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Fig. 1.3 Photograph of superabrasive wheels composed of diamond or CBN abrasives.
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Fig. 1.4 Photograph of workpieces finished by ultra-precision grinding.
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Fig. 1.5 Photographs of single-crystalline diamond tool and electroless nickel plating
finished by this tool.
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Fig. 1.6 Schematic drawing of linear vibration system3>,
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Fig. 1.7 Linear vibration cutting process.
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Fig. 1.8 Surface roughness Rmax of stainless steel SUS330Se machined by
using linear vibration cutting with single-crystalline diamond tool.
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Fig. 1.9 Elliptical vibration cutting process*?,
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Fig. 1.10 Relationship between nominal cutting speed and Theoretical roughness in cutting
direction. Elliptical vibration conditions: frequency = 40 kHz, amplitude = 4 um,., phase
shift =90 .
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Fig. 1.11 Two types of elliptical vibration system whose resonant frequencies are
(a): 20 kHz*%43) (b): 40 kHz*749),
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Fig. 1.12 Changes in cutting forces (a) and surface roughness Ry (b) during the elliptical
vibration cutting of stainless steel SUS420J2 (Rockwell hardness: 39 HRC)%),

Cutting tool: single-crystalline diamond tool with nose radius of 1 mm, frequency of
vibration: 20.4 kHz, amplitude: 7 pmp.p.
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Fig. 1.13 Spherical steel mirror finished by 3 degrees of freedom (DOF) elliptical
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Cut by TiN-coated tool

N

Cutting direction

Fig. 1.14 Photograph of hardened steels Stavax cut by diamond-coated tool
and TiN-coated tool.
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Fig. 1.15 Photograph of cutting tools. (a): single-crystalline diamond
tool, (b): diamond-coated tool, (c): TiN-coated tool.
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% Fig. 2.1 12T, EARIC TR LY —7 ZHctEd S 2812, v/ 70— K
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Elliptical vibration device

Pick feed ; -
Workpiece Cutting speed

Fig. 2.1 Schematic drawing of planing experiments using elliptical vibration cutting.
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KLUEMKK THD. BVRLEORNY v ¥ —~—7 21557201201, THORE
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Wik 2 BT 5108 8 F 0, EREMNRFEMIZITE > T,

%:fﬁﬁ%fﬁ,ﬁy&~v~7®@wk LMEZET 5720, U—7 OWiEE
WREFBIRECIMI L, TROREMEZRTIEIE L THH R IEERET 5.

Vibration locus

A,

— T

Feed direction

Cutting tool

Cutting edge profile

Workpiece CFOSS section Cross sectlon profile in

feed direction

Fig. 2.2 Schematic drawing of elliptical vibration cutting and cross section of finished
surface in feed direction.
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FEEIEE OGH % Fig. 23 105RT. T HBA T 7Ly 7 AROEEESE I TR N2C-
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BIHHEGT L4 TR U o0 T HB) 3 CRIE L7223, 49 40kHz OB E I IRENIC 1TBHE
TERWZWD, Bod ORI REHAREST 2L s, MHLEZTRE, ¥
AVYELSRFa—FT 4 7TEREETINa—T 4 V7 TEO2FHET, Wy —XF
£04mm, TEHORMITBHEAETHS. MTHEE LTS L 2L o MrEgIEE T
J Ay M9 &I A NRICEHE L7, INTS4M% Table2.1 I2F L=, INTHEIX, ©#Y
FRORE S 2 Zygo BO IR K HE# NewView7300 THIE L, 1%( >
BAMEE (Carl Zeiss, LSM5PASCAL) IZ X 2B HAT o7, A TIE, R ST 2T
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(R el

- Cutting direction |
===« [Feed direction

Fig. 2.3 Experimental setup for fundamental planing experiments.
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Table 2.1 Cutting conditions of fundamental planing experiments.

Machining conditions

Cutting tool

Workpiece

Depth of cut [um]
Pick feed [um]
Cutting speed [m/min]

Diamond-coated tool
TiN-coated tool

Stavax (Modified SUS420J2)
Rockwell hardness: 54 HRC

10
3,5,10,20,40,60
1

Cutting fluid Oil mist (Palace chemical, Nano-cut 9)
Elliptical vibration conditions

Frequency [kHZz] About 40

Amplitude [pmp-p] 4

Phase shift [deg.] 90 (Circle)

2.2.2 1HBERBIC LSBT O

21 i Cik 7= LBV, TEOWREGM LM 27-0121%, ARIZINH ORI &
N OIAR Z LT 5 R&E Th 575, I L& AlRk L 72 813K OALE 2 IEREIZ R E
THZEIREETH S, T TAMETIHE, MLEOERHHIZ 2 207 A MM
FEIL, WMEZHBERE TS 28T FikE T o7, £V E3um THIL L7720
THE D% F o S #if 4 Fig. 24 17T, TINa—F ¢ 7 THTINMT LM E
B E 0 b, XA YT Na—TF 0 T TROGFREMN I v 4 —~— 27 BHRIC

(@)

W
[o

B

g 10 pm

(b)

N il

N

=}

[c
g 10um

Fig. 2.4 Roughness profiles at pick feed of 3 um finished with (a): diamond-coated tool,

(b): TiN-coated tool.
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MR TE D, ZhE, #A4YEL Ra—T 4 T TEOFRD v F—~—7 DREME
NEL, BEMEREH NI EETREBL TN,

REMSOWET —Z 1%, REEENS 2 KOS LTHhEND. 7Y
YIRS AWET — X OMRIE, 20 ®m1EAMHY 12 5L LT — 2L 7
X9, EEOMY L A& LTz, JIE L7 RO % Fig. 2.5 127, M
MR a 2 DOMRET —2x = {x, %0 %0 X} & V) = 14y Youj = Viep o Ynsj)
CHEIL, y2j=012-& 1 REOBE SRR L, X(2.1)IT X HEREEZFE
Lz,

%Z?=1(xi - %) (Yi+j — ¥))

Ryyj = 1 — 1 —

\/HZ?zl(xi —x)? \/ZZ?=1(yi+j -5;)

ZIT, AT —FOREE, x, y TRV EOSFEORS L LIZ. £, X, ¥,
x, y;OVFBEEThERRT. XQO)IT, xLy,OFEERAETERT 2 2 LI X0 Btk

fEEnTns. LER-T, RiZxly, BRI —8T 556, MERKT1 &5,
ZhuE, TEORAEREFE CTAR THHMICEE SN TWD Z L2 B%T 5.

(2.1)

Surface roughness curve

Point group @

X2

X7 .. Xn i

Vi..¥Yn

RXy0 \i 1

: X7 ... Xn i Y2 .. Yn+1
Ryt |- = =

5 X/ .. Xn i Vit . Ynei 5
Rui [ = K =

Fig. 2.5 Definition of {x} and {y}

-22-



o a—T ¢/ THOEEMIAMN
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TIN 2—7 4 V7 THOGARIWBKENBLZ 01 THELTWS., $72bb, ¥ 1F
T Ra—T 4 VI TEOHFNRFREGHEZ AT 2 2 & ZBEMIC T 5 2 L)
TE 5., XY HFEICHE LR SI2IE, 20 &3S LR D v % —~<—
IRENDTZD, ZNHORBET — 20 bR LR &R CEHTE
B35, ZOBEMNICES T 2 FHBIREOMAAE 20 A2 FH L, TOXKD &ETOERS
PEAZRTEL L CERE L. ARo & B0 HEMRBIIHBIL S TV D20 0 15
1 OFPETER L, 1 OEEITHERIFI S v ¥ —~— 27 PE EFEICET IS Tnd 2
LERERT.

1
-
: LA .)
= OO T S "
S Lo s R M [ TR v R on 1
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:I oo :I BT IlI :. i :ll ||I iy II [ |'| I'. -

g AR I I R A AT Y Diamond coated tool
o> i Vo ] AH

0 ] \ ‘.: T\ [AH
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e 1 1 [ VEORE L g g [
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Position in feed direction. mm

Fig. 2.6 Correlation coefficient at pick feed of 3 um.

223 a—T4 Y/ IBEOEREHER

a—7 4 I THRHOUNNZ, UK LEE S AICEIE L BrimZik % Fig.
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FHE OB, Ea—T 4 7 OEIIERNT D EBEX LN AMAPFMET D.
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STDIZRL, XA ¥EY Ra—T 4 7 TEHORZLERIF163um THY, ¥ 1Y
T Ra—T 4 T TEOFPREWEIEAET 5 L PRI, APERBREN &
IRy SYIEESW
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um C, TIN2Z—7 4 > 7 TEOR05um LY HRKEWZ ERXbnoTz.

Measured section
Diamond-coated tool TiN-coated tool
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Fig. 2.7 Cross sections of coated carbide tools perpendicular to the cutting edges.
(R: radius of circular arc fitted by least-squares method).
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Rake face

Diamond coated tool TiN coated tool
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W/’ \
S S
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Fig. 2.8 Roughness profiles of the flank faces measured along the cutting edge.
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Fig. 2.9 Surface roughness Rt measured at various pick feeds.
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Fig. 2.10 Correlation coefficients obtained at various pick feeds.
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Fig. 2.11 Photomicrographs of finished surfaces at pick feeds of 5, 10, 20, and 40 um.
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Fig. 2.12 Nomarski photomicrographs of finished surfaces at pick feeds of 5, 10, 20, and 40 pum.
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Fig. 213 1%, A VYEL Fa—T 47 TEHLTINa—T 4 7 THRHIZEIVIEY &
Sum THNL L7z Stavax DFETH L. ¥ A vE Fa—F7 4 7 THIZE 50
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Finished with TiN-coated tool Finished with diamond-coated tool

Fig. 2.13 Surfaces of hardened die steel finished with TiN-coated tool and
diamond-coated tool (depth of cut: 10 um, pick feed: 5 pm).
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RET BT, BT A 7Y v NEE TG ER AT 7. HEDOFEHE% Fig. 2.14
T BT A 7Y NEEEIE, WMERALERS, EEIE, R E 2 TR
IRAT =V AL, BHREOWRM I LEUC X 2RO EMEZFIH L &R o FE
PREZEET2EETHD. AT —VOLEiIcy ) aryvz ez LTeM, BESHE
LM (FIZTTAF 7)), vVargxn, 777z —haEL, BiEOT
T AERBIRE (Tg) LB L 7= E T AT =Y TT VAT D, /9720 v— M,
SRVEDVATEOTNERIL, W27 VAT HEOIHERTS. /007 ) v
FCHEALZ&MIE, XA YEy Ra—TFT 4 THREETINa—T 1 7 TRIZKD,
%0 5,10, 20, 40 um THEMIRERDIHEI L 72458 Stavax Th 5. &ALZIE, HE50 T
D7 RRORM AR Lc. 53577 AF v 7%, BE 1.6mm OFEWHLRT 7
Ut (PMMA) Th 2. PMMA 1% 100 Cﬁ?’ﬁm%ﬁk{mﬁﬁéiék&;, [TRCAe YN
ATF—VREIFETEH130CE L. AT —U % 130CETHIR L =%, 77 ULk
Z 2 MPa DJESNTIEL, 1 M OCRFFRFH Z# TN R E THAIS NS ET 2
MPa Z#Efi L7z, /A 7V v hDO&M4% Table 2.2 (2 F L iz,

Table 2.2 Experimental conditions for thermal nanoimprint process.

Nanoimprint system SCIVAX Corporation, X300

Mold Stavax (Modified SUS420J2), 20X 20 mm
Plastic plate PMMA, thickness: 1.6 mm

Stage temperature [C] 130 (upper and lower stage)

Imprint pressure [MPa] 2

Holding time [sec] 60
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Fig. 2.14 Photographs of nanoimprint experiment.
(a): thermal nanoimprint system, (b): mold for the nanoimprint finished by elliptical
vibration cutting with diamond-coated tool and TiN-coated tool.
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232 REER

T LT 7 VUVOFE%Y Fig. 215 12737, QOFXAYEY Ra—7 4 7 THRIC
KM ZEEE L7280 T, XoRIFNELA TS, LT, (0D TN 2—7
4 T TRIZE DML EGBS LEmoE, ¥4 vEy Ra—T 47 TROEAEL
[FARICE D BAZZ TIML LR, XoEINIERIRET, 2EMNICEE L TR 5.
RFWIRED &S5, 10 um TN L LEH D285 L2777 U v OREMEIR % Fig. 2.16 12
R XATYEY Fa—7 4 7 THRHICK DM TEHZRE LIZEHoE, N oFKD
HRE SN TWD Z ENERI N, NUICLDBRMEOEI NS I NN, BRI
RIERATH) 22 TE, BBELLETHADOEIINELND Z LR Iz,

Fig. 2.15 Photograph of PMMA plate micro-structures of the molds finished with (a):
diamond-coated tool, (b): TiN-coated tool are transferred by using thermal

nanoimprint system.
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Fig. 2.16 3D surface maps and their cross section profiles of nanoimprinted PMMA.
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24 $#E

i —7 4 7 TRICK D2 EREMEOBOITE I T2 BIIZ, ITHEHES5 72012

HERUNHABROEENEZRTHEEL LT, V=2 OMIMHENI I vy F—~—7
DEEMEZFMT D TEEZRE L., ¥AYE Fa—T 4 7THETIN 2—7 ¢
> 7 TRIZ & 5 @M Stavax OFFHIREIYIHIEER 217V, REFIE TN LR OREZ
L2, BomRE L TIORT.

1) TiN =2—7 ¢ > 7 THEIZ X 28 MIREIEIAI T, %=V & 20 um LT O & X TEHF

2)

3)

S ROSum LLFBELNZDIZH L, ¥A4YEY Na—F7 4 7 THTIE, Rt
08 um LLETHo7=. ERFANE LT, TiIN 2—7F 1 > 7 THEOUIN HALA R
N58um THLDIZXL, ¥4 ¥EL Na—TF ¢ 7 THRHTIIHAEED 16.3um
EREWTD, NURBAELEEELEZLND.

