1891013298

nﬂsﬂ%uﬂ§anﬁsﬁhﬁugﬂ%uaﬂuiaqﬂﬁanwsuwwﬁﬁﬁw%ﬂnﬁswﬁmﬁbda
wanluwlszinalng
Machinability Improvement of Biocompatible Material for Implant

Prosthesis Manufacturing in Thailand

Tag
2.0%.1w57 Gonsilnasy
MATIIAINTINLATDING
AMLIAINITNANAAT

6 a (¥
QW"Iaﬂﬂim&lﬂ'}Tﬂ g1ag



naanssndsend

HIDUDVIUAWNAITIAINTTULAIDING ALIFINTIUANFAS gwwa{lﬂszﬁmﬁﬂmﬁﬂ ey
nuganuuNIIIBINEuganuuI ldanigine fatuayugUninin1iide 1 dwe3asdind  CONC
Machine Tool 1A3847AANNALNLAD Surface Roughness Testeruae@nui bsNIVINITLUAZIEI
SILETUMTITY ARDAIUNIAULAUUATAIY Motion Analysis Microscope AtevinlwmsinsIae

2 ' vz oA
maua’nsaqa’mvlmﬂuamm



UNAALD

aAv Aa ' A [ o & [ o & o A o
nwidpiiiyaganansiiadTudyanalalundeduidisgiadusdldunivesausida

A a J a 3 U d' o { . .
MUK rake face Vasliandsdromsltianfiuuulsanilasanduia3as CNC multitasking
lathe %M@ miling spindle iudmywdadanan lasluninanadldlfinainay stainless
steel 316L Lluiaqlunisnaseuniuuuninsnyuaidaiia(Driven rotary tool)uazuuuiida
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nasupulinifivmeuenidenfuuuiiadaagiufidinali shear angle tNaZwuIslumIea
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Abstract

This research paper presented driven rotary tool to improve the cutting mechanism in
machining of hard-to-cut material by reducing cutting force on tool rake face. In order to
compare the effects of the driven rotary tool and stationary tool with the same cutting
condition, the experiment was set up by preparing the rotary tool (round insert) that driven by
the spindle on CNC multitasking lathe.The results of experiments show that chips from driven
rotary tool were thinner than chips from stationary tool. Therefore, the cutting mechanism was
improved. That means the shear angle was increased leading to reduction of cutting force. At
cutting speed of 90 m/min the tool life of driven rotary tool is 34.12 times more than that of

the stationary tool.

Keywords: driven rotary tool, cutting force, hard-to-cut material
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2.1.naln2aIn15an (Cutting mechanism) [1]

& Py & \ v« a \ . -

TunszuaumstuUuanunuaanioudsldidunaisdBnnsituniands (tuming) n13 milling

. & 2 A ' :;’ﬁ LU A A a ' ] ar | & .

WaEMTANE  (drilling) LU Tenszuawmamaiisuliiatesiiosziizliauandeinusnends

@ ) o 2 A o g Aaa & @ &

wanmadgInuwlunsaauiu senseesuuingiwlusesiifaniunsdauuuasain  (orthogonal
cutting) lasandunisiadaunivasauiiaasannlduusunuilfiianiimgasanfiafunuudiia
A v Ao g a & a o Aaa & o . . (%
Ansanmsaansudenisulasfnsannmiaaluamaiifazidunsaauuuifios (oblique cutting)ds

LLamlugﬂﬁ 2.1

Direction of
Tool Motion

Tool

|
Direction of _

Tool Motion
Es F
- Fn E
- z

p

{ { a & o )
U 2.1 w3NLAATWIUNNIAALLY oblique

TumsRansonussiifiaduuniaiedadaazfinrsonldnsi use F, Aeussfiasantuaauns
fa, F, faussfiamuivfiamamainfanivesaiasidada (cutting force), F, foussivwnnusauda,
F, Aausefieaanniuszmnuaasuss F, uas F, (thrust force); F, AausefiasanniuIzIUaINss F, uaz
F, W33 F F,Fuas F, ﬁmmé’uﬁufﬁ'ﬂmgm'ém A aNRuNI

F,=F..cosA+F sini
F,=-F sin1+F cosi
F.=F,-cosA-F, -sini
F=F-sini+F -cosi

(2-1)



AINNINTINAN rake face maam%aaﬁaé’@ﬁqgﬂﬁ 2.2 AZRINITONITINLTI LA uaaIusIfanss N
waz P 9t IuusINaIann wazuwIuny rake face MINAIAU &INITOW bOAIRNATT

N=F -cosa—F, sina

P F,-sina+F, -cosa (2-2)
cosn
N
N |

E‘Uﬁ 2.2 U39 N 182 P Ut rake face 184n13A@LUL oblique

los o Aayun1uva9nI0dlada (normal rake angle) uaz 77 Aoyumilnazasasnis (chip flow

A Ao =2 & [ o A Y AdA [
angle) Taiduyniaannsinazesasniuazaiannureunsdadimansan ldaesishanisia
nusslumada 7, W ldananugunus

F
tann, = s 2-3
T T F sina +F, cosar 9

A v s v = d‘
'Vii@‘W]vL(ﬂﬁ]’lﬂﬂ']i’J@lﬂ’J']&Jﬂ'J’lG‘Dﬂx‘iL?l‘]:l'ﬂa\‘i N @]’]&IE‘L]‘Y] 23

