I BT A
O IREIOZEM 2 M ET 5
T BB ORZ




/4

=1 ﬁ ff%%ﬁ‘ﬁ ................................ 1
1. 1 ﬁ)}g’%%ﬁ% .............................. 1
1. 1. 1 UHMIICHE T 2000 HRE) » « « ¢« v v v v e e oo e e el 1
1. 1. 2 AWFFRICBES 2 EAMLEA L SefTiige -« « » v o v e e e e e e 2
1. 1. 2. 1 WHHRINTVBERE—Y Y FZTHDHH = « « « + o o o o o o o 3
1. 1. 2. 2 K=Y v 7MLIcHAAREZR OO Y IREMNGHIEAM O SET%E - - - 5
1. 1. 2. 3 ZuaxxX vy Z7%FHL 2000 IREENGIZIE O LT 1 1
1' 2 ﬁﬁ;’%@aﬁ/\j ............................ 13
1. 3 z]g%ﬁj(@f%hjz ........................... 14
528 MIMERR AR L2 IR 2 By aGEt & FEM 2 L2+ —Y v 7 THo

S 1 n R T S 16
2.1 fﬁ%% ............................... 16
2. 2 F=VVI/MLOVCRYIRBILERIENTET L+ « « 0 0 0o v o v 17
2. 3 MMEMIRACZ R T 2HGHERE -« » « o 0 0 e e e e 22
2. 4 VAT AMMEO MR 2 K3 2 BTG - - - 0 0 e - 23
2. 5 FEM ZiEM L TEEGHEDRE LMl - -« « v v v e e e e e e 31
2. 5.1 F=DYyIZTHDOIFS + « « ¢ o o o o v vt v v v v v oo 31
2. 5. 2 L/D=4DOFR—=Y Vv IZTEHDHEZ « « « « « « ¢« « o v o 0o 35
2. 5. 3 L/D=10DFR=V VI TEDHG: « « « « « o oo oo 39
2' 6 f%‘% ............................... 4 4
B3 RERTIEGUNIRK -V v 7 TEOERN - risEE - - - - - - - 46
3. 1 ;@g ............................... 4 6
3. 2 HITEERIRAE -V v o THORE & B - - o0 0 o e e e e 46
3. 2. 1 L/D=40ifFR—=Y v TEOBFE - -« « + « o v v v v e 4 6
3. 2. 2 L/D=10 odffR—=Y v TEOBRE - - - -« o o 00 e 50
3. 3 UIHIEERIC X AR OMREE - » » « « 0 0 0 e e e e e e e 5 4



b

b

W W W W W W W wWw w Ww

L

[©2 BN &) NS BN S) BENS) BENG) BENS) BENG) BE) NG |

t

o
gl

O &~ B B W N = AW W W W w W w w Ww

W W W W W N NN

ts M \CIN \CI (U U (ISR

o -

L/D=4 ®F—V v 7 TEHOIEIERE - « + « + =+ = o o 0 o 0 o 55

1 FEERMEEEFEERSME -« v v e e e e e e e e e e e 55
2 HUIHHEHIOMERER - -« « o o o e e 56
3 EBEERB L UNES « « v v e e e e e e e e e e e e 58
L/D=10 DR =V v 7 TEDIRMERE « « « = =« « o o o o o o s 6 2
1 FEERMEEEFEERSME -« v v e e e e e e e e e e e e 6 2
2 HUIHHEHIOMERER - -« « o o o e e 6 3
3 EEERBIONEE . -« o 0 00 e e s e e 6 4
4 MR T SR ORI, - - - - o e e e e e 68
............................... 71

RFET 7 2F ¥ AR OGN & FEM @i 2 w7z 7m e A XV v v ZRIR O

A o T T T 72
S 72
M OUIEIEIC X 2k T T 7 AF ¥ TEOFMEMmE - - - - - - - 73
FHLUWEITHET 7 A F v XX — VDR« « o« o o v o0 e v e 7 6
FEMf#tTiIc kX 2 7 a2 2R X v 3R OHERE « « « ¢ ¢ 0 0 0 o 0 v e 79
1 FEMICT X2 2 RITUTHIBNT = « = 0 0 v o e e e e e e e e e e e 79
2 BTIVAFXBRICBIT B 7o 2 XY IEROHH - - - - - 80
T 8 6
UIHISEER %@ U722 R 3 2 8T 7 7 A F v Sl o ERMEMEE - - - - - 87
S 87
75y FTEHAFGCEEBEEER « « « ¢« ¢ o« v v v v v e 8 7
1 FHALZTEDIIR - « ¢« ¢ v v v v v v v v e v e e e 87
2 EERFEBXOEERRSME - - o v o e e e e e e e e 89
3 EEHERBINTZRAFYEOEL « « « o 0 o 0o oo 91
J)—AREFOTIVRAF ¥ TEERAGEZER - « -+« v o v 0o v v 98
1 fHLAETEDIIR . « « ¢ ¢ v v v v v v v v v v e e 98
1. 1 T27RAF2EmIDOFEF « « o v v o v v v v v v v o 98
1. 2 SYETE -« « « ¢ ¢« v v v v v v v h e s s e e e 100
2 EERHFEBIOEERRSM - - o v v e e e e e e e 101

ii



5. 3. 3 FEEREEBIDES « « « ¢ vt vt v e e e e e e 102

I

=i

S L L e e e e e e e e e e e e e e e e e e e e e e e 1

06

FHow HIGUEMHIRF—Y v 7 THELRTMT 7 25 ¥ TR ZHH L 7= NEVIHIEUER

......................... 1
6. 1 HE= .« v v v v v e e e s e e e e e e e e e e e 1
6. 2 HBMHITBEY T 7 2FxTEHOZ - FE- -« « « « o o 0 oo 1
6. 2. 1 BFUPHRF—V V7T H - « « o o v v v v v v v oo 1
6. 2. 1. 1 FEM#%ZEHNLEFR—V VY7 THDZKZF -« « « « « o o v o 1
6 . 2. 1 .2 gﬁf/lfﬂ‘*‘ y MV 71%@@]%@@ ............... 1
6. 2. 2 WEMITHRERFEHT 7 2AF > THDFHE - « « « « ¢ o o o o o e 1
6. 3 HUIHHEHIOMIERER « « « ¢ ¢ ¢ ¢ ¢ o o v e v e e e e 1
6. 4 BUMHIGERDFER B LI ELL « ¢ ¢« v v v v v v vt v e e e 1
6. 5 HES ¢ v v e e e e e e e e e e e e e e e e e e e 1
A - R R 1
e d R T T T T 1
S - T 1
T 1

1ii

07
07
038
038
09
12
14
16
20

22

26

35

36



1. 1. 1 YIEMNIICEF230TCYIES

BELE I B W, HOREO®FZ R L, L, BEICoL 52 eikvbnsd,
OB T, MMEOMLEFERT 2RO WEY R TEOFRPER L 2 5[1-1]. HFE, <A
NAZAX = 2 VOBERPEE > TEHEY, MLATREFARICT 2 FEEe i TA5E O
B2, YHINTAA S FIHELCW5[1-2]. [FERC, YIEINTICRE S 25 o EE:
BREINTE Y, MRICHFEEEIERILL Tw s, YIHINTIE b L 22 FE 2 Ko
—77C, ANE 2N T TR OBl 238E L <L E 5 &, L EFmrERe ikt
Eoff, TEHEGOET, TEXEAR 25 TRHEN3]123H 5. cozd, YIHI
IS 35\ CHY) 2 VI EIZAT: & Bhilidk: 038 E 13 CEHETH 3.

P TIC B CTR D B 038 L WO —D I OO W IREI23H 5. O D kBN I
YINIIN ToFE 3 2 ARREIRE)TH W [14]), TEHmoH, Tmomtko®El, ~F
FREOL L X TRIEE LTSN TWA[L-5]. ¥ 1.1 i) IEE234: U 7=
THOFEFZRT. KIRT LI, CWVIREIZREL 3 & Y ~—2 LT 2
W7k 234 U CRHIM o itk B L L, MTREOET %25 &RC T, cozw, 1)
HIM T BT O 0 RE) O a8 I3 CEHECH 5. AWFZE TR TICE W THE
T 5 OO IRE) & P 3 2 TEEANICEH T 5.

Without chatter ; )\f\l-it‘h chatter

Fig. 1.1 Example of chatter vibration mark on steel workpiece



GIHIIN T c 382 LT LB I g8 % SO S IRBIRTRE X, FICsiiikE) & B0 O
DIRENC T NS, EEHRE) XML RAANELIC X o T X N a2 IREIFECTH Y,
FICUHIBEAEICBEb 2 b D e ZNLINC T H 2 283 CTE S, 774 AMLD X S 1Y)
HIFEREOREME & L CUJH Y JE X 3 EHIC B35 7' u ke R ICB W TiE, YIHIIZS) %1
2T ENEL, NHMLIC X - THEENREIDAEL 2 2 & 23% v, Zoficd, F2vEED
Ul & X AN HARYI D K FDEKZMN S T rv 22, FERNEDRKE & itk
S Tur R CHUEINEE 2 E L CRGREIZE LS 2 03B B, Tz, HHI
Mo TEZR CZIY M 72 EEo 7 v 8T v 2ICERT 2 b o, Tife— 2 8hin
EXY, ZOMoEWERICE T 2 IRENICGER L <4 L 25mtlRE D 20 UR O3,

—7C, BRI IRE) (LI, HUCONONY REN & MRS 1, YIHI T & R & i
DENN BB BHANEH L CRAET 2ALERR TH L. COBREGZRTFEEH R
H=RALE LT, BEMREE—FAy 7V v I7BHb TS, AR LI, @\EC
A UIREDEED 7o AIGZET 2R cH 5. Hlx L, FEHINTICE T, 1 [
RN L L 22 ML % 72, Bl LimovIHIR IciREIAE T 2 &, Z ORENA3N L
mCH e LCHEE &S, ZOMMAHEDITICHN LT JEEA# %5 i+,
D7 ut ZOFETYHINEESEL B L, FEMEEINE S WCiREIZ A U, B
REGIZELZT. ZOMLTm2 R EHEMEESA F I 7 ABEET 74— F v 7%
DPALESM &7 THEIC, COVIREINAEL S, /2, E—Fhy 7Y v 7L, FiC
i TEZ 27 94 ZINTCHRET 2 2 L23% . 794 2T Ccli TENED EE
P 2T % 728, YIHI o & (2 [ElHxf I BTG 22 PN cE b T2 2 L3 Tc& 5. [FH
Rpic, I Z58) % 51 26 2 5 HREh 77 0 b [Blfinih i FE 2 PN T2 372 2 L A3 TE 5.
Z D78, WG ICHEWCR-—FHNCIREIT % C & 230EE7 2 HHREM EofkE) € —
FOFEL, 2o OEGEIREED—HT 254, BAVOIREIT— FRETEEL TH%
FERBNCKET 3220355, 774 AMTICH T, Tl TEDOMIEME WA 1T
Ao 2 HHEERET— F OEERIES B LT Wi, BEMEEE—Fhy 7
Vv ZHERFCHEB L CO Y IRENCRE S 2 A[RE 23 H 5. — /7, iEHlin i s » T,
— RIS D A ERZE L D E— KAy T v 3L EnwEEZ NS,

LAECiliR7=X 50, MERICIREIZ5I 2T A =X LITH-TIdhn T b,
PREN 2 B SAICHIE]3 2 11 2 D A A = X 226 UGl s 2 BE T 2 LERH 5.
N SEAIREE) & N IREI O B X A = X L ITonTlE, SCHk[1-4, 1-5, 1-6]iC
WTHLERE N T3,

1. 1. 2 FHRICEEET SRALEMT & TITHR

TR, AWFEICEE T AT IC O WCEHS 5. vk, AFCTIE, fEHINT
WAEd 3 TERICOWT, 4 v3—1 (Inserttool), & (Toolholder), T E (Tool),

2



ZZEHLE (Overhang) #X 12 1TRT X D ICERT B[1-1,1-7]. T7xbb, 4 v¥—Fi
UInHNZFpoNescills vy 7o 2 e 2 X3, 4 v — bt 2 [EE T 5 FIREHROBEMER %
RVREERT D, 72, A v —F RN ZE2EDLEREZTE (Tool) &EXEKT .
NYE»LREHL T2 THOR I #22E M LE (Overhang) & L, THOEIHLE
ERNKERDOIE LD L EERT D, £, A=V v I/IMTICHHET 2 TEZR=-Y) v
T.E. (Boringtool) &MART 5.

Tool holder

Insert tool

Fig. 1.2 Definitions of the terms used in this thesis

1. 1. 2. 1 THEREATWSHR—) T ITEOHH

RN L ohch K=Y v 7T, 2EHLoMEVY v 7 MREEHIF O UIEIN T 78
ETIE, FICCWYVIREIAE LT W LA LN TS, KifETld, A=V v 7L
20 BT 3, K=Y vy 2T, TERCKS FTICHBRICREZRET S 2 LN TE,
EREE RN T2 FERT 2 2 e N TE 2720 EERE CHHINTH5, Laerl, K=YV
ZINTRRCIE, TERESBIMT T2 E 0 /hE L, REHLEPM LT 570GFEILUEE
2 THERWZLEDRD 5720, BT TEORIEIMET L3 <, VU0 IREIDF#A
LY dTWRERD . K=V v 7T s CEGITTAER &N T 5E Oz 1347 2 X
F DD OIS CEETH S Lo b, WD IRE)ORLEIIAERS ICE W TRD B
HEDO—DOTH 5.

DOV IRE) % [k 3 7= DRl & LT, 22 CiddcicERbInTnh3R—Y
v 7 TROPHREAMICOWTHY EiF 5., HIRENTCHWER=Y v Z7INTHDY Y v F L
BB IUOHIRTEZHFEL 2#82 2K 1.3 1CF &9 3[1-3, 1-8, 1-9, 1-10, 1-11, 1-12, 1-13, 1-
14, 1-15, 1-16, 1-17, 1-18, 1-19]. KITIFFHBFKFT L TV L R—) v Z TECHERE I LT
5 THZex i LREEEE (U, LD LIRS DKtz H £ v 7% H bl 7-fl %
RT. E7, FABLAEF—V VI TER RV EIEME X OBHIERMTcoEL, HEEE S
LY TR v THORKLD OV KD FERERK 1L ICE LD E, UL
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DIRENZ DT I TE 25AKD LD 8KEWIRE, PHRMIERESAS W & 2ERT 2.
ZZTHWEAZu ZFHEREESLT LD 2D TEICEW TR IRBIZHE L iRk
L/D Z{RiE3 2 b DTld7a <, WGEREDOMA DIEEREIC X o TERILI N BUE L L T
W 20D 50, HIREEN 2K T 7 7 2igiE e ke U CHlilkBdii 2 ot + 5.
—fRIC, FERIINTH O RV ZFZMIC I I n s, #MHor—Y v 7 THD S B,
P s A3 e T Cwua WIHHN & TEHORK LD O FEfEIX 3.5 TH o7z, —F5, LH
O H Bl OfEE 2B T2 7 BRI & -l o R — Y v Z TECIRA LD
DFHEEIZ 43 TH Y, PRPHRFFESALEL TR 2228055, b, K13 18T X
1T, AtLo#ELR -1 v/ TECE, BHRNKROFEEIC 20 b 3HESRET 2 /1A L/D 28
EHIT5THE. AR ER LI N TR Wil R—) v THEICIEZ—F v b
ROEL, RMEI MR- v TEIZ -5V MR ETh B, —ikic, K
— Vv THRICy =7 v bRE2&T 5 EREEDRITEIXET 3225, AfhIZPHIRNR % i3
ZETO =7V P ROEVIE L [FRREOMIEZHERF T2 X5 ICEEI L2 Ex b5,
RiT, FAEFEMOENE X OIS ROEHICEHT 2. DTk 3 EoRM (8,
A E, FkG®) ZHVER—) v TEZIRGFELTCEY, l, FkHe, Bise
DIFICERAR LD BSKE 725 Z 23900 5. AR BN 2 72 S Lo Wil A4
Flor—Y v 7 TEORKLD LT, 58O WEHEIZT TH 7= —T7, 3 #H5K
7t LT3 TERZ I 32 2 Loz L 7-#iGaefo R —Y v 7 THOR
KLD DFHEIZ 67 TH 5. GHoFr—Y v 7 TEORKLD 26 Kiith 270, T
NEBRNCTEEEE & 2 EHRNEEZ LR —Y v 7 TEORA L/D OF{EIX 7.5 & 7%
D, PR E LT nR =) v 7 TEX DB PLRRALD 258K b, 7k, Gihid
AW TLD Z2/NEREL TR LEbNS. UEXY, SAXEMEHIS
FBEEASICAHE S 2 2 & T, FIRMICERA LD 2A LT 2301kt L, IR 2R TRORE
WEHEYVRKREL R LB 5.

$72, BRI E L TROIERE VD DL v i 2 oR—Y) v I TETHY,
X 13 IR EN3 X951 L/D OFHEHEIZ 9.6 THolz. T2 TihR2 X v Bk & 138K
IREsHE D —fEcd v, FHIRERENICS 2 HBIERICEEREINAELC 2 2 Ik > THR—
Vv 7 THORNTA U 2 IRE) 2 105 2 B[1-20) 2 f5 9. &t filt H o BidRE S %
RHALTEY, 2oL EMICRT 223 TEARWVD, HELAZFTIE CHORK
L/D 2814 L2 L TRE W, CHDRA LD 2Mthic bR TRHE L TEW DI, S 4FH
MicHEBASEZERAL Cwad Z EicERL T3 e Bbhd, T/, Lito&R[1-12]ICiX
LV ROEHEIT R VAT LELTRHRBEINT VLD, ZOLEDOY AT LZERHL 72+
— VY ZTERLD 210 THEI Ehb, X EEoRr—) v 7 TELRARED
TERER D 2 &3 B,

PLEGli~77z X9, T REICEWTIE, SAXEMPIIREEET S, H50IiEH
AV A R T 228 CRALD 2 KELK T2 LD TE S, FRT, X v ii#Ex
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HHT2CETCROVREARLD #FEHTLILNTEL, LoaL, XV FELERT2
56, BEERSR =) v 7 TEONFICHAAT N TS 720, FEEIEHEL 72 ) 2 ol
Bz P RKIRICEL 5. T2, =V v 7 THO/NMAMEBREEE 720, ~FiEO/NE W
WEMTICIIEHA T 2 2 L A TERWREEL LS 5. BESEEMEZHV 256D, Zif
i & i L2 ofildEa X M e 7 b,
DAR—Y v THRICEWT, L/DI0 BELZERT 2 Lo T 28O » KD biv

Z D70, FEEGICENTIE, 2z HE

TWw3,
16
s 14 —
% 12 3¢Tool holder: Steel ¥ Tool holder
< Carbide
85 10 X Without X With ° oo oo
- coolant hole coolant hole
28 8 ° o
g e ° o0 ° °
€ E 6 L °
235 o0 °
° 4 ° °
S ° L I ) °
= 2
0
0 0000 o0|loo o o|lofloo oo oflooolcooooo o oo
OO O0OO0OOOOVUVUUYVVVOVOUVOUVVLVLOUV|VLUOULVOLOOOUO U V|0
<O 0O QWL OO INMco OO WO TIOo OO0 QO — " XxX|d
Steel: Carbide: Anti-vibration
Ordinary / Ordinary / (Damper) /
Steel: Special alloy Carbide: Anti-vibration
Anti-vibration Anti-vibration (System)
(Head shape) (Head shape)
Fig. 1.3 L/Ds of commercially available boring tools
Table 1.1  Average L/D of commercially available boring tools
) Steel: ) ) Carbide: Anti- Anti-
Boring | Steel: o Special | Carbide: o o o
) Anti-vibration ) Anti-vibration | vibration | vibration
tool | Ordinary alloy | Ordinary
(Head shape) (Head shape) | (Damper) | (System)
Average
3.5 43 5 7 6.7 9.6 10
of L/D

1. 1. 2. 2 FR—=Y2VTNIICHAFRELZ UV Y IRSIHIFHRMTO LITHE

T ZTEA=Y v IMTICHIHARTRE 2 O 0 IRB o I, % OfftrHifinicBEd 2
FRFEATIRIC O W TR L 72651 2 M3 5. UIEIIN THIc R E 3 2 VOV Y fIREh % #Il
T 3113, BRSO SIS EHRTH 3[1-5]. D720, RLERPEO AR RIS L

5



TNV IREIZE L 2385411, REREDHF—F Z2HH L TINT RO %%E 5
T ETCREWNSEINS[1-21]. LrL, &=V 7T ETiE, IR DGR 2
S5 U IRBIOMIEIcH R—F 2RI 22 Li3TE R, 22T, K=V v ZINT%1T
IRRITIE 1.1.2.1 TR XS ICTEFRV IR CHiEEEICER L7727 7 e —F28 K<
HEHINE., s ofiio—aiconTid, FiHk L7280 3 ciciiib 2 Tn 3 23,
I X P IKIEICE K 72 58D D 5.

OO Y IRE DI % FE 4 2 e e ik & LT, TERAZEMO a2 AT 54
i T3, Hil 2 1F Thoren b (ZFEM O—EFIC CFPR Z A\, THE AL X DOHHE~
CFRP 27 %fiAd 5 Z L IC ko CLEHOMENEZED, HWMEDHEMN 82y 7747
vV ADREEHR L T B[1-22]. 77, BEOMEHCEE MR R 1-23]%, &
WIREFREER D DT R XL 7T F 4 M[1-24, 1-251% TEF L ZONFICHAAT & & CTH)
fil: % e 2 FESRE I N TC» 5. 2 oftiic, A=) v TEHOMNEIC~ I~ 4 b
BENIHE (77 7 74 PR X UEAMED 2T 2 FiE1-2600, F—V v/ THDY
YV IEICY) v RO T I =y L L REEEMEIOJE 2 BRE T 5 FIE[1-27T] 83 R E I T
W3, WERD I THOREMH X PCLEUNREI N LBREINLTEY, 20k
i, HLASL OBk 4 I M AR L 2R 2 I 3 % 2 & c e BRSO T
W3, 7272, WINoJED, e T 2 & ek ilhdE o X M ECE il & 7 2 RES
»5.

THRVAEMOSREZVR Y ZEWDH LIC—EDMEBIREONE DD, BNAR
ENSEEEZERT20RBSTIIRWT &0b, X v BEE2 A5 3 20ERIM D % <2
RINTV3, BITIRCENTE =) v THICHHA I N8 L v otk R,
HAT[1-28, 1-29, 1-30, 1-31], B X NS ZH TR DSk IC O WT, I L Ick
121cke®s. LI, o B RN aNEZET 5.