I RTAR DR G & H S MR OFABIRE T L7/ R, ¥ A Y EL Fa—TF
A VT THOHFNTIN 2 —7 4 7 THID S RIFT, FFICEY &E/NI0 3 2
55um DEE, ¥A4YEL Ra—T7 4 7 TEOWEMX 2.4 05 6 [ERKEWHE
Flilool. L, ETIETEREMEZ LT 25613, RIS /NI OHE
AT S, BEERCICEDEESTAOIREL I NRELSEEL, BEMEOHEN
KFT2ZEICBETLINERDD.

FAXYEY Na—7 4 7 TEOMNMLHE TEORIFABE Lz, 2k, H—
PEDOBENA v Z—~— 7 Bk LTEBEELZZ0EEx N5, Bl
ATV NTT 7 VAT G EZREZIT o728 24, NY DOBIRE TEET 5
ZENTE, NUICKDBEFRMEOBELIZR N olz, BTG LET 27 UART
LHOEF RGO D Z & AR I 7.
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B3E O—T 4« VI IROEERRY L UAIKE

3.1 YIAEHm DR

H2ETIE, a—T 4 Y IMREIC L > TNTHEA~DEGEMEN RS Z L 2R LR,
ARETHE, UHIA =X LZHOWTRHRET L, ERMEEZRGET 57 DMAER LT 72,
ETEIHNIA =X L0 TIE, UHIERICEEN DTS & 7T A v TRk
ERRNT U7-. AR, EEARR T — 7 NN ER T oiEE L, T VvmEE
G0 FTOBEBIZEVAET D 2 RNRBIEZTEOBMRETELDL T, I 0A4 2 THk
2, BINAOTF GRFmEME) CTELDZT—7 OMEER EIXEEERICE AT
LNToD. T4 TRTE, RTmEET—7 LDOEEIIEEZ D LINTE,
TIUAL TR ST D ENTENE, TEEY -7 OBEBEEERD D Z L
INTED. ZOBEBREIINZ, G0 < Ft LT HoBlE b7y, a—7 4 7L
B & 5 MO FE IRBI AN 51 5 UIHIHHE I >V TRET L 7=,

32 FIA VIS ETIROBEERRE

321 IS4 VTBE DM E

UHHRHUCE END T T UA U T RD D7, Table 3.1 [Z- I T4 Tk
DEEBLSERNSEHID ERETo7-., HHLEZY—213, fiELFEL oy s
v =)L E 54 HRC |2 A4 L 7= Uddeholm #4714l Stavax Cd 5. Fig. 3.1 12, ¥
—JIERT AN ARSI L 7T 04 T OBREMIEX TRy, 7T 0 A7

Table 3.1 Cutting conditions for evaluation of cutting forces

Cutting tool Diamond-coated tool (nose radius: 0.4 mm),
TiN-coated tool (nose radius: 0.4 mm)

Workpiece Stavax (Modified SUS420J2)
Rockwell hardness: 54 HRC

Depth of cut [pum] 100

Pick feed [um] 2,4,(5),6,8,10

Cutting speed [m/min] 1

Cutting fluid Oil mist (Palace chemical, Nano-cut 9)
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RO E, BTHEE V=2 IEAT BN THH D, V—r LETIURAR SR
BT oL, 7704 TROBOREESCENT DL ERD., LR -T, 79U
A > TS DIFNT TRAEEZ /NS TH720I121E, RV BEORELZELSETH, U
— 7 LT AN AR SOBIN/ NS ENREE LY. ZoZ LxBEx, 4EO
EBRTIL, %V E2,4,5,8, 10um (X0 & Sum [TV < T2 A 720125 H) 12
%L, GHAZEIT 100pm &+ RERMETERLL. ZhICLY, B0 EICHTHY)
NHEZSOEDOEIGZE/NRIZL, HRUIVIY ES DAL EERICE{LSET.

F: Ploughing force (normal force)
f: Pick feed

'L: Cutting edge length  engaged with workpiece

@® cutting direction
===s P Feed direction

(a) Depth of cut: small

i
Cutting edge length: L1 < L2
Ploughing force: F; < F»

(b) Depth of cut: large

-

ey

L1 i
Cutting edge length: L1 = L2
Ploughing force: F; = P

Fig. 3.1 Schematic drawing of the relationship between cutting edge length engaged
with workpiece and ploughing force.

-36-



H3E a—T 7 TROEERE L UIHIBE

RFW 72260 & EOHIRBLOBMR % Fig. 3.2 177, TREFXAYEY Fa—TFT v
JTHRZMHEPL, T E LTI A~ O 2L FR-—OMMEIANET 7 71>~ 9) Zflk
BLARNLER L. MhoFiE, 2 kROSEATER LZERZ R, fHEHIREY)
HITCIE, &0 EOHINIER2NEI 0 B JE I REML, MHRENZ X080 < 45|
EREFDALHNT S, LT, 60 BT 5 &, UIHIRPLOB S 28 /& <
b, ZOZEEEEBL, BHEBHUHIOHAITZEX ML, 2k, MRS
ZRWRWEE OEHIIN T T, MEEE L. ZoRIZEWT, BEHROYFNTZ
AT ERLTEBY, T UL TG R R L WIS BIHIRUD AW RSy &
D, END, VDT, WHRNTEDT T 0A 2 Ty % Z A H Fep, Fet, Fer & 33 <
&, Fig. 3.1 OFITIE Fep=0.601 N, Fer = 1.22IN, Fee = 2.896 N & 72 5.

6 Ploughing components
5 Fet =2.896 N
Fer=1.221 N N (
= Fep = 0.601 N +
.4 /‘ -
3 N
& 5 Y ’ o Principal force
&n " ' x Feed force
£ 2l E
o Sl + Thrust force
1hF
0

0 2 4 6 8 10
Pick feed, um

Fig. 3.2 Identification of ploughing components and shearing components from
cutting forces measured at various pick feeds. (Cutting tool: Diamond-coated tool,
coolant: oil mist)
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322 EEFRBOMBHAEE

UINHERT 27T 0 A T RlS) Fep, Fer, Fae DBIIEX % Fig. 3.3 12777, HEADES
70, B0 FE LTRETL2HPOMEEIRTH L. E0NHMDOT T 71 TRk
53 Fepld, TEHORTHE &V —27 ORIHERT 2 BT LoBEET) (RIES 2 OIHHsH
%, BERIRE T2 TEONYHM R 12 ET 5720, BREREE ) &3R8 5)
EEZDZENTE L0, TEET—7 OB 1 TG TRDSH Z &R TX
5.

Fe (3.1)

U=
/Fefz + F,.2

T, THO ) —XEENTR AR SICH Lo RE <, BEF O EIZEARN
K> TC—ETHD EMEL, TEEHIT Fe & FaDERNZ ML TRDT=. Fig. 3.1
RORDIET T IA TR N OSSR ERDL E, YA VR Fa—FT 4 7L
BOMTIEZ2M A U258 OBEBAKIT 1=0191 LR Shi-. RO Z, KA
O Table 3.2 (2R 6 &0 b & TIMTEREIT, BEMAHEFAELE.

Nominal cutting direction

B ef

Fep (Fricltion force)

Normal force

Fig. 3.3 Schematic illustration of ploughing force components acting on cutting edge.
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3.2.3 MIKER

THMHE, HAREOFE, NTEOFELZCEET L & OUIHIMEOEW &G~
%78, Table 3.2 IZ/RT 6 DKM & TIMTLTER, 7T UL TG DT
BB ORE AT T, FEROBERARTRLTIL, D & TREAENLY A TEY
Ra—F 4 7 THEHETINa—7 17 TH, On & Off 235 IREI O A 4, Wet & Dry
DINTIROFEEZ LK. Wet OBFEIE, AiIE & [ C/S L 2 FROMEIER T 2 7
v 9% I A MRICHSAE L7z, INTMEIE, Table3.1 1IR3 HIAZ & 100 um, %0 &
2~10 pum, GIELEE 1 m/min THEEBRL7Z. ¥ A YT Fa—7 1 v 7 THEOEAIT,
HHREN 2 S TICMT LI25E, 7 — % DAL E CEEREOMIT N R EETH -
7o ZhUE, UWT HERENFEN & Bbh, Z 2 Tk D-Off-Wet/Dry (22 CIEELY
Wbz LT 5. B4 HOMAIRTIX, D-Off-Wet OFMFEFEM LT-) £7-, %
DESum TIMLLZEEZ0U) < F28EL, FEI ®oEERE S (SEM) FEI
Quanta400 THIZL L7-. N L ORI 1%, Zygo o IEHE il 2% i 72 08 ) & %
NewView7300 Th KE & Rt ZHIE L7z,

Table 3.2 Various machining methods and their symbols.

Symbol Coating of tool Elliptical vibration Cutting fluid
D-On-Wet Diamond coating On Wet
D-On-Dry Diamond coating On Dry
T-On-Wet TiN coating On Wet
T-On-Dry TiN coating On Dry
T-Off-Wet TiN coating Off Wet
T-Off-Dry TiN coating Off Dry
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324 REER
REAYLEY B 6 pm (ZF 1T D UIHIHEH L Z Fig. 3.4 1T, ﬂNﬂ—?4V71E®
f R CHMIRBIOAE TS 5 &, MHIRBIZHM L7 5371 & b UIHIHRHT

PEK SN TWD Z ERNbnd. Ziuug, TEENIFHIK 40kHz OIEEHICEBRE TE 72
WD, SEEROIHERIN B S s 2 b &, BRE 2 OIEIHCET b AE HIRENC L v
KREIND720THD 3. RSB AZEHA L &0a—TF o M THERT 2
&, BAXYEY Fa—T 4 7 LEDOUHIERNAKRE S, FHICES R HEEFICRE
V. ZHUE, B2EBETORLIEERY, XAYEY Ra—T 4 7 TEOYNANILE
BNRKRENWTZDEEZDLD. T@b%lﬂB4@@Mﬁ#%ﬂmhtme#(
AHE 0.4 mm, UJiAZAE 100 pm, 2V &6 um) TiE, wAUIY EY E X 235801y
12394 um THLHDIZKL, XA VTS Ra—TF 1 7 TEOUYN NIRRT 16.3
pum & RE L, EERFAOTSWATOEIT L2 L &0, BRHIOHRIZHORR -T2
EEZXD. TINa—7 4 7 TEDRTAGHI, f5MH#EE) On OZME“T-On-Dry” Tl
OIHHREL A e b/ NS E L 720 (F43 ) 091N, 204377 044N, 154377 0.84N), %
(ZE o T D S L LTS W, — RO BIHIINL TIEE 212 <V 2 O Y
RAERIZONTIE, WHETELET 5.

12
10 M Principal force -
- A Feed force
¢ &  OThrustforce
S ¢ L
Qo
=
=2 4 F
-}
O
2 _ H
0 I% Vl w0

X 3 X ~\ X
o) )
L o L AP <P

Fig. 3.4 Measured cutting forces at a pick feed of 6 um.
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Fig. 35 (XUIHHEHIO B RBEL 127 T oA L TRk &, 7T 04 VT BHEE L
TR A R LK THD. 770 A 2 THAICOWT Y, Fig. 3.4 OYIEIHLHL & [F
RIS MR 2 L2560l 2@ ma R oi, TiIN a—7 4 Y 7 THEDO RZ
A EIHI“T-On-Dry" D & &, 7 U A TS0 b/ (F53 71417 0.37TN, 2D 43
71510 0.19 N, #5453 71517 0.44 N). £V & 6 um @ & = OYIEIHEHL Fig. 3.4 IZxF9 5
Fig. 35 D77 U A TN 8 HEI G % Fig. 3.6 1277 . MAVOFEETSH, HIHIHK
PUCKT L TIES N LRV S HOEIENE. UL, 7T 74 74T, RFmo
TNCU— BHWEEE L3N ERT 288 (X701 r7) X, EiFm et B
& DOMOBEICER LIz Th ool Ex b5, FMHEEZEH LZ5EA1L,
BHIREN 2 L “T-Off-Wet”, “T-Off-Dry” &Lk L, o Ek0 5 b5
7T 0L TGy OEE BN L-., BIZ, “T-On-Dry” OFMTiE, o1kt
DINTEDD T T TA TG DEIG N ZIELIL 53%, 43% & MDFRIEL D /S0,
2, Fig. 3.5 1R EREMR SN 0.77 LR &L, MHIRENC X8I0 < F° %5 & ki
DIERANRL Ro bR EBEZBND.

XELHEHWTER Lz TEOBEEMRS u % Fig. 3.5 IZRMTRT. ¥4 VEL =
—7 ¢ v LHOBEGREIY, UHIROAFEIZ»»DLT, 02 L/hSVWMETH-
2. ZARBLOWFIE DTIX, CVD #A ¥ P L SUSA40C & DEEERE 2 R D T
BV, 022 LT EWIHIRERTH 7. AIREOMRK L BB LZRCMETHY, ¥1F
T Ra—T 0 T BEPVEREERFEEZA L TND EEZXLND. TNEITERY
TiIN 2—7 ¢ > 7 TEOEAE, FMIRE) & 1T %/ H L 72“T-On-Wet” Tl EE# LR
B 0.2 LSV, ZRLS D&M, T 72 HeT-On-Dry”, “T-Off-Wet”, “T-Off-Dry”
TITBEEAREEAY 056 LLE X KE WV, ZhUE, E(LT ¥ o OWIENPERME & K& VB
BARE A A L CVWD Z L &RIBT 5. RS, MTIREMET 5 2 L1 X0 BEERk
D5 0.2 TR 5 Z LS, K40 kHz TIRENI 2 /5 HIREN 0 8 #1256 25 ps &
FIZEWIZ L2 0b 5, YIHINK E 72132 ORK 0T | &M & OfIICiRE LT
WHZLERLTWD., LML, $H2EDFig. 212 17T TIN 2—TF ¢ > 7 T HDO1L:
FF\EIZEAZ Z Yy FEPAOND Z LD, IMTHKIZERT mE & #HI & OfIzEs
[CITRE TE T, REREBEEREIC K0 RETRIN D2 R el & Bk 05 v IR S h,
FERELTTIN 2—7 4 V7 THORWIRGEHIZ SR o7& B 2 bb.
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Fig. 3.5 Ploughing force components and friction coefficients.
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Fig. 3.6 Rasio of ploughing force in cutting force at a pick feed of 6 um.
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TiIN 22— 4 V7 TETREDNDEEICOWTHERT 5720, MIT#EOTEOWKT
I % M EE (FEI # Quanta400) TEDS i~ v B 7 %4To7=. D TE L,
I 2 MG LRy b OB HIREIDINI T L7 Fig. 370 R~y B 72l L,
FAXEY Ra—TF7 0 7 TRIE, UINHICKREREMDERONT, SoENEEL
TWAEARR LR NDIZK L, TIN 2—7 ¢ > 7 TEHE, T EICERENE T T
BY, BRELIZE D COOLEDHFENHR TESL. TIN = —7 1 7 LERIL, ¥4 7FE
YRa—=T 4 VTR U TR LA LT WRERH D 2 L 2T 5k
RThH2.