Cutting
Edge

Uncut
Material

-

3N 2.3 ANUFNWBTITHINAMUNTNNTAN b, ANUNTILABNRY b, yu inclination angle A uaza

M7y MavasaEnie 7 lwmsaauuy oblique

1, asamlannauns
_b,-cosi

oS 77, b

(2-4)

& a v
lagdndduss n=n, =7,



wsafilElunsaa (cutting force) ududsmagnldlunmstansanianasnuuaznzlnaad
' =2 A A A @ o o A o o °
sanatanmudasuzlveatasiiadauazizg myiadwssnlslunszuiunsdadnazgninlldluns
~ a wn & . . A o £ o = o .
Wisnfisuguan@nisugd (machinabilty) lasusshlilumadaaziuiuannudalunisda (cutting
speed),aaM3ilan Ueedrakﬂjﬁﬂzﬁuﬁﬂ(depﬂlofcungiﬁﬂdmaawﬁadﬁaﬁh (tool geometry) LAz
e a { a a a v II Qs
AmaudArasisguaziaIaslana lunszuiunsdaaziinanududauiuauunl shear plane ay3u
n24

Tube Wall
‘ Thicknes

Tube

Rake
Face

Relief

Workpiece

(b)
3UN 2.4 a) MmInfadunudszinnviadiemMIdauuuaIain b) naug shear plane 183 Emst Uaz

Mechant T4n1I@ARULAIRN

a o & A . :
lunmsfsanmIdauuuaianndaanalas Piispanen, Ernst waz Merchant [1] @wa e
NRIAAIINANULARINUKITTIILNAYN ¢ (Fundidyuidan (shear angle) Taadn ¢ sansaw e

INANVFUNUT
r -cosa
tang=—"—— (2-5)
1-r -sina
a e . a sin g
lag r, ABATIRINNITAG rn=—-= (2-6)

a, cos(¢—a)



A a ° % ° A a (P a . a
uNNNlaia,R a:nmmlwm:mluquﬂ TN IFYNTFIAMU (friction angle) Tl
[ o o a £ o
ANUFNABTNUFNUTZRNDUTITIANUAIRNMNT

tan f = =% (2-7)

A0119r RN TINTIAMUITIAUUUI Shear plane ,V, LAZANULTINULINYNAEVBIATDINAGAR, V,
aIgUN 2.5 61 V, waz V, ;anInm ldananudunus
Vv Y V

=—2 == (2-8)
cos(p—a) cosa sing

3UN 25 ARSI IUNITAALULAIRN

nnngmMIauInEaale
V.a=V, -a, (2-9)

meldTesmuamaiinusalunmsda Fcuazusalumuinnu F, annsamldnnanms
_ k-a-b-cos(f-a)
° sing-cos(g+ B—a)
_ k-a-b-sin(f-a)
" sing-cos(g+ S —a)

fmIuTaqualed (ductile work material) IunANATUBUIWIa lanzaglifionen k TiRad

(2-10)

flow stress 3zAANINALALIALAN yield stress maai’a@j‘mﬁ@ﬁ?u Feazfianvszanm nitslusavaasn
anuudsaninluns@iiliamunsarimmesssman k leazimualian k= HB/3

Tunsmen ¢ aldlumsdwiausafildlunsaa Merchant  latnualimdslunisda
(cutting power) anananlaan V- F uazen ¢ ﬁlzﬁ@hﬁﬁﬂﬁlﬁﬁﬁaﬁaﬂq@ winen k uaz Sl

£ o o e o ¢
IBNU ¢ '«J:"I,ﬂmwawwuﬁmwﬁums

. f «a
=45 -4 = 2-11
¢ 7 t5 (2-11)

v v o ;I v a J
mﬂlmmammu@ummmLﬂuLﬁaugdqm:mwumw Shear plane
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2.2.qnmg&|u,azmwsa%mnﬂmnmsmﬂ [2]

a

s l!l a a l!l I v o v Aa a l!l J
Wﬂx’ix‘]']uﬂﬂ‘ﬂLﬂ@]"iﬂﬂﬂ’]i@l@]ﬁ]uﬂﬂﬂuLLﬂadLﬂuﬂ'ﬂ&liﬂWﬂqlﬂLﬂ(ﬂqm‘ﬁﬂ_‘]&l ANRIVL I@Uﬂ’J'\N

U

@ o A a &L o o a

iaumﬂ‘nmmulummmmmmgﬂw 2.6
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2.3.MIANNI0VILAIBINBAA (tool wear) [3]
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8 UM x4 £1/M (AxB)
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PET Actuators

PET Seqsnrs

Locate supports
at nodal points

'h":rlil:al--
wvibration

Hoizontal
vibration
3U7 2.17 2D VAM fsiaunlay Shamoto waz Moriwaki

minausiaaLiugadufigdnuad vibration assist machining laBaNnNN1INaARBILEY Shamoto
Wae Moriwaki |4 vibration assist machining WU MELANNTAAAARILIZNE 40 % W thrust
o A = 3 v ' o
force  aAa3liI 60 % lABUAAINANNINARBIAIILN 2.18 ToaziAuldinlundazsaun1saa thrust
a a v a g; { a J ~a v s L Qs =

force AANANINALAUAIRULIIFEAM UMD OUULIUNINTURE rake face NULABNRIZNAL
a s ﬂ/ a a ‘!I 1 v a ﬂll a J &) a 1 a = v

fanunsaauuuln@aiud 2.19 dwaldusadoanuiifedmdudimolunauasnialinge

& a o v A a o '
sanluheduunuiinzdarsmmgaeandnsnaufiausafoanmuuunii lugnmaaausslums