Table 1.2 Mechanism, strengths and weaknesses of damper technologies

gggw e EFF s £ 1THR%E
REENHT AR
<R 18 .A ’ 4
R BENEE, (I spmpmce | ZRCERELESE. | 35136
1R HEDEREFATS BEIEER L TED R 137, 1-38,
CBRIEEOmMYM | 1-39]
RETIBENHD
N WS AEE TR | MEECHANDY, | o\,
don | mmmminmys | SEawEcn | gEEbgc |00
. FHRELCHAL | BLEGEATHE | 1742/ 143]
[1-44, 1-45,
HOMBLE AN BEEE : -
| omracecEone | mm o [WECRETSEEe| 14614
o iy vd = < SHERT2 EHS AT -48, 1-49,
1% Eai§%£;£¢zm BRI | et 5| 1o 1o
1-52]
%ﬁ%é@ﬁéﬁt
SR MEERT S, e
" iEEK . 1T LR,
ER NREIEEE R HCET, AT, TFORR,
FUs | REICEBILEIERDAREL, | BEHZELD mmigﬁgfmb [1-53]
HO £ D BEDIE NS A
5. ChI- kYT EHENELS
BHER T A AT i aE
E&?é.mﬁﬁﬁﬁéﬁé:tﬁ st
MR REICHBILIEI NDFEEL, ERZ /Y e o S B
Sk | AT EOTEOHEES | $EMRAAEL | ATAERTS | [1-54,1-55]
ZILT . :@:gﬁ@ﬁﬁﬁ
C

BRI, IRES AHE (2 2 CldF— ) v 7 TH) o LCHiBin a8k %
IG5z e<T, =V v 7 TEREOIREIZINHIT 2 X 5 1IcHHRA T T 270 H 5
[1-28]. EMER e EHERAMEL SN TH Y, HilRfLI N T iR —) v 7 THEICEWTH
ROLAIAIN TS, A=) v 7 TRHICHAT 2561, Bk 2 TR ICH
DT B EMTIY e DT HORESEL 2720, THFRLZDNERICHET 2 xXEH 0%
7. WEEIOBIIRER D RET T & L TId, Rivin HBELIHI & 7 v X LFT7 4 +
J A RRE T IC BT 2 BIRIRESHE DK EHC O WTIRE L T\ 3[1-32]. £ 72, BiIREAT
ER—Y) v/ THICENT, YHlIhoaficzbb TED Bl (1 v — Ml #hE
DIRL YW EEHIT b ERL 72T MEBIRE[1-33] LT 5b, fhicd, L4 Y —ikx#EH
L 7= 385 1-34]%, 3 KouH FR%E %15 (Finite Element Method : FEM)[1-35]% fi\» % 3%
EhWHE I N T E, NEROBIREREAT & Uik, KilEREE X voce LCERT 3
FiE[1-36]%, — 2D REOEIRES Tld 7 < LE O /NUBIRIRE: % 7 BcE L CHLAA
THE[1-37], BIUIRER L 1E Y BEER X R oREE 1 DI A G D 5 ITIE[1-38) 035 X L
T2, [PEREED TRE A BIIRE R D I2E I L CH Y, BIIREGHEEO R X 2T
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52 TLD 15 DOR=) VY7 TETH PR IREIZE Uk &y fERSHE I T
v 3[1-39].

¥ 7z, EEEX Y IE S e E T RIBEE N A 55 T & b R T X o)
LT A BTV TE V[1-30], F—V v 7 TH~DIGHL I TS, T
Hakov Z PN ARIAA TEBEBR X v R D EGEIFIR DGR D IRE I 11T 5[1-40, 1-41].
OV IREHIEIEA & Uiz, TEANICHE W 7L — b 2 A X 3 FiE[142)%, BEER v
ANROEEIKARA Z T2 FE-43 MR R I N TH Y, HRELOBEML SR O U
DIRENZ G 220 RME b5 C MBI TV B,

HE 2 cBAL T, Thomas H[1-44]1% 13 LD & L72% L DL TONTE /-, ff
WL o THARL ZHERICELY 11 2 Fi5[1-45, 1-46, 1-47, 1-48] &, NEBICHL A AT H Al
[1-49, 1-50,1-51,1-52] 3R SN THE D, WINDMLHOREM X 72 EOBED AL NT
W5, LN, ZollEa R b BRI EITH 5 2 Lo SR LT
%,

Z DOfhic b, BREMTRIR & EIE 5 Electrorheological (ER){it {4 Magnetorheological (MR)
TRz R L - HHREAM b IRE S T3, ER &V oS3 athnsd 0 IeEHicEn 3.
Wang & 1%, V'Y REN% & v CRAIL CTER A ZGIHIT 2 2 Lick h F—) v/ TH
DEFRFEE M BT 2 5EERRE L TWA[153]. £7/2, MR XV S ER X v e LT
THRPICIFET DR FICKE RPN 2525 2 L8 TE 57290, MR XV %L ER XV
SN XD FHRENEAKR E VB E D . MR XV o8ich 2 2 EFR AN & 2 CiER 2
T2 FiE[1-54]°, MR JitRIC X o ClEG0mE 22 (L3¢ 5 2 L cF =V v 7 TEDIME
A IC L X TN Y IREN 2] X & B3 FR[1-55]RE I N Tw 3, LaL, Th
SDOTFRIIBIFAMENMELN TV BT, BIRREZ & X v~ ZHH L -5 T
HorVIHEPEMEL 72 5 720/ MU EEL <, 2 XA MTHIOREDES. ok, C
NoD% L IFFERMLBED TIEAR L, mlbic b I L Tuhin,

RGN 72 & v SBT3 ELAMC, v S T 2 F 2 — X R REEBIICERT 2 O
) [EREETEDMRE & T B[1-56, 1-57, 1-58, 1-59, 1-60, 1-61, 1-62]. 15 21X Matsubara &
X, F=V Y/ THRICY Y LIEBT 7 F 2z — 22 flAiAA, BIRIRRE L CHEET 2
A v xr 2—#fT (LR) EEEZIKL C, EEWNAEIa Y 7 I 4 7 v 2% KR T % Hifix
RELTWS[1-63]. L2L, COFETRT 7 Faz—22E5UMEARIRE AV
K, ZEOEHI L, I O D= A TG & ASRLE & 7 B[1-28]. BEMICIZ
NoDEEOI Y XA ED T AL, HEOHY M1 - WA LICFRD 255 2 &2
b, RO L ~ v ci3AEERE COFAIRHENTEIAVWEEZ 3.

M REES T 7 F 22— 2 ZHFICOCR Y REIOMH 2 KA - R b IRE S h
T\ 5. Filtered-x Normalized Least Mean Square 4% )i L € CNC TAE# o B &Nk ~
4 — NNy ZHlfEE G 2 LR 5 Tik[1-64]%0, TE KL X O T ICHIGERE 1200 777 2D
KAFREZ Y T 71 B2 E LT X ORI % iR s 2 Fi2[1-65] 258 & * T
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VB DTN IREIRIEOIRD BHER S N TE Y, Y IRE OIS A[RE L 7o o Ty B,
Lo, TOXAMNART 7 F 2z —2 v uiks ZEMBZREINTH2H D
O, Hffmm, =& Mk OBl HYURAE & LT 2 I35 ED % .

INE TIBRE T NOATIRZR IC BT 2 /516D IRER LRSI CE 225, JikE
TWENZRTETIR RV, £, WInoGEbEiGEa X P BKIEICHENT 2720, FEH
FTRRELRMELED Y, —HBOBRIRGEHEEZRS Llg L A TEMMLIN TR, —
J5C, #ilEa 2 b RBNE I OO 0 IREN DI & EIH S B AlREME D B B Bl e LT,
BRSO BT ICER L2 FESHRF SN T3, Suzuki b 13, BRGSO B51E230E
HIIN TRRICRA T 2 VD IRBIOREMEICK E EET 2RI AMEEZHL 2 L Tw
%[1-66]. Z LT, ZORBNWAEEZAAL, EXWICEGEZHET 2 2 L CUHINE
B3 2 FER EIRAIMEZ R T 2 FiEZREL T B[1-67]). ToFiETlE, TE
RN ZICFTED MR 2 G L CRAA 52 27210 T, L7 vk RicEBT 5 FER)
MR 2SET 2L TE 5. Thbb, ERHTMD XS iIc#dEoeE=a & b
bz e A EEDLTIC, A=Y v ZINT.o Y JRB)E0E 2 EH LIS 2 /iR S h
TWwW3., LaALAanb, *OREIEEOEEN RO IEBI L TEoT, TEXK:
RFICA U 2 3G HRE DIREMIGIR IR I RIT T E DL e S Ty, Tz, SefTif
72 CIRIREIHIFIRD R IC SIS T2 1L LD=4 O+ —Y v 7 TEITH L TREFI LT 3 28,
ZNUU LD LD T 2R IIRANTH S, Thbb, BIWEEEMAT 2HIRTERIC
DWTIE, FEMWRERICET 2ats A 10ch 5. Bz ERAL S 21, ik
fn CHIEL O BiR A — V) v 7 THORKME (L/D=10) fRECORMIE SIS,

LLECliR7=F =Y v 7 TEOIREAMNICBE S 2 fTilisio 5 b, F—Y v/ THDZ%
SHLEE TEROIL LD ICOoWTE Lo iR %X 1.4 1IR3, X 1.4 Offthi:, L/D ©
ECH 3. oI, TR —Y v 7 TEHEZPHREM L, H8EEH Z & Iciy
T2HR—=V V7 TEHD LD OFEEEZRDAEREZR 13 1T LD 5. SHIRENT TSI
TETF— 2R D HICEFERETILERD B, N0 DOFEEL LRV XFEMOETHIC
X BHiRENAR (P LD=4.8) 3o FilRELAfr, Hlx (X & v o8 CFE L/D=7.1) X b/h
SWHEAZFAID Z B TE B, BT cIxBIBIRES % (3 2 Hiffi o b Bl
RErEEAICH Y (I L/D=123), L/DI0 #HZ 2FEHH % AbND,
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Impact damper MR fluid Sensor and actuator

CNC machine tool /
Anisotropic tool

Fig. 1.4 Relationship between chatter vibration suppression methods

and L/D in anti-vibration boring tools

Table 1.3 L/D of boring tools using anti-vibration technology

Anti-vibration technology | Average of L/D

Material 4.8

Tuned mass damper 12.3
Friction damper 7.1
Impact damper 7.7

MR fluid 10.5

Sensor and actuator 7.5
CNC machine tool 10
Anisotropic tool 4
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P ETCR=Y v ZinTicEs ) 2 OO Y IREN O HIREA T IC D W Tk <7z, OV ) RS % B
fEd 2 Ecid, ZOBHROETNMLE X OLREWIT FEDEECTH L L2 b, fHHIC
il C 3 & 72\, HHLY 7 VO D IRENEGR O & L C, Tlusty[1-68], Tobias[1-69], Merrit[1-
70| DHERARIBENT WS, Tho OHFRIC X o THAEMBED A W =X LRBHL D,
Z2) 0 YJHIRED O 0 IREVFAE D FEEEDSEN . S Tz, 2 s oBERIcESW T TR L
PR E OBIEIE D £ T O 21T\, EREGEI S X ORISR gt 2 iS5 2 &
XY, FEEOUIHISEHCN T 2 ZERAZ KD 5 Z L HTE 5. Eynian & I3fEHIINL Y
Ot RAENRELZETAMEEIT, ZORERNT FEZIREL TW5[1-71].
Shamoto 5137 4 V&R EHWTR =V v I/ LoREN 2 Eelt3 2 FEZREL v
5[1-72]. KX ICHBWTH, b DETEICETHWZzET v 2FIHT 5.

1. 1. 2. 3 TRERFVEVITEZHALEVUYIRBIIHFHMRDETHR

CZCIRYUEIMTRRCHRAE T 2 VOV IRENZ i 2 720 075k e LT, ZhE Tt
LCERTEL IO 7 7n—FTh 23, Tuex X vy 7 2HHAT 2280
FiF3, Teexgvev il K15 1T L9510, EiiESEOIRE) %k U 7-Bic T
H o\ F 23R BBzl U QSR 24 L 2R TcH H, Y IRENCH 3
2REVDIA ENEZFIET 5 2 LA ONT W B[1-6]. HICYHEEZ K T3 &
TTURRX Y IBRBT 5720, BERSTHH LT WREEH 2. —7i<, 1
HLEE AR T AEEEDIR T E WO HESE S, oo, AEEOKT 2525
ZEDEVEERS TR ZFREL 2 WGEICREKETFRLE LTHYONS 2 &%\,
72720, =y FAHEIEAE ST & v &8k EOMHIM oM T 247 5 BRic i, YIHIEE
Z 5 OUHEE K RET 2HERH Y, 7oALY IRRELPLT V., 0
720, ITNLDHHIMOMTClE 7 e 2L v ey 72 BEIICHIA L 72 @3m .o 5
BRI hTn s,

Chatter 1 Rake face

vibration
Cutting
Tool Process direction
Flank damping —_—

face force

Fig. 1.5 Schematic illustration of process damping
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INETI, 7R EVE VI RZEELZVCRYIRBOMBTE T AZEE IREE
TWw3, Sisson b, LEHORTAECHIEIA, VHHEORELZNMKL TT AKX Y
vy kT, EEBRWICEEHL TW»A[1-73]. Wu id, Y IREIDSFAE L 7280 T
HRFTEHOEMET A2, TuvA X vy I NEBIIICEKD 2 5EZIRRELT0 S
[1-74]. Altintas [1-71, 1-75] 5 I3 IREHEE B X OIEE ICHH$+ 2 T o2 X v ey 7k E
TMEL, EETES—K (Fast tool servo) % FH\»CTIRE) & 128N D BER % EHE 1< FHHI
T35, VY IRBIOWENT 2 FHwT 7 a2 & v v v 275 % [FE S % F35[1-76]
ZIREL T3, F 7 Budak b 13 TEMRIFEHEEMOBR % MNH 2 7 v 2 &2 v ey 7%k
BeLTETMUL, REWEZHET 2 FE-TTI° 7T u A X v v JEBERIET S
7200, FEEEEROWRNT 2 M3 2 TE1-18]121RE L T3, —F, (REERE L 2%
1%, BMMOEEZITS 2 L EEORTA, EEREE, FNEolrProERzEE
LT REWA Tl 2 2 LI LT3, Oguzhan & 13 T BT HEElIC X 2 5H
MWL =T ML, MRWMEAE & TR 3 X ORHhHEE 2 B8 L <O ) ZE
P& HEE 3 2 T T2 4R L TV 3[1-79]. Chiou 5[1-80113#MEIEHIINT. % 2 KITHIIC
7ML L, Clancy 5[1-81]I3¥mIESEHIIN T % 3 XItHICET AL 35 2 & T, THERE
DWEREE L 70 AX vy 7ETAERREL, V) REMICHT 2 THERED
SR ONT LT3, Shawky blE, 70w AKXV Y VRIS 2RO KR X OHEE ST
EEREL T 3A[1-82]. Ahmadi 5%, 'Y @ 72w RITYIHIEER 2> M EHEKED 7 0
ARV IR TS B RRE L CTWB[1-83]. 2D X D IT, A RfErE T
BT BXRAZVEY TR VYV IRBIOHEES L O 2 HiNE L CTREI T 5,

FRoBHFRIVTRS RICHERE AT TERRE LT, RFHEREZE TR
WELF 7 STk, Fdehh s X BITHER 2 F R L 2Bk E AR LCTwb, —F
T, Suzuki H[1-84]iF, 7B AKX v v 7 HEBINTHIA T 287 L OO Y IRB) o I F
FED—o2L LT, TEHRITHICT 7 AF ¥ 2153 2 FEEREL T 5. REFIE T,
FITE OIRMELA L CHRENAIFEE U 72 RRic, T ERTTH O S 23 9HIM o - BT & $2fil 32
ZeTTuRAX Y SRR L, VR IREIZLET 28 HFFC& 5. FEM %
FHLZBITIC XY, 77 AF v DIPIRCREDS 7R v A X v &y T OMRICEST 5 T
ERTHIZN TS, FRfC, BiROVIHIERZEC T, TERFHICHMlRT 7 25 %
#5952 TTREARRET ZMRBMEREIN TS, —J7T, T OfFNT & FED
g & 0, THMRFTEANCEAIM OBEE - TEHAEA 4 U S HRE SN T3, Tk
bbb, RIFET 27 Z2F v DR EBLE IZ, PO IRBIOIIFIcOWTE T TR, TEX
BRI ICOREEET L, UEoBEA»D, 727 2F vk REOHFH Iz 0T
TICBOCTEEZD, TR CEBREEE Nz T 7 A F vy BRI 1 EEoATH Y, IR
FHMHIREC RS B X O RIBICHT 2RI D W TR0 3l 235 & LT 7o,
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1. 2 WREOHM

HIfficib 7= X 5 ic, A=V v ZINT.0 R Y REHNHIEATICEE L T%  OWf3eE 25
WAL O Fe 21T o T & 7. ARffgEClE, 2P T BGHEEE xR -V v
FTHRZRWEMNCER T 5. AR L 72X 51, Suzuki & DIEITHFZE[1-67] T, &=V
VIIMTRHCREAET 2 OV IREIOLEW R IR L3 2 Fhke LT, mAXRE R
g5 Lic ko TUIHI 7 m 2 R ICB1F 2 EER BN 2 0G5 T 2 FEZREL TWw 5,
ZDNHETIE, FTEOmER 2 ERT 2 2 LT ni, RN IZERK OBRIM: %
HZ25ZeHBTE5. LALLM, BT CIIEREHRE M IRBIIGIRNIR I b 378
CIRBANHISI R O E B 729087, TS CTERIN TV ZEHL D LD ST 3 RN
MHIROMEI AR LTz, 22T, ARWFFE T, BbhEE o B2 I L 72 B
HEIEFRAALEA T Ic D W T, T & EERO M2 SMET 21T 5. BRI, it o R
FtEkatic X 2 SR A L O BilgR & 3B 7214, FEM ZiGH L 72 TE#GHEDRE L H
fliconwciirz, 51, EEOTHORFZE L CHR—Y v 7 TEHOFEREICOWT
BRAEEER 2T 2 & & bic, EAMTORELZHL2ICT 3.

IHIL, TRERZ VY 7 EEMHRICHAE L TR IRENZ I3 2 Fiko—o & L
T, LERTHENICT 7 AF ¥ et 3 2 FRICEH T 5[1-84]. FefTiigi<id, TEMETTH
CHiliZR T 7 A F v 25352 Licky, BEOTHERMHAT 254 L HE L CTAWY)
HEEERE C 7 a2 ADRET 2RBMEO N5 C LRI TS, L L, FHFRC
THawRAZ VY IINRICERE R RIT T RSP RIBBRE T 2 FHI G S L Tw B,
INS DOREE RIS 511X, RTET 7 ZAF v DR EFEICOWTD X b7 3G
DECH B, ¥, EITHERICBWTL, 2 —XRE2HS TE% M7= 5210 7 5l 1152
EX T, £ 2T, ABFFETIE, 4 v —FORITFHICT 7 2F % 215 L (L,
T 2AF ¥ LTEEMER), RIET 27 2AF v DR EBCE DD 72 5 T2 O W T &
FEROME 2 O %ITH. 7o AL v ey 7OWRICHEER 52 2 L E 2 b1
DT 7 2F ¥ IREZRE L, FEM T2 <, IREIER & IRBIRIE D8 % T3
3. LI InNLD TEEZRIEL COREMOEHIERZEML, RETI2RTHT 7 2 F
Y TR IC T3 2 Wb O RS T RIB TR IC oW Cat 217 5. 3, Bz 2 oomEi
N flAGDbEZTEEZHEL, chExHuvzimmbed oG RIcEko %, R
T2 AF % DFEHEHEZWHSL 2T 3. &bic, J—XWEFOT 7 AF v ftE TEZH
WIZHAMEIEHIERR 2 U C, RTTHT 2 A F v OFERMOMGEEZ1T .

B2, FEREE o BTEZ IR L - BIRPERIR AR LA & e v 2 2 v e v 7% FH
T LRTHT 7 ZAF v LHEMHA G D 7256 DBHRMIFICOWT, FEER) et 2 Fhi
T3, NEIMTERZERL, o oEfiomMTHEEZHO T2 e L bic, FEAL
WA 7= BT i & FER DR E 2 H B 220 T 5.
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1. 3 AEWXDWER

KECIR T E2 ORI NS, ZOREER 1.6 IORT. F28HEOMEIZIT o
DTh5.

B ThGm] <k, AR ZIT-o iR, AWRICEEES 2 5e17is%E, Ao HM
IZOWTihR 3,

552 B [HIERR A 2 5283 2 BTk R & FEM 23S LR -V v 7 THO
ekl Tk, A=V v ZIMTRO VY IRENA 1 =X L L BAWHIRA—-Y v 7 TEo
ﬁzliﬂ"]tiﬁxaﬁa'ﬁ COWTHIHL, 2o ZHICiTo72 FEM ZiEH L 7= TE&EHEDR

& EEEHNICOWTIRR B,

%3afﬁ??6%ﬁ@%%+ Y v 7 TEHOFEERN - HTRIRGEE] <ix, aEL 7% 2
@%®%%*~)/7IE@%@%@%%@L,MI%%uiéﬁﬁ%%wﬁé.

%43 BRIWET 2 2F v BROMET & FEM iz w77 e 2 X v vy 73R o
SFT] T, TIRFEERZE L COREHICNT 2 T XX v vy IR OMERE & E S %
MR L, RIEZ R T 2R T 7 2F ¥ DIIRICOWTIRE T 5. £ LT FEM @ %
mmf7u«x&/t/7w%%%M?5

55 5 TUJHIEEZE U 72K 3 287 7 25 v Bt o FERAERGE] <k, SEL
BT T 7 A F ¥ TEEZRAWC 2 FEEOYIHEERZ 1T, Trex K v ey 7R%e5E
FAMICHGES 2 & & D ICEREIRR S,

%6 B TRAGWHIRA -V v 7 TR RITH T 7 AT » TR % FIRHC R 72 U] H1EE

RGWNIRE =) v 7 TR ERTHE T 7 2F ¥ TEZFEFRHCHERA L, Z 3R
POPHATEI DD LD BKRE K=Y v 7 TEHIEHATRED, PN T %8 U CTHGEE L
=R ICONWTIRR 3,
BT E [fER] <k, AR RO BRI OWLTRRS & & b ITHRIEEZT .
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AR A L 2 EHR T 5 BAFMERHERE FEM 25 L
A—V U TEOREE

2. 1 #

1 BCHBARZ@EY A=Y v 7L TIIMLIIBR I L Tl R W ZEZHW 2 720, LT
Ha v ZoPEMET L3 <, Y IREIHAE L -OmTEEC TEEMME TN 5
DB 5. BIRNER R N T WILHNRTIRA— ) v 7 TEHO THE X L 81E5F
b L/D o F9fHEIZ 3.5 TH Y, ZNEB2 ML E2ERT 2 IR ESHLEE 7 5.
f~UVVWI*$wfi I TIAAR Dl 2> & EHFTRE 7 VO Y SR ICHili 23 H b, E

CAR=Y VI TEHOMIMEZSET 2 FESREINTE L, Fhaxffe LTid, TEFAL
&@%ﬁabfmai L7r 5 M EHR % Fik[2-1], BIdRERHERE A T H A 2P
Bt & & CHMIEZ M B LT W IRE) 2T 5 FikR-2), T2/ F a2z —XEHWT
REBHIYIC NN D RED 2 1] 3~ 2 TiE[2-3172 &3 b b, B4 RbifRH ok c, Wik
THRIZBWTE, TEFVZORMERBEGEICEET %KL, K=V v 7 TRICHR
BB 2 TEs I B .;ﬂ&i,iﬁﬁ%hkmfﬁw%?w%@%%
D, #hiEa Xt 2SEOCREER S

AL T, %Lwﬁﬁm%m:xbm%ﬁbi — U v 7LD Y IRBhH %
FHT 2720, Suzuki & DIRET 3 B MEE J@mu%o<+ Vv 7 THOBGHEICHE
H3%. ZoFETE, A=Y v 7 TERBICFr—VEBREUIYVREEREG Z TR
OfriERE G52 L T, f—UV¢MI7u«x*ﬁjéﬁmﬁ%miﬁ6pq
Lo L, ZoEiMizERALT 21, TEOHRFAELVCY Y IRENOIMHIRIE I &IT
@®%%#aEkéhfmé.%ufiii,UUD%@%W%?%%ﬁ@%%$—)/
7 TEOFFHEmICO Wl et 2 £ 5. £9, 22fiicsne, K=Y v 7L
7ax ZDET MU L VO RE) D LE RN T2 B3 5. 23 ffic, K-V v 77
7 R BT B EEN Bl o B % I 3 2 BAMREIOHEARRE 2 T ITon
T3 5. 24 fiC, OO0 IRE) A2 I3 2 BAGWHRE — U v 7 THORARI 3515
Had~z, I6IC, LHERFEOREHERED 7' 1 & 2 DRE(LIEREIC KT THEICO LT
FERTHICEH S 222975, 2.5 iC, FEM ZiEH L - LHEREREDRE & 2 MOk D
IEHIICOWTHR B, ®ERIC 2.6 filc, KETELONLMMmMEZL 5. &Pk, KETH
RIENBEDO—FILR-5]ICE L O T3,
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2. 2 R=Y2IMIOUVTYERHRERFBHIETIV

2T, RECTHWRR—-) VL e 20ErAl, N0 IRE 0% E RS
MFRHFECOWTHHT 2. A=Y v 7ML 70 20 %K 2.1 ITRT[2-6]. F—V
VZMLTIEFMEWTERALZICA v — PRI A, Blfigigics U CPErick b Ed)
5252 8T, NEBIMLZTS. AW TIE, BHIM 22800 0 cElzL, K-V v 271
BT IRAERN I I 2T ik 0 EB 2 5.2 5 2 L AR E T 5. TERAALIFMEL, 20
filiZzific o LT TTh 3. 2ozw, TERAVXRENA (dltas X Cylifsm) o
WiEMET Led iz, K=V v 7 TEix, yFHNTIIRE L, % Do ik
BLaweRET 2. £z, YHEDGM (Y7 OIRENIAEICYIELY [ X &8 135
HL»EEz, AL TRy T RIOREIZN L 7 0+ RIC 5 2 28 2 \HT 2. L
HOIEARKNTRT & 91, ERITAOUIAARE,, | [FEdH720 DIXY Zcb 3 5. HHIM
LEET 24 vy — MINNBER Oz mBGEIE 2 UIHIED & 35, £7-, #HIM T 2
A vy — FEID S B, 1 BHEEETOYIN AR & 8HIM & D BT D 287 M2 o %
AW & 35, 2O DOIRIZ TEREIOZE 2 AL 2R FoETH b, LS
ETHPROADPLEET H L TE 5,

y y fr
A
I Z X Dynamic X < pr
placement .
fp : Principal force  before one ) ) Chip flow
ft : Thrust force rotation V!brat!on direction
— z direction
U (t—T) y n
Insert tool N / 5 2
\ : 13
’ x' dr I

4 X C bd

Tool

! & Workpiece b
holder 5 N N Rotation
\ g v direction : Chip flow angle
©
=
a
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I
|
| n
I d
¢ 0T TTUT AT e_ b : Cutting width
|
I
|
I

Vibration direction b, : Regenerative width

Present dynamic displacement
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¢ :Feedrate

Fig. 2.1 Schematic illustration of the boring process with chatter vibration

xic, 21 s 7rexeER T 5. Kl 51 2 x5 m o TE—#HIF R o
M R u, (£) &35, Eliho 1 BEREIAZT & 52 & 1 FERTOMN A Zu, (t — T) T
H 5. FZleoVUIHIBHROZE EAs(¢) 1ZHXQR.1HTRI N 5.