(a) Diamond-coated tool

SE Rake face

Flank face
20 um

| I |

(b) TiN-coated tool
SE Rake face

Flank face
% 20 um

| K |

Fig. 3.7 EDS element maps of flank face after scratch tests. SE: secondary electron image,
Fe: iron, C: carbon, Ti: titanium, N: nitride, W: tungsten.
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3.3 UJAIREBEBOSE
3.3.1 1Y < FDFF(

YA A 100 pm, EV &S5 um T L7280 < 9" SEM it % Fig. 3.8 {2/~
OIHIMAE 2 et 2 720 SEM Hifg & b L1280 < T OE S L E 2 HIE Lz, JIE 5%
1%, SEM HIRIZxF LYY < FOWrmm N TwE M2 MWD TWDEFT 28 L, 3 SELED
EHEE R DT, FIZE < FTORITETIC L > TELOEBRRE VR, TOHAIE
SR EWIT O THIE Lz, E£72, HE L7280 < FoWrmid, e EJTm

Diamond-coated tool TiN-coated tool TiN-coated tool
Elliptical vibration: On | Elliptical vibration: On | Elliptical vibration: Off
D-On-Wet T-On-Wet T-Off-Wet
(@]
[
=
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Fig. 3.8 SEM images of chips (depth of cut: 100 um, pick feed: 5 um, cutting
speed: 1 m/min).

-44-



H3E a—T 7 TROEERE L UIHIBE

EERBTEDLHLOTIEHRWZD, ab A 27 —2F0ETHL Z LITEREINLV.
P10 < FOES LIEORIER T % Fig. 3.9, 310N FhRLz. TINa—F 47
THCTHMIREZMEH L& D K7 A GIHI“T-On-Dry” TlE, B A— 172ty <
PTORAERESI, Y0 S FOEIIIERT TROEN3um Tho7z., TORERIE, Fig.
35IZBWVTT-On-Dry” D77 U A » TR DRI 3 1 5 TH LA L, BEER
B3R 077 & RERMEE R o T ERITKHIGET 2. @E TN L TIE, LEOE#HER
BRREWVZEHEN Y S FTREREND Z L1FB <<, BHESHT2 THRICK
DY FTEBIE LT RROUHIT 272DICG b2 R EEZ2D. Thbb, M
REIHITIE, RET 2 TENDY K FLEENSERNS, 810 F251& EF5 )
I TEMRENT 5. Zhid, B0 <F2AERT2ERICENT, g FLf<n
ﬁ@@%ﬁﬁﬁﬁﬁézk%%%ﬁé._®ﬁﬁbt@%ﬁ: v, EEOTHI &I
WO ZRT L LD, BEEEENARKEWIZERMIIREI T < FoAma g
R 720, Gk LB e < FREGEEIIARAD Lz, ¥4 vE Fa—7F
74 7 LTRETIE, UHKOAEIZLLT, OIS FOREINT~8um THho. 1
X, 7 A G0HICHEERARNK 0.2 S TS, MHKREBICLVEY < F 25 x k
FAEHEBL Lol EEZHND.
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Fig. 3.9 Thickness of chips measured from SEM images.
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10 <F'D SEM g2 HHIE L7280 < FOibE 4 Fig. 3.10 (4. FEERICHEH L
L TEFSHLHPICFH L. U0 < T OROBmEIE, Fig. 3.11 I[T#RX 2R3 &8
D, THO /=R, UhARE, %0 E»6UNRAEOMIIOE & 291.6 um &K
7o TR EKAE A T 5 L, RRTA0 pm BREOThNHERTE L. Z0
HEE L OTIL, UNNBROBEL T T U1 U T L 5EERICERT S
EEZOLNDLN, A—OTHEEMHLIZGEE, UhARROBREZIRACTHLEE
ZHDONZETHD. 22T, TIN 2—7 ¢ 7 THO“T-On-Wet” & “T-On-Dry” (2% H
T5HE, R7AUHIO“T-On-Dry” CiZtl b < FOlED 290 pm & 1ZITHEFRE & F% Ch

DIZxF L, MK 2 L7=“T-On-Wet” CTid 256 um & EEGE L D K9 36 pm /X0,
W& OERIIF—DO LETERLZZIZD, GI0 <FTOWRDEWIEIZT T UL Ik
TR DMMHEERICER TS EEZbNS.

@ Cutting direction === P Feed direction

0.2916

Fig. 3.11 Schematic drawing of chip width. (unit: mm)

Theoretical chip width: 291.6 pm
/
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300 F ___ ¥ _________ ____m__._
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as= o o (@] o o (@]
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Fig. 3.10 Width of chips measured from SEM images.
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“T-On-Dry” O S TR EIEWEI D < TOENTG OB 2549 579, Fig.
3.12 12 2 ot YIHI OIS X & Gl N oo X & 24 (Stagnation point) Z7Rd. K E AR
EUE, ZIVE TOFEBRAZRIRGE 0 FEM f#AT N L0, AR EGT LU AT
BHIT 5 L =i, B0 FTELTRESNIMEIERTHO FIZH S VAA, HHtkE
TITEEE T DM S ST A e LTaBRTWD. ) — XL 50mm o T
TREBERM T2 MH L7z Wang & ORF%E ik, FHIEBIUIHICHE N TYH, @ OY)
HINMT ERRIC L EAREB 2T, HIE T T U4 > 7 OEFIZ OV TR & ik
LCW5b., —HCHMEETENL, TEEU—7 Nl iz K+t AT
oI, ERICITLEAELENARLOTHD EEZHND. Fig 3.12 I[HMIES)
BIHNCIRB T 2 X EH S OBIER 2R3, Il A& 2 2 TR, M E 723N c—
FE < LB S (Fig. 3.12(a)) . %54 L= TENHOYIEI % Bi4A L7 EkIL, Yl
ABFCLEZBEVIAEEL28EICR D720, ZORO R ELKOMMEIL, #@HEO
Ul EREThH EE 2D (Figd.12(b). TEMNEFICEEL, UID<T%5% 1
FLHMCBET 5L, L0ZOMEREY < F L LTS D720, KERR
NFHICBET L EEZ NS (Fig3.12(c). Z OIS, HMHIEBUEIIZE TS L L
HRIE, Bt ThrEEXLND. TIN a—7 4 7 THEZMEHL K7 A T
MBI L7235 A1, K& REBEEGEHIC L VEMHEEI T < § %251 & LiF 2 R
BEDLTD, IVEZOMENREIN S FTELTREIND EEZOLND. Tobb,
BHIRENC T AN EF4 512, Fig.3.12(b)d Xk A8 S 28, FJ5 (Fig. 3.12(c) 217
58) WXV RELSBEIL, U T& L THHINAHERNIAN -~T-720, PFHE
IZIEWIEOY) Y < FREREINTZEEZX LD, Fig.35 T, W hhmo7ro oA v
TG IIN 044N EF L /MWD &Y, ZOMAZEMTIBRETHS.

TiN =2—7 ¢ 7 TR CFEMIRE) 2 #HE31T L7e “T-Off-Wet” & “T-Off-Dry”
(B OGHINT) (B 290 < FOmEIE, 310 um B E & FEERED 291.6 um L Y K
%&@&ﬁotwwas_m¢@0<¢£¢® BrER5 L, o < Fomhmic
Do TENREHL TS, Zhix, ~HOYVRYVESLEVLFLLTHRESNDS
TEHIK, TROLUNHAEDOLELRPEE L TNDZ L 2R T 5. ZORRIZON

, WHEOH EFmHOBEETELETS.
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() Cutting tool

R: Cutting edge radius
S: Stagnation point

(C) Nominal cutting direction (b)

—

Cycle of elliptical
vibration cutting

Elastic-plastic deformation area
\

Fig. 3.12 Schematic illustration of stagnation point in elliptical vibration cycle.

3.3.2 . EFEOME

Fig.3.13 /%, UliAA&E 100um, =Y & 5um T T L7z & omiik &, SIElHmo
FEMEEZRT. TIN a—7 0 7 THRIZL2@FOUHIINT, T72bbEMNIKRE %
i L 72\ “T-Off-Wet” & »T-Off-Dry” Ci, BIHIJ7 M O fEi & 23 oo fef: & bl LT
K&V, BIETHERZEEBY, ZORMGETIEUY S TOEALEEL TR, ¥+
ELTRESINDHENOIHIFICE L LR EEZ A bND. —FHT, TIN 2—7 ¢
YT THRHZMHA LA MIRE 2 T A T1T 5 72“T-On-Dry” Cld, YIHIH7 17 D i C#i
LUV OREH S Rt0.044 um NS SN2, ZORMBTIE, 7704 VTGN EL
<AL, BEREICTWVIEOD D S FRER SN &b, V=7 8T 500N
FOMERZELTHRESNZEZZOND. FAVES Ra—T 1 7 LEOLE
X, IMLEOAF 06 TUHIGmOREM I 2 TIN =—7 ¢ 7 TETHIHIK
A L 75 B T-On-Wet” & [R5 Tdo - 7278, 55 2 BOFEE & RO LRI &
HNY ISR S LT
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Diamond-coated tool
Elliptical vibration: On

Elliptical vibration: On

TiN-coated tool

TiN-coated tool
Elliptical vibration: Off

D-On-Wet T-On-Wet T-Off-Wet
o | E
£13
c | B85
= | ==
S |3
e | =
—
)
= Cross section ) "
Cutting direction
—
o |
[ [
= .2
5|8
8 | =
-
£l
¢ eo——

Cross section  Cytting direction
ﬁ

S
|:° 20 um
5 L ]

—
wu (0|

Fig. 3.13 Surface profile of finished surface measured in the cutting direction.
(depth of cut: 100 pum, pick feed: 5 pm, cutting speed: 1 m/min).
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34 A—T 4 VIV IRDMARE
34.1 EEBAHE

TTOA TR DN 24T o T2 6 T DO S (Table3.2) o5,  “T-Off-Dry”
ERWESFEEOSRMG L, ¥4 YEY Na—F ¢ 7 THCTHMRE Z 641 L7\ “D-
Off-Wet” D&t 6 FIEAIC DWW TIHAER AT o 72, EBRSM% Table 3.3 ([2F & -,
“T-Off-Dry”, 72 H TIN a—7 4 7 THEMEHAL, @FEOUHIINT%E K7 A TfT
D ZDOFRMIE, THETOREN O EEEESCUE FmoREH I N RE L, FEHM
PMEWETFRRIND O, IHAFERITFEmM LN EE L. £, RIEE TITo 7
FEBAREL DIRIT EBRIZBN T, A VEL Ra—F ¢ v 7 THCHMIEBI A H L7
WERIEZATDRN o ToDX, BERENM L < ZE LIZUHHRIIAHE CE e o oo,
T Uieinodz. MHAFEBRCHEM L7 @E O G E% Fig. 3.14 1ZRd. A LN TA%
X, THEA LTI Ly 7 AROEREE I T NIC-300 C, ZEEXEOKMEENY)
HIl2EE EL-50X 2 1A CHEE L CHA L7z, MHEIETOLMIE, S E <& RERICERK
49 40 kHz, 4RIE 4 pmp, OHBLETHS. ML LT —27 bEiELFRL< ny 7 T
JUREJE 54 HRC (Z8E AL L 7= 4740 Stavax C, Kistler o> T. B 713+ 9256C (2 E L
7o AR X, YIiAZAE 100 um, %V & S5um, YIHIEEE 1m/min —& & L, YIHIHER
LRI OAEIZ R URIEIZHEINT 270, 2—7 40 > 7 OFBEZR S L0 OIHERTLA &
W25 E TITo72. Table 3.4 [T L&MEEZ & D, EBRKIZ, = ®oOH
TEBUREE MM-40/L3U C T EA##52 L7-.

Table 3.3 Various machining methods and their symbols for tool life tests.

Symbol Coating of tool Elliptical vibration Cutting fluid
D-On-Wet Diamond coating On Wet
D-On-Dry Diamond coating On Dry
D-Off-Wet Diamond coating Off Wet
T-On-Wet TiN coating On Wet
T-On-Dry TiN coating On Dry
T-Off-Wet TiN coating Off Wet
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~ % X

Fig. 3.14 Experimental setup for tool life tests.