o = [ Y da £ R Y
(ﬂm’alln\‘m@lwaammmm’nmauwLﬂ@l‘ﬂulumm:@mvl@lanmEJ

{ o o a X I . - A
Eﬂﬁ 2.18 ussaafiiiadnlunInaaad vibration assist machining 1ae Shamoto wazMoriwaki
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{ P { a & . . . L.
31N 2.19 NieadusFsaNUALNATUIN vibration assist machining

a . i . L. & A Aa P o & @ v

inafia vibration assist machining ilwinafiafifienumanzaniazihanlilunsiugdisena

& (Y oA [y { { o { ) v . o o

mugﬂvl,@]mnLml,ﬁaamnmiai'mﬂm,ﬂﬁauﬁmaamm%adﬁammaﬂw piezoeletric actuator J4n139AL

A A o A A o A oA o & a o [ A ad A vl

nmaeReuineIsliadadidadinaunsainulunuidsazendumaiiniiniduindzyndlvd
g s . . . A o v { a & a o o v

AANNILALINY vibration assist machining lasazyinliussifsamuniiaduifanisnauduwualvua

LBWLALINY vibration assist machining
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NN 3

= Y
N1IINAaIFENHWILUDIAW

lumstfiamsfinniasesiniasfiodanuiiannaassungddgdeusiluniidauazgungil

o A o o & ' o =< A A o 4 A A a o

pagATedlnna lasusslunInaunasdinalasasInunIRNnIaTanIaslananuaadilusslunsan
a =3 tﬂl A s =3 v tﬂl a t§/ o v I

gadannIdnnIazannladiadafazgeanludin uazillegunnligaiuazildanuuiussvas

a A a o & v = A A @ K i v o @ A P

w3asiiadaanns asuulunsuddyminisinniaveniasfiedainjasiuanudayluninmaaused

Lﬁ@ﬁ]']ﬂﬂ’ﬁ(;]’@]LL@$“§\1%$€‘*\‘]Nﬂlﬁa?Egﬂ']islfﬂ']umadLﬂ%aGﬁaﬁ@El']'Ju’]‘l«L%u
3.1 NMINAADILNDANBINADBILIILTFIANIWAY shear angle
ﬁnﬂm‘sﬁﬁnimﬁﬂama@]ﬁla\‘imiﬁmzwuiﬁLLidﬁL'ﬁ(ﬂ%ulumm:ﬁvaﬁLLﬁ
F.=k-a-b-K,
(3-1)
F,=k-a-b-K,

Taarinuald

B cos(f—-a)
°sing-cos(¢+ f—a)
3 sin(f—-a)
> sing-cos(¢+ B —a)

(3-2)

& o o = SV d d '
‘ﬂﬂﬂa&lﬂ’ﬁ‘ﬂ\‘laa\‘]‘ﬂx‘v\ml’mﬂLLSO@@‘-D:“IJuﬂUﬂ’]&JNLaau ¢%0Lﬁa‘v\l§a(ﬂﬂ’] Kc 13} Kz

Wisuind ¢ azldanusunuiaagun 3.1 uaz 3.2 audeu

10

9

8 >

7 \\
© 6
X . N
E 4 T~
o 1
@ \\N’_‘N\
E 0 T T T T T 1
2 0 10 20 30 40 50 60

shear angle (degree)

307 3.1 enwduRutEnhedyaden ¢ AudusisinwluuwInMIea Ke
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35

25 \

20 \

15 \
10 \

T T T i e e S T T 1

I 10 20 30 40 50 60 70

force coefficient Kz

shear angle(degree)

P v o ¢ ' ' A o & o
Eﬂ'ﬂ 3.2 ﬂ?quawwuﬁix‘lﬁ?’]\‘iﬂjguLﬂau ¢ ﬂiJﬂ’]LLSO@{Iw’A’]ﬂI%LLWJﬂﬁ@I@ K,

3 v a A a & a o 9 v % a '
ﬁ]’mﬂi']wfl]n%%vl,(ﬂ’ﬂEIGQWHNL%G% ¢ LWN"]J%’%REJGY]']I%LL?GI%TT]?@]@Q@]GGLLazL%ﬂ\‘lﬁ]’mﬂWHN
= a ' = a g a 6 o
Lﬂﬂuﬂﬂﬂ'ﬂg&nﬁ&l@'ﬂ’]% ﬂ UANMURUANBINUAINRUNIT

. b«
=45 - = 33
¢ 75 (3-3)

d P P a & oA, o & 1y a

Tavzwuhamyuidanazinalwiladyudsanuaaaiaiiulummanesizeidomaiin
abrasive polishing Tumsaausudeanunusnudaduda (tool/chip interface) Fwzdinaliien
£ 80aInuLad
HABUNIINANDY

a w a P = vt
luminaassazisuduanmaiosfianfsentludldfiyuans rake  angle  wazyunay
() e A | @ 0 0 o ¥ o ' & o