As(t) = buy,(t) — bgu,(t —T) 2.1)
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T HIC, K21 1IR3 X5t <30 Colwell HI[2-711CHE - THEHIM & B3 2 4 v —
UL HE O 2 A SRR L CEES ISR T 2 ¢ FE 2 5. KITRT X HIcZ o]
D TR IS T X i 2 €K T 5. UHIDNIE TR L Ccz oyl h < F5tim
(—x'fifi51E) B X oY E (—yllhE) cEC 3 e RET 2. chickoE, YEDs
eV KT A CTERI NS 2 Rt 'y Vi) #&F 2 5. 72720, x'yFHic
£ 2 THOMERAOHE IR T 2. 2 ZoTbIHIc B 3 F5 0 % £, W8T % £,
&L, BT HYMIRGIZK,, K, &3 5. FREULABTTH (xI7m) DHYHIEYIZK, =
Kicosn& 3%, 22T, nidtly {SATH 2. Fthio x, y HaoblEl o 5 5,
IREVENL SN S 2 1 O EBBIAFIZ Q2T I ND[2-8]. kb, KFEHROEKIZ~RY
FLEERT.

—K; cosn As(t)

1
:{ A }:{ 1 }A&@) 2.2)

A&(w}
K, cosn

AF&)={AG&Q

K.(= K /Kp) i3l cd 3. 22Tl =y ¥ 7 4 —AOREIIMT 5[2-8]. 21,
O Y IREIBUNTS 5 LARE T 2 L UTNN Ol 13 & A L2 L iz, =
P 7+ —ABYHINERCE 2 BRI ALV EZONS 2D TH L. K22
R.DERAT B LT, REI)IBELNS.

1
AF(t) = {22%3} = —K, cosn {1/Kr cos TI} (buy(t) = bauy(t = T)) (23)

XiC, IREZENuEEx 5. 22T, GO IRENIH—D Mo, THRET 2 LIRET
5. CODIRENZLT LD H— DR CcRAET 2 LIRS v, H—o BEEERE
L7G6Th, ZOREMRFMN CIIRE RREITEL R LN TV B[2-8]. FF
I, I DWHEIICZAE L 22 WEEHIR DI T %17 9 B, H—DEEE O IR
gt LK, BT 3 EIEBRICENTH ZOMEAZHANSE 2 EB8TE S, W
D IREH D AR Blw. 2 IET B L, R—V v/ TED 2 BHERICE T 2 R EREK
G(iwy) %, REZENMNu(io,) & VI EZBAF (o) % T4 TRI LS.

Q2.4)

ux(iak)}

Gyx(iwe) ny(iwc) AR (iwc)
1, (i) [ { |

“@“9:{ Gyx(iwe)  Gyy(iwe) [AF, (iw,)

OO 0 IRENIC RS 2R T M 3x il 717 CH 5 2 Ao, x5 1A DIRENZ N u, (i) 1T

FHT 2. XQH» o, FEEEGEETOULARTT R OIRENE (u, (iw.) 1%, VAR TTAIDT]
EEEAF, (iw.) ZFINTHRQS)TES LN TE 3.
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U (lwe) = Gy (iw) AR (iwe) + ny(iwc)AFy(iwc)
ny(iwc) (2.5)
K, cosn

=<Guﬁwa+ )A&Gwa
T, JEHI T\ R 20T BT B YIEIIZ5E) & YA KI5 20 D ZSBI RSy % B O 1 5 3
7 EB) RN TH Y, il ROREREOZZH VT 1| HHEOM#EE) R KT L
BCTEDS. bbb, YHIMLIcE WL, FHNTTRDIIE L&D T1T7mDIE, 53557
LT3, ML YEICKE L C—EDEROWEERH 5. C OFEE2 K
T B TETMUT 5 C & T, (mEB oI AIH DB 5 & EE# R B9 T,
ERLT 221 TE 5. 201 HHERERE 2O (in,) & L TH(2.6)TET.

ny(iwc)

CDO(iwc) = Gxx(iwc) + K, cosn

(2.6)

R(Q2.6)IF, ML7 vt 2O E%ERE L -8R, BWREE OIRERIE O AIHG,, 72 1T
Tl (IR AIHG,, DS ZIT 5 Z L 2R L TW 3, $7abb, GO RTIED
B\ F5 L xERT 5. Z o BIZVIHIES IO 1K, 910 < A icikE 3
5. RRIHBLUK26)ZXQI)IRAT L LT, K2NBLUKR)BHEHNS.

AF,(iwe) = =K (bg + ¢ — bge T )d(iw)AF, (iw,) @.7)
Gry(iw)

K,
K(Q2.8)D D (iw ) 1XfEAI 7 v 2D, Y)Y { FHitTim & ko8 2 ZRE L 72 1 HiHE
RERCH v, AL CIIABIRERB L EXRT 524, 29].

2T, AR (iw)3FEEmr Dl 2ICQNBKILT 5 1Cid, R xki7z T 0ERH 5.

D(iw,) = cosn Py(iw,) = cosn Gy (iw,) + (2.8)

1+ Ki(bg + ¢ — bge T )d(iw,) = 0 (2.9)

oYY 7 v 20R TR AR L CRORERREZGL LB TE S, b, ©
(= cosn D) ITHREZRETIHENREI2 v 774 T VA THY, WEWFHEOEE 25
ez, Tl v Rx0 70y 7 %K 2.2 IR,

2 CRIEEDIM TGS 2 LB ERBMICEHET 2 72018, 74 v Riigm %
A LT (2.10) % fi# < [2-10].

1+ gmKi(bg + ¢ — bge @M d(iw.) =0 (2.10)

RQRINIXAD K S ICBET 2 e TE 3,
B -1
"~ Ki(bg + ¢ — bge~iwcT) d(iw,)

Im 2.11)
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Equivalent Gyy(iw
a D(iw,) = cosn Gy (i) + M

transfer function K,
Projectionof = == = = = = = -—-—-—-— - - - - =-
specific cutting force ; Projection coefficient Dynamic transfer function]
in chip flow direction, in thrust direction (inx directio_g) I

> _KC

cosn f’ Gy (iwe)

+
Dynamic uncut Dynamic cutting force (Thrust force) F;

chip area
As(t)

Force ratio Cross transfer function
1

—> — _T’ Gy (io)

Dynamic cutting force (Principal force) F,

Cutting width

+ e e e e e e e o Y- -
b |« 7
—1 Regenerative width Delay Prfesentdynamlc
. Displacement
by | el u,(t)

Previous dynamic displacement u, (t — T)

Fig. 2.2 Block diagram of the boring process with chatter vibration

221K T X I IC, gz KImERBEO 74 vThH Y, IREISHED L REET 24
FICB W TIFIEDFTEEE 72 5. g > 1D EERE, 0< g < 1D & ELLIE, g =1D &
FREMRAEAERT 2. KQIND2OH/ONE g, IEEHTH Y, ZDEHDimag(gm) =
0% 72 3 gm DEreal(gn) P I b, ROAKEL L IEOH/MEZKDONIE X W, [ v
Y — b YIIH O PG HIM Ic e 3 2 ARET 2 &, K 2.1 25, FEEbg1dA v
— D =REEREFH T, XQ2.12) X W B FIICkD L 2 L B TE B,

Cc
by = /ZRdr —di -5 (2.12)

FEEIC 2.1 X0, 10 < ItifiidX13)iEflL Tk b 2 LR TE 3.

d
n =~ tan‘lf (2.13)

¥ 7z, FHEEEEN (min) & D, 4 v 3 — U NEEEIHT (= 60/n) %2 kD 5 2 L3 TE
5. ko7, MIASMEE L CEEREREn s X CULIAREd, 25 2, O Y IRE)O JREE %
O EAIREBATIE (B ZILEAIREIE D 95~110% O #ipH) <E&ET 2 & T,
imag(g,) = 0% {7 T IEDFEITH 27 4 ViRgn 2 KO BH T ENTE 5. LEWMHT
DEGFEHGFIHZ RS 7 —F % — F 223 1T,
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[Initial conditions input]
Nose radius R, Feed rate f, Spindle speed n,
Specific cutting force Ky, Force ratio K.,
Transfer function G, etc.

v

i=1,j=1k=1

v

Calculation of chip flow angle n, and

P regenerative width b; with respect to
radial depth of cut d,.(i)
) Calculation of gain margin g1 (j)
with respect to chatter freq. w.(j)
j=j+1 imag(gm1 () = 0
(Update of w.(j)) &real(gmi1(j)) >0
Yes
Im2(k) = gm1(), k=k+1
v Ves
Identification of effective gain margin
Im (1) = min(g,,,) with respect to d,
(gm > 1: Stable, g,,, = 1: Stability limit,
9m < 1: Unstable)
i=i+1,
(Update of d,.), [«
j=1,k=1

Fig. 2.3  Flowchart of the gain margin calculation for chatter stability analysis
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2. 3 RAMEMEBXEZRRTIEAMEEE

AEICIE, TR OB D SERAAL % 2B 5 HbE S o B 7 ket o BEE2-4]ic >
WG 2 ST 5. X 2.4 ISV IRENIC X o TYIIY JE & SEH) L 72225 S UIHIN T3
2ERKZ RS, YUY EXAEE T2 LT, YHOBZEL, T457) - o insZs)
35, ZoOUHEIoZENC XY, TEARGESIIRE A COT Y IREINFET 5. 2ot
%, 22 i [FRRICUIEI A (yll ) ORENIAREINCYIE Y JE X A8 I3 EE L v
EEZ, K CIEZOML 7 ek 2icxn§ 282 \HT 5. 22T, xliliimo T D
BAAE) & ZFAOYIEINEEOBIRZ K 2.5 I0RT. §OHEBAFICX>TELSET
B XTI DN Z Ty, % DILERE Gy &35, 72, ERNEHAE,ICK T
LU Bxil/ A 0 LEHOLEH Zu,,, £ DIEEBEE Gy, & T3, ZDuy (= GeFy) Eur(=
GyyFy) DRI v THIUL, THOIRE A U0 Z L 2 ERT 2. uy & u,, DRNER(2.5)
TR L 72 O Y RB @ A T w, D xBl 7 A OIRE A u, £ FE L, $habb, RQ2.6)T
L7 1 HHERED, 238 1 Th TR I DEBIAF K O Fx il 7 1 OIRBIZ 7w, 13

A=
y
Vibration |
direction

X

Tool feed direction .
—- Fluctuation of
AFy principal force

.
v, &
., o

I R

Workpiece

v
AF, AF
Fluctuation of Fluctuation of
thrust force cutting force

Fig. 2.4  Fluctuation directions of displacement and cutting forces during cutting

Tool holder Insert tool

Displacement Displacement

Uyt Uy
I 41 41, 1J Principal
Thrust force K,
force F,
Transfer function:G,., Transfer function:G,,,
(a) Fluctuation of thrust force (b) Fluctuation of principal force

Fig. 2.5 Displacement of tool holder in the X-axis direction due to fluctuations of cutting forces
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RQ6)TRLZE I T, UK 7o+ 2D 1 HHEREED, 3RS DR D A
RS 72T K, JENMIERSY & ks L O Y K SR O EE 2T 5. Th
X, WIS O (RERE O IR A TER 04y 1 ks LU Y < FRHA Z YN RE!
T52LT, FEHNGEAVIIAT VAR EFHLIGSE Z L ZRRL TS, Tabb, B
W Dz B O 3 IRy % B S L 3~ 2 & & T BN I IR 23, IRt o
DERFFEEFFA L C, YLARTTHRENC S 2 2 ZUIHII TRy O 82 KT 5 2 LI
L0, FENARUHEIZ 0 2omERE 2 E T2 23T E2 5. XQ6)&
D IER AR R RIS 5 2 & CEllE b 2 =BT 2 2 e R TENIE, Y IRBIDRER
BambdsenTE334TH 3.

P bosmikicky, 1 BHERBD e, T4abbR(2.8)L ) &MU ERBO L
0Lt XIS S A TENE, BEERIICIXYIE Y vk 2B 5 FEE B
MAERA(LT 2 2 & b RAEETIZ R\,

2. 4 JRATLAMOERRILZERT SEAEREER

HECREA U 7z MR A L 2 BB 3 2 BrMREotflAz ik 2 <, 2o TlE, i
T OB D MERRARAL % I3 5 72 0 O BT HARERE O IR 25k G e 2 53 5.
Z D, FXElN T A — XFREDRE R TR 5. SEITIEIC BT, Suzuki b 1
M55 d 5 2B DIRERS D a Y 794 T v Al E 1 5T L, & bIcEER* [HiE
b LT, HEORSMZEET 2 TFELREL T3 24]). 2T, HRT bpglk
BERICEWT, XKATRIND Xyt 2 BHEGERREE % 5.

pag(s) = Gpp(S)  Gpg(s)
 [Gap(8)  Ggq(s)
Wnp/kp 0 (2.14)
8%+ 20pwnps + Wiy
0 whq/kq
| §2 4 20qwngs + w,zqu

W, (R IFE—=ZN T X =2 DESAESTH Y, EIEIREE, WL, [$hmiEZ2 R4,
T 2T, wp, (IEETTH T DI (Wpp = wng, §p = §g) TH Y, kTR 21H (ky # kg)
ThHEWRET S, Thbb, plifLqlAOImERERBIC B W CUIFEBEIREIE L QfEs—
BL, FBEBITKS TIC—E DG, (5)/Gyp(s) = ky/kqg B R T

xic, 26 WWRT X IIC, pqlElER%QnlEE L 72xy B (7ot REEER) %5 2
5. xyAER I T DRSS OIRERIEY 6 (s) 13 Q2.15) TR b L 5.
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Tool
holder Tool
p insert

0

Fig. 2.6 Relative relationship between the xy coordinate system and pq coordinate system

xyG(s)—[ Gy [cose —sing]7! [ “COSB —sm@
Gyx Gyy sinf  cos6 Ggp Ggqllsind  cos 9

pq PR R DAREBIRPIG () DIENAIHIZIE R TH L L2 IRET 5 L, XApBFELNS.
[Gxx Gry] [ cos® 0 Gy, +sin*0 Gy  —sin6 cos O (Gpp - qq)

(2.15)

(2.16)

Gyx Gyy —sinfcos 0 (G — Ggq)  Sin? 6 Gy + c0s? 6 Gy

Thabb, xyMEER O IR TGy X O IER AT Gy 13, pgFEER R T DX Y
Gpp, Ggg XA T AIC X VREK ST N, BHEMAOICIG L CTHKTDELZHET 2 2 L D8
T& 5. ZofFEZFAL T, QIR T ANRImERKOE e &7 X ) ICTHET S
et UHIZeex e UCERERN IR Z BEm I 3R L5 2 L 3T
%%, OUGERE O Er L7 5 X O IR T 51T, pqlBiER DIRERIEPIG (s) D XY
I=Z)0%s) @mc DBEECICHUBIRICH Y, ZNZnoME S 28V 2T L R dh
X7 5 7, TTWIHHM E X, EEDRBEREICKN L CRIRBIRZRE S —E DIt
qq(s)/Gpp(s) = const ZfRDO T L BT 5. ARUCEREOrE ¥ L x5 X ) ICEET

E DA, Gy & Gy OHRBRZ2HIZ, K(Q2.6)2 50K, LT Y < FRHifAn 2 FvTX
HATKIN3.

Gry(iwe)

Grx (i)
Z 2T, xyBEARR O JEEBUSERIE O MR A0 1ITF L CAMIRERBd ¥ itk 5
LTSS, ETRQ16)ICHDE, xy TR O BHEURERH D [Rl45 4 6 (R A7 14 & 5T
L7t R %2 K 2.7 1ond. 2oL, X@8)& WK 7=EmEREE &b TRL T
%. [X2.7 ORISR LR REL, Ao Xy PR % O JEIEEUmIER R o [Rlin 0, -k
FEALEBB D 2 v T IAT v AERT. ST, AT A= X%k, = 2k, = 2 x 107
N/m, Wy, = Wpg = 21 X 10® radss, {, = {; = 0.03, K, = 0.6, cosn=0.6 & L7. $74&b
b, pqlBiER L LC, BEEREMEE MELIZF—Th Y, a7 747 v RH|G,|/|Gpl
32 ¢& L7

= —K, cosn (2.17)
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Gpp (6 = 0 deg)
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Fig. 2.7 Influence of rotational angle 6 on compliance components in the Xy coordinate system

[F#5fH0 = 0 deg D& &, FHERTRT X I TGy = Gpp, Gyy = G & 72 Y, IEAIEG,,,
GyxlZ O um/N TH 2. 25, BHEAMOIIKIFL T, FHIDAY T TAT v ABET
5Tl h B, ZORER, QIR TANICERBO D KRESLH L Tk Y, Fffick
> CEARICEREEe A e (B &7 b, EHEMO KT L THiRo v — 27 2843 5
AEDRTFIET D2 EDB0h 5.

22T, N7 A — 23BN AR RGEHED HIRE R RO G OB LT 5720,
FREANT A =2 RE L CARIGERBO (iw) Z5HHL, 20a v 7747 v AHMERT
DENBICOCTOHI L7z, FEA AT A—2L LT, EEROMERA, V10 < FHtHMA
n. pQEEERD 2V T T AT v A Gaql/|Gpp | FHIRFEBED T Mfg — frop» FFTILEK,, K
RO /¢, il L7z, U ICREll 2B~ 2.

T VT IAT VAW Gyq|/|Gop| % 2 & U xy PR O JHBEBURIEBIE O [lL 0 &
cos N DGR I L 72 /51 %2 X 2.8 10T, X 2.8 DRl Locy R O JEIEBURERIE D
[lfRfAe, fltcosnZRd. &2 TRV IRBIORELOIIEL LT, ABIRERE
DI KA FE T Bmax(—dp, (iw.)) ZaHlli L 72, @ (iw,) iFreal((iw.)) EERT 5. VY IR
BORERFIIRKAFRICEENIKTET 2720, RAAETI/NE VI ERPREL
T2ZEMHMbNT5[2-8]. Thabb, ANIGERMORAAFEBmax(—d. (iw)) L%
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DREWERL TCWDBLEZLILNTE S, &b, 7K 3 TE—HHIMTE O EERRER:
EPTHOT S WAIIKIET 21750 TH D, FERIIC 02~1.0 DL 75 T L AL\ LFH
Z, TZTIK, =06& L7 K28 XV, BEERDOREELAO L cosndZ{bL$ 5 LT, &
KEAFEMBKRE LT 2 L0 n 5. FHT, BHOWBEERCH < R0 = 148 deg 121
H3 2L, cosn=06fTEDACEIFHTRAAELEYIGEDE, KET S vy
2%, Y1 < S A ZUTHISFICkE T 2250 < cosn < 1& 7%, TD70, LTk
X o CLENZ M L LIS 2 AREWD H Y, #8872 BI#EH0 13148 deg [fHETH 5 Z & 2357
225, WICEEEAO = 60 deg 18D X 9 ISR EY 256, Z Oftho AR L
Mo U TR A FE i max(— @y (iw ) ) SHI L TL W, A2 o TEIIR L 72 2 AIRENE D &

' i

0 20 40 60 80 100 120 140 160 180
Rotational angle 6 deg

Fig. 2.8 Influence of rotational angle 6 and cosn on max(—t;’)real(iw))
(ky = 2kq = 2 X 107 N/m, wpp = Wpg = 21 X 10% radls, {, = ¢, = 0.03, K, = 0.6)

RIZ, [AHLfHO %148 deg ICEE L, AHUIGERHO(iw)IINT 23 v 7747 VR
|Gaql/|Gop| PFEBE DV CERIM % AT o 7245 2 X 2.9 1R Y. HilllidpglBiEfoa v 75
ATV A Gyq|/|Gpp|s MblHIZcosnZRT. D5, TV T TAT VARG, |Grp| 28 1
BLLE 3 LAT ot Cld & BUmERI 0 K & FEfimax(— P (iw,) ) 23E 1 & 72 5 cos n 37
(T3 L5 h 5. QRIBEBIEO BA & Emax(— e (o)) 12 0 & 75 5 4RIt
16 XQ1ND» 6, XA TKRIT LB TX 3,

|Gyql _ K cosn cos? 6 — sin @ cos O

|G,y| Ky cosnsin® + sin 6 cos 6 2.18)

TIo < FH AL, THR TSIk L TEL T 5. FlxiL, 7 —RPEEPKE
CEESTAYLAB DN WEETIRYI Y < T AN 230 deg 1ICED %, WDBE1390 deg
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SEDK. bbb, U S FHRHANMFEEE XA 0REA T 2ERET 2 2 3T
ELNTRA—RTHDL. 0D, WEND Y T T4 T VR Gyql/|Gpp| IS L T,
ZEWPE LT 200  FHRHfAn & 22 X5 ICEKFEEBERITNIER W LB 0H 5. £
72, K29 XY, YIDIABED 0~0.5 mm FRE DL BT &CREHAYLIAA DN
WEEEXNR ETE5E, cosnld 1ICTEWEZ & 2720, K29 ICRTT—RRAXT 4T
X3 T IAT VA Geq|/|Gpp| 23 2.5~3 i L 702 &5 IKiEHT 2 o EE L\
D5,

0
0O o5 1 15 2 25 3 35 4
Compliance rate [Ggq|/|Gpyp|

Fig. 2.9 Influence of compliance ratio and cosn on max(—d)real(iw))
(ky = 2 X 107 N/m, wpp = Wpg = 21 X 10% radss, ¢, = ¢, = 0.03, 6 = 148 deg,
K, = 0.6)

RIT, pqiir)s 1A O HYREFEL D T X 2 A URERIE O (iw,) DFE%EE 2 5. EERIC
THEZEWET 2 &, NERER EOFEC X ) HIRFEFERICTAE T CLE ) 2 203
Bcx2. oy, HREFEBOTICNT E R PREIBERI NS, FlELA0 %
148 deg, 2v 774 7 v Altmax(|Gyq|) / max(|Gpp|) % 2 ICEIE L, pqlEtEs oHLiRE
BHELD TSy q — fop DRFE a5 L 72455 % X 2.10 1273 3. BTl 3 p g AR % oD AR F 5
DI Nfpg = fop» MEHHITcOsnZRT . XD O HIRFEPELD TN 0 Hz D & FITHRD KK
AR T2 L3 s. £z, HIRFEEE DO T ICH L TR TS AIENRIC
ZALL, fuq @ LTl PRE VT BEVKERDB GO NS T L3025, FFIC, cosn =
0.6 (UL TRIRDS TN & 230D 5.