Table 3.4 Cutting conditions of tool life tests

Cutting tool Diamond-coated tool (nose radius: 0.4 mm)
TiN-coated tool (nose radius: 0.4 mm)

Workpiece Stavax (Modified SUS420J2)
Rockwell hardness: 54 HRC

Depth of cut [um] 100

Pick feed [um] 5

Cutting speed [m/min] 1

Cutting fluid Oil mist (Palace chemical, Nano-cut 9)
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342 REHER

Fig. 3.15 (X /2T EOUIHIFEEEIC & 2 ORI OB THh 5. r T Lo ulElE
Bl X, MEMEEB O Z S8 L2 WOIHIEEREZ Bk L, T Lamis 250 & Tk
THZETROOND. LRI, FHIREIZMEH L25E TH AT EoIHIERET
F4Z L LT5. Fig. 316 1%, MILHEO T EZ4 < Wil & YRS w5 0 & B
TBIE LR TH D, MNP OFEIIORAEIL, 0 TETIT U7 OIHIEREZ &7
F7z, R HEOEBD O RTEEERE (WA GRS ERE LS £ TOER) %
HEL, MRERAEILITIR LA, Fig 3.15 @QIIRTHAYEY Fa—F 4 7 TH
OEIHIIESTAE 75 &, TR OF B2 L 5T UIHIFERE 350 m £ ClEROHER 2R L
2. ZORERIE, ZhE CRMELAZYHIERB IO T T v A v ISy (Fig. 3.4, 3.5),
PR S (Fig.3.5), 91V < ¥ (Fig.3.8~3.10), 1L EiFEIOIREE (Fig.3.13) 2BV T,
MEPNAL LR EZ R LI & & —ET 5. 2 URE, MTEEZHEHL2GEIE
BIHIEERE 350 m, KT A AL 650 m ORES CTHIHHRPI A RIS LT Y, )

FNZRERBANAEC T ENHEREINDS. MLEOXAYEL Ra—TFT 4 7L
BER5 e, a—T 4V TOHBEPHREIND Z LD, Ao UIEHRET O 28 a8
DX, 2 =T 4 T ORBEC L > TUIABR BN LT Z LICERT B2 65.
Fig. 3.15 () TN Lk 2 i L 7= “D-On-Wet” OUIHIIKHIA R 5 &, FEENEA L L
EZHID3B50mUBETE, 1N BRE ORI OIHIGT 3 ik L CTElZ <7z, “D-On-
Wet”DFIEE L 7- THA RS &, FERTEICTVEMTREAEL, RIFEMO=—F ¢
YIRS TS, a—T 4 T OESE, MHAEROIN TSR ToRxKY)
DIV ES 329 um LYV b REWED, RFmicE-s7ca—7 4 7 RE LWEIH
ELTERL, Ik L7z E 2 b5, “D-On-Wet” DS THER L7200 THO
HiF T % Fig. 3.16 TR T 5 &, BIHIEERE 697 m &£ Tkl L TEBRLICH b b
7, KT EEEEL TIN 2—7 ¢ 7 THO“T-On-Wet” & Ll LT/ E VY. “D-On-Wet”
TORTHERERET, #GR LR E B 535325 30 pm O SREL D /hEn
BEChol-. ERFHOFKMREUEICBNT, ¥4 YTy Fa—T 4 V7 TEEE,
MEEEEZET L Enaniz. HEEOMEINSZORETH D.

Fig. 3.15 (b), (C)IZ/ "7 TiIN = —F 1 >/ TH Ok E B5 &, UIEIE A6 A L
7= ¥ R BY B HI“T-On-Wet” C O Z LAY B AT 22 THEEREME 2 LT 5 A%, BIHHRHTE
WAL, UINARLDORENL A YEL Fa—TFT 4 7 THREFEFEDOHEETRK
ELl oz, B EHEEEIL54.9 um T, FHAO 697 m ETHEHLZX A ¥E R
—7 4 7 THRD-On-Wet’ XV b KEWbH DD, TiIN =2—7 ¢ 7 THTilH OLIH|
T %AT > 72“T-Off-Wet”® 75.0 um &bl 2 E/h &, T72b b, FEMES) % #H
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T2 Z LI XV UIHHRFIS RIE IR S, TiIN 2—7 4 7 TETH TEEROH
FNCB RN D D Z &b ofe. YIHIK 26 L 722\ “T-On-Dry” Tl BAF 7245 R 03 5
ST, GIHEEHUEA 200 m OFFR CRAMIZHEML, MTHEO T HEIZIE 71.3 pm Ok
THEFES R STz, AIEE TORMEEIR TIL, “T-On-Dry”® 51X, Fig. 3.4 DY)
HIEHL O /5 1133 L</h& <, Fig. 3.13 OFRMHL S b 8EH L~V BI85 L0315
LNTeb DD, MAEROBRNSG, THEMOBUR CIEFEAMRINTEMELIEE
RN ERNbMhoTz. Fig. 345 (I 4 A YEY Fa—T 4V THETIN 2—F v~
7 THTHEEOUHIIN T 21T > 72 & E ORI TH 5 . Hitdh & i 2 77—/ 73 Fig.
3.15(@), (b) & 1T Ae % Z LITIEE S, TR S ORI R & <, o
THTHEDINIA IEN DL EEAEHRBI A2 L7256 L0 LHTRE V. X1 vES
Ra—7 ¢ 7 TEOEAE, YN 3 m ORETES IR 23N 5 15N £ TR
Jk L7z, Fig.3.16 (-9 N L& THEIX, UHIEREE12m iz 2020 bbd, a—7 4
7 OFIEEL 53.4 pm ORTHEEFEP R INT. BEHLORE NdHDH LB, #F
MEEE OBLZER R BIFERRKR E B2 b d. TIN 2—7 4 v 7 TRHOSHAX, Y
HIBEEER) 100 m ORFR T 13 32N £ TEF Lz, Ik TEIZE, YIHIEERED
177 m EEWITHE 0D 6T LW LEERE ORI EERES 75.0 pm) 2fER S,
Fig. 3.5 TEEEHREL 0.5 LI & K& W T-On-Dry” & “T-Off-Wet” D i /A EBx TlX, Wi
Wb THEMMPELS, BEABIITREERICEET 2 Z LRI,
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10
9 + (a)
8 -
z 7 —»— Principal force (D-On-Wet)
g 6 ——Feed force (D-On-Wet)
L 5 -—Thrust force (D-On-Wet)
%ﬂ 4 —e— Principal force (D-On-Dry)
é 3 —a—Feed force (D-On-Dry)
2 o—Thrust force (D-On-Dry)
1
0 1
0 100 200 300 400 500 600 700 800 900
Nominal cutting distance, m
10
- (b)
i i =':-=_=-=.:' i == Principal force (T-On-Wet)

L —+—Feed force (T-On-Wet)
- =—Thrust force (T-On-Wet)
L - —o@—Principal force (T-On-Dry)
—&—Feed force (T-On-Dry)
@—Thrust force (T-On-Dry)

Cutting force, N
ORr N WAV O N 0O
[}
o

0 100 200 300 400 500 600 700 800 900
Nominal cutting distance, m

35
30 | © o
S y - —o=Principal force (D-Off-Wet)
9 | —t—Feed force (D-Off-Wet)
:@ 20 Thrust force (D-Off-Wet)
téﬂ 15 == Principal force (T-Off-Wet)
g 10 ——Feed force (T-Off-Wet)
=—Thrust force (T-Off-Wet)
5
0 ! !

0 100 200 300
Nominal cutting distance, m

Fig. 3.15 Cutting forces plotted against nominal cutting distance. (a): Diamond-coated tools,
(b): TiN-coated tools (elliptical vibration: On), (c): Diamond-coated and TiN-coated tools
(elliptical vibration: Off).
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Elliptical vibration: On Elliptical vibration: Off
Wet machining Dry machining Wet machining
D-On-Wet D-On-Dry D-Off-Wet
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Rakeface:
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Fig. 3.16 Photographs of cutting edges after tool life tests (bracketed numbers show
nominal cutting distances).
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35 A—T4 VI ITEDOHHEDLE

F2 W EEIFTIE, SMMoOMREBUANIC 2O —F7 7 THEZMFAL,
FEMRE O A 8, IO B CUIEIECIAME A ik U7z, FEBREE RS 6 i
Ipolcka—7 4 7 THORFT LM%, BR@mA A YE FLEL B LR S
Table 3.4 ([ZF L7z, TiIN =—7 ¢ 7 THIFEROHHIM & K& WEBSREAEA L
THEY, FI7AOFBMREILIHNICIB O TRICE S NN/ NS Rb Z ERbhoale. 2
AU, FHIREGIHNC K-> T < FP 5 & BT ondedTh 5. HHlinv/h
EL 72D ZOMLEME, HEESCHE WK 22 & ORRIPER B0 I TIZHB W T THR
BRMTFEE LTI SNDED, MAEBROFKRNS, KREVEREKIZLY TREE
MBPENE WS ERS . BEOERNERN YO — 7126 LTIE, MAEEZS
BT DL TINa—T ¢ 7 THRIIMTIREKITHERTILERSH S, KIZ, XA YE
Y Ra—=7 4 TR, BRRBZENT 52 LKV ERMEIOMTIZEHT 5
LWESEAIHI T &, @WIRGEHE-CMEREE T2 2 L8 bhrotz. LiL, fhE
THOREH S IZTRE <, UIHIRELS K&V, GIHIEEESE m TRELZa—T ¢~
JOHBELFREDO —>ThH D, BRE T, B TRIGFEYT, 5% L IREmk
TR AP TCH D, FO—2E LT, #H 4 BTHERLIXATEY Na—

Table 3.4 Advantages and disadvantages of cutting tools in elliptical vibration cutting of die
steel.

Cutting tool Advantages Disadvantages

® Cheap
® Fairly good surface roughness

can be obtained in the wet ®@Bad transferability of cutting

TiN-coated tool

elliptical vibration cutting

@ Cutting forces especially thrust
force become small in the dry
elliptical cutting because of the
high friction property

edge profile to workpiece
® Low wear resistance especially in
the dry elliptical vibration cutting

Diamond-coated tool

®Lower manufacturing  cost
compared with other diamond
tools

®Good transferability of cutting
edge profile to workpiece

® Superior wear resistance against
die steel

® Higher surface
finished surface
® Large cutting forces
® Coating delamination on rake
face after cutting of several
hundred meters

roughness  of

Single-crystalline
diamond tool

® Mirror surface finish
@ Superior wear resistance against
die steel

® Expensive

-56-



H3E a—T 7 TROEERE L UIHIBE

T4 7 THOGFLAEL, REH S OWESL 2 —T 4 v ZORBEEMHICSRN 5
Bl LTHifEEN 5.

Ul EOEBE R AR E 2, 42 48E L-RIEhMOF5EE Fig. 3.17 1277, K
FEOMTFEER & [F U4T o Stavax (2% L, XA YT Fa—T7 4 VT HIZL 58
MIEEHUIHIT (Table 3.2 IZ3451F 5“D-On-Wet”), # 1 IRICHGIEZ N T L7=. TRk
1, 5mm RGO FREE & 22 RIS, AVICEAST 5 S EICE D & 10 um TR %
UHI L7, MWERGHEIC L B8l v ¥ —~—7 OB 2 BE1 L, YIS mo
EWTHOEHPZHIZENLTWD. @RERICEIT 2 BEREESEINTO—>2L LT
ISR SN D,

Fig. 3.17 Photograph of check pattern surface finished by the wet elliptical vibration
cutting with diamond-coated tool (Stavax with hardness of 54 HRC, pick feed: 10 um).
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3.6 $#E

SR OFEHIREIDIHIC X A YE Fa—T 4 7 THETIN 2—7 1 7 TH%

AL & X OUEIEEZ AL T 5720, a—7 ¢ U7, FBHIESO A,

MTIROAROMAEDETMLEREZTo7-. WHIRIICEEND T T VA TRk
S OffHT, LEOBEEEHORFEL, 910 < PO LM 247V, SN LEMFIZE
D UIHIBERE SOV TRET LT, S 518, ERAMEEZRGET 5 72D Ot A ER H 17 - 7=

LRI bR end.

1)

2)

3)

4)

FAXEY Ra—T7 1 7 THOBREREIT, UHROFEIII»PDOLTBLE
02 E/INEVMETHH-7-. TIN 2—F ¢ > 7 TEIX, FEMESTIENIIN T 2 Hhia
L7258 O BEEREN 0.2 L/NSWDOIZH L, RIAMIOBAIEH 056 £T
FER L7 2L, HBHEIEBIOFEN 25us EEWVICHE20b 5T, YN £ 721X
ZORLINTEL =7 ORICRBELTWND Z EERIET S,

TiIN 2—7 ¢ 7 TERIZ X DFMIREIIAIZ K7 1 TITo 72856, U0 < T oE
S LUIHHRELOE 53 s LU, 8l L~V OKEH S Rt 0.044 pm 235 507z,
RIZAMILOFRRIFREEM I DNELND ZORRRBGE, BHIEDICL-
T, $<WVEEEY < P < BN KER L, IR Eo L &% R (Stagnation
point) NZEA{LTHZ L CTHPTES. — 5T, BEEHIGIVWEEHIAELND D
DD, THEHFEGOBLEDDIXFERANZMTEMEL TS 2720,

MHAEBRDOFER, A4 YTy Na—F ¢ > 7 THiZ, YIHIEEE350m £7-1% 650m
Ta—7 4 7 ORBEREA L. FEEIEICT S WIRTRAELZZD, KiTm
o T a—T ¢ > 7 CUIEIEEE 680 m £ T TAMEE Sz, IT#%OXKT H
FEFERITB L2 30um T, TiIN 2—7 (> 7 T HORKIF HEEFER 549 um L 0 &/
SWERTH -T2, A4 VE Fa—T 0 V7 TRITEWVIEREELZ AT HZ L
PRENTZ—HT, HEEIHEINS%OBETHD.