(clearance angle) l¥Tamainnudsiviany 15 uss 8 arudaus wIngIaay nuuIsihdanas

'
oA

wwunnie Ly sTaRnNusiim rake face @aBnIza1®NIIBLILES 600 800 UAz 1200 AUAIAL UAZ
foanfadunzesdafiaNusiim rake face @wnIzAIBNTBLULT 600 800 UAz1200 lFuLlssdayy
wiaafiviawia 1 gmlunistafs nuuihfianfmisaaslddinisiaanuneiuiuiadin
193899AAMURENUAD (Surftest SJ-201 P/M 10 wluwluas) lasvinnisainsa stylus Tduuduanwmdu

a a a o Lo ° . = a ] a 4 LA & A e
582NN 0.25 Hadluas Ndunieng g 5 dunsiianundsihneila ldmdadedanuindenienla

a a A a 2 A v a o a

INNIIYIAILAAINNUADIY R, = 1.55 M Jan®NEIuNIiaiiarunIzanunIgaziel R, =
0.25 M uazliandanrumIdardsnIzaEnMouazNianiiiazilal R, = 0.06 £M aaz# 3.3 3.4

Wae 3.5 ANE19L
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gﬂﬁ 3.3 flanfsfifildannnadesiia (R, = 1.55 um )

U7 3.4 fandniumsdaiadisnzansny (Ra = 0.25 4m )

20



U7 3.5 Handaniunsdaiidasnza s MeLzRIaaiih (R, = 0.06 4m )

fanfaaun NTEUIBMITLAILN AWRLNLAY R, (M)
1 laidwnszuinnstain 1.55
2 IAAILNTTABNTILLLDT 600 0.25

800 ez 1200

3 ﬂ'@ﬁmm:mummma‘? 600 0.06

800 uaz 1200 Waz maﬁﬁu'n

2U1a 1 4m

A13197 3.1 NTLUIRNNTLATUNLRZANURENURIVBITANFIN LElwnIInaaa
A a a & & ' « o A 2 & = i
Walasuudandanuantuaands lWaztdunmmasasinia lUn8sTuwinuwaniwal mild steel
(111 HB) muﬁmﬁumuﬂuﬁﬂma 50 mm LN LABNRINIRIIUIAANUAWIUABNES  (chip
i ° & @ . . { A o wn .
thickness),a, 1ag¥inNIAIRNNITNNTAA (cutting condmon)“uaaLﬂ%adﬂﬁumumamhmmad Win Ho

Technology Industrial Co.,Ltd 1i7ina1u1576i@ 170 rpm szpsfiudn (depth of Cut),b 2 Hadiuas, YUIQ

(approach angle) 90°AinNNANAA,a N3zez 0.21 0.30 0.42 0.54 0.60 0.74 uaz 0.82 MmuEAULAzLT®
MIAALLY dry cut Lﬁaﬁwvlﬂﬁwmmmqmﬁau¢ MUANMNTNNUTAUFNNT(2-5)Uaz(2-6)ANUFA L

tang= e 9B (2-5)
1-r -sina
rc = i = M (2-6)
a, cos(¢g—a)
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AANIINAaDI

MNMINRIRANWAINENIZAANM INTILEINAUITIAA 170 rpm 3z82AUAN (depth of Cut),b 2 AaALNAT, YdA (approach angle) 90°NANWANGA,a N3zuz 0.21

0.30 0.42 0.54 0.60 0.74 Uaz 0.82 m3Jﬁ'}ﬁuﬁﬂﬁng'jﬁvl,ﬁmwﬂﬁmmé'ﬂwmzﬁagﬂ

2) b) c)

3Uf 3.6 lawnfsfinnuinda 0.21 mm aniiande a) R, = 1.55 M b) R, = 0.25 uMc) R, = 0.06 M
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a)

b)
317 3.7 Lewnfsfinnuinda 0.30 mm 9niiands a) R, = 1.55 M b) R, = 0.25 £M ) R, = 0.06 1M

c)

a)

b)
317 3.8 Lewnfsfinnuanda 0.42 mm 9niiands a) R, = 1.55 M b) R, = 0.25 4M¢) R, = 0.06 1M

c)
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a) b) c)
U7 3.9 LABNAINANANGR 0.54 mm anidandd a) R, = 1.55 uM b) R, = 0.25 #Mc) R, = 0.06 1M
a) b) c)

317 3.10 taunAsfianuinda 0.60 mm 3InTands a) R, = 1.55 4M b) R, = 0.25 4Mc) R, = 0.06 1M
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a) b) c)
3UN 3.1 LANRINANNANGR 0.74 mm ndandd a) R, = 1.55 M b) R, = 0.25 M c) R, = 0.06 1M
a) b) c)

PN 2 A 8 o a =2
E']J‘V] 3.12 LEENAINAINUANGAA 0.82 mm INNUANKI a) Ra =1.55 lle b) Ra =0.25 lUm C) Ra =0.06 lle
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NARUIINTIaA IR adaEnRIc s lulasiiees (Mitutoyo 0.01 mm) lasvinmsiaawiaus

ANABNRY 3 9060 1 FULATINNITAAILRR LA UTUNNNANITIARI IO

ATWLWNNHANITNARDS

m’m%muﬁ’maﬂu “?Ilﬂ'ﬂ&lﬁﬂ(;]’@],a ANUAUILAL
fanfa(um) (mm) n&49,a,(mm) re ;'l'maau¢ (degree)
1.55 0.21 0.699 0.305 17.745
0.30 0.835 0.359 20.941
0.42 1.053 0.399 23.245
0.54 1.217 0.444 25.847
0.60 1.512 0.397 23.139
0.74 1.637 0.452 26.321
0.82 1.763 0.465 27.055
0.25 0.21 0.647 0.325 18.907
0.30 0.797 0.377 21.953
0.42 1.017 0.413 24.079
0.54 1.068 0.506 29.346
0.60 1.233 0.486 28.267
0.74 1.418 0.522 30.231
0.82 1.512 0.542 31.369
0.06 0.21 0.622 0.325 19.677
0.30 0.753 0.338 23.216
0.42 0.933 0.398 26.199
0.54 1.050 0.450 29.819
0.60 1.152 0.514 30.190
0.74 1.350 0.521 31.680
0.82 1.540 0.548 30.822