A L 72 TSR K D, fog CR L ChHpy PR Z WIS R WREWEA GO NS, 2 DI
WD RN % RIS % 72, HHRFEBED TN % f1g — fup = £20 Hz & RGE L 72 R D JH

BURTEBIL D HEL 2 AT © 72, Gy, Gaq DHETHES X UGy, Gyyyy POEIDZALZ X 2.11 IR
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T F72H 2.11(a), b) PRI DFRAIE A KASERIE D HAR A EHmax(— @y (iw) ) 2R L T
W3, 2.11(a), (b)Fk1c, FEHRFHBELD TS0 — frop I L T, JEBBURERI L D FE T
real(Gyy) & real(Gyy ) DHIFRBS IR GAHE CHININIC S 7 F LTW2 2 8B h 2. 20
5, real (@) DHIFRDTZARIC D ZALAAE L 2. 1T, K 2.11(a) Tl fyy < f < frg» K2.11(b)
Tl fug < fo < fop Rl 72 3 JHBESf, DFIHHIC B VT, AR L TREL RS,
2.11(a), O)PHEE LY, fo & frg PR/NBIRIC X 5T, real(®)DZEALD T IAIDELL T
D, H211@DHKD 5 fo, < frg®@ & &, BRKAFEHB QI L TOWY IREHIH 3
22 DMK T 322 L0 0b. —H, 2NO)DEMD D, fop = fg®@ & F T,
RRKAFERO M BEEHIRKAERIGEELZEZ TRy, 2O ehb, w7zl
ET 2558, fug O LT, 8D T 2ICKELS RS XS ICh VX2 BET 2003 R0 &%
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Fig. 2.10  Influence of frequency difference fnq — fnp and cosn on max(—cbreal(ia))).
(k, = 2kg = 2% 107 N/m, wp, = 27 X 103 rad/s, , = {; = 0.03, 6 = 148 deg,
K, = 0.6)
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Fig.2.11  Frequency response functions with inconsistent natural frequencies of f,,, and f,

Ric, [EEsf0% 148deg, IV T T4 T ¥ R Gyql/|Gpp| % 2. IR EE DTN, —
fap ¥ RICEE L, mARARTICNT 2810 < F5HAn & 91K, DRFE L i L 7245
FxRM 212 10RF. X 2.12 ORI LK, HEhict] v < FHE A2 R, Z OFEER,
Sy FIHK, 23035 LA EOFEIRC, mKEAEIRAEr & 30  FHAHBEET 5 Z L
a5 5. ZoBRIEIXQIEZELL T, XickvERIhd, ZoFEX%2iHETHEIC,
AGERBORRKAETRE e L, BIRERERAT 3.

sin 8 cos 0 <1 — M)
|G|

Msinz 6 + cos? 0
|G|

212 X WK, 23 03~04 L/hE e &, 10 SR A2 S WIRUBAARSLT
FRENLRL EEZ NS, —F, XY NHKPZRECEEICE, Y)Y <A
N2 60~70 deg & KRZE WK TRENT 2720, UiAAhEd, DRELMWMBZ R TED L

K, cosn = (2.19)
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Fig. 2.12 Influence of force ratio K, and chip flow angle 1 on max(—d)real(ia)))
(kp = 2kq =2 x 107 N/m, w, = w, = 21 X 10® rad/s, {, = {; = 0.03, 6 =148 deg)
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Fig. 2.13  Influence of damping ratio {;/{, and cosn on max(—cbre(iw))
2|Gpp| = |Ggq| = 1.067 X 107® /N, w, = w, = 21 X 10% rad/s, , = 0.03 6 = 148 deg,
K, = 0.6)
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5 FELRHHT 5. 252HTIE, RET 2EHTFEICHEIZHF L2 D4 DF—) v 7
THIZDWT, W) ZEME L VIHIZEFDBHRICOWTESE T 5, 253 HTIE L/D=10 D
A=V v TERICOWTREDOEE #FElti 3.

2. 5. 1 R—=Y)2JITEDHAEE

AN 7A=Y v 7 LHOBRGHFEOMEZ M 2.14 I8, K 2.14@)IRd LI, K
— U v 7 TERAERIRO eI A v — b 2ED 1), RIcEIEEL CHW 2, T
BT RGEE D 720, MO IR SRR T, AR T, F—vIBRiC
X2av 74T v RIARERR2-11]% FIFH L =G EEINE 23 5. X 2.140b) IR
T IO, HBICT— 3k —vEFET 3 cHBEmHOEE L MIPESMET L, HRTH
(g/im) DIREMRIEIIIER NG, —75<, BT (pAra) CIIRBHRIED 1L AR H
BT ZNEFIFT 22 LT, pqIRRTDa Y T IA4T v AK|G,|/|Gpp| & TS
%, [FRRC, =i XY Bl OB D 2 2 & CRIFIRBIEDEMNS 5.
ik h, liEoE e o FEEIREIED g I & e L Teem < b, BREIREE
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Fig. 2.14 Design method of the bending mode with anisotropy in the orthogonal directions.

INFE TR 7=3%EH IO %, U FEM @Y 7 b (ANSYS™) ZFIH L T,
JEREGET 2B L 72. 2Z2Tlk, LD (CEOEIHLE/FLVXER) H4BX010 &
5 X EEH LT Gt L7 LID= o T %X 2,15, 3%t L7z LID=10 DET L %X
216 BXUFE 2.1 1TRT. ETADIRIEP2S OFR—Y v/ TETEREHLEZ 100 mm
(L/D=4)3 L R X 250mm (L/D=10)& L7z, HHIC, E—XAMNTIC X Y pq IR D EH
IREEEwng — wnp 23 1 & 72 2 BATRZ TRR L TR 72, R, FBEUCEMNTIC X
o CIBEBUREBMEHEE L, a v T T4 T v 2| Gyql/|Gpp| & MM ZREREL 72, 2 C

TlE, VA Y —EEEL, QESMENS0 & 702 X5 IfREEFELCGRELL. 2D
IR IR D CHERIfECH - €, FEROFEL 3T 5 2 L2 RAET 2D Tldkew
CERHEBPLETH L., T/, REIE— IO 2 TEHEEHOFELEET 2720
X217 T &5 IKEEHREICOWT D ET ML EITH 7. ;OD%TJVﬂf‘Lt.E(nA X
plT & q T CFRBOMIEIMB AT Lk 5, MllEx2 @726t 2To w5, %
7z, LID=4 DIRBIC 3 A_—FZ2HAL T3, HiKD7-®, L/D=4 TEEHEONAT
HeL<, mIRESZEELZJHKR—Y v 7 T B (S25S-CTFPL16) % €7 ML L 72,
L/D=10 i, [A U L/D O i 2 5 L 72 2 KN oA =V v 7 TEZE 7 b L 7=,
Z LT, &b ZITxt U C MU ER DT 21T - 72 15 b 7= R Um0 &
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HETADQMHE, p /7MW DHIRE LSy, p HADEKTY 7747 v Zmax(|Gyy|): pq
JTINIC A 3 5 AR A BB D TN fg — fop, WA T Y T 74T v 2 Homax(|Ggql) /
max(|Gp,|) 23K 7o, T TR MR 2 3 2.2, FRITSAF 2R 23, RpTHES 2K
24iIcF L0 5. YRS O Z RS

Insert
tool

250

(a) Isotropic boring tool

Dummy Insert tool s
(not used for cutting) A _,I B _,l
9,
y &q’ Tapered horns Notches

Insert tool

q
section A-A section B-B

(b) Anisotropic boring tool
Fig. 2.15 Dimensions of isotropic and anisotropic tools (L/D=4)
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(not used for cutting)

v Insert tool

A _,l Tapered horns Notches g _1 ‘
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B

10

section A-A

section B-B

Fig.2.16 Dimensions of isotropic and anisotropic tools (L/D=10)

Table 2.1 Dimensions of the designed boring tools (L/D=10)
Structural Notch depth | Notch Width | Horn thickness | Horn length
L/D ) Model
dynamics d, mm w, mm t, mm I, mm
Isotropic 110 0 0 - 0
A10-1 6.8 89
10 ) . | A10-2 8.8 107
Anisotropic 5 10
A10-3 8.8 132.8
A10-4 6.8 89

(a) L/D=4
Fig. 2.17 Analysis models with fixtures
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Table 2.2 Materials properties of analytical model

L/D Material Young;;spn;odulus Poisson’s ratio [I?;/Sr:g
Steel 193 0.29 7.97
4 Cemented carbide 490 0.22 12.6
Steel 200 0.3 7.85
10 Cemented carbide 580 0.21 14.5
Table 2.3  Analytical conditions
Coefficient of friction 0.04
Frequency resolution Hz 0.5

Table 2.4 Summary of frequency characteristics of the designed boring tools

. Natural Maximum Natural Compliance
Quality compliance | frequency ti
Structural frequency | . : : ratio
L/D . Model | factor | . . in p axis difference
dynamics in p axis max(|Gyq)
Q fap Hz maX(|GpP|) fnq - fnp max(|G D
np pum/N Hz pp
A Isotropic 14 47 1471 6.6 -18.1 0.93
Anisotropic | A4 52 1813 6.4 -34 1.37
Isotropic 110 47 273 73.4 0.3 1.0
Al10-1| 52 323 98.2 0.1 1.67
10 ) . | A10-2| 50 309 98.8 -0.4 1.46
Anisotropic
A10-3| 51 313 106.4 -50.4 1.99
Al10-4 | 146 323 262.2 0.1 1.72

2. 5. 2 L/=AnKR—YTITEDEE

ZZTlE, D=4 oF—Y v 7 THOFIGIRORGHCOWTEHIAT 2. A vy —1 %
U0 551 2 el 2 IRk & 7 2 2 & CEM LRt N T v 2D5FiNn % &, AT OR
He—F2RIdnWEEXL, 20k, M21510RTEHICLD=4DF-) v/ TH
DIETFERICIIA v — F DRI X I — 4 v —FZEEL, WMEE L 725 X 5 Ik
GtL7z. 72721, LID=4 K=V v 7 THOHTYIRE L F— VRIRPENHAHT AL,
HIROPHAF N EEETACL T2, 2Dz, X I—4 vH— M IZED T 7,

MHATEE AR COREFTIEIC X VNG L2 LD=4 DK=Y v 7 T BRI ZERM
BITOWT, FEM I X B HEERE R4 X 2.18 1IT/R 9. Model (I4)IZNHTE (FAHM) <
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D, Model (ADHIFIRET 2PIRA—V v/ TEHCTH S, 7z, X218 ISR ERE D
BHAES L, 2V T TAT VAP RK L %0 5 B, 3750 bREEAIRIIE2-12]% 7R
3. R, LB DM IS PBURER R D 2 v T A T v R, T Bt %
BEAREBEBOMNMEE RS, £ 24 X0, WHLE (W) F=2v7747 v R
max(|Gyy|) / max(|Ge )23 093 FE L 1ITEWHD L, MhFE ETH L. i, bIv
IS IR Gy, Gy BT T 2. 21U, HE 2 B UHE SR TEL Rl FiRE < i3
BN LIGERLTW3 &F 2 b5, FHTEOIEN GG,y (EH ARG, & AU
FEWBIRERLTHY, MHIIKEEL Ty, 202 025, IERATEG,, 3 ARIRER
D = cosn Gy + Gyy /Ky ZHGIM S 2 FANCEEST 2 2 B TRING, Thbb, R
Q)XY B R EARLENT 2 X5 IHRET 2 E 2 LN 5.

—JiT, %24 £V, BETHA)pgEER OB, 3v 774 7 v Amax(|Gyql) /
max( |Gy, )23 137 FE L 1 XYV b REWHE2 L, BAGELZRL T, ERFAEHO T
(X fng = fap = =34 Hz & 72 Y ililE 35Hz) X0 b+ovha <, FIRFICEEE DR EAS
FoNTWE, 72720, IBSAIEG,,, Gypld 2.5 /N /N S v, xy R OB, IE
SRS Gy DI FHIRIT Grp /O T2 2 v 75 A T v A Hmax(|Gyy|) / max(|Gye )1 0.13
FEEECH 5. 7z, SAIE & IENAIEIIEERELLC, fH IR L TWw 5, & D728, K, cosn
25013 L7825 & BTGy & Gy DB L THRILERBO RN 725 T LTINS,
T, X 2.9 DR IFHERICR L7z, SIRERBO RN R b GG 0ay T
7 A7 v 2ttmax(|Gyq|) / max(|Gyp|) L Ky cosn (= 0.6 x 0.22) DBAfR & b —EF 5.
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Fig. 2.18 FRFs of the L/D=4 boring tools in pq and Xy coordinate systems estimated by FEM

ZZCHHATEWM) E RETEAY)DZOZER KO —fFlE LT, K. =06, cosn=
0.22CFE L TR o 72 ABURERI O (iw,) & FEBUImERB DN FATHG,, 3 X CIER AIH
Gry D7 PR % [ 2,19 1R33-I BUSERIB O EH,  #itwhiE 2 DSl %
Y. PO RBIO R ERFUTIRA AT ERENIKE L, RRKAFHINEWIEE R
PR 5 C EAMBLNT 0 5[28). B o, FHTHW) LT, RETAAYHT
Fh— v LY REDHEICLY, JBBUGERB O AIHG, AP R E T & 25D
5. —7iC, GREERBO(iw)E s IRETHAHDTTH/NI W eHnh 5. KT, 7Kk
TR LZmKAERZ KT 2 LIHTE X VIRETEO %) 1.7 /NS W ETH 2
Tihn, WHTBEI W 17 FREltd s enfiElilcx 2. 32bb, RBET 3G
TR TEAR OB (X0 T L O IRENCN 3 2 ZEW DK T 3528, otk )
D FHHLAOHAR R EYNORIRT 2 2 b ©, WEkoH MR E2E5 2L T2 5. 7=
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Fig. 2.19 Vector diagrams of the equivalent transfer functions of L/D=4 tools with K,. = 0.6 and

cosn = 0.22

H(2.8)ICHD ¥, AALERB D RA A E T max( -y (io) ) IS0 3 253 1K, 3 X U]
D < SR A DR L i L 7285 R 2 X 220 1R~ T, W3 Ik, M cosn %
3. 2k, IHLEW) ERETLHAYH)DRKAFIOMER % i3 2 72012, RRKAEER
max(—®y, (iwe)) A 1 pm/N & 72 R Z i Tn 5.

220() & Y, JIHLEW)TIIVIY < F5tfAn & 21K 2K & W T TR AKAE
Hmax(—@re (iwe) ) 235 U CEREM B A E3 5 2 & 23575 5. 4041 L 7= HiBHN ©
X, (Kr,m) = (1,89 deg) D5MF T iC i T/ DI K & FEiffmin(max(— &y (iw,.))) =026
um/N 23607z, 2L, U0 ST KEwE, cosnady/hE 72 D W AIHG,, D
BRI T 5. E7z, DK PKRECEE, JENAIAG,, DEP KRS 5. Z07k
, FEHn T izl v < Fitifan & K, 2K & WEHFETREL LT, — /T, /
— DR E CYUBABZR BN W LTI T oZAET ik, Y1 Iz /ha <
THZEWRTE R, 2D, WML X 5 RRENRSE T CoORLEWEDR ET S
ATREMEA D B

—J5TH 2200) & Y, RETEADIL, (K. n) = (1,81.7 deg) D&M F ThR/NDRKA
FEiffmin(max(—Pre (iwe))) = 0.33 pm/N 23 b7z, Z oF/MEIZAHATLE4) & [F% 72
23, [X]2.20(a),(b)IC~ L 7258 50 b, IRKAEE 20 3 2 U TE14) & 0058
R HEREGANS LN TE S, ZNIKHAT, KLY, RETEA4)ITK, cosn = 0.13
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Fig. 2.20 FRFs of the proposed L/D=4 boring tool in the pq and xy coordinate systems
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Fig. 2.22 Minimum real part of the equivalent transfer function
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Fig.2.23  Real parts Gy and Gy, of FRFs of the designed boring tools (A10-1) and (A10-2)
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(a) Experimental setup for hammering test

Insert tool
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(i) I4 (Conventional) (ii) A4 (Proposed)

(b) Accelerometer fixing location and hammering position
Fig. 3.1 Hammering test (L/D=4)
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Fig. 3.2 FRFs of the prototyped L/D=4 boring tools measured by impulse response test
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Table 3.1 Experimental results of the frequency characteristis (L/D=4)

Quality| Natural frequency Maximum Natural frequency | Compliance ratio
Model | factor in p axis compliance in p axis difference max(|Ggq)
Q fop Hz max(|Gpy|) WVN | fag — fop Hz max(|Gpy )
14 39 1523 3.9 -24.5 1
A4 46 1842 5 -9.8 2.59

K, FUHTEI) LIRETEAY)OLEWZ S 2. FEHI L 72 I ER 0 & &
JEAZERIE D I KL E i max(— &y (i) ) FHI L, 2J1kK, 810 < FWRiE it 52
Bz~ v v v 7 L7zl 2 X 3.3 1IR3, flilldsr ik, fehiivio < Fibifanznm
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Uit fn 2376 deg DM T TR AR H max(—p. (iw,) ) Di/IME 0.59 pm/N 2343 5415,
2 DX 220(a) TR L7z FEM ICEED TG R b s Ao B O Tn b
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max (|Ggq|)/ max(|Gyp|) R 2 2 L ICRRT 2. a7 747 v Zttmax(|Gy,) /
max(|Gpp|) 1%, FEM EHTCIZ 2 DK 24 TRLZLSIC 137 TH B Z LickfL, REAT
FR3IICRTLIIC259 THoTe. TOEVEFET L L, 2EDOK 29 TRLEI Y
TIAT v ALOEICBAT AR L D, RRAETMEIRT 2010 < SRt Ao
&L, av 7747 v Ao E ST 5. K, cosn TSR (X 2.20(b) &%
BRFESR (X 33(b) ZHLTHML T2 b 00, TS LT3, /-, HATE
(14) & RETE(AL) D /N DI KB FE i max(— P (iw,) ) Z LT 2 &, IRETHAY)ITA
T E14) D) 30%EE T KL Tk, “EWAAMLEL TS,

LA EoRHiA 5, 8L 72 E T EAY)IZFIATEIHICH LT, ImRKOLEWS 3.3 15
BEm L+ 2 2 EpaWfEcE 2. e, WATE4) & ks 2 &, U0 < FiRE A2V
X (=UBAARERD, 2/ NE W) B WTH RRAEIRI/NS K R385 LN 3.
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Fig. 3.3 Influence of the force ratio and chip flow angle on the maximum of the negative real part
of equivalent transfer function (L/D=4)
(Measured FRFs in Fig. 3.2 are used)
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(a) Experimental setup for impulse response test

Dummy insert tool Insert tool
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(b) Position of accelerometer and hammering

Fig. 3.4 Impulse response test (L/D=10)

L/D=10 OPHATE 110)F X CIRETE (A10-1), (A10-2)Ic2W\T, FEHIL 72 JEBEUR
EREBOSTTHEGr &, BEREEEIREIEZ X 3.5 (O, R, B 3
BARERB D 2 v 754 7 v &, T B R SZRI R o 2 R~ 3. HIE ORGSR %
£321CF L. K32 LD, WFROTHRICENTD, pglERIC BV THATEG,, Gy
DHIRFEAWEL S 1 frg | FIZIE—ET 2HER BTG O NI, T2, PHTE 1100027747
v Altmax(|Gyy|) / max(1Ge, D2 1 KiTH », CPRAGEREC TS, Zhid, BE
LT =TI NEEDMIESEE L 2o b EZ D, L, K350 & 0 IUHTE 110)0JE
AT IT Gy 12 6 pm/N E/NE L LETEICH T 2 BGEDEIRIZ L AL R EZ S,
—JC, £ 32 £V, FFHLARETE A10-) &A1) TlEa vy 7747 v Rl
max(|Gyq|) / max(|Gyp|) 23 1.54 B XU 161 FEETH U, [ 3.5(b),(c) 2> & b BRI A
BONTVDEZ Ebh b, FEMIC X 2RETH (A10-1) L (A10-2)D a2 FI7 4T v AL
max(|Gyq|) / max(| Gy, | ) DHEERRIL, 2 HDOK 24 IR L7258 Y 1675 XU 146 TH Y,
KHFER L BB R—HL T3, 7z, pglBER TOINMIEG,,, G,y 13H) 120~170
un/N E/NI L W e300 %, QEICBIL T, 2 FED FEM T i3 50 FRE 2 4HE L
TEE LT/, FHHITIHIE L Y REC 150 RETH 572,

51



Z 400 %400 Z 400 Z 400
3300 P 3300 3 300 3300
[} z [} 9} 4]
2200} c £ 200 £ 200 i £ 200 273"5 Hz
= 2 [275.5Hz = 5 Hz =
S 100 //L xx 5100 S 100 5100
3 / £ Gy € { € G
S o § ot § ol 2l 5 At
180 180 180 - 180
& 90 & 90 & 90 rx & 90
© Gxx o ny © ©
2 0 2 0] g 0 2 0
2 2 ‘ 2 2 Gyy
a 90 a 90 a 90 o 90
-180 -180 -180 -180
250275300 325350 250275 300 325 350 250275300 325350 250275300 325 350
Frequency Hz Frequency Hz Frequency Hz Frequency Hz
(a) 110 (Conventional)
Z 400 Z 400 Z 400 Z 400
g, | 35H Y IE € 32451 B, [ 3245 Hz ¥y
3 300 3300 330 1y
) Y 325 Hz ‘ 324.5 Hz\:,f
e 200 c 200
O 0 G.. W
3 100 S 100 ap
£ IS
8 o 8 o
180 180 FRA\%ae o
& 90 & 90 Gry 1 & 90 G| ® 90
© Gxx o qu | © G " I ’ © G,
] (] () qar (] aq
n 0 n O,, W = 1y n 0 R~ n 0
2 Gpp - 2 8 '’ 2
-180 -180 s 4 4180 1y -180 Gyy

250275300 325350 250275300 325350 250275 300 325 350 250275300 325350
Frequency Hz Frequency Hz Frequency Hz Frequency Hz

(b) A10-1 (Proposed)

Z 400 Z 400 Z 400 Z400

€. [PHsH e £ 3115 Hz | Eao|3115Hz ¥ Gaq

33001, ¢y ;13300 3 300 3300 o

[J] 1 z [J] [} ]

2 200 al 1 2200 312Hz |9 50| 311 Hz\l 2 500|312:5 Hz

8 Gpyp ks 3115 Hz\ ¥ Gyy| S 100 " G| S

3 100 3100 ; a A

€ S G 1 IS ny

g o 8§ o S ) g o
180 180 - 180 e \

& %0 & 90 | Gy | g 90 & %0

3 0 . 3 ol - g of {3 0 .