MW GG T L4 A Y Fa—T 4 7 TRHAMAL, XoRHTALZEIZ

HKETH XL HUEIHMEEZ T ETFROM Ty AL EERL, BREMEST~D
A ER 2R LT,
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FA4E SAVYEVRFaO—TFT 1« VT HOSFIELE

4.1 Pulse Laser Grinding IZ & 2@ Ffl{LALIE

B2 EOMPELY, SRMOMEMEEUEIIC Y A YEY Ra—TF 0 v 7 TREZHEH
L7256, UNANBIROBEENET TIN 2—7 4 V7 TRV EWERR SO L O
O, U FITITFER 16 pm BEDOIADBH Y, KEMIILTIN 2—F7 0 7 TE LD
REWHERTHoTZ. ¥AYEY Ra—TFT 4 7 TRICEX DM THEICIT RN PR
AR S, FEMSZELIELFEEICRSTZb00, RFFHCEORAELND Z
ENDPoTe. —HT, ¥A4YEYy Na—F 4 7 TRATHEmNLZ BEETHAIE
FINHOHFUERARAI R TH 5. GIHIINTIZENT, TIRHOBH] S ol 2ok 1
INTHEIZEZDBENRRENTD, TNETEEOMENRINTEZ. AL OWF
98 BT, XA YT ROBYLZWRBEREZVIZFIAL, TV 7T 02U T 8L
TR L TR X A Y REHBE L7, CVD XA Y& RHESCHY A YEY Ra—
T4 TEOMBELRFSNTEY, YALTELTERMESTF X2, =v s
N2 Fik 808D, A Y EL RIRATHAYEY Ra—TF 4 7 LREZMET 5Tk
8289 F[HH T AIZ UV 27 VA b LTHIET 2 FIE ORHEs T D, TROH
A YEL FLEBGADA 7L LIEN28MOMBRICH LY CTHFET 5 L 5
b, BYLEARER 2RI LTy AT TS 2 Tk, BohREmeEs7-
DIANTHDLEBL2NLD, a—T 4 7 TEOLGEX, EEHRARICE D2
—T 4 V7 ORIPENBEEIND. EZTEFRERESNDDON, L—F—F H TS
Biithd. L= —%2HWDL5EEIL, ¥4 YT FORBEAMICLOTHETE S
e, BEmAAYEY RORRLT, Fy B 72T & A e KL
BOMEEC b HNH TS 8689 B BEMAYZeRFEE J 0 &/ S WA CHFEE T &
B2, a—T 4 I TRICHTOFELEZRD. AETIE, Zit=a—7 4
V7 TRIZEAERMOBER YN Z B, LA L—F—%2H\5FETH A T
Y Ra—=7 o T EEHRNLL, @RROREMIEEYINIEREZTT- 7.
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4.1.1 SFERESE

Fig. 4.1 \ZAMFE CTHEA L8R IE OGN 2R 7. LA L —HF—TH A Y E
v Ra—F 4 o T ORI EZ I3 5 Hiff 669 (Pulse Laser Grinding, LA F PLG) T,
WS H2mEICK LIEWAETL—F =S L, mIZho TL—F—ZEET DD
WThs. HETHmICK LEESRNS L—F— %%%MYMékwﬁﬁﬁm’ﬂb
INTHER, REHIICBWTEMEREWHIELEEZD. VAL —F—D5M,%
Table 4.1 12F & 7. HPITIT YAG L —HF =&AL, KEIE 3 K& 355 nm
R L. ZOPLGIZL - T, F< Wi & kT A2 g T L, Bl iz 8ifit
L72. Fig.41@iZ 7 < WiHEMET L LEOMKEXTHD. 8 OEWNAETL—H
— &ML, @h%kﬁﬁ:iﬁLkAHg4ﬂMi%fﬁ%ﬁﬁTék%@%%!?
H5. RFEHOLGEX, V—F—0kEE%E, AWI5E TRbD 2 FHlihosTITo
72, 2 FIOEEICL > T, &M 175 OBEMUINH 2 KEHT 00NN E 5N
L. BAXEY Ra—TF 4 7 ORBEEIZ10um ERE L, FFEEORE S5 um BE 250
W, R OSSR LAWK D ICUBAL R A FIE L7z, Fig. 4.2 138k L 728
NHADSEM B TH L. IMBBHT L Ll ¥4 YEY Ra—TFT 1 7%V
ICHFEECETWVWD Z E PR TE D, LHFTOT WA ERIT AT 2 7fET 0°
£ 11° THHIEWH, PLG THE LIZUNAOT S WAITETADMEE 720, KT MIX
0° IZiEVWMEE 2%, Z0 0 IZEWBiFATINLT 5L, KFmny—7 & +H8+5

||||||||||| Flattened surface <=> Scanning direction

Flank face

Flank face Rake face

Rake face

Pulse laser beam

Pulse laser beam

(a) Flattening on rake face (b) Flattening on flank face

Fig. 4.1 Schematic illustration of PLG process.
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ZENBE SN DI, INTEBROBRIIFE FHRBIELE 2 GIHI 5 M 10° RS & T%

BRL7-.

Flank face

Sharpened area

Fig. 4.2 SEM image of diamond-coated tool sharpened by PLG process.

Table 4.1 Pulse laser grinding conditions

Wave length [nm]

Pulse length [ns]
Frequency [Hz]

Power [W]

Spot diameter [um]
Power density [GW/cm?]
Scanning speed [mm/s]

Number of scanning [times]

355

5
15000
2.8

20
11.8
30
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4.1.2 $iFME L1-tih F o EE(d

PLG THAML L7=X A ¥EY Na—TFT 4 VI THRHEBEFEOXAYEL Ra—T 1
7' T.HoO SEM WHit4 L Y N ORI % Fig. 4.3 1239, WrEFIRIT Zygo o FER:
il 2 0 T2 R E RS NewView7300 CHIlE L7=. Wrim A (280 Ik UIE £ J5 10 O Wrik
FERERT. BEOKXAYEY Fa—T 4 7 THOGIN A, F£E 20 um fitk O
AN D DI L, PLG THANMEL L7 THIX Fig. 4.3 DERTIIALNHER TE 7
WERE £ THR RN ABHE LN TN D, Fe, b—F—Z @A CTHRE L CHfEE
L7z7ed), T<WAITADMHEE RV, RIFMITBELZ0 LR TNDH I LR TE

Sharpened diamond-coated tool Normal diamond-coated tool

Flank face , 100 pm |

Cross section A

Rake face
ﬁaké faée |

Flank face

Flank face

Cross section B Cross section B

Flattened b; PLG
Fig. 4.3 SEM images and profiles of diamond-coated tools.
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% . Wik BTk LSEAT 2 W Ik 2 =3, PLG TELFIME L7 T BIX, Fig.4.1
O)DIHNERBY, HWI 5 TERETD 2 OOEEMAIAESHTWD Z L DR TE
H, BEOXAYEY Na—T7 4 7 TEHORKFTmEIZIL, um F—FX—OMhRH 0,
2w, B IEOFERMENOHL X 21, Sk LR8It hn T.o3
LWEEXD.

42 PLG TRHHFELI-IERIZKSHIMIEER
42.1 EERA*k

PLG THAUL LIZZ A Y Ra—T 4 7 THAEZMHEML, HHIESEICL 54
BUGH DI FBR AT > 72, Fig. 4.4 ICEBREEOFTH AT . ZEESKOME MRS
EE ELS0X 2 kA 7 7 by 7 ZRGEREE N T N2C-53US4N4 (215 B CRHE
L, ‘FrEBRICHEHESYN EREZIT->72. A L2 TR, PLG TUHhNZHAML
LicFAYEy Ra—T 47 THRE, kL TWRWEFEDOX A ¥YE Fa—7
A THO2EHETH 5. PLG THFNL L7 THIX, Fig. 4.3 OWim A IR T L
DVRFABRBLE 00 ThoHlcw, FHIRELEEZGHI G M) — M4 10° TR S
&, P EOF A ENEL 7. Fig.42 12573 LBV, PLG THENL L7=E01E, /—
A DHN S 41° OGBS 5. Z OHANCAIA SN -EHRR O %
PO G L CHATICT 2720, FEMIRENEEE G A UM EER S & CEE L.
RHAEORFETIE, WMBRERHMOT — 71K LR UL EZT, $FHE Lo BRI A
DA nm LoV TRED JAN ESEATIC A D KO ICHREE L 7.

EMIREEE O A EREA{T>7-%, PLG THAHL L7=F A Y2 Ra—T 47
TEE, =¥ 04mm OHFULL TWARWEEDOX A YE Ra—F 4 7 TE
D2 FMEAM A L, 4% Stavax O U — 7 1% LIEFHIRBIVIEI R 21T - 72. U —7
DY A XX 20X13 mm, 7 v 7 7 )Ll |L 54 HRC TH5H. U—7 L Kistler BT H
#/)5k 9256C (Z[EE L, CIHMREL 3 0 W& MIE Lz, LM% Table 42 I2F &9
7o, YNAZE 10 um, BIHIEEE 1 m/min —@&E & L, %0 &% 5um 225 80 um ([ZZ L S
HCHER L. UIHIRIEL 7 2 BC R il P DI HI#E Bluebe LB-10 & X A Mail L7z,
I THEOREH S 1 Zygo B IR R mRARMIEH NewView7300 THRAR & Rt %
HE L.
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Elliptical vibration device

4 ——p Nominal cutting direction
~ ====% [Feed direction

et -

>~ Dynamometer

—p Nominal cutting direction [
====9 Feed direction :

Fig. 4.4 Setup for planing experiments.
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Table 4.2 Cutting parameters and vibration parameters

Cutting parameters

Depth of cut [um] 10
Pick feed [um] 5,10, 20, 40, 60, 80
Cutting speed [m/min] 1
Coolant Oil mist (Bluebe LB-10)
Vibration parameters
Frequency [kHz] Approximately 40
Amplitude [umyp-p] 4
Phase shift [deg.] 90 (circle)
422 KRR

Fig. 45 13k 22 b E- L 2 DUHIEII TH L. WEDOX A YEL Fa—TF ¢
YU THEWEL, PLG THFNL L7z TEOUHHEFUI I O%D &TH/S V. FF
VNS NINEL, GIFNL L7 THOBRITEFOTEOBEE 3 50 1
ThD. AU E VO NOAAENED Lzl EtEZzbRS. &5, #iflbL
TTHEIZEVIEY B 80 um TML L7 & E DD 43 700%, F¥T-0.005 N L ADfEE
~LTz BODT =X OYEEZRTH, MiLdT —4 $-0.011~-0.002 N D Th
S7). ZAUE, 41° IEE L MEERNC L Y, U1 < F o5& EFHREY FHic
LN EEZBND.

Fig. 4.6 1ZYIHIHEPT 2 BIHIWT i f CBR L 7= lLEIHHESL 2 R4 @F O XA YEL K=
—T 4 7 TRIFE S NINRKREL, KD &S5 um [ZBW T4 /103 17400 MPa L 72 -
72 BN A RIS LERAREI 0 B ESB/NS W, A0 WA TUIHI L7
EEZOND. FED EOVEIAELRWEIN N NADEEL /NS RY, o LAET
LU 3% . PLG THFML L7z T EIL, %0 &80 um O & DI,

0N, B NENZEH 1000, -5.7, 740 MPa £ Tl L7-.

0 & E RIS Rt OBR% Fig. 4.7 12”7, PLG THUFME L7 TETIE, fili
DEY BETHREHESD/NEL, EY B S5um ORFICHK b/NSWERH S Rt0.07 um 23
Boine. EbiZ, PLG THAML L TETIHE, XV EZ40um ETHINIETHER
A S 25 Rt 0.14 um BLF &R L7, SiFME L22nwi@s o TE T, FUEY &2k
WTRt0.64~1.40pum TH 5. Z I T, Figa7IZAHBTRT / — XL 0.4mm OGE

PGS LT 5 &, 552 FD Fig. 2.8 & [AEEIS, SAMEL CTWARWA A Y R
a—7 4 7 TETIIHEGHHAS LD 0.6~2um EE KX V). Fig. 4.8 (a), (b)IZ PLG (2 &

-65-



HaE FAYEr Fa—TF 47 TEOHFAER

L BIFULET: COHEGH S O X %273, PLG THFME L7z TEIXEMIR OGN R
EHT D10, GNRNORE, TEORY IR, Mo E AN 7R s
ThHhdHERET D E, EVEPUNAEIOHANTIE, BmHE A 0um &5, L
ML, BRI N ORBEIZITRRZENH VY, KEH SI1X Rt0.07~0.14um & 7272,
SRIOMEM T2 EBT 5 &, FFRAICIE, PLG I X 28AULHEM 2 th =R 4 Ff - 7= 4]
NATEASND Z ENREENRD. /— X2 0.4 mm TOHEEHL S % Fig. 4.7 (288
TRT B, XV &EL um BLF T, BEH 12 0.03 pm LN & +4/h <, disgR
ER O THETHLHEEMINERTLLEEZLND.

? -
O I
15 | AT

= —&— Principal force (sharpened tool)
E 1| —a— Feed force (sharpened tool)
eh —l— Thrust force (sharpened tool)
§ 05 L --O--Principal force (normal tool)
© ---A--- Feed force (normal tool)

o | --{1-- Thrust force (normal tool)

-05 L L L L | | !

0 10 20 30 40 50 60 70 80
Pick feed, pm

Fig. 4.5 Cutting forces measured at various pick feeds.

20000
18000 r
g 16000 L_"-I
= |
g 14000 - %
:§ 12000 L ".‘ —@— Principal force (sharpened tool)
éﬁ 10000 | I:| —a&— Feed force (sharpened tool)
é 2000 |- ' —l— Thrust force (sharpened tool)
& --O--Principal force (normal tool)
3 6000 ---/--- Feed force (normal tool)
& 4000 --{1-- Thrust force (normal tool)
2000
0

-2000

0 10 20 30 40 50 60 70 80
Pick feed, pm

Fig. 4.6 Specific cutting forces measured at various pick feeds.
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5]

—¥— Sharpened tool
—O—Normal tool

------- Scallop height
(Nose radius 0.4 mm)

Surface roughness Rt, um
—_ ]

0
0 10 20 30 40 350 60 70 80
Pick feed, um
Fig. 4.7 Surface roughness Rt measured at various pick feeds.
(a) Normal diamond-coated tool (b) Diamond-coated tool sharpened by PLG
Feed direction  Cutting direction Feed direction  Cutting direction
etk 2 ® el 2

|
| :

Scallop height =

Scallop height = 0 (ideal value)

Fig. 4.8 Schematic drawing of scallop height. (a): normal tool, (b): sharpened tool.
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RFh 70 3% U£54OGMW

B D0 FRoOH S dh#t % Figs.8 IZ~7. PLG T
R L7 THTIX

KV S5, 40pum O L X ITFEIE R B 2 G DAL O

%L,
EﬁoeriJE%%&M&ﬁibt.

i, SRk LZE n‘%ﬂ(@@hﬂﬁéi@
bREREYVETIMLULEZD, SIFMLL TOWRWIINHABRPIEGT SN2 EERD

N%. Fig. 48 (D)DOFHFUL L TWRWEH DX A ¥ Ka—TF 4 7 TETIE, i
DXV ETHHANE LI TE XY RERMMBALND.

