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H1E e

AETIE, HZEERE LT, HEEOREUETTROTZOITRD s BB HE M Sl
FOEBERMMTEIIZOWTREY. £/, HHEEMNE LT, RETHRET 2010 <951
SELIHI (Chip-pulling cutting) Z RIEEIZ T~ 581 0 < TN EIHI(Chip-guiding cutting) ® FEA) 732
FRIZOWTHHT 5.

1.1 WFEE s

111 HEEOREUEE R

FEFIVEN B AR TAEBIR T35 - HZE B4 - BFJEBRR R IS RRE S V7o IR AR E 3 kF
ST AR S OB LR EE T, BB, MZEHEEZ T TR, =¥k
ODEREERESE, 5% I I a— VUEdniib T2 & PRI L EZET, BIfrEHEs
NSRRI HES, B ARORE SO FEEEH S N % #2513 5 kRO ER EEICM BT ST
WAL BlxIE, BHEESEFICEOTE, HMEKBRELOER L 2> T\ CO, ZHIET
512, AEELD CO, HEHFRHI OFRERE 2 4 E T H H L T 5 [1-2]. FrIZEINIEEL Ly CO,
PEHFRIEE 2 H1F T30, 2015 45C 130 g/km, 2020 4£121% 95 g/km £ T FiF T 5[1-3].
ZOHERBIE, R A %HIIET D &V D R LUWRE B2 B LTV S, BN Z i iR
H 7R B DBRALIZ X > T, A HEHE A —h OB O & (TIERIZR > TE TV 5.
L%, AEOR_R—ZATHRBRT L ETUE, "7V v b (HEV) RSEXKB#HE (EV) %
DOWMABRE XS EA~OBITHIET 5 L E 2 b H[1-4] [1-5]. 72721, R LLICRT X
21T, AARBUN ST T D IR B B0 & BEEIZRB W T, HEORIT HEV 2 & TW
AR 2479 5 BBV O IIEIE 2030 4 Th 60% & B X, KX = TIIMEFFT 5 & TS
NTW5. 20k, HASKROK 2 EZ 5D THND LI ABHENSO CO, HEt &%
HIJ T2 Z LIERERBETH Y, BEEOREMREZNEIE DL Z ENLEIT> T
%[1-6] [1-7]. ZDORBELEDOF KL LT, =Py I A v arOE#hRk (3
T — kLA rOEh®R) OB D 2 SN EEIZ /A 5H[1-3].

F, NU—F A U EEDRILTHE0OITIE, FTURAI vy a VEEDOERICOWN
TIE, /MEUL - B O — (RO IR A L1112 72 5. ZAUSINZ T, M TR

BHESR S 2T A, B[SV T Y 7 N, GBSV THE A0, KIEIRIE, B EMEE SO



Bl 2 A5 L2 uid7e 720 [1-1]. ZRH0RVAZE LD IF—T—RE L
TiE, Rk, RUL, HTHERE, FTASHERE, BRI, (RSN 2T S5 [1-8].
—5C, BgREm L2 T, HaEEa R PO L RO LTV D, K 1.1 KU 1.2
(SR BLIR O BB SRR O AR S, 8T — b LA VB O & L CRS T B BR
B - R L OIS E A & = o Y I, O D 2EIERKRE R THD
&N DB

WIZ, B OBEAVIZ K D E M EO A, K12 00 YY) CHEICIS T 5 il & & A
BORED O RAES 5 &, 1.5 km/L OBRE A EIZITA) 100 kg OB EALALEIZ/R D 2 &7
B3] [1-9]. — 4T, K L3 IR THE RIS 2 HEEH Mo E &L [1-1015
GIHIN T RN EN S < G END /8T — b LA B OE L F R E &I A LT 25%F
ETHDZEBINE. ZOh, BREAEE2EZE2D T, HWERD 0%REZE 5D
HHEREHIZT TR, NU— A VEEEHSOBRELL RO LND.



Table 1.1 The Japanese governmental goal of automobile selling [1-4]

20204 20304

Conventinal automobiles 50-80%  30-50%
Next-generation automobiles [20-50%  50-70%
Hybrid 20-30%  30-40%
Electr_lcally-powered 15-20%  20-30%
Plug-in hybrid
Fuel cell ~1% ~3%
Clean diesel ~5% 1-5%

Air conditioning ~ Information-
Audio equipments %
6%

Electrical
and electric
parts
13%

Lighting

Suspension ¢
and br?taking c?rzg?coarlﬁrés
iy instruments

0,
>% 14%

Fig. 1.1 Shipment value ratio of auto parts in Japan [1-7]



Table 1.2 Shipment values of staple auto parts [1-7]

Shipment value Unit:One million JPY
Part name

Fiscal 2013 Fiscal 2014
Engine parts 2,805,842 2,869,511
Electrical and electric parts 2,487,811 2,521,121
Lighting components 2,778,911 2,852,214

Indicating instruments
Transmission and steering parts 4,089,434 4,083,183
Suspension and breaking parts 1,145,397 1,080,665
Body parts 3,733,751 3,915,006
Air condlt.lonlng. components 1.204.154 1,173.261
Audio equipments

Information-related parts 653,849 1,305,676
Total shipments 18,899,149 19,800,637

Number of companies targeted_313(Fiscal 2013) / 339(Fiscal 2014)