£ 90 G; t’”‘ & 90 Wi £ 90 & 90 AT
asol PP 1180 -180 -180l___Caa

250275300 325350 250 275 300 325 350 250275300 325350 250 275 300 325 350
Frequency Hz Frequency Hz Frequency Hz Frequency Hz

(c) A10-2 (Proposed)
Fig. 3.5 FRFs of the prototyped L/D=10 boring tools measured by impulse response test
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Table 3.2  Experimental results (L/D=10)

Quality| Natural frequency Maximum Natural frequency | Compliance ratio
Model | factor in p axis compliance in p axis difference max(|Ggq)
Q fop Hz max(|Gpy|) WVN | fag — fop Hz max(|Gpy )
110 113 275 145.7 -14 0.65
Al10-1 | 168 325.5 213.5 -0.8 1.54
A10-2 | 153 312 198.5 -0.1 1.61
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Tt fan o EE L~y vy 7 LR EZX 3.6 1R T, BlhI oK, izt <
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3 FEM fi#triciEo TR (110)D#R &~ L T3, —J7T, RAKAFEIDR/IME
min(max(—®,,(iw:)))EH 4.5 pm/N TH Y, 2 D 2.22(a) TR L 7z FEM ICH-D < filhr
FER LR L€, ALEWED 2.5 ML TW3 2 e300 5. ZhidESs zQEs
113 & K&, FEM I X 2T CH W2 EQ=50) L ik L <¥gm L 7zc &icky, av 7
FTATVABRKEL Ino /2720 THBLEZD.
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Di/MEIZRE W, Thbb, mOLEL RLEMFALEZIKT 2L, AATEN0)DS
DLEMEIR S, — 7T, 2 FEORE T E(A10-1)F X TN(A10-2)1F, L/D=4 DX T E(A4)
DFER L FRE, /NS WY  FHRHAICE W THRAAERINES S L2150 5,
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Fig. 3.6 Influence of the force ratio and chip flow angle on the maximum of the negative real part
of equivalent transfer function (L/D=10)
(Measured FRFs in Fig. 3.5 are used)
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Fig. 3.7 Experimental setup for the peripheral turning tests using the developed boring tools
(L/D=4)
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Table 3.3 Experimental conditions and identified parameters (L/D=4)

Workpiece material SS400, ¢ 65~ 80
Nose radius R mm 0.4
Tool cutting edge angle | deg 91
Insert included angle deg 60
Spindle speed min™! 768
Cutting speed m/min 150~200
Feed rate mm/rev 0.2

3. 3. 1. 2 LUHEEROAERE
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Fig. 3.8 Experimental setup for the measurement of specific cutting forces
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Table 3.4 Experimental conditions

Spindle speed min’! 767.3
Cutting speed m/min 1743

Feed rate mm/rev 0.20
Depth of cut mm 0.1,0.2,03,04,0.5
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HIZmRs. £7:K3.9 i, x, y, zBOTROREMTH 280 T1F, FNNE,, EY 2
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3 _” o
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Fig. 3.9 Relationship between cutting force and cutting area (L/D=4)

Table 3.5 Identified specific cutting force and cutting force ratio (L/D=4)

Specific cutting force K; GPa 1.92

Cutting force ratio K, 0.77
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Fig. 3.10 Stability limit diagram for L/D=4 tools (Analysis : color map, Experiment : plots)
(1) Influence of depth of cut (ii) Influence of chip flow angle
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Fig. 3.11 Frequency analysis result of the acceleration measurement and finished surface after
cutting (L/D=4)
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Fig. 3. 12 Influence of depth of cut and force ratio on gain margin (L/D=4)
(Measured FRFs in Fig. 3.2 are used)
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Fig. 3.13  Gain margin improvement ratio of model (A4) to model (14)
(Measured FRFs in Fig. 3.2 are used)
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Fig. 3. 14 Experimental setup for the peripheral turning tests using the developed boring tools
(L/D=10)

Table 3.6 Experimental conditions and identified parameters (L/D=10)

Workpiece material SS400, ¢ 65 - 80
Nose radius R mm 0.4
Tool cutting edge angle deg 90
Insert included angle deg 60
Spindle speed min! 390
Cutting speed m/min 104
Feed rate mm/rev 0.1
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Table 3.7 Experimental conditions

Workpiece SS400, ¢ 80
Spindle speed min™! 477
Cutting speed m/min 120
Feed rate mm/rev 0.1, 0.15,0.2,0.25,0.3
Depth of cut mm 0.1,03,1
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Fig. 3.15 Relationship between cutting force and cutting area (L/D=10)

Table 3.8 Identified specific cutting force and cutting force ratio (L/D=10)

Without breaker | With breaker
(110) (A10-1)
Specific cutting force K; GPa 1.25 1.2
Cutting force ratio K, 0.61 0.527
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Fig. 3.16 Stability limit diagram for the L/D=10 tools (Analysis: color map, Experiment: plots)
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(a) 110 (Conventlonal) (b) A10 1 (Proposed)
Fig. 3.17 Finished surface after cutting (L/D=10, d,.=0.50 mm)
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Fig. 318 Influence of depth of cut and force ratio on gain margin (L/D=10)
(Measured FRFs in Fig.3.5 are used)
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gm,AlO—l/gm,Ilo gm,AlO—Z/gm,Ilo
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Ima10-1/9mii0 =1 Imato-2/9miio =1
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(a) A10-1 (Proposed) (b) A10-2 (Proposed)

Fig. 3.19 Gain margin improvement ratio of model (A10) to model (110)
(Measured FRFs in Fig. 3.5 are used)
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3. 3. 2. 4 REMZEWET HIRLOMBHTIIRE

T ZTIE, LUD=10 DF— 1 v 7 TE%HCTLEYIE %2 FEH$ 2 5o Ti#ri 7z
Bt 2175, 332 TR NI W T, REFRCL YV LEEIRMLET2d00, i
EL 72 L/D=10 DIRE T E(A10-1)F X NA10-2) TlZ ' Y IRE) % 1] 3 2 e 5eh % R
TR TEharo7z. 22T, RETE (A10-D)ICEWT, D X I I mZRE: % deGE
TTRESGM R EBTE 200100 T, T RE 21T - 7-.

9, A Vo RIBEERIC X 0 KD 72 RS ERIBD Spqlili TR D' — X8 T R
— R, { kEEIH U7, RO 72D I AIEG,,, G pldEr & Lz, RIT, ThEDT
A= R RIBIEL CREWT 2 EMT 2281k, BT A—ZDHEL NN L. C
T, FHEEEN=392 min! & L CTAET 21T o 72, E— XN T X — X DFGEME LK 3.9
CRT. S 1 ZSEN L 72 R ERR A S RIE L TR 72T A —2ThH Y, L
e 2. 2T, FRESMRION L CHRBIEE D TN fy — frpdi ¥ B &2 KD IC
BIEL 72, Z&fF3 T, FHERMICN L TQE2Q,, = Qe a5 L D ITBIEL 72, S 4
Tlt, av 77947 ‘/Xmax(|Gpp|)%%i@%ﬁ:@ 105901 723 XHIBEELR. &S5
135t 2~4 DIBIE R T_THEfE L 7=.

Table 3.9 Parameters used for stability analyses

Natural Natural ) Compliance
1 i .
frequency frequency qua i Qqq compl\l/ilaa:(lzz]iunn; axiis ratio
Conditi ; : : actor | ——
ondiion 1 jn p axis difference 2 Qpp (|G, ) max(|Gyq))
fap Hz | faq = fop Hz bp PP max(|G,,|)
1 (reference) -1
— | 0.58
2 0 213.5
3 325.5 . 168 1 1.54
4 0.58
214
5 0 1

BB LT, DN UDARBRT A VBB g, TG 2 BHER I L =R %2 X
320 IS, WIS IK,, HEEIVAR R, 2R, 72 3.20(a)-(c) i T —o¥—
DHEFAZ0 < g, <0.1& L, K3200d), ()iFH 7 —"—DHiFZ0< g, <2& LT3,
IDIL, TA VR, =18 B3R R ERTRT. K3200@) &Y, FHERE Geff
1) ICBWTIL, K, cosn = 04(HETOCLEWELM LT 2 b D02l Ty, <1L %&b,
RLE % T FRNTRE R MG D A7z, (Al USRI mE B D IEt fIE R oy % & e F2EHI T —
ZEFAWCHIB L7274 w44 (X 3.180b) LT 2 &, ZEWLM LT K, cosnD i
s R s, Thid, IHAEBSIG,q, G PHEROHEIC X 2B L EZ NS,
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3.20 (b), QITRTGM2 B XV 3 DFFTRER L 0, HIRFBE D T, — fapr Qua/QUop
DIEIEIRT A ¥V BB G DI LTI & A ERNRAE N L8395, 72720, &1
T 5 L REWA I LT BK, cosnDREEAEL LT, T o2 &Y, HHRFEREKO T
faq — fop LR DFEFEC 0 / $pp DK cOS DEESATFICZET 5 2 L ZRR LT 5,
3.20(d)ITR Tl 4 DIRITRER K Y, 2 774 7 v Zmax(|Gpy| ) DAKIRIE ZEVERI_ LX)
EHERECZ DD, T4 VRG> 1L R 2 REEEIMFOLNDG 2 L 2R L 7=
X3200) & 0, &5 TlE, X HICRVEFETREHEBSREONS L 2R L. 2D
oL, av 7747 v ADEEE G CHIRAER L QED T FIKFICEIEST 5
LT, BOWKENERERT S AR 2B L ASHIHL 7=,

¥ 72, WEEDR EICOWTT 4 v R g, DI ZITS &, X3.20() X 0, FEHES: (5
1) T, YBAAZ 02mm L EDFER T 4 v RIBOR KA max(g,,) = 0.31¢ 72 3.
—7, K320)& v, &5 TIHIAWTEE Ty, = 1& 72 2 REMRFIAL, UAAZ(L
KR LTHu N RRENMREPAFCEDL. 74 VABORKEEIHERL T
max(gy,) = 385& 72 0, Bl SCEMRBHER T 2. U EofiRs 5, L/D=10 D THEIC
BOWCTLEHEE 25101, pqlihic 317 2 RO TN, X UQED—BFHE % iE
T3 LREIIC, av 7' T4 T Vv 2D EKEmax(|G,,|) DK E EH S 2 BER D 5 2 L 48
R I NIz, 72720, HENICZ 2 FTREOREWEEREOFE L EHT 2 DI3ERS T
3R nwEEZLD.
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0 025 05 075 1
Force ratio K.

(e) Cond. 5
Fig. 3.20 Stable limit region after parameter adjustment in model (A10-1)
(Modal parameters in Table 3.9 are used) (L/D=10, 392min™")
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3. 4 #E

RITHERSGE Z M L 72 OO0 0 RE) 2 B3 2 87 L Wik R — U v 7 T H % 2 REEAE L,
PRRLFER 2 08 U C OO D RENICN 3~ 2 KE(LMEREDRRGEL L A — Y v 7 i Tic 13 2 FEHIE:
AL 7z, ABEICBWTRon-Eafmaz A TIcE Lo 3.

(M

@)

€)

4

)

FRPFE L7z L/D=4 OIRE TE O JEFRBURERIE 7007 L 72455, B o B R
ERME AL A TE, AT E SN L T RIS Y o ZE MR EahE A RiA
W5 L EMRLT.

AIEL7: L/D=4 ORETLECYHIEREZEMRL L 5, KEEDM EBFEHRT
%, MHATEL IR L CRERFYLAR D 17 517 L3 250 R 2 HEL L 72

AR L7z L/D=10 OEE T B o JEEURERIECE 94T L 724558, FEM T o553 &
e U CQfiias 3 AR E &Y, KIERLEMNRIZIAD R L 2L 2>
Linotz.

AREL7- LD=10 DIRETH CUHIFER AL 2L 5, AHTEL KL T
RLET BNREMERL 7225, Y IRE D ELREIHER T e dr o 72,

L/D=10 DIRELHICHEWTHET 2 REHEB LRI, a3V T I74T VvV ADEK
Kitimax(|Gpp|) % & DICIRT 2 MDD 2. & bic, HIREPE L Qe —F
MICE O30T 2 L5 ICiiRET 2 2 L A RENITIIBIRIN TS 5.
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WA=

WIFTET 7 AF ¥ RO E FEM T2 W7o R &
Y TR DSHT

4. 1 #%

YIEDINTIc B 2 D IREYE, ITAIC TR L 72 REIASUIH] 7' a & = & Bk & 4
FITADBIEKT B 7 4 — Ny R TIRINDALEHRTH Y [4-1], &< H»oHEE
NIRRT 2 ADER L LTAILNT WS, CNVIREIZEET 37201 ek AL
YUV EAHTACENTE S, TuRR LY ek, TESLHEIM RS R4
L 7z B8 TE oMK IF H 2SI B Bk U CREERIRAE C 2 R ch b, LEKE
i b 2R AR 2 2 L LTV B[4-1].

FATIZE[4-2]IC BT, T rEeR X v vy IR ERMAICHI L T OO ) fRE) % i)
T2 TERFMICT 7 AF v 253G 2 FIESREI N0 S, COREFIE T,
FITE OIRMELA b CHRENAIFEE L 72RRIC, ZSEIBIRD T 7 2 F v 03MEHIA ot T & B2k
T TTuRAXVE Y IBREL, VW IREIZIH T 2801 EO15. 77 %
F v D VEE O TECIHEESFETOA T AX VY Y ZI3FRIAT 228, % OY)HlH#
JEIZ—RICEIE R VIHE I 2 TR 2. RRETFECIIEMNZSUVIHIEESGE T T -
TH7uLAX VYV IBFEE L, BHIC Y IREI 20632 2 L8 CE 5. JefThf
FCE VT ZOFEOEMEDHER X 2 —J7 T, 7 7 AT ¥ (HEICHHIM OREE 234 L,
TEHRENE L ZFESIRE XN T W E[4-2]. 2 oI, TEOEHMUL-CHEE
DEALICER T 2 72 0FEMAT 2 L oRERMEL 201825, 7z, BT CIIiE %
BRI Y — 210 B REALBSEIE X T B 054-2], FEEEFRICELTI LWL 8%
M LI 2 EANARRITRAE TS 5. AR, oREFEioFERALEH
L, X 0ENZRES L ZRLHEDHHICH Y M.

AREIIRD XD ITHERT 5. 42 HiTlE, TMRETE U CREH O BRET) 7 v U H 2 52
ML, 727 R2XAF ¥ TERT 7 ZAF vy OWBEHETEX VD, REL KR LBRAOUINLEE
M 322 L%l 5. 43 ficld, A5l 6 MOBIKRDOT 7 25 % 2Fo LHZEGHT
5. 44 fiTld, FEFLAELEDT 7 ZAF X JRARDRIRIT-DO T FEM fiffT %2 F VTR 3
. BRIZIC, 45 fICARE RO NmE b2, ks, RETIR~72 F R HNEIESCHR4-
JNICFLOHTN S,
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4. 2 REMOVBIEERICKIRXTETI AF ¥ ITEDOZEEHMN

9, RIHT 7 2F ¥ TEHOFEARNARRGHESICOWTHIAT 2. X 4.1 1kTTH T
7x¢wiﬁhki5wnﬂmﬁ®wﬁ%mﬁ.lumﬁio;,lﬁiﬁﬁﬁuxt%
DT 7 ZAF % %T 5. IILHIC TELHEAIM 7 & O RS ciREI234E U 2 BRI,
E%&@T7XT&FE#%%MELWE:%@?5:&f,7ukxﬁvﬁ/7#%ﬁ
L, PO HERIREA55 2 23 CE 3, 22C, YUNA»HT 27 2F v £ cobHlgmE
DOHfiEE (LK, 727 AF YL WER) %y, T27AF Y DEEL,, R FoMNTHE? S
TV AF ¥ T CORES O (LI, 727 AF v @& LML) Bh, TEDOAZP Tk
FAZY, 77AF¥EKHEICXEMETAZY, & EEKT 5.

Tool Nominal clearance angle y;,

Rake face Texture Flank face
Maximum tool length ¢y
wear length lyp

| 1 Texture
S A E_— heighth

Flank wear area Effective clearance angle y,

Texture distance [,
Texture

Fig. 4.1 Proposed tool with a texture on the flank face

—fkic, TEOMEHRE L L <, TEOHFAaIIE T HEREE S TFARAMEL, (728 213
03mm[4-4]) AN & 722 X5 ICEEI NS, [EFICERESET 2 &, TEEMCE L
FECHNED—ERAT 5. IREFIETIZZ DHKERALE 7 27 2 F v GRIZ 2/ < /B X
NEREELEZ, 77 AT x B 13k T HEFIR O FFA R AL s K W D KREL DB LS
CEXEET 2. £72, 727 AF ¥ @S hid, BT THERERL , 2SR RIYE (72 & 213 0.3 mm)
WGELZELTYH, EER2XHCEET 5. chicky, REEEbARVIEE ML
AT 251, 77 AF v AMLEICEMT 2 2 L3k, 727 AF ¥ ICXBMIHE
REDAHILDIIZFR I INAVWEEZ B,

RIT, FATHHIEIC X o TG N TEHMRITH 7 7 2 F ¥ O D {IFIEh R % 23 %
728, TIRERRGT % 1T o 72, JEfTige[4-2]Cld, #HIMhcESR (J1S;C2801) % Fv> Tk
THT 7 AF ¥ TEHOMEPBEES N TV 5, AR TIIK 42 1IR3 & 5 I Ui T
H (1;:02mm, l,: 0.05mm, h:8pum, y,:7deg) & EBEEEZH, THEMNTEEDOE

e (JIS; S45C) DUREVIEIZFEM L 7. Z o, TEYINFHN D A-A WiH A 42 ISR
TTIAF YIRS, £72M 43 ICEBEEONE L RS, TEEZEEL MG (T
Han ) 13z o I ERcH b, FEEIREFNIL 540 Hz TH 5. LEAL X ZY)H|
BAFHCEE L, MTHhohZEEZ5HIL 72, FESM%2 % 4.1 ond. Efilbls sz —
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EL L, #HIOSERA b THIC—EK Y %5 2 THRA ICUTHBEE 2K T L 7228 & U
el %475 & T, FukA X v e ick ) 7 u e ARLERT 5 3HE4-3] (LA, B
FRUTHIREE & 0 53) 23l L7z, B 42 1IR3 X 5 Il L7z LEIZ 2 DDEHRYIAN %
HabbeBkTh Y, / —XRRIEX e TH 5. FiTINFICH LTI DT
DINE T, IREIAE L 3 LRI K ok T ASEEIM c S 2. T ETIR, <
DOIEEYINHA ORFHENCUIN AT T 7 AF ¥ 23T T 5. LI, o 2 [ERYIAA
THRE N2 TE%Z, 795y P THEMES

x
End cutting
Tool y(I)_'Z edge angle

Rake face

Vs

Feed 1 '
direction Cutting

edge
Chatter

vibration

x
)’,\T_'Z

>

as Side cutting
Eddy current edge angle

sensor

Workpiece Depth of cut d,

_ L Rake face Flank face ,
L I N L 8 um

T |
200 pm 50 pm
Textured tool Section A-A

Fig. 42 Schematics of experimental setup for the face turning of a carbon steel workpiece (S45C)

using tools with/without texture

| ! Machine |
Y

Fig. 43 Experimental setup for the face turning
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Table 4.1 Experimental conditions for face turning test

Tool Without texture With texture
Workpiece C2801, ¢69
Cutting speed | m/min 40-132 40-198
Spindle speed | min’! 600 900
Depth of cut mm 0.6
Feed rate mm 0.5

UIAIEER TR & 7= VIHI) L VTR OBAR 2 X 4.4 1IR3, Kb, YIHERE MK
T3 2L e b IHRERIESED T 2 2 L0300 5. X 44 255805074 T EOERYIHI
HEOHIEMREER421ICT DD, K42 X0, 77 2AF ¥ TERIZT 7 AF ¥ DM@
TEXD S, ZEL 25 RAOUIHERE 2% 2.25 Ficm b3 2 2 EBHLICR o7, &
DFERD B, BT T 7 A F ¥ IFTERFEM 72T T  $IFEM OUIHINIC BT b RN
DR RZVEVITEHL T LEZLZD.

Critical cutting speed Critical cutting speed
. of ordinary tool of textured tool
2000~ . ‘ T ‘ .
= 1000
S o
o

60 80 100 120 140 160 180
Cutting speed m/min
Fig. 44 Relationship between the cutting force and the cutting speed

Table 4.2 Experimental results of critical cutting speed

Tool Without texture With texture

Critical cutting speed | m/min 56 125

—J7C, 451" T X HICT 7 AF YR O HICHERE 23 E U 2 R S iz,
Iolc, THXIBEC 2HHIDLFL, REMOINTICIHWCTIFEMM TR Z 2D
HLHLIEDHLLE o7, INLORER, FHLEZTEDT 7 2F v BARICHEDR S
2EzLNS. AEHOFEBCHEH L TEDOT 7 25 v il 13 02mm, 77 2AF %5
ThiZ8um TH 3. ZOWIRDEGE, 65um 12 Db T kT HERAECTLE S &
TCRTZAF vy EShAPE R &), FICTHE EHHIM AT 2 REIER L CTL X
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5. F72, WHIME LSS S T2 2F ¥ OO ZERD 0, bEThEEYL A
U3, FCIEMBEEYCREINTL v, TEEFTH CoRAiEA KRN 3
5. b ORI XY THRTTH C#R e /) 23588 L C LERIBD A U7 vl REMEDSE 2
bid. ULDERDL, RIFEHT 7 25 v Biliz ERMICHT T 5 1cid, TSRS ©
TERBZEYCT 7 ZAF v PR T 2 05035 5.

Fig. 4.5 Textured tool after cutting

4. 3 HLWHATETIRAFV/\2—2DRE

AIEI O RBAER A B E 2, BE 2T 272017 7 2AF v 2 A F L 2T HE, &
SICEEYI DFELRMGIT 272010 T 7 2F v 28t L7 TEOMET 217> 7. BARIYIC
i3, VI TICER I 7 7 4 VIRD T 7 2 F % %I 7287 4 o TH (X 4.6(a)),
TIAF Y ERSGEELT- Yy PO TE (K4.60)), VINNICEEICT A IROT 7 2F %
BT 7AMET A v IO TR (K 4.6(c) Zaxal L7z, &BROTERiEXFR 43 1R T. £
72, BETEICBWTTHINAIERYER 44 1CE LD 3, B, TI7AFvifirhwT
Ho4 % WOT LERT 5.