FHIY EERTINT. L=V —7 OEE% Fig. 49 1277, (2Q)® PLG THANML L7z T A

Pick feed: 5 um

Pick feed: 40 um
— i i T A S i T

Pick feed: 60 um

b Vet Nt N pestt”™ N et

1um
(I

40 um

| | |
(a) Sharpened diamond-coated tool

Pick feed: 5 um

ALANRRE LA A aaRb AL b a i e T

Pick feed: 40, um

| Pick feed: 60 um

1um
[

40 um

(b) Normal diamond-coated tool

Fig. 4.8 Surface profiles of finished surfaces at typical pick feeds of 5, 40, and 60 um
obtained with (a) sharpened diamond-coated tool, (b) normal diamond-coated tool

THEMIREIYIA] L 72 THEE, 260 &A% 40 um £ T LTOM AL NAKETH Y,
%V &N 60, 80um TIELFDIZ UANBAE LT, Fig 47 OED & L REM S OFER &
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— BT 5. —HTHAUL L TV ARVWEE O THETIE, %98 5um T LFOLFO
DIABDBBATEY, 8EEM TIZIZPLGIC L ASFUL RN ELI TH D = & DR ST,

r reflection

e ST T s s

10 20 40 60 80

Pick feed [pum] —
= Cutting direction
- Feed direction

" —Blurretreflectiom— el —_——

'rl PP PP P

5 10 20 40 60 80 ﬁ

Pick feed [um]

= Cutting direction
*> Feed direction

Fig. 4.9 Workpieces of typical hardened die steel, Stavax (size: 20 x 13 mm,
hardness: 54 HRC) finished with (a): sharpened diamond-coated tool, (b):
normal diamond-coated tool.
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43 #E

KETIL, MR AYEY Ra—TF 4 7 TEHTERMOEREUIN 2 E2H4 5 -
W, 7SV AL —H— (PLG) THANLLI=F A YEY Ka—T o VI THEHEHAL, &
AU Stavax DA MIRBY KRR AT o 72, %0 BA AL W72 & & OUIEIIRET, Kkl S,
TEOMANEIZONT, BHEOXAYEY Ra—TFT 4 7T REHEL, LLTFOREE
BE ST,

1) SAAL—HF—%8 OERWAETHRKNL, ERRICEETDL2ZEICRY, ¥14F
EFEURa—T 4 TROREZSBEICMHETE 2 2R Lz, BF O
AYEY Na—T 4 7 LTEOUN NS FEEIT T 16 pm FRE TH 2 DITxf
L, PLG TH#ANL Lz ALAEBIT um A —F —nZ LU £ TR Lz,

2) PLG THFME L7z TR TG 2 M IREIUIAI L7oR5 R, 220 Eb5um D & TR
LS RE0.07 um OEE 23S HAL7z. 2, FBEIZ pm A—X —DMMARH Y,
I HAIAD 16 yum BREHHBEF DX A vEL Na—TF7 4 7 TRICK AERmH
ILEL, BLXZEIHZDLITHD.

3) PLG THFNL LU NNER THH720, UNHAOE S EBZ /205D & 40 um
FECEEME Rt0.14 um LTRSS NT-.
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SE5F BARBSYIAIC K S2EEE SR M OSKE LA

51 BEHREF1VEY FIREHR

FEMIRENDIHNE, SRMEIOIM T TAET DX A vEY FLEOWM UWEREZ S L,
SR OFmYIEI 2RI L CTX 72, ZhETOMRETIE, V—2OMEL L TEICA
T Y LVAROHMRLT ) = RS, HfSmA A Ve FLEOBEEL
Hil L, B 60mm OFERK OB T.7e &, FAMREE L AN T4 3B LT
&2 P, 2T UL AROHMICEENDEEHNEL, FILZ/rLAR=y IV ThD
DIZxt L, SREXTHEMTLO=—ZANEE>TVbHa v 7 7 /LiE 60 HRC %
Bz LmEBESREL, X727y, £V ITTy, XFVTL, as N EDEE
ROMDERIZEENTWD. SWRDOIFFETIX 4, TIAV U AERHADOY v 7 A
T UAEEFEMIEETIE] L7245, Rz0.Ium L FOSEENE LN D b OO, YIHIEEHE
50 m A2 CEREMLIA Rz 100 nm LLF205 300 nm B2EFE TEF L, AT UL ARD
PApT & el LBEFEN B D 2 b o T2, E 70, RFIED P FEFR BT,

B AR B A A U IRENDIHI L 723561, 4 YEY RLEOEREST » B2 7 0ME
EIH, #MICL o TUEEMNRTEEMPHRONRNI EBRHA LN R TE

AREETIL, @EE ST OFE MIREIYIHNIC B T 2 BG4 A YEY RLEOF v v
TRBEFOFRK Z i~ EMARR TEHMIE 5D @il S I SV TIHRE L7,

5.2 EAREIVIAIEERICK SEREDLER

52.1 MIRBRAE

BT 6 i L, T O DOREMS LR UHeRE 4 fiEE Y —27 & L THEH
L, HfEds A vEY RLEICK 2BMNIRBIUIHIEBR AT 7. U —2 OBEMIR
BEREICDOWTIE, RT3 5. /N IRBY I EBR O+ % Fig. 5.1 (237, ARk
F oo IS N A% NANO ASPHER ASPO1UPX (2 & 5B o5 M IR EhEE EL-50 X %
AT, FHID EREIT o7, FEMIREIEEE T 2 7 — /T B H) /)5 9256C (2 [H &
L, UIHHERZBE Lz, B L TR, /— 2 1mm OBER A YE 2 P LT
HC, JEWHOK 40 kHz, R84 pmpp O M#UE CREI S B/, GHAZR L %0 81X 10
um, BIHGEEE L Lm/min & U, SIHIEERE 108 m & CTFHIY 2475 7. M40 % Table
51ICF L. @m0 YXRT OFEERTIE, LIEEMOANBGIZ X0 Bl FEEE
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77Tm OB R TIFEIL Lic7ee), £ 2 TORETRIMM Lz, INT&RIE, UV—27oXmii
& % zygo R FEREmF E TR ERE NewView THRAE S Rt Z2HIE L7-. TEOYIN
ML, Mo TWEEMEE et 5 L akic, BR LU AOKE A, Rl SJE &
[F] U251 CHIE L7z,

il Mist nozzle Elliptical vibration device

vl

¥ Workpiece

<— Cutting direction
<-: Feed direction

Fig. 5.1 Experimental set-up for elliptical vibration cutting experiments.

Table 5.1 Machining conditions.

Cutting conditions

Cutting tool Single crystalline diamond tool
Nose radius: 1mm

Depth of cut, 10 um

Pick feed 10 pm

Cutting speed 1 m/min

Coolant Oil mist (Bluebe LB-10)

Elliptical vibration conditions

Frequency About 40 kHz
Amplitude 4 umpp
Phase shift 90 deg. (circular locus)
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522 EEEEEMALMEROMNITI—H

(A SHEEREEH

U—7 & LT L7z 6 FEA O il 4 A8 2 Table 5.2 (ZRd. RPOWMEL, =
v 70 U R T 5 [EIE L2 SR A RS i odiss & 60 HRC DL EIZHE
AN U TERICHE U, 86 o R B3I RUEFT R O R - 5 /00T EMIA-
020V 2k, TOMOAERSEEIV—FT 74 vV Y=Y AT 47 4 v 78D
ICP 653 2k & iICAP6500 DUO TE LNt L7z, KFEFRegk#o DC53 1%, # A
A4 SKD11 DU T, AAFIE TRl L7-8ist O CTheh £\ 8.23 massd 7 1 L%
BEL, FT AT UIER LRV ONRETH S, DCE3 LIS O fiEs 5 ftHIL, 7 m
b, RPN, FVTTFo, BUTRAT UV EOBEERSEEHT DA AFO T )
HIEE L7z, ASP23 DA T v T AN LHOKRANA AT, ZHLSMIELE v —/L TR
WENTNnA ZHTH D, RNA R LB — L2 i 5728, ASP23 & [R5 D

BeyEEHT 5 SKH51 & EBR Izt L7-.

Table 5.2 Measured hardness of high-alloy steel workpieces and alloy elements.

High-alloy steels Rockwell Alloy element, mass%
Manufacturer’s code  JIS code | hardness, HRC C Mn Cr V Mo \W Co

(Da%SSS%eeI) n?cl,(dlﬁcileld 62.2 098 052 8.23 0.22 1.99 0.01
(Hita\c(l”?i(F\l\)/I?etals) - 62.7 0.77 057 5.00 1.15 5.66 1.18 0.18
SKH51 63.9 089 034 439 2.00 5.08 6.02 0.23

(Uﬁ(ﬁﬁm) - 63.1 1.27 030 429 3.13 514 6.13 0.38
SKH2 62.1 080 036 4.24 1.06 023 1759 0.09

SKH4 65.2 0.80 0.23 4.06 1.03 061 18.47 10.88
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(B) fiERE

6 FHOEMESRIMZ, Gy oRnrbrsan, TV TTy, AT AT
v, NFYUU LD 4 FEOMAEE b AEMRBIIEIER AT, BERY A YES FL
HoOBERZMEKE L., £V 08y I —AME% Table5.3 (2 F & 7=, 7 1 AD
BEE, BE200um OH->XEEMTL, TUSAOEHEE, EE 05 mm OkieE
O 2T U=, &R & [F5EI Table 5.1 DSPE TN T EBR ATV, BIHIHE
ft, LHREMER, RnM Izl

Table 5.3 Pure metal workpieces and their hardness.

Workpiece material Hardness, HV
Cr (electroplating) 708

Mo (pure metal plate) 276

W (pure metal plate) 530

V (pure metal plate) 136

5.2.3 RILY DR

Fig. 5.2 1%, EEEESMNA 5% A X NMK Ty F o 7 LB HEMTE TH 5.
LR ERICEMIT = v T 7 ENTIHEH -0, BME T CTAL X 5. 5.4
IZRT e, I DbEMIERIY & FE SN2, UBRIERIm LT, —
WATIRRE & BRBITEDREES LTERIEIE, BHENENZ ENRHLNATEY Y, Mg
RACRLF- IS B o L Te U — 270, B & A v FLEOUNHNICTF v v
TERELSERLTVWE FHRENS. Fobtr 7 LR E OMRE ERIICHNS -
D, RACYRL T8 K OFERIOREE 2 RIE L, WEFOmEAEE T v 7 OBRE AN
oo WEZIZ~A 7 vy h—AMEFZER L, M LIAALME 98.1 mN TRERZ1T
ST, NSV LIABRE TR EZITo 72 01E, BRI L0 b/ S WEE KT
72 ThD. 58U EORBREZITY, EHOMEZRD T, MR A AD ASP23 I,
BALMIRIF DR E SHE pm SO L0 /NS —THH70, %m%wﬁﬁ
EHIETSZEDNRNETH L. LR ->T, AiRD~A 70ty h—AMEFIZ
PR IE, ASP23 % B < 5 FR¥H O i il E B 1T o 7.

WIT, A EONNICAE LT v B 7 L OBRERRS 720, BRI ORIy
fizROZ., 1ZUHIT, BBRMEMOTELZBEGLIE Y 7 s Imaged (I2X Y 2fELL, H
S RAZ DRI & NSO BELT-. $il& LT DC53 O&miikEE % 2 i
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{EL7fER % Fig. 5.3 12T . IO SN EBENRE L TRINTWD. Zo 21{Eflk
L7clEifG s b &z, Mgy 7 s TR 2R TRBNHTOREIEZV AN v
L, EB5NT7BALIRI Y A RO B R4 AT 2 VERR LT

Fig. 5.3 Binary image of metallographic photograph of DC53.
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524 IREFREODHIE

R AT 0> ASP23 Z N T. L7= T H.0 % 7-BEMEE 4 2 Fig. 5.4 |29, A
WZIZF v B 7 BN TN EIERTE, TR AE LT WEINHA EOSETIC
T2 R ST, IS A Fig. 5.5 1R T &80, Fy B T EICT — 7 Ot kS
2 I T3 268l ic 2 < by, BREIXUIN RO FMICBEEFICRE L. T
v B 7 LERAE EREMICTHIT 5720, LTFOFIETENE N L.

Rake face Feed direction

Micro-chipping

Flank face

Fig. 5.4 SEM image of cutting edge after elliptical vibration cutting of ASP23.

Nominal cutting direction @ Feed direction

Fig. 5.5 Schematic drawing of micro-chipping region and wear region.
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(A) Fv EYJDEERKEME

Fig. 5.6 (a)i%, Fig. 5.4 (T~ ¥ il FEEN ASP23 Z N T L7 TR %, #8450 TV EaAk
BCHELEEBR ThD. MINAOERMICAE LT v e 7 O EMITT 5720,
Z O % RAL) OFRAT & RIERIZ 2 [EL L, T B 7 omEfEE R 7=, Fig. 5.6
(b) A% 2 ML OEE T, YN NOREOHPHANIZSH 5 F v &2 750y & it U7 iE
R Fig. 5.6 ) TH 2. ZoHittishiT v v 7o ORIk 4 mgLsE >y 7 F T
BHL, Fovr o7& LTERLE.

(@) Rake face Feed direction

Micro-chippings

AN

(b) Rake face
0
(c) Micro-chippings \
---------- -_/__._/_J________________________ S
——————— Cutting edge 20 pm

Fig. 5.6 Micro-chipping on cutting edge after elliptical vibration cutting of ASP23.
(a): photomicrograph of cutting edge, (b): binarized image of photomicrograph,
(c): extracted micro-chipping area.
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(B) EREDEERIFT(

YN HA DY N U B2 EBAICEHET 572, SIS LEA T H O
Wik 2tk & zygo o> FEHEfl R i IR E#E CHIE L7z, Fig. 5.7 1%, Fig. 5.4 OE 1A
METEG L ICERR TR SN DMEOEN R ZRIE LWk T 5. a4 i
DEFRTHE L2 TR, (MAoditt © b BERS OWm IR IZFREORREZ LTk
D, T < WHEICK LB L% 40° OMETUN AR ZRIBELZ. T<0A 07 &k 10°
ERTROORIE, BRELICUNHAERTROAO TR CTHENTRFBIB S BZIE L
O ATHY, ZOmBEEEREEER L.

Approximately
40°

Rake face

Amount of wear

T
[}
[}
L}
[}
[}
[}
L}
[}
[}
[}
[}
L}
[}
[}
[}
L}
!
L
¥
L}
i
&

[\
Flank face § 2 pm

Measured cross section

Fig. 5.7 Definition of amount of wear based on measured cross section of cutting edge.