=
AN 3.2 NANTINA[DY
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35 7
©
() a =0.82 mm
= I
) 30 —*
) \
©
~ a=0.74 mm
() =
QL a =0.54 mm
(@)]
C K
(_6 \*\.
E 20 \\ a=030mm
(¢D)
c -
0 a=0.21 mm
15 T T T T T T T 1
0 0.25 0.5 0.75 1 1.25 15 1.75 2
Roughness Ra
A v o ¢ . ' A o A A 2 @ '
gﬂ“n 3.13 ANURVNBDIZTHINAIANMVRLIUNIY R, numagmaau¢ NANNANAN a 613 9)
FATITHHNANIINARDI

& da a & Aa A

-AANUANAS 0.21 -0.74 mm ﬁ@nmﬁummmv\mumﬁaU'«J:ﬁﬂﬁlﬁ(ﬂLﬂwﬂadﬁﬁmqumau
= o A o 9 ' A a ' A o oA & A o
InnIFIsInalrissnlslunisaatasnin lasilaRansane1usan it lunnsaaazswuindanf e unIue
A2 (R, = 0.06 M) aziiausslumsaatasnindanfen lidunsiaia (R, = 1.55 #M) iswilaNarson
ARNWANGA 0.6 mm ALITIAA F, ULaz F, aAad 73.84% WAz 27.28% mUR1aU
A ) A 2 Aa A A A A v A
-N0NNANAA 0.82 mm zwuhilandandanuneuiia R, = 0.06 um didyuidannasniiile
NRINTAINNUNIIUAT R, = 0.25 4M TIUaFINAINNIIAALABNRIIINTANIROILTIDTWLILABNEIN
a o v a &£ o o { a
Weandanas R, = 0.06 M Janwms Indifalnunuazdmiuaeniiiiiannianiy R, = 0.25 um
a o I 4‘ A L =1 g: 1 L2 s Qar d°’ IS %
VAN I WN LA UFIINAN ALV DILABNRINIFAILILAN bEIIN1TAN IEA1IAA AT WN1TA A bs

[l A

am’;:ﬁ"l,&imm:auLm:m%:ﬁﬂa%’ﬁﬁaguaﬂmuamsmaaaﬁﬁma@iamwwmﬂuaamwn’éﬂsﬁﬁumm
v A 1 v { v
S OUTIVFHINAANANTNARDIARALAR DU L6
P = 2 da X A 2 o = a s &
NIRRT DIABNRINLAATUIZTNLINNANNENAS 0.21-0.30 mm LABNRINNRANRINIRIN
oA oA & = . .8 oA v & 2 A Ao A a
wailanudaiiaaluiaundilssinn spring type chip T3ia leiiduiaunfinidundainisaaiaannuss
R = ' o o o A Py Ao
@mmamaaLl,a:mwﬂaavl,um@aanmnnumiﬁ”lmqmmwmmawumum
a = 82 A a £ oA 8 o 2 A a a 2
NIRRT DILABNRINAATUIZNLINNANVENAG 0.42-0.74 mm LAENFINLAANNRANRIN
TairwmsTaia (R, = 1.55 um ) aziiataunasnia lidaiftasuuy Long ear type u@luumenilanfannn
MITaRING R, = 0.25 uMuaz R, = 0.06 um Safianwmsiduwasniiuuudaiasegduduawniasnaglu
A Ao
wuundundasnng

a = 2 da & «a 2 o 2 da & ey
SAMNNIINAIITDILABNRINLNAVBILWUIMNAIURINAA 0.82 mm LARNRINENAUVUISUIN LTS

| A a o =2 4 g =2 A a4 N va £, = o Ay
Li_]uﬁulﬂQULLﬂiLﬂ@ﬂ'WiVLﬁN“Uﬂ\?Lﬂj&l’ﬂaﬁ‘ﬁdLﬂuLﬂ'ﬂﬂad'ﬂﬂTﬁﬁﬂﬂLﬂUJVLNI%Lﬂ@"quJGUaﬂﬂdﬁﬂqjiﬂqi(ﬂ@ﬂ‘lu
W\N'WzﬁllLW?’]ZﬁWlﬁLﬁ(ﬂLLiJﬁ(ﬂLLE‘]Zﬂ']'WN%’augﬁ"ﬂ$ﬁ71ﬁlﬂ%ﬂ\1ﬁaﬁﬂﬁﬂﬁ‘iaL%’JLL@Zﬁqlﬁ/ﬂmﬂqwaﬂaﬁ%%ﬂqu

BIREN
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dyduanimaaag
U 1 Qs a ng 1 a 0/ > v a
mnmsmaaaa;ﬂ"l,mwmia@mauﬂisa'ﬂmmLﬁmmmzmnmawamm rake face NULF
a2 A o v = =) = a = 1 = dl n‘ J d‘ =1 04 d!
ﬂa\mwamlﬁm&;umauamammqwg uaztiaRIaNIAYNLBaRIRNIUNANNENAA 0.6 mm o9
& . 2 Aa 2 A o A A A & A A o . v, o
Lﬂummmanmmammumsmﬂmmqumamwwumnﬂqﬂﬂa 7.051° FINRlAAILTIAA F,  uas F,
e o 4, o 2 ve X
AA8Y 73.84% LAz 27.28% @NA1AL mmquLﬁaummmmwavlﬂmnmu'é‘nmnmmmmamn‘mﬁm
A o A a Aa & da o o v A o A . . . L. A \ & =
wianaufiausaioamuiiiedunfiauda lainilaunuinadia vibration assist machining G9luaindtaziiu

& o ae
L%aﬁﬁ%ﬂﬂ“ﬂadd’]%’lﬁ]ﬂ@lavlﬂ
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uUNn 4
[V dq! Qw v d' ~ Qs t::'
miﬂﬂmugﬂmmmma LAYAINAGIA LL‘]J‘]JTSG]']?

