TIE Q O, D F V) A DIREI O EEIZM A > T Sa 1T —EHMN Uik
ROEZERT. D%, WO LEBT 5873 ERTE 5. SRIOEMANLIRIEDE D
DEETTEYIab—rva r EERERE HIC Q = 2.0 L CERMEM & 238/ & 72 518
Mz Lz, MO &Y Sa TR o &kmm S OB 2 R4 25, Fig. 5.5 1R L
TR A T, BE2ToRE) BEQIIKL T —E REEVED 245 :2F) ThHY, i
DERE ST Q KL T —E LD, )7, MM B DX 57, THEPEHIM O BT
(uﬁﬁ’é, Aircut £587) ICAIR SN D EROE EDOHAMIZ L - T, MILHED Sa ks S

BV DL, Q=20 (T CREM S Sa 2N E 7D Z OEANE,  Aircut oo T E
@%@ﬁ%@%@&%igma.
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Fig. 5.6 Arithmetical mean height of the surface Sa at each Q. (S = 3752 min?, f,=93.8 Hz, D =
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Air cut F O THOBENRKE N R S Sa I IETHEBIZHOWTHELET 5729, Fig. 5.7
EENC LRV BT 5 TEOBEN 4, R TSS9 2 FEAIFEIZ 351 2 g HIB il
MICIH>7ofE Ra DY I ab—va v fixz7my b LIEREREZNEIURT. Air cut
DAL % EEAE E T, Fig.5.7 I EROM M & REITR LT- X 912, Q DA RIZHE
- T Air cut FTOTEREE S Z OO THRRE, 372058 1 BT S 3 [BIERFTO
THREEE COEBENENT D, LEEB-> T, A EFm BRI DO & S NEl
L, EEMIICHOEEL XS, 22T, RBEFOILOTES EBROIEEZED EHIFE B
BT E RaICEHTSE, Q=1667 D& & (Fig.5.7(b) TR/ E72->T05D. 2
X, Aircut AT B & TEN@EET 28, THARIZO TERKODL x5 S
WHTEHTHD. LERST, QBPINEV/PHSLITHRESTYH, FlhiFE BIZEIT S
FRFLE Ra DfFIIREL< 78 5.



89

LR %

-
—

5= TR

o o
[ww] uonoanp pas4
3y JO uonisod 001

B T HES -
/ ......\
\
/ \
\ .
/ \
A — -
T
m |||||2|Y.,_4 ||||||| —t————}———-
..\_
Y
/ .
’ \ S T T
/ - ....
f ¥
| .
mpE—a-———- ] B e At
\ Ll
, 3 i |
\ o
AN N %
\ /
\ -
//\
../
\
m 1 L _ Ll _ | l
N Lo ] Lo © 0o © < 04 o
o ~ o S o o

[
ueaw

270 360

180
Spindle phase [deg.]

90
@ Q

o

o
wn] ey Em.ws
[eanawyILy

1.0.

Lo — Lo o

N i
o 1 o <

[wwi] uonoauip pas4
a1 JO uonisod [00L

© 9 ¥ A
o ==

o

(o]
o
[wr] ey ybBray
ueal [ednawyily

270 360

180
Spindle phase [deg.]

(b) Q = 1.667.

90



90

.
1
B

MITT 5

-
—

5= TR

270 360

180
Spindle phase [deg.]

© Q

90

o
[wwi] uonoalip pas4
a1 Jo uonisod [00L

o

8

) © < 2 o
o O O

[wri] ey E@_E
ueaw [eanawyily

1.9.

o
O
(90)
o
N~
(9\]
o
(e0)
—
o
(@)}
o
[ Tmm biay
wiw] uonoalp pa9 ]
[ww] uonoaiip pasd UeaW [eanaWYIY

au} JO UOIISOd |00L

Spindle phase [deg.]

(d) Q=25.
Fig. 5.7 Trajectory of the cutting edge and the simulated value of arithmetical mean height Ra for

15

0.03 mm/rev, D =

the spindle phase in F
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Fig. 5.8 IZHRESIPIR DY R 2 b— a URERZ R T, INLmAlRR Y I 2 b—v 3 VO =k
TCET AN HEG LW R A, 5 m o~ L a3 25 2 & Clmalik 4 i
WTWS., VE—RZA T2 AW EROEMERERICEOHEEZSZEL, v Iab
— g CTHHT AWEOEY FHoiEX015mm & L-. Maz&e Li-Z & T, &X
H U722 o0 L7 U672 585y 30T s, EORNZRIE LY L2355k 3 7
NG d Z ERMERTES.