5.3 RERER

53.1 HUIHIERE TRER

T A TR & i B o N T38RI 51T B Lh UKL % Fig. 5.8 & Fig. 5.9 IZZE %
Mg, HCUTHRETE, SIHIRET A EIHI mEAE Chr L 72 fEC, UIHIMrmfEILt v & &
UHIAHBEOFETRD HILD. RERTIE, EREBEOUIALEDIXLHSETEZEETHT-
W, UTFOFIECTEYAABEZFAE L. MTERIT, 50 COFEHHILEZY —
7 O—EAEFIH L CTHER LIz, F5HIRBIEIEI L7250 ORIZ ISR T 03 5% 5.
Z ORI TSy % B oW R 2 126 0 HcflE L, RINTESC T 5 B 520
IANAEEER L. AEBRTOEY 5L, &K TH 320 MPa & +53/hsWiee, &
DR TIOHRERT. EEESBMOMEREEZ 5 E, SKH2 & SKH4 D5y /in
REIEMLUTERY, SKH2 TIENN TR 2700 MPa 7> 7900 MPa & THiN L 7=.
THERENRKE W 2R L TW5D. —J57T DC53 D754y /7% 1100 MPa 75 2200
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MPa O CHERE LTV, BERENDVRWE FEIND. Fig 510 I TEOHEMES E
ZRY. DCS3 THEM L7z LRI, Fy v 7ni, FmEBREL DR 2 & DR
T& 5. Fig. 5.9 OMAEBOMBRTIX, NT U LAOLGHERNAKLETH L TEY,
F45 71 L4545 1373 17700 MPa, 182000 MPa &= THIMN L 7=. Fig. 5.11 (273 T H. 0D BAM
HEEEZRDLE, WMLUWTLREBRICEVULALRE L FSEICONAREZIERL, V=20
Kifi xR CTEDIRRE L RS Z &P HENTE L. XU T AT v OgEbENTIL
BB ARF VT DIRNTHEIN L TEHR Y, F43771% 1300 MPa 7> 5 2700 MPa, 547
7713 1300 MPa 7> 5 4700 MPa £ TN L7=. — T, 7 v 20HE1E, EoHIFE
—ET, WO HOLNEINLT-. ZHICHOWTEET A0, MeB oL TA
DM % Fig. 5.12 IT7-F. NF U7 AOFRERIE, MORBELY 27— LR K&
ZEICERESNTEW., Z T AT ULV T T UMM L TRIE, BRELmST
WA LB L Z 45° DAETHDHDITK L, 7 1 AOBA TR SN T I
AME L T\, ZORMEL7ZERmICMZ, 7 a Ay I — A E 708 HV &
L7EMiEBOP CTRbEWED, 0N XLVBEFICHENLZEE2bNS. £V T
F U OBAE, HYHHEPTOBINEA 900 MPa LL T &/ &<, THEMEL/ SWE T
mEns.

10000 10000 mDCS3 =Y ART
| —o-D(C53 —+—YXR7 a-SKHS51 ——ASP23
P 9000 s SKH51 -ASP23 s 9000 —~-SKH2  —SKH4
S 8000 r -—SKH2  —SKH4 S 8000 | W
g 7000 r g 7000 v
€ 6000 < 6000 | //‘-
4 g o
2 5000 ‘E 5000 A Adpad
8 4 (AL nansabAL BBy
o 4000 o 4000 |
5 b=
3 3000 3 3000 |
o (=3
@ 2000 2000
1000 1000
0 1 1 1 1 1 0 1 1 1 1
0 20 40 60 80 100 120 0 20 40 60 80 100 120
Nominal cutting distance, m Nominal cutting distance, m
(a) Principal force (b) Thrust force

Fig. 5.8 Specific cutting forces in elliptical vibration cutting of high-alloy steels.
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Fig. 5.9 Specific cutting forces in elliptical vibration cutting of pure metals.
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IMI Flank face
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| |

Micro-chipping
i

-80-

100 pm
I

Micro-chipping
y
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| I

SKH51

Feed d

100 um
I

100 um
| |

Micro-chipping
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Fig. 5.10 Photomicrographs of cutting edges after elliptical vibration cutting of high-alloy steels.
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Rake face

100 um 100 um

Fig. 5.11 Photomicrographs of cutting edges after elliptical vibration cutting of pure metals.
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532 #tEFEOXREMAS

R EE AR & A B O R IMHLE Rt & Fig. 5.13 12”3, I LRRAARI S/ THlE T
11 B2 fE Lc., PEMECTHET 5 &, il SR 0K ik S 13X Rt 0.04 pum 27 5
0.08 um DOFiPH TIESHDOWTE Y, Fig.5.8 D5/ O HENN 1100 MPa LA T &/ & <,
F o B 7 HET TRV DC53 1E, KiFMH IS Rt 0.04 um & b/hI V. YXR7 O
FHA X R0.05 um & 2 FBIT/hSWA, %O T EAZ /RS E (Fig. 5.10), Yin
HOEENNITF v T RRGND. B TIOEMNRKE VY SKH2 & SKH4 1X, K
HLE2ARt0.07 yum LA ETH 72, BEHH I OEWEFE L HARD 20, L EFHEOFE
R A Fig. 5.14 [ZR 3. YXR7T O LHEIX, Fy B 7RELREICH0bLT R
et EF A S5 T, Fig. 5.10 o NE /AR5 L, Fv B 7O USMT
T EEFEN R ST, SFZREZ RS T D EEZXBND. AEOFEER TIXEH]
D Z2ATo 712, L ETmIX 1 SOUNANTRAESND Z L LD, AEO YXRT O
FERTIEL, Fy B 73t ETmRIZEL 2V OUNATRAELIZEZE X LS.
LrL, EEOEFBMTCixhimmTALE L Sh, ZoHaTithRICS C-#ET
UNHANEERTL LD, LER-T, HEMTTEF v 7 ORBELZ T
T b, EEOSRMT 25 x5L, Ty 7 ORAEFLFE L2V, SKH2
& SKH4 ot EiFiw (Fig. 5.14) (21%, MM EIICHR TE 5. K& S0 8kE,N
DHEMIT 2 &, BERRAEMP RIS T2 D ThL EEZ NS, MO E S I
INSWH DD, MILBRLARE S RO RE IR Th -7z Z LB R I TE Y, &1k
W% AFAET 2813 T LV OBRENTIZITE S 20 EE 2 5. REEOMN
1%, DC53 & YXR7 IZH T4 ICHERTE 20, MO AAR DI NORFHETH S,
RoA ZD ASP23 1%, BIRD RN L5 MINTHER SN2 Wb DD, RE7R71 v 4
—~— Ko CTREHEDEALIC O N~ 7=, ASP23 L RIZDAEKSEAT 5
SKH51 T, MU L7y ¥ —~—7 BRI,

Fig. 5.13 TRROES 7 7 TR EINHMERBOREM 1L, T 20 LADLE N
BICRt2 um L EEREL, BFEPMEDIREL kol b BEZ DD, NFUT AL
WWTHEHIEFIRRE N U 7 27 b REMEPKE L, FHTHR0.3um Th
olc. YHNOHBPHEMLT27 v AOREM S ITMERE 4 BEEOP CTRL/NEL, F
)BT Rt 0.08 um TH - 7=
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Maximum: 3.90 pm
Average: 2.07 um
T

0.6 AL
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Surface roughnss Rt, um
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c.?) Q:\ g;\ r{f) W D ct o &
FIEFLEE T

Fig. 5.13 Surface roughness Rt of high-alloy steels and pure metals.
(High-alloy steels: solid bars, pure metals: shaded bars)

S E

+0.04000 ‘ AR B +0.04000 +0.04000

Cross section Cross section
- [0.05 um 100 um | [0'05 um 100 um

Fig. 5.14 Surface maps and cross sections of finished surfaces.
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533 FyEYVT LRILHDER

XUOIC, SRMAETEOBE B E M L7k OFEEPRAERE L ORI 4 O
fi& % Fig.5.15, Fig.5.16 [CZ N THRT. Fig.5.15 OFEHki£EIE DC53 23 & K& <
45 pm T, MR/ A A ASP23 D 2.7 um B b/ S WERTH 72, Fig. 5.16 OHL
BOAE, (VO T R 2 um BifE OBUN 2 RN B b % < AFTE L, RifEDHE
e I E BB L, Kift 5 um TH 1000 pes/mm? 2% T 5 . DC53, YXR7, SKH2,
SKH4 ORI TIE, Kifg 10 um 75 40 um OFFHICH E— 27 NR.H, K2R
{EHBHTH L TWD Z & bhDd. SKHEL &R/ A AD ASP23 TliX, KXFITRIELS
um UL T O —27 BRREWLS, SR RN L AFHET D 2 & &R d . Zhang BT
o TR A 4 OFG FRBIEIHI 25 2CiL, FHRIR 1.3~15 pm OIS T/ 1 >
H—DHBETHIT DL, XM U —=NHDFNRTF vy 7OMENZAHRTH D & #H
HINTWD. ik, BIHIISRREE um OBEFERL 23V — 27 OREH HHET D
&, TREU—J ofThlEToh, FyELYIORKERY I DL EEZLND. H
AT E R R Y T AT B BEDNA A —THEE LIZHZ M TH D DITH L,
TR ST E, R A ALK L CEEHI T B8k D 2 EIG N E L, EM O
WRRD. LrL, Fy BTN RAaRMICEVEL DL EBEZX LN, MHHD
FETUINHICAR DM EFZ 25,

RN EFRD 120, R EEMOE v h—AFEEZRE L, Wig OEEICHEB
L7z BESNDF v EL T DA B =X NIHART 5. Fig. 5.17 ITHERB R 2 /RT. F
PIECHET D L, RAEYOBEE X 1260 HV LI L& D DIkt L, FHom 1Y 780 HV
235 1050 HV TH 0, AL ORISR L Y @ 2 & 3 sl S iz,

WA, RIPE3AR > B A5 B ALTORIES b um LT ORI 72 (RAb S &, Frikdy & B oo i
EFEIHTHF v 7V BA2 R LIZMMN Fig. 518 TH 5. Fo ' 7 EIIHORE &
TRIND. MR NA AD ASP23 1%, [RACH O Z AT L Tz, Rk o
BET VBV T BEOBEHIE TR LIz, MPORAINET LBY, ok &5
HIOBEEE = &, fielh O 72 RAGBS T 213, F v B 7 @& #Nd 5 m
DI STz,
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Fig.5.15 Mean particle sizes of carbides in high-alloy steels.
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Fig. 5.16 Particle-size distributions of carbides in high-alloy steels.
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Vickers hardness, HV

Number of carbide per unit area, pcs/mm?

%5 E FEMIRENEIHNC X 2 s B2 R o> & ik D)

2500
Maximum
2000 | Average
Minimum
1500 + l
O Carbide
1000 ¥ Matrix
500 r
0
SKH51 SKH2
Fig. 5.17 Vickers hardness of carbides and matrices.
30000
0 um? (SKH51)

25000 /2.1 um? (SKH2)
_ L @)
E 20000 | @ 32 um? (SKH4)
7 chioni _ 56.0 pm?
= 15000 | ~1IppINg area 1S (YXR?)
S increased.
2 10000 . 0 um? (DC53)

5000 r

O | 1 1 |
0 200 400 600 800 1000

Difference in hardness between carbides and matrix, HV

ASP23: Number of carbide: 30700 pcs/mmz, amount of chipping: 11.9 umz

Fig. 5.18 Amounts of chipping on cutting edge drawn in bubble chart.

-86.



%5 E FEMIRENEIHNC X 2 s B2 R o> & ik D)

BALMIDUIEI A h =X L

UIHIOWRIN A BLET D700, miEESRHg 0T v < 9 &Nk o & - BEMST G %
Fig. 5.19, Fig. 5.20 ([ZZNZiUrT. BIETIE, MEOBEORBEE IR DN E
(Back-scattered electron, BSE)Zf f L7-=. WD o s 7 2 MIFEFHFESITHKFEL
BHWOTRITH D <, B HRE IR < 2 5. Fig.5.18 ™ SKH51 & SKH4 i1y < %
RoE, BLARXDIHONEEIVEBWILHET, T AT UR0EN TT UV EL TR
kB2 s, F<VHEMOTY < FTERLLE, AR/ PED < 3k
B> THONCWD Z L3R TX 5. BIHIINTE, AWk e Kidh 2 Mk
TLEMNHEIM Z K& SEAWL, BEMO—H20 <3 & LTHEHT 2B TH
% % GIHIIEER 1 L0 /hEWni=d (GIHIETOE Y BV IES L 00 < $oFNE
K72%), I FTOREHFMTE2LE, UHILEZREI XV S FTOHENREL 2D
ZEIEEZIC. LEBRS T, RIAEHAEIY < FHEH B IS > THOD B5R1T
W ORI S IZR R BN BESND. U< Fov—sMlom (Fig. 519 Ao
KK ZRDE, 26000 TIHRIDD O TN DRIUIMR TE 2R, Fi,
BIEI#% OV — 7 TH AR R B EIEI 7 i3 L < i S o7z v (Fig.
5.20).

I OBENLHEE SN D UIHIORET- & L7 AERS X 28 Fig. 5.21 Th 5. =Ib®
OFEEILE Y ORI D b EW, RAEIZEFARIR CIRIZE A CENER L%
T, TEOTSWEHETEZEL LM ERENHEDL EBESND. £LT, 5
MIEEEIHI O < F%2 51 & LI 2EIEIC L - C, IREIO 1 AT @ miXsi,
B0 < FOF L WEMTORRIHBHIEINIZEBZZBND.