A4 A o =
msaammumsamammmu‘[sms

v U 1 { a ! IQ 0/ > 1 { > >
INNINARDITAUNL LTI FIANMUNLAATUNRIFUNFTZR I Rake face VainIadNadany
1 > % g; 1 a { a J o va
LmsmﬁaﬁwamaLLsa’Lummmmuqmmmn‘lumifmuﬁamsammL%U@muﬁmmuﬁ%amlﬁﬂﬂmwaa
~ A 4 o 4 e & o o . o A
ussRoalAswldiNatruaausslunsaadslunuidshaziananannishl driven rotary tool lunsnaufiea

madLL‘NLﬁU(ﬂWIu
41 Handswuulsans

a = = a 2 d < a o a o
fandsuuulsans (Self-propelled rotary tool) AN INAINLUANANAUNY UIDLUNUANDIVTUSHIN

o A a o = a a a o 2 o a
NINALRDNTUIU ﬂumma\‘lm@um:mammmam’;mlummwmminm ﬂdLLﬁ(ﬂﬂ%Eﬂ‘ﬂ 4.1

307 4.1 mandslasldfiandsunylsand
& A =< A ' o 5 @ ' =< ad & a '
mimumaaLN@N@IunwsﬂaaLLuuBm‘smwa@]am"[miumsmml%Lmﬂmomnminamuuﬂnwmeag
o A = Aa o A '
Aunlasmsnaswuulsansidaananydsensisn
1.mM7RNYUsEEnTwlunsaaisanuseuves  coolant Lﬁaamﬂmsmumauﬁ@ﬁ@ﬁﬂﬁﬂuﬁm
§IUNYINNIAAEINNINNYHBENIITU  coolant Ialavasenennaznavlaaifianduinudnass anina?
o £ [ ' o [ {o o § o
wudlun133uzUiag  hard-to-cut wudiymduanuiowdudymndrdyiiasniniag  hard-to-cut

sulngdddulszaninnhanuiaund dmumadomanuiauiiisuddylunsteagnialdiu

'
A A v Aa

ﬁl = L a U dl =1 0/ 1 % > 1 v A ﬂ/ = A | )
N ENGERRERE Imuﬂﬂmm'smalummagnUﬂ SanfFudRITR IR danuasn e duuSian
dl a % . 43’ . @ o & q' d' a = Id o o (2 '
AfiaAuTauaIN deformation YRAFNNFNL coolant be Lut@N LRI NTAnaItTua19 b walunns
AALUU IIMN TR INAUN RN R TIRIN R LA LABN RITNNTLARAUN AR DAL A AIL WY e NRUR A
WHDNUINNUTIUAANITHINITNTY coolantb@aENILANNFINA LALAANITENBINAINNTAUNT
- A X4 . ae o« X e
ﬂi:aﬂﬁmwmnmuﬁmmwamﬂumsﬂmugﬂmqﬂs:mﬂ hard to cut
. da £ A o A = a ) = a = Lo A o
2.mM3udanse load Nifinduuuauiiae WelloufisununInasuuuiianasagnunauanas
Sun3e load mmnﬂumsé’@agﬁ;mﬁﬂamaa@LaaWLL@iéwﬁunwsﬂﬁaLmuiwﬁﬂué’m:m:mu load N

a X < o o o = & a = ) & A & &
mmmu"l,ﬂmﬂuwwﬂ%msaﬂmamaamenmamamqmﬂmmmaammmam’ammu

29



Tumsndauulsasiuns lnmssassfinnududauniimsnasuuulnafiniiialuimsedend
6‘1’%0Namaamwag‘mzﬁa’lﬁt,ﬁ@mwLmn@mluﬁaaﬁﬂmwaamu%mmu anutilunisaa was
anussalunstomenuiauues coolant ududsazsinalinmsdauuuliaddanumanzanlums
%ugﬂi’mqﬂssmw hard-to-cut leiinatn@

= =S I‘ a
4.2 NM3aanttUUNANIILUUELIANT
= = A v & . o A o o 2 =
flanAsupulsandaclfidia insert nanwyusanunudLasvmeniinIdasunnm laominguwda
flauulddszyndldinias CNC uuy multitasking  lunIneaaasdamaniandsiuanulasina milling 1w
o < & a & . A9 o & = . AA) o
dauguanaTeulunwyusediiaiia lasida insert naunldaziduiiia insert swiaanaIzunils
fuagluriasaaalanluauispiiazandoiaios laniadas CNC filtlunisnanasfia Mazak Integrex 100 -