RIC, TEROFEHICOWCRHAT 5. EEZ T 21k, 77 AT v 2 N3 5
MERDH D EEZ NG, —IC, RRDOFFARTHEFERIL 03 mm LATICERIE I 15
T &L N[AB)Z &b b, RIFSECIIMETT % 7 7 2 F ¥ ifl, % 0.55,0.87,1.25mm & L
2. W74 VDT 7 2F ¥ TRICOWTIEZ D 3 D T 7 2 F v fhfl, # > T H%
ZNENFETL, TNHDEFR%E PLSS, PL87,PLI2S LEFERT . Fy MlloTF /7 2F % T
H (X 460b) <Ti3, 30T 7 AF vifil,oFy MRT 7 2XF v ZRAELTEZ 5.
Z DLW E DT L ERET S, MT4 VDT 7 2F v TH (K4.6(c) TIZT 27 ZF +
li% 055 mm DAL L7z, ZO4M%E VL LEFRTS. &bk, Fy ML 4 voT
I AFXICBL T, YINNARDOT 7 AF *lg% 01lmm &L, 727 AFxDE v F503
mm & 75 X DI LT, 7, TR WA T 72 A F v BEfLL02 mm O TE D%
FR%& PLO2 & EFHKT 5.
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Fig. 4.6 Schematics of texture geometries on tool flank face

77



Table 4.3 Dimensions of the designed textured tool (flat tool)

Without ) Dot | Vertical line
Texture tool type Parallel line type
texture type type
PL PL PL PL
Tool WOT DT VL
o0t name 55 87 | 125 | o2
Rake
angle deg 0
Nominal
clearance | deg 7
angle y,
Effective
clearance | deg 3.52 2.36 1.70 1.31 1.70 1.39
angle y,
Texture 0.55,
distance | mm 0.55 0.87 1.25 0.20 10.87, 0.55
la 1.25
Textu
UE 1 um 100 50 | 100 1099
length [,
Texture
40 8 40 40
heighth | "
Table 4.4 Estimated effect of each texture tool
Textu ) .
tof))lity;ee Parallel line type Dot type Vertical line type
WA IR BN R Ak < &h
EnZrrRZ vy | REFIRT 2R S | EE O] &[RRI,
VIONRPHARFCE | Y, CUYWIREIOERE | BT rex X v
L. 7277 L, BEY | RUHEBEE IR LT | v AR T

Effect

BoTZAEL B L
A L3 walRENE
Bd 5.

A b T &
5. I=7FL, ek Xx
vV IR CH B

AIRETEDS D 5.

3. —JT, KT
ARG S & 72 B W]
BEVEDS D B

RIC, EEEYORERIH T 2RICOVWTEZ S, #F4 VDT 72 25 ¥ BRI,
—HEEDPELTLE S LEEYORITEDN N0, HEETICEELLTVWEEZLD
N5, ZZTHIRLZFy PTF 27 25> THDT Lt 4 vB7 7 25 % TH VL %42
K35, YNHALHATRITEIICH > TT 7 AF ¥ 20842 2 & T, BEEVPHE LicK

{72 Y, ZDFEZRIMZ 2R WIFCE S, 2721,

DS DT, T RF

Y DEMERESHAD LT, TueR XY INBMETT 5720, TukR XV TD
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hEE, BEZ A VRIL IR L TR 32 2 e 3 PRSI NS,

¥72, TORF YR TR XL vy SOMBICE 2 AEBICOER T 5. AT
[4-2]Clt, 727 AF Y EEEEICIKIE L C T U R XV ¥y 7R B 2 IRE RIS A R 75
52 EREREINT WD, Zo®), fRL7zX 5T 7 2 F vl % 3 HoEA L L
72 ¥y MT 7 25 % TH DT CIIMEA GIRENRE RS TR 2 5683 2 vlRetEDn & 5.
Thbb, OO IRE)OFEFEECYIHEEE IC L CTr N2 b R it 2.

—J7, TIZAF¥RIICOWT, FBITE[M4-21L Y, 77 AF ¥ RIVPKEVWEA,
TR RAX VY IERE ET 5 L & HIC, MR IRE R IR AT 2 300
HINTWE, ZDED, TI7AFyEIBZKZIVE, EEEOWH L FRIC, Bh- o
X RZ VTR PIARFCE 5. L, TI/RFyRIBKEVLICKY, UHDS
DHAPEREIND L ICHERESIDETH S, 77 AF ¥ RIOFELRMTT 5720,
BTEOT 7 AF v KX, 2874 V5 7 2F ¥ T.H PLS55, PL87, PL125 53X U F » b
77 2F % THDT TiZ 100um, fit7 4 vB7 7 2F v TEH VL T3 1.1mm & L7=.

4. 4 FENBITICEZ7ARRFVEVTHROHTE

UIHIERIC L > CiRBl & T e X &2 v vy 7 oG ERHIIT 2 0 I3ES Tlraw, %
Zc, YIHIFEERORE & LT, FEM @1 7 b AdvantEdge™ % FH\ 7z ik ZH D 2 XotY)
Hlvialb—vavifty, Tuevxxvey s )] e IREoOBEGREZ ERNICHITT 5.
441IHTIL, FEMEITIC K 2 7o 2 AX v eV JBIRDY T2 —v a vOFflz R T,
442TETIE, 43HICTHREI LT 2 AF ¥ IRRICHE T 2 T 0w R &2 v e v IR O
RBERL, ZTOFEAEERT 5.

4. 4. 1 FEMIZ& B 2 ZTtIlIfR4T

ZXOtVUHNC BT 5 T u e R X v vy SO RS %X 4.7 1[ORT. KUTRT X DI,
TEMNCYBAS S R 2 5 2 23O VIHs S 2L —2 a v 2175 2 & T, Motk
FHENICIEIARDIRF AT X T\ 3 2 & 032 5. Z DI oM BT A, T H%
FHICEZ 72T 7 AF v e TETazecruvx L vy 2053 5. FEM @z A
WHZET, ZOTRERX VYY) EIREOBEREZERMICONTT 5 Z L A3AEEL 72
%. FEM T OfERO—Fl% X 48 18T, K 4.8k, 727 AF v & #HIM OBk
Zin L, BEEhIUIHIRE, Sl T 2 257 v L gHIM O BEAREEEE A R 3. X 4.8(b) 13yl
SED T 0R AR EY T Ny, FpayB EFENODETITH B |Fpg| &R L T 5.
XU, M 7 e e 2 X v ey 2R RS KICRT X oic, 727 AF v Ll
Mol 2BHEIc 7o e A X v e v S IBFBL T3 2 &% FEM T CHEET 5 &
EMBTE S,
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Fig. 4.7 Cutting process simulation with damping using FEM software AdvantEdge™
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e 0.3 T
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Fig. 4.8 An example of analytical results of process damping

((a) Contact length between tool flank face and workpiece (b) Process damping forces)

4. 4. 2 BTURFYRRIZBITZTORTVEVTHREOSHHT

FEM f@tT 2 VT 43 fii il L 727 7 A F ¥ IR OIRIC O T %2fr>. 22T
X, CORVIRENCX > TAHEL Z 7 e X v ey 7l LIREIOBRICER S 5. AT
1%, UHARTT ORI OIRENIE L C TR AL v vy IR HT 5 L RET
5. Tibb, IRENEEIZUIHLEE IO L CHoicfRuw $ARGE L, YTHIT M D IRE) D522
T 5. 72, Wik 70 e R 2D R GIEEIINTIC BT, H—REECCIRE)
PECRTVEEZ S, FEBEERICE VT, TrEeX XY Y I IIF,, (o) & VAR TS
FHRENZE 7z (i, ) DBAR 2 R TERRT 5 [4-2].

Fpa(iow:) = —a(iKpqc + Kpax ) z(iw,) (4.1
W TV IRB D JEBEL, alZVIENRCTH 5. Kpge, Kpar 13 7 02 A XV ¥ v 7 {75[4-2] T
HY, ZNZIREREE I X IREIZALICRIIAS 2 i %23, Z 2 Tld, FEM fi#trics
WCHRBIEREL, IREIRIRE B X OCUIHEEEE 2 (0E L TIREVZ(7 20 0 IR A1 LT
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By Iab—vavE{Te, YRHRTEHTEL S 7 n XX ey 7 HF, 25
T5. ¥ialb—vaViEReo VO ABE 232 2 it k), EREORERK
RAs L IRERIEz OIS L 72 7 r e 2 XV ¥V PR K g & Kpar ® KA TRD S 2 &
BTED.

4.2)

1 i F d(A',Z')
Kpac(Ai, z) = —-imag (%)

1 F,;(4;, z;
 Kpar (A, z;) = ——real <%>

KT T 7 AF ¥ 2 Fiz 7 0ils TEH WOT &7 4 VI PL, by FRIDT, #tZ
AVRIVL @7 7 2F % LEZMNRIC FEM @iz nCT 7 me 2 X0 v 778K, q. &
Kpap ZHH L7, ERfITEE 2R 45 10 LD 5. ITICIZR 43 1WRTT 7 AT v
WoFEHEE 7=, 72d, HAJeidaid 20um & L, ST HEHEERED 2 WK 2 GE L 7=.
E72 2 RTTYIHICTH 5 2 L 22D, Kpge, Kpai 13 7 B A X v ¥ TREDHfLIZ Pa TH 5.

Table 4.5 Conditions for FEM analysis

Tool name WOT PL PL PL PL DT VL
55 87 125 02
Workpiece S45C
Cutting speed v,, | m/min 100
Frequency Hz 300 - 4800 100 - 4200
Wavelength A mm | 0.347-5.56 0.397 - 16.67
Amplitude z um 20-70 20-75 5-75 20-75
Depth of cut mm 0.15 0.30

FATHIFE[4-21IC BT, Ky D37 1 & R DLELIC S 2058 % 5 2 % AlRelE A @ o
ZEDBMEINT VS, Z T T, KIS ClEK, ICiEH T 5. BH LHE WOT 25 e L,
IREDIRA L IRENMRIEZ 23 7' 0 & 2 & v v v TR EK g0 (05 2 B REEIT O W TR L 7248
REX 49 1R T, BEENIIRBEREL, fEhIREHRIEzZ R L, Yo A X v ey SR
Kpac D FEEIRCTER L T 5. £7, IRERA(= 2nv, /w.) BYTHEEE v, & IRE)
JE B w, DB E L TREI NS, 1Rib 3 2 TRER & ft—3 2 7= i oo IR Bk R AP %
Omm 7*5 12mm & LT 3238, IRENERA=5.5 mm DA b OREEL C I3 2 F2hE L T e
729, HEBETRLTH 5.
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Fig. 4.9 Distribution of process damping coefficient Kq. for untextured tool (WOT)

49 XV, REPEEADE CIREIRIEZ K Z WRET T, Trex & ve vy 7R
Kpac PR E L B BMHAAREN TS, 22 TR4101RT XS, BadodEliymhic
o L€ TE & S HIM O Y 2 B 2 A A A g L ERT S, Tuw AKX Y
vy 2 IREEA S LEORT Ay, % ER2 L RET L LeEzONDE. DD, Tak
ARV TR g AN 2 FFHERCTlE, RHUE fmax (¢) & kT iy, 23—8F 3
720, IRENENE & IREIEORRIINE@I)D X S ickTo e nTE 3.

vy, tany, Atany,

T e om *43)
K@) Zimi7e T&:EZK 49 IHRCIEFRTRT. ZORVIERRO FflofEEc 7 m 22X
VY IR Ky g R LT3 2 80300 5. SEATIIR[A-2lIc BT, T uv R LE
L3270 22Ky ey IR By 13 1 GPa L EAHL L 725 Z e EfiThTw 3. X
49 225, BEROT < LR TT v R XV ¥ Y IIREK, 012 1 GPa A&7 2k
DB B, —IT, RO THIOMEKTIX 7 m e AKX v Y IR E K g 0ME L A LRk
o TED, IRFIFEAmMmU ETIE 7o XX v e v IRFEEH LW C & Z2HERL 7=,
Z D70, RENEE=55~12mm OHEHTd 7o XX v ey ZIIRBLEVWEEZD
N3, 2ok, BETLECREA LR T Ay, OBGR2 O, TrexX vy 7R
KT 2% BNCHEE T 5 2 L TE 3.

Cutting

direction
——
Relative motion

trajectory

Flank face
contact area

Rake face Chatter
1 vibration

Tool

Flank
face

Workpiece

Trajectory angle ¢ Nominal clearance angle y,

Fig. 4.10 Schematic illustration of trajectory angle
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RiZ, B§7 A4 vH7 7 2F % T.H (PLS5, PL87, PL125, PL02) O 7 utAX /v
BRBK g IS 2. BT 4 VT 7 25+ LRICE T 2 IRB)ERA & IRBIHR IRz 23
TRk RL Y TR K g (TG 2 BB O VTR L AR & X 4.11 1R, Rl
IREIBRA, MElIRBIRIEZZ R L, 70t ALY E Y PGB, g DO & FERTFR
LTWw3,

Kpdc GPa

Amplitude z um

Vibration wavelength A mm

(a) PL55

KpdC GPa

Amplitude z um

10
Vibration wavelength A mm

(b) PL87

Amplitude z um
Kpdc GPa

Vibration wavelength A mm

(c) PL125

Kpdc GPa

Amplitude z pm

Vibration wavelength A mm
(d) PLO2
Fig. 4.11 Distribution of process damping coefficient K, 4. (PL tools)
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T AF ¥ DR\ GlH THE WOT LT, B4 vRF 7 2F vy TETE 7 2R L
VY TR K g IR T 2 BEIOMER S 2 AR CE 5. 2 OYLKEEILR T TH 7
7 AT % HHIME LIS 2 itk o Th b I NG, TrRR A vV IR
BOER T 2 5RE ClL, meKiE fimax (¢) & BT Ay, 23— 3F 5. 20729, X4.1
Rt X9, KA %~ TTEO AT ORT Ay, % T 7 ZF ¥ KT X 2 6%hkT
iy, LiEEHZ 5 2 & T, IREMRIEZ & IRENEEADBIRA4.H21 B 5N 5.

vy tany, Atany,

Z= Wc - 2n (44)

K411 2B 0T, N@HZH-TEREZEOQOWEMORT. Thabb, HEOWRE A®
DR D _ERIDFEIRIC 5\ CRIFTH T 27 2 F ¥ HEREMICIERA L, 7rex X v ey 7%
By W WIRT 5. E70, RKWEAY, PEIRT Ay, AL LTh, T7AF+&E
S hick U CREIRIEZ S KIS /N WA TR, 7 2 2 F % 2SI T i b L 22 v
DT uR AX Y IRBUIER L. KPR H Wz = h/2) TRT L IC, 77
AF ¥ E I LT, BIEREDIRIEALETH 2 2 L B30 h 5. TDD, ik
Ty, BL T 7 RF ¥ @S hiI CEHERRG ST A—2Th 5.

$72, K74 VAT 7 2F v TH (PL55, PL87, PLI25) TlE—®DF 7 AF v @& TH
%X 4.11(a)-(c)Z [L#E 3%, PL55 2°5 PL125 ¥ CT7 7 AF ¥ it AR e 313y, RE)
BRADR VG T o XX v ey VR KT 2235 5. Thbb, 77 AF %
L, R VB A, SYIHLEE S U IHMEREBIRENCN L Ch iR ch s 2E X 5. —
KT, 727 AF v il 10 U CIRBNEEADS 1.7 f5FhEo&Ficsnwit, 7rexxy
e TREUK g DY T B IR & 5 AT S & & 3T E 5. FEM BT ORI 2T L7z & ©
2, M412 1R T X O, TORRMERTIET 7 ZAF v 2SHHIM 2 L o323 E8fE4E L
TS, 77 RF % DHESHEHIM %2 T BT 2EESHIRL T2 2 L AL, H
FBROYIHI 7" 1 & I B CRBEOBIR IR T 2 22 13 A2 2%, IRENKEREAL 727 A F *
FREEL, OBIRICEWT, 727 A F v DHERE L I S WRIEPTFET 2 alREME A RE L T\ 5,

Btress (MPa)

—~ ’ ‘
“fﬁ"'ﬂ'*f

~ X (mm)

Fig. 4.12  Instantaneous contact of texture leading edge against workpiece
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RIS, ¥y MO TF 725 v TEDT Lt 74 vl T 7 2AF ¥ TEVLEZNRE LT,
TuRAZ Y TREK, g R HEE L 72, IRENRA L IRBRIEZ 25 DT 3 X O VL © 7'w
ALY I RB K g 15 A BB OV TEE L 22 #5522 K 4.13 B X UMK 4.14 1R
I RERIIREI R, HEREIRIEZ 2R L, T R XYY IR g DI T
FERRCERR LTS, Znd, oD TEIIYINA L HTRFIRICT 7 ZAF % 235708t L T
W5 70, ZIOtYIAlZ il & L7z FEM O 2 0 X $#H T 2 Z L 13T e\,
T E & YN HHHEIC 0.1 mm DT 7 ZAF +2503mm &y FCTHEVIRLAEE S S 7=
W, Fyv blIF272F % THDT %4 1E, PLSS, PL87, PLI2S D& Tutw R X vy s
BB K g 2R L2, BHINfEz 13 sl ickoTrreR A v ey Ik
BlKpg 2 MEL 7. 20720, Fy M7 7 25 % TH DT Tt 4.11(),b)(c)ic L HF
PL55, PL87, PL125 OfEiR % L L 72FHEBHEE S 15 Z & 030 5. RENEEAD 2
mm LT 78R RX Y Y THRIIK, g RS 5 SR OFAES 2 b DD, 3HHDT
AF ¥ BHCOSERBRESRAMTE LSS LT, #IA v RITHL KT 5 LK,
1 GPa ZH A TR I NT 5. —J5C, BFMICT 022XV Y T {REK ¢ 13
NI e B, ZDD, YIHEERE CHRBIEIEE O ZALICH L Tr N R b R G H
NAARENEIZ S 208, — T, TRERAX VY ZOMWREMET T 2 AL REL T3
LEZS.

—77, WA VT2 2F % TH VL O5&IE, 727 AF v BREEEBL T o2&
VY I RE K g R HEE L7212, &7 7 AF % DIRICIE LT WOT JEIROFERE 1 1 20
EHARME R L Z LI Lo TEDT HRRAL YUY 7B Ky ZHEE LTz, K414 X
DiET A VT 7 2F ¥ TEVLIZEWTHE, DT &KL T e 2 X v ey 2% 58U 1
GPa %82 2HEEA X HICIERINT, w2 MERE ET 2 HEZHAES 2 LA TE
%.

(o))
o
T

D
o
T

N
(=}

Amplitude z um

o
o

Vibration wavelength A mm

Fig.4.13  Distribution of process damping coefficient K4 (DT)
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Fig.4.14  Distribution of process damping coefficient Kpq. (VL)

PEXY, Fy MIDT X UHET 4 vBIVL O 7 7 A F ¥ TRHIIET A VEIPL DT~
AF ¥ TEHEHEL T, WACRBBEREK T 02 22y vy ZREDER S 5 mov 2
FARHES R TE 5. T, TR RX vy SOWEIRIEA T 2720, Ao TR
TEACHREDMET 3 2 AIHEIE D H 5. Wi, #i7 4 YD T 7 2F v RROGE, RN
IRBNBRAD WIS T 7 AT v Wil |THKAF S 2 720, YRR, & IRBIE B w 1ICIG C
TT 7 AF v W, % @Y a2 DD 5.

4. 5 S8

THRFHICERRD T 7 2F % %KL, oKXV ey Z2RMcHEHL T
OO IRENZ I3 25T LW TEOBRGHFERRE L 2. I bi, BRIt TEkErL
72T 7 AF X SRS A VLT 7 2 F v JERE A U 72 TR Z Bl CR SR o Sl
TElIERERZ B L 7. EBAZEBELC, M7 rvA X vy IR MELNE 5T, §E
BHERIBAEL ZHEATHER L7, X510, TR XV Y ZRREL, 00 REH)
FIEIRA GO N, BELZFE 6T TERBELE LRI LT 7 XF v BRI W T
Mt 2 To 7. ARICBWTUE LN Eofimaz U TIcE L 9 3,

(1) REMONEHIFEZELC, TERFIICT 7 AF ¥ 2535528 T, 77AF

X A \VlEE O TH X 0 b EERUIEERE 2T 5 2 L 2R L 72, — /5T, %&fT
WF7E kel L 72K Tl TER T HICEEE 3o RIBAAEL 5 & & ZHERL 7-.

Q) LT Z7RAFyIRELT, 74 VMPL, Fy PIDT, #t7 4 B VL %42
LL7 FEMTICX o C, &7 7 AF v %25 L7=TECTIE, 7725 viflte
TIAF X EIMKFEL T T a v RE vy ZREAHINT 2 IRBHRIE & R8I
RO 203 2 A 2 2 L 7=,

Q) WET4 vRF 2 2F % D, Tue2 XV ey MR RS ICIHREIREICAD
HCHYNICT 7 AF ¥ PR EXGH T 2 0803 H 5 2 L MR L 7=,

@) Fv MBSO A VT 2 2F vicE o, 854 V8L ik L CIRBE
ST 2Nz m ANR MEZRFFOD, TR RZ VY IERIMKT 35 AlREEDS
H5HEEMERLT.
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HBOE
VIR Z B U2 RET 2 RITH T 7 2 F v B o EHM

B

%ll_l‘l

5. 1 #

4ETIE, WHIMOEENES X IREIERICTT 2 A2 MEZSGE LSS T 7 A F %
Btk (BEZ 4 B, Py M oA V) 2R LA ¥/, FEM Y Ial—vavk
FML T, RETLZTI72FvRICBTE T a2 v ey VG EfEEL, Z0%ME
BB L7z, IO ONTHEFICHED &, AR CIHREHINT O EERGEE% 1T 5. 5.2 fiiTid,
RETIRE L7277 AF v BkE2HE>7 7y P TEH (V—XRA¥n) ZRIEL, FEBD
RUIHIERRZ EMEL T, %7 27 2 F v TRIROIREHNTHI SR OfERE & TR & o ik % 52
fis 5. 72720, 77 v TEIZTERROHKIA & b FHEHR O 3l 1< 128 X 7,
Z 2T, 53HiTIE, EfMoREEE LT/ —XR 2FOTE (LI#g, R THEMER) 2H
WCYIHIERR % T 5. RAFeft EUmER %R 2 2 L A3EER R TR / — X ok
JHICT 7 AF ¥y 2R T -FHATERZREL, LT85 HT 7 2F v TEOREZE
2 5903 5. &EIC, S4fiicRECRbNEmEid~R%. &k, KETHEEE
NI SCHR[5-1]ICE & DT W 3.

5. 2 275y IRZRAV-EBEER

ARIELZ27 7 v P TEAR W CEBNATIEIERZ TV, RTHT 7 25 v BROZER
HERT 5 L i, TR L otk A EE T 5. 5.2.1 THTIE, fFLZTEORIC
DWTihR 3, 522IHTIE, 77 v b TEZRAWAZERTE L EEREFICOW TR 5,
52.3THTIL, REERA B2 L &b, 7T v F TRICHKTZRTHT 27 2F v DR
IZDOWTERT 3.

5. 2. 1 FRALEFIREOWK

AFECRRZT 7 2AF v ORI EZFEL 2. 4 v ¥ — b DR IZ TCMW16T308
PRV, T 2AF ¥y ROER I —F =T 2FHA L 7-. TERFmEEI L —3F
—MMLHECEDLNS 72, TEHRIFTHOMHZ IZIEML, 727 2F ¥ L HNEOMEE LK
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TLCWRHEENEDRH DL EX L. 72, THOFT WAL 0deg T, 2—7 4 ¥ 71T
ST, —fle LTS 4 vRoF 7 25 % T.H PL5S OBEMEEEE A X 5.1 IR,
KicRd X9, BUIMNORTHOKICT 7 ZAF ¥ ZE T TS, Tz, AMELEDOT
7 2AF ¥ IRICDOWT, L—F—BEHE (OLYMPUS # OLS4100) % F\>CEHHIL 7241
(PL55) #X 52X RS 1ICRT. 51 X0, 772575, 53X 0TF 7 2F v 5
SRIFFEEHMEICH L TR E AR W T & ZHER L /2.