FYEVITREDA DXL

FROHEIET VL, GI0ERYEISAREVED FETOEY < FTHEH ORI T,
i Ak, BHE0 B ESP/NEL, UNNIZTF v B 054 Lga Tk
RN D LD LB 2 B 5. Fig. 5.22 [ZUIN A TH X 545 YIHI ORG24
WS CoRd. Bl ARSI 0 D B S AV NS W, B R RAEICE) VA DT,
TEOEBYNRRETDLEEZEZLND. %@f%%m#@@<#ﬂﬁgsmf%5
ASP23 ZUJHI L7281V < F%, Frx TEID < FOEINHL 725 TV DS D3 R T
5. I, R TEED Lzzoicg v < 0L o IR, F2i,
DB LTERRICRAEDIZEI D IAAUTIEN E TRRS D, OB, o kL
LBt ToLEx NS, AL, BIHIROT T 04 TRSIZEY, AL DIEE
DIRWEEHIZ I ZOAT 2 E N E 2 BN 5. ZOEMOBMEERICHES BV I%, Fig
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517 O L IR OBEEENRKE WV LR Z VLT W E IR, 2084, Bl
DA BEHNCEI D Brb o 2BRIC, RERIEMETLAT Z L L7220, RN T v ¥
VI EoTEFZ X BILA. Fig. 5.23 OYJY < FOE FBAMBIEGRIX, TENREY
DOEZEEHRY LI EZ2BMTHITTANTH LN, Fy v 7ORELEBEEMT
LbDTERLS, ABBERLIMGENLEEND.

(a) SKH51

Fig. 5.19 SEM images of chips formed by elliptical vibration cutting.
(back-scattered electron images)
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(a) SKH51 (b) SKH4

Pressure ‘Spat Det | Temp
4.0 |SSD| -

2050vkv IDY?\,,[r;m Ox fwure T [.)et
Fig. 5.20 SEM images of workpiece finished by elliptical vibration cutting.
(back-scattered electron images)

Nominal cutting direction
—

Chip

Cutting tool
Stretched carbide

Primary shear zone

Carbide
Vibration locus

]

~h_ﬂ

Fig. 5.21 Schematic drawing of chip formation in the elliptical vibration cutting of high-alloy steel.
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Chip Nominal cutting direction
Cutting tool
-
N

’ i

\
,ll Vibration locus

Carbide \ /-, =

Fig. 5.22 Schematic drawing of slip of cutting tool due to hard carbide.

HV i WD Mag PressureESﬁ Det Tem;ﬁ
30.0kv[10.6 mm|5000x| | 40 [ssD

Fig. 5.23 SEM image of the chip of ASP23 formed by elliptical vibration cutting.
(back-scattered electron images)
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534 ITEERLSEHSDER

Fig.5.24 1%, UIHIEEEE 108 m (YXR71X77m) £ THIITL L7=#IC, %0 ot
IAECTERETH D, BHO V7 7 I3EEESRMHOMERE TR L, RHEOT T 713
W4 B DR R AT, SKH2 & SKHA [V 6K 6.5 um? & il B 48 oo th T b
REWVEFER T, AT DCO3 ITEEEN R /NI WV 1.6um> Tho72. TILETHL
7ZUIHIHT (Fig. 5.8), MM & (Fig. 5.13) oM —%+ 5. MERBOKEE LD
b, BT AT ENFT U AOLAIIEFREED 8.9 um?, 255 um? & KX VDKL,
By I — AEEEDS 708 HV &AM L7-Mia)E CRbEW 7 2 ADLETE 3 um? &
BN NS WIERTH 72, ZORERND, MEROTU — 27 T, BE & HiERS X A
YEY FLEOBREIIIBERA R oY, BYb e EANmE TRRINS.
SR 2 A Y NTHOBREICHELY 52 5880 ONCT 5120, &6
GGy DN & BERE R O BIR % Fig. 5.25 IO . B8RS OMMEIZ TR T TEL
e, el ELEEEDOMICBERNR A ONTZDIXF T AT T, /N _FRIEDIE
LB (5 & K< —8T 2. SBIT, XU T AT ATV T LEMZ 72856 (W)
b [RIEEIC BERE B CAHBA L DAL, 20 2 DO ILENRF A YE L FLHOBEREA (LT
HEEEVENE . X T AT ERNF VT AOMT T, O OBMA K x <,
RIMI B REVERTh o2 &b, BREOBEREZMET M ETHD.

10 2?;?
o 7
a8 Cutting distance is ? g
g 7 L shortened by 29% g ’g
[ /
n
- 7N’
=
: 7
| al
) | @ é n
0 wlZ
> L e P Ry
dﬁa > @'@”@> <

Fig. 5.24 Amounts of wear after elliptical vibration cutting.
(Solid bars: high-alloy steels, hatched bars: pure metals)
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Fig. 5.25 Amounts of wear plotted against alloy elements. (The symbol “0” represents the result of YXR7,
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whose cutting distance is shorter by 29 % than the standard cutting distance of 108 m.)
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54 BRI 0ILEESKE

INETOERERNS, GOSN L RTINS 17z mhl AT o 5 M IR Eh )
HITTIE, v T ATy ENFUT ARHEERE A YE NLEOERZREET D Z &
DR STz, £, MEROMTERTIE, U—7 OBE L EER L ORICERN
AT, BYLERRERNBERL VD EEXBND. £ 2T, mlESRIHICE
ENDEBRT DILFRESIREEZTARD 720, X #BEHr (XRD) 12 LA (LAWOFRE
L, BIHR~A 707 F74% (EPMA) ICX Dt~ v B 7 &2iTo72. X#RETIC
A L7223 77 8o X BRIEPTEE RINT2500V T, X #IFIC Cu Ka Z2fH L,
0/260 157C 20° 5 140° OFFHCTHRIE L=, EPMA JiE~ v B0 7 T, BERERT
oo EPMA-1610 I L, &, KFE, Z7u b, XFVUL, £VTF, AT AT
YO XBREE T T — A — )L Ty BT L.

54.1 XRDIZ&BIELEMDRE

Fig.5.26 |Z XRD |Z X % @fili B U O X AREFE R TH 5. Lo b, 45
60° , 82° fJUTIT CroosFeosr D B — 7 D3t S 41, JLR DGR & IO A L T
WHEBEZBND. TOMOE—27 1 5HIE, CrhCs, VC, MoC, MoC, FesWsC-FesW,C
D 5O R A B STz, 7 a0 ADREW T % CriCsid DC53 TO AR &
72. DC53 1% 6 FREEOHM O h TR H VN7 1 A 823 masshNIRINENTEY, &6
\ZH T AT U EEERWNED, 7alORAMPITH LIzEEEX NS, KT,
BT AT U NEINES 8k, 372 DC53 LIAh o> 5 R4 TIZH U T FesWsC-
FesW.C M & iz, £V 77 ORIb MoC & Mo.C 1%, 1masshlh EDE Y 75
VRN E FL7z DC53, YXR7, SKH51, ASP23 @ 4 fi¥HC, N+ T U ADR{EY VC
I, K9 1.1 mass% D/ F U ANTRIIE L7z YXR7, SKH51, ASP23 @ 3 flilH CZn <
AR a7z, SKH2 & SKH4 1%, /3727 475 1.06 mass%, 1.03 mass%-& 412 LN
ENTVWDEHDOD, NFPTARIEY VC O — 27 i3S hoTz. ZoEWZ
DWTIE, WEHD EPMA JTH#~ v B 7 TEET S,

-93.



%5 E FEMIRENEIHNC X 2 s B2 R o> & ik D)

A CroopsFeogr © MoC
O Cr:Cs ¢ Mo,C
A ©VvVC & FesWsC-Fe,W,C
A
‘ y =y
6 A
DC53 O Q¢ o N\ A
. 'Y A
O & Py N
YXR7 s 40 © s %0 4 a0 L
I A
3 1 U & s
S |SKH51 4 YO ! © s ) © o a0 2
£ 3 S A
5 L . A
£ .
= |asp2z ¢+ 4 | O 4t o s a0 4
» s A
s | A .
SKH2 R bas A
4 A
Iy i A 4
SKH4 [ Y o ad A
20 30 40 50 60 70 80 90 100

20, deg.
Fig. 5.26 X-ray diffraction patterns of high-alloy steels.

542 EPMARZRIVEVY
Fig. 5.27 (X EPMA JiH~ vy BV VT ORRTH 5. fffr Lo ek OfEIL, Tkl
TH L. DCE3DFEHRZRD L, R#E, 7ul, NFIUn, Y TF R HARL
AT CHT H L, RIS Z OB X R OFRE MK T LT\ 5. XRD OfER %= #E 2 5 &,
Z DEITIE CriCs & Mo,C MIFL TS LB X B b, YXR7, SKH51, ASP23 @
BalE, 27 AT ) 7T UNIRIER CHATICHT L CE Y, MoC & FesWsC-
FeaW.C 8 fF LTV D Z & ZoRIRT 5. N5V AREREICFIET 2 HPNTRFED
BRELELS72->TEY, VC ODFEEZRLTVWDLEEXOND. Zhb 3 FEOHM
(YXR7, SKH51, ASP23) TiX, Ao MoC & FesWsC-FesW,.C 23 3ETE LT\ 5 57T
& VC WFIET D HFTIE R > TE Y, VC I o AL & 13507 L Thr 9 2 A
Roiiz. —JTSKH2 & SKH4 OEEIE, R#E, FU T ATy, NFUTAMIE
[F] CHATICHTHE LT 0, VC 23N LCHIHE ™% YXR7, SKH51, ASP23 & (1#7:2%
Hif1Z R L7=. XRD OfEHENSH, SKH2 & SKH4 Tid FesWsC-FesW,C D &5k H
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SN, VC 250 RAEWIIHmE SN TN Evh, SKH2 & SKH4 DR F 2
ME, REOR LR EFE L TWADTIERL, Zloltdme U THEET S
ZENIRIBREINT.

W Usgniz 22614

5.1 e
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Fig. 5.27 EPMA element maps of high-alloy steels.
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543 BRICEEBZEALOITROLEFHESRE

LI E®D XRD fiftrfEF & EPMA JtE~ v BV 7R LY, 2 O RITRIY
ELTHIHHLTWAD EEx LD, — T, EELONE OTIE, —HoaeiHiX
HEHPIZ8k e DEE L LTIFHEL TV D EHEINTWD. #il 21X, SKH2, SKH4 &
MRFR CEEErE2 AT 2 18-4-1 RO EHEM (#0727 118%, 7 1 hid%, /N
FOTLL%) TiE, 62%DH 7 AT, 38%D 7 1L, 0.8%D /TP LS i
HIZEEND EME SN TWD. £/, SKH51, ASP23 tHERFE A& EHAT 5
5-4-3 Bl @S TIX, 3.5% DX T AT, 35%D Y 1A, L1%D /T VT AhHE
I EEND. L OEMPT OEER S Z KT 5 L, 18-4-1 RO HMPIIE F
NHHE T AT U BE, 5-4-3ROBLE 24 THD. Fig.5.24 (IR LIz T HEFEES
g5 L, SKH2 & SKH4 O EEFER: T SKH51 & ASP23 DA DR L Z 25 TH 1,
B oy raT o BgE KT 5. £, MEBOMTERICENT, PP T A
DEEDP R B LW T HEBERENRAE L Z Enn, KHPICEEN U0 AHEE
FEIER T2 B2 b5, UEORRENS, Kih CRE L ITESETIHEETD
BUTAT L ENRFUT AN, WERA A TEY RTE LR MEERZA LT
BV, BEELAAVYEY FTEOBEMEESIND EEXLND.

Fig. 5.28 1%, ABIIEOFEBRFERE S LIT, b BAFRUIEIEZ 7R U 7o &l B 47 6
® DC53 ZEIHI L7eH v TP VDBEETHS. vy 7 UL 62.2 HRC IZBEALL LT
ARt L, KM S Rt 0.05 pm OFEE G HALZ. ZOMLEATHE & L AN TE
i LCRBIEETIEHIND Z LIS ND.

LV Y I Y

;Y\\ IIIIIIII///T

B Hll///7:f’
I

e R — ,,"j'_" -3

Fig. 5.28 Photograph of mirror surface of DC53 finished by elllptlcal vibration
cutting with single-crystalline diamond tool.
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2y 7 )L 60 HRC A48 2 2 il e OB & L Al L4 E8LT 5 72
W, e A A YEY FLHIZ L 2FMIRBIUIHIER 21T\, HfSa4 1 vE> FL
HOBERE LGS ORGREFRTZ. MTHICEL2UNNOTF v B 7 &R D
BIRA TR D720, A ORI AN, R EEMOMEAEIZERL, Ty 7
EDOBMRERAIZ. £, VNN OB L A&y OBRE EROICIE L, Bis
RETL2EERDEROENITT DL LB, Al O ERERIZ OV T XRD &
EPMA St~ v B 7 TR, BREDOFNZERZ L. UTIELNRERT.

1) Fyvr 73R I & ET DN HOEmMTICHRAEL, BRI EICED
HROUNINEET H. F v & T3 Ne R &2 W AAte Z & TRET D
EEZDN, RALY L EMOBEESEINT D &, E£72, K 5um LU O/
BALMI O RPHINT D &, Fv B 7 ORBHIMNT SEMNHD Z LRbh o7,

2) MBROZ L TAT L ENRNFTUTLEMTL LT E & ORI, ®EEaSHoO
LA X0 HEL, IR T U AOEAITMOMAE & ik L 28 )25 160 {5 D
PEFENFA LT=.

3) WMEDWIZEDLHIT DL, vy 7 UL 39HRC @ SUS420J2 OFF M RET]
HITIE, W85 747 0.3 N A3, BIHIEERER) 3000 m DIFARTHI L Z 2f5E T
Lo BER- Lo loxt L, BEFED A 720y DC53 CHIHIEERE 100 m, BEFED £ SKH2

TILUIHIEERE 40 m TENENE S 2 5E T EA L, @SR Ik
DT LHILL RN L dbho i,

4) WESMHMIEZTENDI L OERRT IR E L THHLTWS DD, —
HOTRITEMPIFIET 2L EZ2OND. EMPITHFIET 2 I AT V&L
FAYEy NLEOERENMIR 832 2 &b, BERA(EET 5ok T
WDZ L TAT o EEZDND. S, MEEOMTERLY, Lo F v
VALRRRIEHZAT D LEAOND.

5) ay7X?y%§ﬁﬁf,A%V@A@ﬁﬁ%ﬁm@mﬁ4x%@D%3ﬁ$ﬁ
Ay A YEY RTREICK A2MEMIREEIHNCE L Tk Y, RmHlS Rt 0.05 um O

LA L.
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