\Y é’dLLaﬂﬂugﬂﬁ 42

317 4.2 1AT89 CNC LUY multitasking 9 UNWNNILARAUN

A . . Aq o & A A ° [ A o &
1389 cnc multitasking NlFazidweaTasfanansnnuld 9 unudaununIngusaswinds (C1) ununis
\ARBUNTBINI milling (X,Y.ZUAz B) LNWAYUBD sub spindle (C2) WNWNNILARBUNTBI sub spindle (W)
uazuNUNILARDUATEY lower turret (X2,22) lumildnudalwifannfsuoulsaniazanduinyusas
milling lunsmiugunmyuvadiadauazardunianfaunluuws (v.2) luns feed iiiafiauazlfunu
wyw C1 lunsdmua cutting speed M3lE%3 milling 0413849 cnc Tumngwdadandsrilaansn
muqmaumsmgu"[ﬁaimgnﬁaau,&iufnnuﬁo@mmuamsnﬁdu,a:é'm'm'ﬁ feed
v a & A & A Ao a a o a v A ¥ e o -
duflanfanldlummymdedefianseaizln 4.3 lasvimsdaduladnauia  miling 289
LA389 CNC
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gﬂﬁ 4.3 snudanfswuulyand
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o

N 4.4 ﬁﬂﬂﬁmuﬂmﬁﬁaﬂag ULA3849 Lathe multitasking CNC

= d & o o A = o & A Mo o A a
luﬂ']iﬂﬂ\'iLLUﬂIiﬂqiuuluTmzﬂqﬂ']i@(ﬂLﬂﬂu“ﬁudquﬂuﬁﬂﬂﬂa\'jLN@N@VLNVLQFJ%ﬂuﬂ@aa@L?ﬂqLV\Nﬂu
a o v a g . . =
ﬂqiﬂgﬂLLlJ'Ul]ﬂ(ﬂ Iﬂﬂwa‘ﬂqﬂﬂ'ﬁﬁﬂlﬂ!u“lla\'iLﬁ(ﬂﬁﬁ]zﬂqiv\l,ﬂ(ﬂﬂ?']wL%'J“Ua\ﬂﬂ']s(ﬂ@l,l,l]u oblique cutting 53
' o Ad @ A A A .
LL@]ﬂ(ﬂ']\'i"ﬂ’]ﬂﬂ']i(ﬂ(ﬂLL']Jllllﬂ(ﬂ'ﬂLN@N@VLNNﬂWSWNHGUULﬂu orthogonal cutting

& Ada o o P a
4.3 Na“ﬂa\‘iﬂ'l']&lLi?ﬂ“@lﬂﬂﬁlﬂﬂ'\iﬂﬂ“ﬂaﬂLﬂii’)\‘i&lE)(ﬂﬂll‘ﬂ'ﬂti(ﬂ'li [24]
laglunanfouvnlsaisuanudlumsnyuvesdiafia v azdsnadayu inclination angle lay

A a a
b ?JWQ’TEm’]ﬁ]'mEﬂ‘YI 4.5

(a)

P = o 2 v A = B
Elh’] 4.5 ﬂ'J']NL‘J?me'ﬂqﬂqiﬂaﬂﬂ'JUﬂJﬂﬂaﬂLLle'LlIi(ﬂ']i

anuslunsaa v, aiificasannnuanaadinanaiivuialiessifaauumisalivasauaauas V, fia
< 2 A A v @ A ° @ A = = A A v @ A o
AnusesTwnniaifsunuidaiio dfnuald vV Asanuiinuvesiunwiofisunuiiaiio o4

= a8 o [y A PN @ a . . . Lo A A o
AN Vv m:m’lmmmmaauw"[ﬂmmmmimmgu inclination angle, i av3UBauiaiiounaauuy
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. o o VA o
oblique cutting lanya equivalent inclination angle &aNIAWTIdIINANUFNRUS tani = =T dInald
w

mansalumsRnsanna lnmsaavasdanfsuuulsazaansafansandunsaauuy oblique cutting o
4.4 a4 oblique cutting N effective rake angle [25]

a . . ' 04 ' . A a
lunsaauuy oblique cutting EWUIINA INNTAAILULANGIIN orthogonal cutting Falunsaa

WY oblique cutiing ﬁ)zﬁuqu rake angle 3 LU fa

Plan¢ normal 1o cutting cdge
& machined surface

e

{a)
Eﬂﬁ 4.6 Normal rake angle

[ sob

A { o @ o o & v A o 'Y
a)normal rake angle, &, Tduyufiionnunindalududuasanivfienevasanuiidalasiauusz iy

AUANGAAIZUN 4.6 normal rake angle HazAaIINLMABUALNIAALLL orthogonal cutting

Plane containing cutting velocity
vector & normal to machined surface.
Cutling velocity
AN -
Oy
Tool
[ sob
(b)

Eﬂﬁ 4.7 Velocity rake angle

. A = Ao v A o o & o A & o o
b)velocity rake angle, @, Tufugufitanniifialuduguaianiufianzesanuidalasiauu
TWLPNWIAAAN198IaNATIAGIIUN 4.7 FulaRa1IMININAILLY oblique cutting AzWuT
fiamsanuiilumdaasviyy i Aunifaasuw velocity rake angle azulsHulanasy inclination angle

Planc containing chip flow velocity
vector & cutting velocity vector.