Photograph range

(a) 3D model of insert tool (b) Enlarged view

Fig. 5.1 Microphotographs of a prototyped tool (PL55)

Texture

———k height h
Texture distance [,
e E—

Fig. 5.2 Measured cross-sectional profile of the flank face (flat tool, PL55)

Table 5.1 Comparison of designed and measured dimensions of the textured tools (PL55)

. . ) Measurement
Tool type Design dimension ) )
dimension
Texture distance [, mm 0.54 0.55
Texture height h pm 43 40
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5. 2. 2 EBAERBXIUEEREH

77 v P LEEZROCEYUEIFEERDO &2 AT ICHHT 5. X 5.3 1Ond X 5 iimmb)Hl
FERZITV, UIEIAICHERE L 72 TEOIRENZA (220 SUIHEEE N T 2 T e 2 X v e v
I ORER TN L 7. EEEEIIXK 43 LFEIETH 5. EAREERSEEFE 52 ITRT

| Machine |
R E ’

Workpiece & 1 R . Accelel%_

Fig. 5.3 Experimental setup for the face turning

Table 5.2 Experimental conditions for face turning

WOT, PL55, PL87,
Tool type
PL125, PL0O2, DT, VL
Workpiece S45C, ©69-910
Spindle speed min’! 895
Cutting speed m/min 28-193
Feed rate mm/rev 0.1
Depth of cut d,. mm 0.2,0.4,0.5,0.6
End cutting edge angle deg 30
Side cutting edge angle deg 70
Side cutting edge
sece deg 7
clearance angle

X 43 I3 XHic, 77y P TETIE, BEUIRAICEEZRUIEIFE-RZ L 7R
728, SRR 2 ZotYIEI L D 7 a v AR RAD 3. Z D=0, 4 EICET BN
RLARZECHEON S BEERAPEZENICHIKT 22BN TE 3 E2ObNS. THY v v
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7 TS AMETH ), 2870 GBARSIE) ORICIRE) L 29 i a R, il
24 o AR N L OIS A M D RS ERIR 2 AL 72, RS
72 & 1A D JE UG ERE 2 X 5.4 1R T. A VoSV A RERBEOFER D S FRIE L 72—
KT A= R RSZIORT. A Yo N AIEORPRERL Y, 2 /i1 UBARIT) I
SR 7D BIREIE — 1 (527Hz, 1am/N) 59, ORICHY 5 E— FISH LT 5
LA BRI © & R ERAL 7o, BT L Z-HHIME (HESRN S45C) 13ME ¢ 69, PAfE
$ 10 DPIFIFAR % b >, BB Fbl % —E D EHERECCIEMEL , BB O IS 2
S PIE ~— BRI TRk Y & 5 A TIRTIINI A L 7. C 7, SHED BIEIC 2 C
VIHRIE AME TS 2 C &b, IRV OIMLR LRI N 3 2 SV % — O S CAT i
T2 eNTES, ERRPICIIEEG 2 TRy v v 2 E LT, LRSI %
RHIL 7. £72, GIMIBDIGHE O C TG EE S N NEFIIL . kB, BUD
IR U B AREEIC B\ U, T2 LY (5 7 Bk IR U 3. < i,
UIHIBIIRHE X 0 RIS 13 i K O E A B N B e, YIHI & IESERICIE
BLAWC LICHET 2 0ELD 5.

1 1 1
g 08, z 08 Zz 038
£ £ £
o 0-6 2 06 306
© o ©
2 04 2 04 2 04
Q. - “ =
£ o2y g o.zr‘ﬂﬁ_# £ o2t
LAY | ol ™ ] 0
180 180 180
90 90 90
a0 0o 00
(] [J] (]
o ‘ © o
Y °M“ 3 0 g 0
© I\ © I * ©
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-90 ‘|‘ s -90!% Vit %0
180, A e B T A 4180 S
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(@) Gyx (b)Gyy
Fig. 5.4 Measured FRFs of tool with parallel spring structure

© Gz

Table 5.3 Identified modal parameters of the tool structure with parallel leaf spring

Transfer function Gx Gyy G,,
Natural frequency Hz 179.8 435.5 526.7
Maximum
. pm/N 0.104 0.207 0.973
compliance
Damping ratio 0.184 0.028 0.024
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5. 2. 3 EBERBIUTIRAFIIROEER

K52 IORTEMFICHBWTERZEML, REIZFHIILZ. 22Tk, EFERZOT
L, 4 BORLEMIERE O ZTTY. TIRYIC, —HIZIY B, @ETEL
77 AF ¥ LTEHOR KT 5. 20, sfFL23XTo7 2725 ¥ TEHEZWNRIC,
FE e RHEE ERARUVIHLERE, RBRE, UIH), 77 25 v EooitE X8 1Ko
THREZ L, ZOfE2ERT 3.

T9Hle LT, UhihE0.6mm iICET 2, #@E LEWOT 74 v BT 7 2F %
TH PL87 OFEEFER%Z LS 5. UIHIHICHIEEEFHCEHI L 72 TEASE O s % 56k
fil7 — Y =244 (STFT) L, STFT #5574 b i AKIRIER > OIRIE Z il L 724531 2 X 5.5 1<
AT REEUTELERES, A TEORIEER RS, Z oUIHIER CImYIHEERE S0 o
IMTABGE LT, R4 ICUINEEAME T4 2. K25, MTHHREIC 0D IREIAE U7z
Db, KEANCKITTEE Tue A&V Yy SORECIREIMERT 2 2 L3005, Z
2T, PREARIEDS 1 um DAT & 72 ) —BIRBIZSR L 72 & A7 L 7= B o U HIEEE % B A
UIHIREL & e T 5. EEHER O B I L 72 R UIHLERE & KB LERE 2 K 5.4 1R
¥i7 A VBT 7 X5 v TH PL87 OEFFYIHLERE (3 F TH WOT X v 1.4 58 L T
3. FIRENEIEICOWTERT 2 L, £54IRLZEY, EETEWOT X, #74
vHITH PL87 DU BMREARIEDO R AMA/NE { 72, s EREIRIC 3\ TIRENRIE 411
flxnsdzenmnrd, 7z, #7477 25 v TH PL87 DI TH OIRENE A
505Hz TH Y, FERFUIALEEE 96 m/min (IS5 T 2 HRENKRAIL 32mm TH o 72, 4 FE TR
L7z 411(b) X VEET 4 7 27 2 F % T.H PL87 1ZIRENE K 3.2 mm fHEicEWT 7w
YRRV E Y T K g IR EL 2D, ENIRERIT 2 E 2605,

e 60 e 60
c 3 c 3
S g 40t Sg40f
o2 c2

Q.
> g > g

© O L L L L © 0 L " L

0 40 80 120 160 200 0 40 80 120 160 200
Cutting speed m/min Cutting speed m/min
(a) WOT (b) PL87

Fig. 5.5 Vibration amplitude vs. cutting speed (d,-: 0.6 mm)

Table 5.4 Experimental results of critical cutting speed and max vibration amplitude

Tool WOT PL87
Critical cutting speed | m/min 70 96
Max vibration amplitude | pm 53 41
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K, YIHIEBNEECHIE L 2 IHI1 0 201Gy (pria), Wahiksr (¢/im), %Y
SISy 7)) %K 5.6 1R d, BRI UIELEE, #eEhiUEI 2 Rd. b, 22T
BN IR B ) % RIS 5 - O BB fE L T\ 5. X 5.6(a),(b) & D, YIHITI X
UIHLEE 5 X OO D IRBI D FAIRBEICIE U TRl L s (LT 5 2 L 2300 5.
Z 2T, UJALEEE 40~180 m/min OHiFHCTOVFHE R 1RSS5S IRT. £55 XD, @H
T.H WOT ¢#7 4 VAT H PL87T DI BWTH, FENRYIEI 0K X X iciEs
TEWII W LEER L., coZerb, B4 VvlT 725> TH PL8T 3727 R
F ¥ HEHIM Bl L C OO 0 REN & JIET S 250 R A KT 52— 5T, T2 AT ¥ DOl
DUTHDNIC R R IS TR IIEC R nWEEI LN,

E F, K E F, K
Z 300 2 i . Z 300 L ——
Q (8]
S 200 M S 200 F,;;:?kwlu\;w :
3 o ! i i L . , .
0 40 80 120 160 200 0 40 80 120 160 200
Cutting speed m/min Cutting speed m/min
(a) WOT (b) PL87
Fig. 5.6  Measured cutting force vs. cutting speed (d,: 0.6 mm)
Table 5.5 Experimental results of average thrust forces
Tool WOT PL87
Average thrust force N 152 163

KT, MTEOPHIME LT Z2K 5.7 1Rd. @ TEWOT (K5.7@a) &7 4 v
RIT H PL87 (X 5.7(b) 1FFICHREIRIEDS A & WEIHBEE S IC 5V TN Y = — 7 3%
ALTw3, E7, #7A4 VEITH PL87 (X 5.7(b) DANLMEIC I Cldili TE WOT

(X 5.7) XY bV ~=—2250 LT, MLEMIHEEL TR Z 23005,
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(a) WOT (b) PL87
Fig. 5.7 Finished workpiece surfaces (d,-: 0.6 mm)

Kz, YHIMT#O TEOWHkIFH %KX 5.8 iIcRd. X580b)kY, 74 AT H PLR7
KBEWTT 7 AT v ICHEREEMIIEL T, REDELRVWI L8300 o 7. EEINIE
BREMEDIR L7228, [FRROFERPME O, Thbb, BE L REPECHET 4 VT
7 AF ¥ TH PLO2 LHEEL T, 727RAF XIS KE 2 X 5 ICEGENT % C & Tl
DR & RIBEWHIS 2 2 LTI L7z, —)7T, #H TE WOT (X5.8() L7414 v
Bl 27 25 % TEPL87 (X5.8(b) 1ZIHIc HED I L W ICHER A IIROEEEYIN R b
7o Zhid, EFLERLV—F—INLcilfELzc e, a—T 1 v/ REnc e, ik
YHIcfro e bicERFT 2 e E 2 bN5. 20729, T WHEMITEL 2B ICO T
12, THoOBGE R CHFAIOMBTEEZZEH T 22 LT, [MEETcE 2 aREERE W EE X
5.

(a) WOT (b) PL87
Fig. 5.8 Microphotographs of tool flank faces after cutting (d,-: 0.6 mm)

PDEXy, #74 V8527 25 % TH PL87 O7 7 AF ¥ &hRICoOWTihR7=, KiT,
FHE L 723 _RCOT 7 2AF v BRICE T 2 EBF RO EZITS. £3, 77 2F ¥ TLE
PL55, PL125, PL02, DT, VL ZF\WCYlAZE 0.6mm CTHIL L 72 BRICEREl X 7 kB o
O b, BRAIRIEEGT OIRIEZ fiH U 72455 2 X 5.9 1R 3, Ml ZUIHLERE, itz TE
OIRIEZRT. K 59)-(e)ICnT LIic, wIhoTHIZEWTH, YHBEIMET T2
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L7 U ARy S OECIREIRIESME T 3726 2 L2300 5. X 5.5@)IC/R 3 L
H WOT DFREHET 2 &, WFhoT 27 2F ¥ TEICE T b HEFRYIEEEE 380 L
TWaZennh s, ¥z, IREARES—E 1um AT & 7o 728213, OOV IRENDSFH OOK
EAHEETL L3 o7z, TTT, 442 HiOMHTHER (K4.11c) ICEHTS. B
A VAT 2 25 % TH PL125 T, IRENRADH) 2 mm T o XXy ZREBK, 4,
DBEDEL 7Y, TavRAOREWEIMET T 2 AREEARB I LTz, RIEFRICTIHE LT
1%, YIHLEER 60 m/min 38 CIRENEREADH) 2mm & 72 5. X 5.9(b)% 5, YIHEEEER 60
m/min fHECRIBEIZEHRE L ThWARnWZ E23002%. 2D, FEM fffricsu» Tl
IN2T 7 AF XHIRIC L 2HHIM O T v EFIck o T T vw L2 v ey g0 a L
7wy, WEWMETIT2HRIFEL AR nEEZ 3.
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Fig. 5.9 Average amplitude vs. cutting speed (d,-: 0.6 mm)
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3. b, MLFEBEICOT Y IREIV A U721, IREMRIEAS 1 pm LUT & 72 » — BiREH 2
IR L 72 & A7 L 7z O U HIRE 2 EESRUIHLERE & L7-. 7Zeds, YULAAR 02 mm Tl
HETEWOT &t 7 4 VBT 7 ZAF % TEVLICEWTOABUN OO Y IREIZFEAE L,
ftho TEHCIX Y IREI R S Nind o 72, UAAZ R 04~0.6 mm DIEIFICE W TIEEY]
HERE S I W TR TECHER WV IREIFE Lz, KioRans Lo, FHfiL
e TcoLHofTlE, @ LE WOT OEFRUIHIRE S R HIKL, £ ToT 7 AF ¥ L
HCEEFRUIHEEREE 28N L 72, Fric, ULAAED 0.6mm & B AR & WEAETI, M7 A4
VIS 7 2F ¢ TEPLI2S L#tT 4 v 7 25 ¥ TH VL Tl TE WOT & HEL
CHAFAUIHIEREE 25 2~2.5 517 B3 2 B =i 1035 & 7z,

~—\WOT - PL55 ~A~PL87 ~0+PL125 “»PLO2 -0-DT == VL
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Fig. 5.10 Average thrust force vs. depth of cut

K, YHARE 0.6 mm TOEERED T 7 2F ¥ T.H PL55, PL125, PL02, DT, VL %
511173, [5.11 25, WIFNOTLTHICEWTH AEICHEEAERELTHwE I L%
MR L7z, 72721, Imiin L CHAIM @ T2 —E L LTwb 2 eh b, MIET
5 T O UIHREEE 13 30 m/min A2 &K< 72 2. SiZA DO UIENIC 35\ T EGESM TN
EPELCRTWHRIZRD S Z 5, T VRN EPEC-AREELRH 2 E 2 S
N5[5-2). BENEAEL B L, FENETEANLEBRSE L CHUIHIRGTe 57128
AL BATREMEA D . D 2 & 1IX 5.6 1T\ TYIHI 25 UTHIGERE Icfkfr L <&{L L <
WB Tl bRHEMICEHANSE Z ERTE S, 7L, 20T 7 AF ¥ DHEIC
KORWEEZ LN 20, AWEOTHINTH 2 WY IRENCTH 3 2 3058 & FERaE 3
BICH7zoTUE, WA EDORE M r 52w eEZL L. 61, WIho
TH<cd TEHRFHEIC S D OEESRA LN, FRC, 74 V77 25~ TH PLO2 &
PL125 CIIEEELHEE CTH D Z L MR T&E 2. RELZT7 7 2F ¥y TEHOH TR 58 IC
NI A VElT 7 2F v TH PL7 b EtE 17 L, MHEEEICENTws LR
B cg., £, Fy MIF 725 TEDT BXWit7 4 v M7 7 25 v TH VL T

95



X7 7 2AF YD CRIEVPEL 2 2 L 2R L. 2D, YINF G S E %
5257 7 RAF % IRBEELCLRCTWHEELRD L EEZOLNS.

(a) PL55

(d) VL (e) DT
Fig.5.11  Microphotographs of tool flank face after cutting (d,: 0.6 mm)
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Fig. 5.12  Average thrust force vs. depth of cut
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KT, T2 AT 2R L IREIHIN R OBAR 2 ik U 7. i L 7= & T 2 o P IREHR
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BARSEBER S OIRREZ I L. 727 2 F ¥ THCIE, @HTH WOT & il L <iE
BRIE DS 3 B R b Ltz FRIC, T 4 v IF 7 25 % T.H PL87, PLI125, PLO2
BLUKHET 4 v 77 2F BT H VL Cldils LTE WOT OIREHRIEL v b 357D 1 LT
XTI T RENE R, 5 4 V5 2 25 % TH PL02, PLI125 I345ICiEN
TIREIIEIR 2RI L CTB Y, Zhb DT ETIIEEEY O FE TR T O TR
T2z eTcTuvzx gy ey SRS E L THEMER D 5. LU E O FHllikE R 5,
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Fig. 5.13 Average amplitude vs. depth of cut

RIC, 77 AF ¥R EWEA DGR Z 2T 5. UhABE 0.6 mm DHILICHIT % 5
KUy & RITADOREREE 56 ICE DD, 22T, FRUEEEOERICHE L 7-
DO JRE) D JE R & IRIE A S I RIUE fAmax(p) ZHEE L7z, £5.6 X W EEBRTHEE I h
2@ T H WOT O AHUEMA L 47deg £ 725, THIRETET7 7 AF ¥ TETIE, &K
WOEAD S LIV T 2R AR L 72, DX HIL, 727 RF ¥ TECREIRT AR
BeTJoRFAIC L TN 252 LT, RERIEOKEZHE A28 TE5LE
ZABTENTE S,
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Table 5.6 Comparison of maximum trajectory angle and designed effective clearance angle

Tool type WOT | PL55 | PL87 | PL125 | PLO2 | DT | VL
7

Effective clearance angle y, | deg ) 3.5 2.4 1.7 1.3 1.7 | 14
~In

Maximum trajectory angle

deg | 4.7 0.7 14 1.8 0.3 26 | 0.8
max(¢)

PIEXY, BET27272F ¥ TEEMWS Z LT, O IRBIAHIH X L 5 {EHH % i
WL, —HT, T7AFXHHECT 7 RAFyIRRICK s TR Z vy SRR NE
BLZ Db otz iz, TI7AFYIBPRICKIE L CEUECT 7 AT v & OId#EE
L3z ezl L. AR CHATEDRT, 74 v 77 X5+ TH PL8T %
W2 EEICEE DD o D7), OOV IIGIEIRZFHIT 2 2 LI L7z, 37
bbH, WYNCT 7 AF v IREFGENT 2 2L T, BTV MIHhR 2S5 2 8T
3. Ny MRHET 4 CRUIREIR IS L Ca N2 b R RO RREM S D B L E 2
bNBH, TreRX vy RO LEGE - KIBZ IS 2 0KANETH 5.

5. 83 /—AREHBOTIVRFY¥IEZRAN-EE

i, AL R TEZMCCYIHIERZIT, RITHT 7 A F v 28 FEHR 2L
W5 2 258 %l 35, 5.3.1HTIE, SfFLAZTEBRICOWTEHIAT 2. 53.21H
Tlt, R TEZ W7 EBTE L ERZicowTik< 2, 53.31HClE, EEfEEE R T
BUCER T 727 7 AF % DIIRICONTERT 5.

5. 3. 1 HERALEFIREOERK

5. 3. 1. 1 TI9XAFraEDHE

77 AF ¥ TRHOFERLICAT CT 7 AF v @ OBGHOEHR L7z, 5.2 Hio L5 I3
HYIHITH - 72720, #HIFH L L HEICHiRIZ -, Lo L, SMEEEIics v, FE
HZMT3 5729, X514 183 L5 ICHHEIM L LG HEiiiE L2 2. 2o X5 RilTo
Bitr, NE» ST 7 2T % i, 72 T EIEFT IS T 23 5 72 IC BT, HER A BT
&7 7 AF X MOHHIIROFE L Z T CeRIL kb, 20, 77 AF v,
PEALLCTHT 7 AF ¥ @ ShOKGHELE L WEFREE 22 X9, &4 v I —F+TT 7
2T X —PEHIMTERERE (BT 72 2AF v @) Ly, 2L, CofBIck-C, 7
JAF X @I DENICE D T AKX vy IR OE R RE Lz, HHIMIMEE ¢ 70
ELTCHKEI LT 7 2 F v TRIRORGHER £ 5.7 IR T
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Tool holder

Workpiece

'

(a) Schematic of peripheral turning

Workpiece

L

Texture
heighth 3|

Center

Workpiece

Distance
between
texture and

>,
“1

Insert tool

X

L.

y

workpiece Jdl
L 1€ Texture 7
heighth X
(b) Face turning (c) Peripheral turning

Fig. 5.14 Distance between insert and workpiece of peripheral turning

Table 5.7 Dimensions of the designed textured tool (round tool)

Tool type WOT | PL87 | PL125
Rake angle deg 0
Nominal clearance angle y,, | deg 7
Texture distance [, mm 0.87 1.25
Texture length [, um 100
Texture height h um 28 16
Distance between texture and
workpiece [, wm 0 40
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5. 3. 1. 2 #H#IA

RIE TR T 7 AF v iE 2RO LEEZEHAELE. 4 vy — b ORMIT
TCMWI6T308 & L, T WAIZ0deg, 2—7 4 V7 3fiZ v, D77 AF ¥ BIRD
EFICOWTH L—F =L EHZ, —fle LTI A v BT 7 25 » THOBEME
HE (KEYENCE # VR-3000) %X 5.15(0b)ic/Rd. B5.15 1R 3 LEX R TE (PL87)
THY, YhNEFTICRITEHT 2 2AF ¥ 2FHTF T3, FEAMETEDY L, #T4
VT 2AF» THPL8T OF 7 AF ¥ EIRZFHI L 7= %X 5.16 ICR~"d. £/, T2 A
F il 77 AF v S S OHEIERBEE R 58 IORT. T/ AFYHHl, XTI 2T
Y i S hIEEREHEICH L CRE Rtz i3\ & 2R L 7=,

Photograph range
(a) 3D model of insert tool

Fig. 5.15

(b) Enlarged view
Microphotographs of prototyped tools (round tool, PL87)

1400.00

Fig.5.16  Measured cutting edge profile (round tool, PL87)
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Table 5.8 Comparison of designed and measured dimensions of textured tools (PL87)

o ) Measurement
Tool type Design dimension ) ]
dimension
Texture distance [, mm 0.86 0.87
Texture height h pum 31 28

5. 3. 2 ERAXBIUEBREH

R TEZ MW CREMOIMEREH 21T\, RETHO 7o vy 73R e T
T PEIRA~ DFZE 2 5 L 72, DU ICAHEITCIT 5 FERD AT 274 2. X517 ICKERECE
DI Z TR,

Dynamometer ‘ |
Feed direction L 3 x

4 R
Distance L
— .

holder

Insert tool

. Workpiece

Fig. 5.17 Experimental setup for peripheral turning tests

BEMTHEE (F— 2<% MULTUS U3000) (THUY 2 728518 022 & H L &% 250 mm
L, MIEMET T2 L) ICRAEEHL TR fTITZ. ZORWESIHL 02D, Fiil
ZEDIMHIM O 1 X & — P iZfth oS & L ChiRd a v 774 T v AHRK
v, Nyl v 7B AR EM L C FRFGHEIZEM L, 2 OfEE» SFE L 72— X3
7 A =2 D= %K 5.9 IS, IITIEHHEIM O B w2 5 HRITOT7 M 150 mm Dz
%0 %5z Tz, UIEIENIEE (Kistler 8 TYPE9129AA) % Fi v CYIHIT o FHHl %
fio7z. 2510 ICEAERSEGZRT. TEFAVZIZNHAD TEHRL X (STGCLI616H16)
EMHHALZ. TERICE, 77XF¥2hwvliETE WOT &, 77 v F TEZHWFE
TRIFRAERBMGO NG T A VT 7 2F v T.EH PL87 & PLI125 Zffif L 7-.
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Table 5.9 Identified frequency characteristics of the workpiece

Natural frequency | Maximum compliance
Hz pum/N
240 3 0.013

Damping ratio

Table 5.10 Experimental conditions for peripheral turning

Workpiece S45C, ¢ 68
Projection length mm 250
Cutting speed m/min 110
Spindle speed min! 515
Feed rate mm/rev 0.1
Depth of cut mm 0.6
Tool cutting edge angle deg 91