90°

180° 0°

270°
Fig. 5.8 Simulated contour: 1 um/div. (S = 3752 min?, f, =93.8 Hz, Q =2.0, D = 1.5)
Z OFHEIE Fig. 5.9 (R TERMER THRBRICHER TE 5. 2O, 221507201

Fig.5.7 OfAH B EIZHER SN2 ST 5. T70bb, BRIz ic2om ST
QIZE-TEML, EmEDEIIMTHZOREMS SaDELICHLEHRLTWD

Fig. 5.9 Machined contour: 1 pm/div. (S = 3752 min?, f, =93.8 Hz, Q = 2.0, D= 1.5)
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5.4 BRESFEROHIE & BEMEIC L 5

IHETOVI 2 b— a3 VEOERBERND, 2 SRS M MT LFV OfREiIR
TR EE RIFTETREIND. ZNOwISIRICA SN D MO ELZ /NS T 5 HikE
LT, DEEFETLHZ L CTRBOMNMMEZEZ T L L, MO RS % 155 2% R
TEROHEHFIENE 2 5D, —FTIRBIHEZ TS Lzl &, ZNETOLRET L IR
720, v alb— gy ETO LRV OfgEifRIT % Ol 7 m O HIEIC L > TRE < E
HRERETRTEEZLND. EEORETIIRHRO®EY, HE2mmm O/LE—RAZ A T A
ZHWTWA. Fig. 510 IZE 72 2R COmEBIROT I 2 L—ra URERZRT. il
%L 1, 300, 2000 OFERZRT. #FMOSENEL 0.5 um TH D728, 5% Ofh
1% 0.0005 mm, 0.15mm, 1mm &72%. Vi:V~VaVTimﬁ’%H5@%ﬁ@%
KIE & e/ MEDZEZRD, Zh o OV EEIREIC T 2 EMNE L E&R L. MiE 8
mTéikﬁ#ﬁi@ﬁﬁfi¢é<&01w<®#bﬂéJK:ffiwv Z X HmED
RO BREE, EEOEMERNEREZ AV CEEHET 22 L 28 Ak, v Ialb—ra il
A HIHEEIZ 015 mm & L7z,

Envelope

180° 0° 180° 0° 180° 0°

270° 270° 270°

(@) 1 slice. (b) 300 slices (c) 2000 slices
Fig. 5.10 Effect of number of extracted cross sections on the contour profile: D = 1.43, 1 um/div.

Fig.5.1112v 2 = b— 3 &2 lv, BEMEZf/IMbT 5 D O 2 PRR LR RE =T
D=15CHEMENMBEKELZ/RL, D=15%2H0LE L7 T 7 LA AR E B
DIEIIEL L T D DO HERTE 5. Dls%ﬁﬁkbfﬁﬁﬁkﬁéﬁMi%@®ﬁﬁ
PEIZE DD TH DA, LFV TIELED FICk LIRBINEE SN TWAH 20, ERITITKT
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Fig. 5.12 Simulated surface and contour. (Q = 2.0, D =1.43)
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Fig. 5.13 Machined surface and contour. (S = 3752 min?, f, =93.8 Hz, Q = 2.0, D = 1.43)



W5 B N LERIC RIE T 5 95

55 #EE
AREECIHEAE RO (LFV) A REH S CBEMEICS 2 28 BEZALNE T 5120,

3 BTERE LEEMEE TERENAZ AW TARIN THZ /T 523 2 L—Z &2

LTz, TORER, UTOZERHLMNE T2,

o LRVICK VARSI DZREBREZ AL T 5 I 2 L—F 2% Lz, I LHEAIR A
= RN EREROFFEEZA ST D & & bic, REHS & WwER o THl % 7]
HEE L7-.

o U al—yarURTRERIE, LFVICX 2 FEEOMLEIRO M S F — L &
<—# U7z, F7, RS Sa v s k57, %60 & FICd 2 Bk TiEEE
e Q DIENFET HZ L &R LT,

o ASEPAFELEZYI 2L —ya rEHANT LRV 2B 2RO Tl & Z Ol %
AT, VI ab—a KD BRED D EMEZ FIME T % WK TIRENRIEL D &K
W, FRICBEWTOEMENBDT L L 2R L. £721EKkD LFV OS5 T TR
IR ESTEAR O RHEA 22 MM A il 95 2 & A TR & L7z,






i
it
£

97

6.1 AFmXDEL®
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%2 B MEERERSHEH (LFV) oF#E L ERL] TIX, EEERBHOAIE (LFV)
OMTJFEZFBA L, 810 < FoWreET7 A0 ERILER AT, ZRICEY TRUICRT
LFV OANTRED E D7z,

(1) LRV TIFIRENC L v THIHEHIA 2> HBENL T 5 KEfE (Air cutting time) 4 J& #1138
ASHEDLZ LT, TESHHEIM, SIHISMACIM TRRICE DA WisE281 v < 350K alhe
RINLHEAN T 5.

(Q LFV oG] v < 457 Ah biREEE 2 EX b L, TR ZE .

(3) LFV Dl RT A —& Z W=t O < T3 WD RFASEMZEH L, 05070 % i
fbL7z. 1 BB ICEIHIRR S 5 o 2 8IS 2 BT 2 UHIRF R 2 ER L, YIHIE S
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WXL LRV ZiH L, SIREEIECH T 290 < FHeH AR L, LFV Ol N Z A —
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(2) Z2#= v BFRE (Air cutting time) 12 & WIS SEERL L= NIEr7 —F > Mk v s
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