Cutting velocity vector

iChip flow velocity vector
(e}

Eﬂﬁ 4.8 Effective rake angle
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c)Effective rake angle,Ote ‘ﬁdLﬂ%ﬁg‘ﬁJﬁ’J@?ﬂWﬂ%%’lﬁ@]vLﬂUGL@%@NQ’]HHUVI?W]’N“U@GWJ’]NL%’J@l@li@]U’J@]‘.IJ‘[«L
s o , . o i o .
senuanuaNlunsaauas chip velocity vector mLLamluEﬂﬁ 4.8 13 effective rake angle a1

rake angle N&ALNLTIWNIRNTMNMIAAKUL oblique cutting

Eﬂ‘ﬁl 4.9 geometric 183 Effective rake angle
TunsRanoniiian effective rake angle la 89N geometric G431l 4.9
_DF FE+ED

* AF  AF
an3d 4.9 ED = BC uaz ZBCD =90 azld

FE FB BC BG AB
‘" FB AF BG AB  AF
sina, =sinisinz, +cosicosz,sina,

sing,

singa 22'lén

Fadlefinsananaumstaswuinlunmsduwinimnen Effective rake angle 9z@84¥iN19I@ chip flow
angle Gedasvinnisnaaasiianidrinliliauisoindiuinludsdavdeldasiussinnisas
assumption iutdulagande Stablers rule Tagswnuald chip flow angle H@LYiNNY inclination angle
dawazleinsing, = sin?i + cos?isin @, FsanaunidananazauInaad @Il chip flow angle
aalUle Fennanusumisiias ldanuduiuiszning effective rake angle iy #134) inclination angle A931
#i 4.10
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Eﬂ'ﬁ 4.10 ANUFNNBTILHINS inclination angle N effective rake angle

R I L . . & A& o 4 2,
nnnnazinladlalindn Inclination angle A1 effective angle AazinduanyldredInsiiadn
L o - . Ceed &L
inclination angle s lalasmsiing cutting speed ratio IR AU UL

WRVBY rake angle WaRNTINNIAAULL orthogonal ﬁ]’m“nm:@“uad merchant 3EWUINNTTLNY

1Y £ o 1% : o a ' o
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B
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. v & o a A a &/ a a v A 2 A 1
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mi‘mﬂaaoﬁﬂmmaﬂuaammgumaaLﬁﬂﬁ@nﬁaLLquimﬁfﬁuaquwslf’ﬁowu

lunnaassazandodanfinuulsaslum AN BINANTENUBINIINIUNAVBILIILFIANIUALAG

& A dAa ' =2 o A o A A o Ad9 o a P o
Q']ﬂﬂ']i%i!umaﬂl;ll@u@ﬂuNﬂ(ﬂaﬂqsﬁﬂ%ia“ﬂaﬁLﬂiadua(ﬂ(ﬂ I@ULﬂia\n\lE]@(ﬂLLUUI‘E@H?WI"HQz@@QQﬂU“?

milling 28410384 CNC sunInUiusaumnguldasud 0-10000 rpm  lasluminasasazlfidedands

WIDIA RDMT1605MOTX mmmﬁumuguﬁﬂma 16 mm Iumsmaamm:ﬂﬁa%mm stainless steel

316L muwmﬁumuguﬁnma 32 mm Iﬂﬂ‘ﬁ’m’]iﬂﬁx‘iﬁ ﬂ’)']iJL%’ﬂ%ﬂWiéf@ 50, 70 uaz 90 m/min Iﬂﬂﬂ@ﬂad

Uindandmanuilunsnyuveddefialsaniiuanuiilunisda (Cutting speed Ratio,CR) 1iu 0

(deadaagriun) 0.4 uaz 1.4 whaasanuiilunida lunsnasasazyiniimasainds stainless steel

& A o A& o o da & v A o & a
Lﬂu’q@’q@]ﬁz 3 BINLAIIWINNIAUUIG  flank wear NINAVRUBAWIUALRENINITNRIADIUATLUANNUN

aain19tdu cutting time 323 9 WA
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PUNAT I D 32 mm

AN lunsaa (cutting speed) 50, 70, 90
aa&InANUSluNIAa(cutting speed ratio,CR) | O(fixed),0.4 uaz 1.4
282 IWNINARI (W) 369

M Iilan (feed) 0.2

JeazAiudn (depth of cut) 0.4

AN 4.1 agﬂﬁauvlmmsmaaa

AANIINAadI

31]‘71' 4.12 tool Wear‘ﬁ cutting speed 50 m/min
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gﬂ‘ﬁ' 4.13 tool wear ‘ﬁ cutting speed 70 m/min

gﬂ“?‘i 4.14 tool wear ﬁ cutting speed 90 m/min
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Eﬂﬁ 4.15 tool life(maximum flank wear 0.3 mm criteria ) nu cutting speed ratio nANUTIAGNT 9

Cutting speed Chip thickness (mm)
(m/min) Fixed CR=04 CR=14
50 0.161 0.154 0.091
70 0.185 0.176 0.103
90 0.196 0.199 0.110

3197 4.2 ANURWLABNRIN cutting speed @14 ¢)
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o

b)flanasuuulsan3 CR =04 ¢) Sansouvulsan3 CR =1.4

a o 2 da & \ 2 A o v A R
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U7 4.19 anwmiivedasniy aydedaagiuf bliandsuuulend CR =04
c)iandsuwuulsend CR =1.4

chips break
uneven flow irregularly
patterns TG

serration height
shows more
variation

increased uneven
flow and welded on

serration height shows Fowiad -
cars” of material

temporary variations

(a) corresponds with 0 to 0.01 inches flank wear (b) corresponds with 0.01 to 0,025 inches flank wear  (c) corresponds with 0,025 to 0.035 inches flank wear

37 4.20 chip formation (ladaiian1sdnnia
A ad A A =2 A A & ' v a v A a & o & PN a
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2 =2 P o« o P 2 da o P a
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