5. 3. 3 EBRERFIUER

R LEZMHWAMEER 2 Fi L, FERFEE (NLEOBAIME LT mmER, YA
L), 77 2F WO OEGE L RIB) ICoWTHRER L, ZoMEYER L7-. ¥
7, 5181, MITZOHEHIMIMTHEAZ xRS, KIF D), (i), (i) iEEHI R 2> 5 o Rk
L=140, 90, 40 mm O THEHZIEKL72KTH 5. X 5.18@) L Y, @ TH WOT T, 2
FHLEIVPREWMIEICEWTRE R IREIZAAE L, Ml E o EEIMARTTHl
DIRENIIIH S T B 2 ERnn 5. K518b0)& Y, 77y P TEOFHBHER TR R
F72 o785 4 VBT 7 25 % TH PL87 I B\ ThH, PVIRENIIIHII N CTEH ST,
HHTH WOT &Rk RBTONE. —77, HS18C)ICnT Loic, 74 vilT s
A F v TH PL125 TiE, YA THHAICH T2 P D IREIDSFAE L 72 D 0 0, FfE S mm
DT TUOW Y IREZ W E h, ZDkd WOV IRBIIRE L A WEREA Sz 22
T, OV IRE O JEHEL L UIHLERE o BfR 2 5, IRENEREAIN 7mm &4 2. 4 BEoOK
411(b),(c)CRT X 9 i, IREIERAD) Tmm TIIEE T 4 VBT 7 X F v T HIZ PL87 L
b PLI25S D37 re AZ Y &Y T REK,q (3K E V. COFET, i A VT 725
¥ LH PLI25S DB 0 MR Em o7 L ZEZ D X 5.
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(c) PL125
Fig. 5.18 Finished workpiece surfaces after cutting
(() L =140 mm, (i) L =90 mm, (iii) L =40 mm)

KIC, MTHE ORI X OMIERKRE LK 5.19 (RS, Wl UIHIEESEL, b 222k
T Ra%xd. K519 X0, @ETEWOT BEXUHET 4 v BF 7 2F % T.H PL87 IC B\
T, POV IREISFAE L 2 BFTOREM X (X Ra8~12 um TH - 7z, U D IRE) 231114
E N WEHIFARTCI D FEEEL=140 mm fHE T3, FEM X Ra 1347 2.5 pm £ TR L 7=,
M7 A VBT 7 25 v THPL125 Tl, AV OfHE2 5 OO iREN2S I X 4, 2Ric
KX RalF 2~3 ym BETH -7, T7abb, 77AF¥x LEZHVwE LT, TV
D IRENAIIEI X B L RIRFIC, RAFR(E EJmERES2 LB TE 22 L2100 5.
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Fig. 5.19 Surface roughness distributions

K, YIHIEN R CHRUS L =65 2 X 5.20 1RSS50 078810 & IR IRAE 1
Hz & L CHRIKE 7 — V) =258 (STFT) ZAT\>, JEBEBUG 2o L7, 2O CTROIR
ISR Z WK DIRIEZ T WIRR, AR E ROEOFEBTORLTWDE, Y IREIS A
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Fig. 520  Maximum amplitude and its frequency when chatter vibration occurs

5.20(a), (b) & v, EH TE WOT, #7 4 VA5 27 25 ¥ THPL87 iIc B TYIHI D
EEEIEIL 245 Hz IRECTH o 72, 2D Lh b, HEIMEEDbAE—FickoTW
COIREIBAE L2 EEZONS. 72K 520()-(c) L b VU IRENSIHI S 5 &, YIHID
DABHRIEIIA IONFEE L E T2 2 23905, K5.180¢) & Y, 1#7 4 AT H PL125
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TN THRERIC PR IREIZIH S T2 2 &8 OFERD» S bR TE 5.

KIT, LD TERFHOKIER M 521 1TRT. M521@0),0b)L,) &Y, WTFnoTE
ICBEWTH TERITHERERIL 025mm RETH Y, THANEICOT ICEEEL T
72, F£77, K521)cR L=k dic, 54 v BIF 2 25 % THPLI25 TIZT 27 AF ¥
ChTREEE LEBBEAEL -, 2R, T2 ZXF ¥ EIC X I~ o8 mas A U
TTRRAX VY IRREBL T L Z#REBICORE L TWw5, BEOREITKE |
RN Eps, FHliZEFERML -EEAN T, B ARFETIE AW EELLNS.

(b) PL87 1

(c) PL125
Fig. 5.21 Tool flank faces after cutting

LLEofER DG, 77 2F v BEYIcEkatd2 2T, /—XAREZFOMT 4 v
DT I AF ¥ TETRE T v ALV Y ZHMRNICKRT 2 720, ERNAUHENNTZ
FEHRULGZ L 2R L7, &k, VO IREIZIIH S NI E T, 2FictLla
Kk 2 Bbd HEHEIE O Nz, BEEOFEOWIITICEWTID X S At LIVEDH
AlLeTweEzZONE, AEBRCTHOATEE, V-V —INTEELERICa—T 4V
FERIToTELT, MIVEXCTEML THY, Znrd LIVBORAEZIE L 7-AlREE
BEZLNDE., —HT, ooz TREORLEF LAl OMHG TiEEx A E T 52 L
T, [MECE ZAHEEESAE W EE X O D,
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5. 4 #%8

4 BCiKal L72ikiT T 7 A5+ TEHZRMEL, 2 HEOVIHIEERZE L T2 iR
IR ERAEEHO T L, ABECHEONEREmEUTICE LD 5,

() 77v b LEZHAWZGEHYVIHIEROREE, 727 AF v 237wl TE & Il L <,
REL 727 7 2 F ¥ TR CCHERVIHERE O | & FEIREIRIE O il % i
L, IREHNHINRZ RIS 2 2 & 2R L 7-.

Q) 77vFILEEHOEZmEVEIESZE L C, 74 vRIT 7 AFviL, 77 RAF
Y PRpfE 2B YNICEGT 5 2 & T, B - KEZIHIL oD, tah v reRr LY
VMR RS 2L RERL 7.

3) 77v b TEEZHWmEYIAIERZEC T, Fy MHEHT 4 v T 7 X5 v (3,
T 7 AF X IEICHEIM OBEE & TEORENEL T W & 2L 7.

4) /—AREEOT 7 2F v TEEZHW-UIHIEBROME, #EYicT 7 2 F v Il %
LT A VT 2 2F v TEHZHWS Z LT, OO IRE % IR i+ 2
TR LT BiF At ETHEM S 2335 02 & RIRFIC, By Zaies o KI8T
LR ERMER L. —HT, U LIWESRET 2EEHERL 7.
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RGHPRA—) v TR RTHT 7 X F+» TEZHAL
7= LT HIEAER

6. 1 #&

2, 3FETIRESFWIHRE — V) v 7 TEHO WY IREHIEIIRIC O Wik 7=, 4, 58T
TR TR T 27 AT ¥ TEO O IREMIHINRICOWCTRREEZ FEfi L 72, 245 DIfFFEIC
X o, REFMITRY IREZ T2 L TOREEFRRTE L RHLLE R
72[6-1, 6-2, 6-3]. Z NZ DT AEEICH-D Bk E % F I3 % 72 o5y L <FEH
THILHRTES, T, EnE oz i cHW 2561, TENED mv L
RUDET A7 b (L/D>5) RIS L Tid, N0 IREY DI 23K L CTwigw, T
ENERMAERST 2 &, BIMHERMRA LR TR T 7 AT ¥ Olifdl & A &b
22T, ILICEHWT A7 FHICEWTUOWY I 2R LS5 M2 H 5 L # 2
5. 22T, RETIE, ZooPREM ZFRRICERA L CUHEEZz LKL, Zatho
IR & FRFICH A G DR 72560 O IREMIHINER ICOWCREES 5. 7ads, A—U v
ZMTIC B 2 FERAWZFHE T 28505, AECIIWNERUIAIFME £t 2.

ARBEFUTOL I ICHKT 2. 9, 62fficix, KETH 2 BGEHIRR—Y v 7T
HE XY T 28T HT 7 2 F v TROKGHI DWW TR~ 2. X, 63 fHiTlL, &iE
b % Kl % 720, UINHETIK, 3 X 00 J1EEK, % Ko 2 Y EERIC DWW Tk 3,
6.4 ficix, BELZZBAWMHIRE -V v 7 THOBRHEICO Wi~ 3, 65T, i
fEL 7285 HpiRE — ) v 7 TEZ W COREMO NEREHI 21T, ZETLEo 7 v+ X
Zve v 7R e LT mEROMERTHE L, ZOfREEREBRD, ®mEIC, 6.6 Hi
WCARBE TR LN E R 2.

6. 2 BEAMIRLETIVRFYIREDERE - H1F

ARECTHOWEZBGUEYRA—) v 7 TEEXURTHET 7 2 F ¥ TEOFKEHIDOWT
BB, 2, 3BETHEH - RMELZLD=10 DF—Y v 7 TEIZNHTE XY ZEW M
U728, SR Cld i K REFIRER S 2 LB TE R o7z, AETIE, L/D=10 X
DHPLPHSEMENEBDONELDDFR—Y v 7 TEEAHOTIREFEICL 2 U
IRE) O 2T 3 5. #1721 L/D=8 DEFERFT -V v 7 TEHEZEEF - 3AF L,
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Nv=) v R EE L CF OEEE AR T 5.

¥ 7z, 5§ ECR7immiEH] B X OOMEIEH] & Br b, RECTIINEREHIERZT .
DD, TI/AFY TEDT 7 AF v @I IConThHKE21TY. oKL
TiE, F=V v/ LHOMEZEZERL, VIAINICX 2R VXD 7zbARICONTD
FEM T W CFHIL CT 7 AF v @ S OGHIE B T 5.

6. 2. 1 EAMMRA—Y VI IR

6. 2. 1. 1 FEMZFALFEA—U Y/ ITEDEA

KECHW = BITERFR—Y v 7 THOZHEF IO OWTihx 3%, 2 2 CliHi7-ic L/D=8
DRFTERRAE — Y v 7 THAZMEL /2. 2 & L [FERIC FEM T 2 FIH L CEERE % &
Ao T2 B CIZEBIE DG 2 1T\, % OIS SRICE D W COIR 2R L 72, BXEHL 72
L/D=8 DET L %[X 6.1, FEM T CfEF L 72152 %X 62 "3, X 6.1 1CpR-3 X 5 ICilfE
LETHRIZg25 oFR =Y v 7 TETHY, EHLEX200mm TH 5. RfFLAZTEK
A XD H N X, BEASEOYEIHAL v =t X I -4 v — b2 —DFDhL
TEE L 72. MR OPIMEAEIZFR 2.2 1IR3 L/D=10 ® TEZFFCHW 26/ L 7z, i
SRR 2.3 1R TEM R V2. JEBRBULE B O FEM TG R 2 X 6.3 1IC/R 3, Al
(SRR, MR ER D o v T A T v R (BB LA (B %R
MRS X 5 icphim & q /i OIIREIFRBOMAE Tt e T, av 7747 v AT 171
ETHY, SOHMEEZRL WS 221005,

Tapered horns
Dummy Insert tool _’l P B _"

A
(not used for cutting) -
not used 1or cutting .
[P A Notches B

10 12
200 <— 9

O50

» \\ !

g q
section A-A section B-B

Fig. 6.1 Dimensions of anisotropic boring tool (L/D=8)
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Fixture

\_/ Fixed end

Fig. 6.2  Analysis model with fixture
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Fig. 6.3  FRFs of the L/D=10 boring tools in pq and xy coordinate systems estimated by FEM

6. 2. 1. 2 BE#EAR—) IR
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8778A500) %[EE L, A v snzv= (Kistler $l 9722A500) TxyliiiaciT# L ¢,
xy Bl AN AR U 2 IR 2 HIE L7z, 2405 OHEITERS R % EIRET L C R A mE B A
HIRD 7=,

JEBEUCERIE DOMERE R Z X 6.5 13, il SR8, Hitlh BB R ER I o =
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Fig. 6.4 Experimental setup for hammering test on the lathe
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Fig. 6.5 FRFs of the prototyped L/D=8 boring tools measured by hammering test on the lathe

Table 6.1 Comparison of dynamic characteristics of the designed boring tools (L/D=8; lathe).
Natural Maximum ; ;
Quality atura aximd Natural frequency| Compliance ratio
frequency compliance .
factor | . _ . : difference max(|Ggq|)
Q In p axis In p axis f _ f Hz m
fap Hz | max(|Gpp|) pmyN | "9 7P mhaxt[pp
Analysis 51 494.5 53.2 -0.19 1.68
Experiment | 125 479 68.5 -1.7 1.59
Kiz, #fF L7 /D=8 % KEO YL CHM S 2 @AM THICHY 21, 6.6 1T

T LI o RIGE R % FE L C RS ER DR 2 T 5 72, TH& L X5k
I 1 iR R T (PCB PIEZOTRONICS # 352C23) %#[EE L, 4 v 2L 2 v = (Kistler
H1 9722A500) TxyH/TENCITER L 72, 530 N7 BIRBUmZRE X 6.7 1IR3, Rifli3)E
B MRS ERS D 3 v T A T v R (BB it (TR 25Rd. $7-,
PUTIEE L EAM T CO % £ 6.2 1ITR .
%62 X 0, BEIMNTHECTOBERRIZPAIER I L C QDN X WSR2 HE S 7.
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T, avVIIAT ‘/Xt[:max(|qu )/max(|Gpp|)7§§ 3.7 L R&E L, JLAHEICELY 17
75e LR E BT 2 FIBEEHES T o n e, HRFEBE D T NS, — frp DR E V. M 67
D0, Gy & GagPHED KSR & 2R L 72, ] L 2 TAFEIA 2 5 720, +
— VY7 TEASORE TR, % ORI TOERR O RMRIITE D E % 521 T
JERBEER L L - E 2 N5,

(a) Experimental setup for hammering test
Accelerometer

(b) Accelerometer fixing location and hammering position

Fig. 6.6 Hammering test on the multi-tasking machine
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Fig. 6.7 FRFs of the prototyped L/D=8 boring tool measured by hammering test

on the multi-tasking machine
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Table 6.2 Comparison of identified frequency characteristics of the prototyped boring tool
(L/D=8; lathe and multi-tasking machine)

Natural Maximum Natural Compliance
frequency | compliance frequency ratio
Machine Qpp | Inpaxis | inpaxis difference max(|Gq|)
qaq
fop max(|Gyp|) fra = fap m
Hz pm/N Hz PP
Lathe 125 479 68.5 -1.7 1.59
Multi-tasking | 26 522 19.7 -12.7 3.7

6. 2. 2 ARENIAXTETIAFv¥IEORE

T, YHIiC X 2 BTUHIRE — ) v S TEHOZBR O E L <, NEMNL
W L7277 AF » TEERGIT 5. 53 ficid~724MRUIHIEE © 13 TE & v X ol
B3 S WA DERED K E 720, TEHCHHIM ORGP 2B &S 2 B 5 h o T-.
—J7C, BHMER-) v I THEHZHAG 5TV ZAERORIEIMEN 720, YIHI)) DR
BCTERZDA, AV —FrOLER TS ERBEINE. NRINTo%A, #Hl
MONEBR NI N LS 0Td, 4 v —FDREFHOEMBKEEAIIINEEEL
THYEDT 7V AF ¥ @I e b LT 7 AF ¥ BRERG T H20ELH D EEXD. %
ZC, 3XtD FEM f#H(PTC #! Pro/ENGINEER Mechanica) #f|fH L <, T.E+xr %X
JelnD-bArEEFHE L. #EIM &2 (JIS; SS400), mAVLIAAE% 0.3 mm, XY &%
0.1mm &{RGE L 7z, fENTORT & NTHE IR % X1 6.8, fidtT CfEF L 7z LLUlEIikdt[6-4] &
HE3R 6.3, RITCER L 2P % % 6.4 \OR 3. fETOMER, K6.8(b)icmd X HicT
HaAV ZoEs 0.2l mm T235 2 & 2R L 72, od, UIHIGERCEH 3 2 gHIM %
DEMAEIF32mm TH Y, THFRALZOEES 0.2l mm F2A3-o72 ¢ LT HHEIB oM
WTERLVZRTHR LR & 2HERL 7.
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Before
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Portion for fixing

L'.
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(a) Analytical model

Y-axis displacement mm

(b) Estimated displacement in Y-axis direction (scale 40 times)

Fig. 6.8 Displacement analysis

Table 6.3  Assumed specific cutting force and calculated cutting forces

Specific cutting force MPa | Principal force N | Thrust force N | Normal force N
3610 108 18 54
Table 6.4 Materials properties of analytical model
. Young’s modulus s Density
Material GPa Poisson’s ratio Kg/m?
Steel 210 0.29 7.85
Cemented carbide 580 0.21 145

DEW, ABETHOEZEAUMHRR—Y v/ TEDT 7 2F ¥ EE OFFGEHI DWW TR
5. WERIMTZIT5 2 &5, 53.1.1 TR T & IHED T RICT 7 AF ¥ ESh%
FET ZLERD L. NN TERO T 7 25 » TH EHHIMORGREK 69 1cRnd. K
6.9(b) I ZIHAMN LR OB % R 323, TEHANES YT RIC TR > Th T 7 AF ¥ &S 13—
ETH5. — TR 69C)ITRT X S, NEIMTOEE, Nikh b T 7 2F v ikl 5 —
y BT EIC T 28 B A0 IC B \WC, Wl B e 7 2 2 F - BB, SR TR X Y
b D, BHRLAZXH1C02imm DL TRV PESI L b, 727 AF %
LBZELLTD T 7 AF ¥ @I h3%E L WIREL 725 X 9 iC, 77 AT x —wHIH PR
(FHENRT 7 AF v EE) Ly 28A v — F CREZTo72. BHIMPNEEZ ¢32 L L
TiXalt L7 7 7 AF v JPIRDE%R K 6.5 1T T
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Tool Holder

(a) Schematic of internal cutting

\ Center y
N d
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ltw \

(b) Face turning (c) Internal turning

Fig. 6.9 Distance between flank texture and workpiece during internal turning

Table 6.5 Dimensions of the designed textured tool (round tool)

Tool name WOT | PL87 | PL125
Rake angle deg 0
Nominal clearance angle y,, | deg 7
Texture distance [, mm 0.87 1.25
Texture length [, pm 100
Texture height h pm 84 116
Distance between texture and
workpiece [, Hm 2 4

6. 3 LLIABERORAERER

KEICIE, ) REMMNT 2 £33 720, HYIHIRK, 3 X 00 HK, 2k 3]
Bl DIE & FEhEd 3. EHEMIEE (F— 2<% MULTUS U3000) (ZY)HIE) 151 (KISTER
1 9129AA) ZHLY 11, WD TEAA X (SIGMSTFCRIL) ZEE L7, 4 v¥—F i
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RIEL7ZMEZ7 4 vl7 7 25 » T.H PL87 (KM TCMW110204, 7L — AL, 2—7 4
vIEEL, VA 0deg) HFEAL, BEHIM SS400 o NERUIHEIIN T 2> & YIHI) % HIE L
7o, FEEREEEOIMEIZ K 6.10, AERVIHISEEZ K 6.6 1nd . HIE L 72VIHIT & YIHITIH
MOBRKIZ K 6.11 1<, I VIHIBRE R, HemixvIal) zmn3. HUTHRKHIK, 3 X
ok, oEHE# 3K 6.7 1R d. 7ok, HUHHEEYK, B X WOk, 0B I 33.2.1
T L 7=k 2 vz,

Dynamometer

Fig. 6.10 Experimental setup for internal turning tests

Table 6.6 Experimental conditions

Workpiece SS400 ¢ 70- ¢ 32
Spindle speed min™! 477
Cutting speed m/min 120
Feed rate mm/rev 0.1,0.15,0.2,0.25,0.3
Depth of cut mm 0.1,0.3,0.6
®F, oF; oF, of, ®F; OF, OF, oF; oF,
150 200 500 ~
° 0
= ° = =z 400 °
150 o $
g 100 o : . 2 300 5
< ° +, 100 ° o ¢
£ ®e 2 o ® £ 200 .
= 50 ° ® B o ® E °
3 . 3 0 S 100 :
Py e 0 O
0 0 0
0 0.01 0.02 0.03 0.04 0 0.0250.050.075 0.1 0 0.05 0.1 0.15 0.2
Cutting area mm? Cutting area mm? Cutting area mm?
(a) d =0.1 mm (b) d,, =0.3 mm (¢) d, =0.6 mm

Fig. 6.11 Relationship between cutting force and cutting area
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Table 6.7 Identified specific cutting force and cutting force ratio (L/D=8)

Specific cutting force K; GPa 3.18

Cutting force ratio K, 1.01

6. 4 REVHEROBERELIUER

KEiCl, 3ELZBAUIRE— ) v 7 TELRTMT 7 2F v TE% v TR
DNIEHI 2TV, RET B 7w 2 &2 v vy 73R &L LR o528 % 51l L 7-.
[ 6.12 ICHEERIEE OIME 2R T, L/D=8 DEFTHUMHRF— Y v 7 THICHZ 4 vEIF 7 R
F v THZYIHIEI /13 (Kistler 1 TYPE9129AA) ICEHE L, NENT. 24T 9 BRIl o
G ZFT 5 72, K68 ICEAFERRELE T, 727 AF ¥ THE LTIL, 52, 53 HiobHl
R CRIFRERMEO N T A VBT 7 25 % T.H PL87 & PL125 Zffif L7-. HIiK
DIz, T 7 AF % 37 TE WOT © % 55 % i L 7-.

Dynamomet ' w

— ﬁ
— Machine
"5 ™ N
y(L_' z
Insert tool
3\( v
workplece 1<:y

Fig. 6.12 Experimental setup for internal turning tests on the multi-tasking machine

Table 6.8 Experimental conditions for internal turning

Workpiece SS400, ©70-P 32
Cutting speed m/min 110
Spindle speed min! 1094

Feed rate mm/rev 0.1
Depth of cut mm 0.1,0.3
End cutting edge angle deg 90
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RIS SN2 23 h 5. YINIERERIC 3513 2 UIHIEES & IR ERE OB X v, RS
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Fig. 6.13  Stability limit diagram for the L/D=8 tools (Analysis: color map, Experiment: plots)

(a) PL87 (b) PL125
Fig. 6.14 Finished surface after cutting (d,.= 0.3 mm)
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(a) PL87 (b) PL125
Fig. 6.15 Tool flank faces after cutting
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Table 6.9 Parameters used for stability analyses

- Q max(|G
Condition fnp fnq fnp Qi 44 (| ppl)
Hz Hz Qpp um/N
1 (reference) | 522 -12.5 26 | 2.1 19.7
2 522 0 26 | 2.1 19.7
1 1 15
0.9 0.9
0.8 0.8
0.7 0.7 £
: . 10 €
0.6 0.6 2
5 5 S
g 05 805 E
0.4 0.4 S
03 0.3 > %
0.2 0.2 B
0.1 0.1
0 0
0 05 1 15 2 25 3 35 4 0 05 1 15 2 25 3 35 4

Compliance rate |Ggql/|Gpp|

(a) fnq — fnp=— 12.7 Hz

Fig. 6.16 Influence of compliance ratio and cosn on max(—cbreal(iw))

Compliance rate |Ggq|/|Gpyp|

(b) fnq - fnpzo Hz
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== Data obtained by dynamometer

Moving average data
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(a) Principal force (b) Thrust force (c) Normal force
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Fig. 6.17 Measured cutting forces (PL87, d,=0.3 mm)

0.08 mm

Before 7
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Y-axis displacement mm

Fig. 6.18 Displacement in Y-axis direction estimated by use of measured forces (scale 40 times)
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