S

S 40 B e
Q. Sax |

e 30 [+ B S S— e

> X3 X |

ee20 AR Xksey
i 11 S . -

© 0 | =

S

L 0 1000 2000 3000

Automobile weight kg

Fig. 1.2 Relationship between JC08 mode fuel consumption and automobile weight of

gasoline-fueled automobile [1-9]



Part name Weight ratio

Flame components 20%

Outer panels 6%

Body parts related [ — 2%

Interior parts 11%

Suspension parts 12%

Base carrier parts related Wheels and tyres 7%

Steering parts 3%

: Intake and exhaust parts 7%
Powertrain parts related :

Fuel equipments 18%

Others 9%

Fig. 1.3 Weight ratio of auto parts to automobile [1-10]



1.1.2 BEYED T O BB RS EIR & 2 O LEIRIZ 0 2 Bk

RIE TR LR D, WK TR E LU — b LA v ORBOSEE HIEL T,
(DAL - /N, (2)BTHERE - FTARERE, (S)EEIBIKINK - (miERhE M Lo 3 22 H LK
LAITRT &9 7280 « AT AOBFENED 5T 5[1-1] [1-8] [1-10]. Zh b D =—
WX 3 DOIMTEATIZ DWW TLL FIZRER 5.

12oHX, BEAL - /UERHOIN TEIN TH 5. Bt ~OREB 2 Txhe 3 2 Hifin 3T
HDHD, MIMOIRER OIS b RO b D . HFEM~ORF21Z, K 15ITrT =
VIMBIORLED X O, v TR AGEST X A E O NEA TV DH[1-11]
[1-12] [1-13]. £7z, —HEBOEMLFL AR —Y I — DO HRIZIZEEIZ CFRP AEAL ST
5[1-11] [1-14]. T XD 2\ FEMIT, — RIS, #EAMIZHE S, UIHERUIIRE <, 4l
HEEE Xm0, THEHEMITEL 72 5[1-15] [1-16]. Z=D7=%, ML= A hO A CRIE L
RHZENEZN. —HT, MIEMOIIREEIONTIE, FlZIE, FEI LT v 7 MM
SEA ADRERL SIXE DI B X N D[1-17]. IO FZEL - R ETe &, N
TYBEEOHIMAKL TICER Y, INTHOTDbAELVRVIRMNEL L R EEILND.

2 0R1E, /U b UBEEGICIT 2B - FTABESIN TN TH D, K161
TR - TR K DO EE BIE L, RIS Uil E L AT A,
WIRBE S AT L, HEBENR Y AT AOBEBMTON TS, X, N £
B AT JMTIBWNT, TERMEIZY 7, £ b7 / Faxz— 2R 8RR T2k
B FPREAE, AT RSB TS SR LA 72 &1, AR NSRS A AR LT - v
TAhERD., ZOLE, VATARLVEHECR DI LT, MERITEM L, moLr
UL OMIREESERSND LIRS,

3 OHIE, BRI - BESEN BRI THIFTH S, NRT D0 v a VRE
sl 1T 2 BRI D 7o D I R ML & DARAS, AW LD 7 DIZR IR O i Al
MROHBID. FIZIE, MoS, B'A F TEREIRE 23 —T 1 712 K D BB A EHL L
7BI[1-18]%°, kmA H CVT F 4 A2 OB HGEE CHMT 7 A F ¥ 242 LT, b
Z 7 a MR E R LS R TFI[L-19]035 5. S BHIZ, Al TlE DLC(Diamond Like Carbon)

a—7 ¢ 7 OBEBES~OMEA[L-20]0 L 512, REAMEOEEH B RELoTEHDY,
REME & REBHITEIR O RBEITEZEICR > TS 5B 6.

Pl

N



Target parts

Lightweight New type transmission
Downsizing Variable train
and systems Extreme

Aluminum liner
Spraying bore
Assembly camshaft
Magnesium impeller

fuel efficiency

Friction reduction

Transmission efficiency

Improvement

True circle bore
MoS: shot piston
DLC valve lifter

Common rail high—pressure
fuel injection system
Piezo injector

Variable valve train

Fig. 1.4 Parts and system technology for highly efficient powertrains [1-8]

Engine component

Current Future

parts
Head cover Al alloy >> Plastic
Cylinder head Al alloy >> Mg alloy
Lifter Steel >> Al alloy, Plastic
Valve sheet Fe powder metal >> Al powder metal
Cylinder liner Cast iron >> Al alloy
Cylinder block Al alloy >> Mg alloy
Qil pan Steel >> Mg alloy
Crank shaft Alloy steel >> Ductile cast iron
Connecting rod Alloy steel >> Ti alloy, Al alloy
Piston Al alloy >> Mg alloy

Valve sheet

Heat resistance alloy >> Ti alloy

Cam shaft

Chilled cast iron

>> Fe powder metal

Fig. 1.5 Future prospect of engine materials [1-8]
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Complication of mechanism

[Variable compression }

[

ratio engine
Variable Pre—mixed
cylinder engine combustion engine
Clean
Variable diesel engine
valve engine

[ Toroidal CVT ]

[ Belt CVT J

CVT:Continuously Variable Transmission

Evolution of powertrain

Fig. 1.6 New and variable mechanical technology of powertrains [1-8]
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1.1.3  HEVEESINTEAN ISR 42 & 572 % 2K

ITHEOZGRICET HEN DB 2 LD &< 7 o — L7 R BRI kG LTV < 7290121,
fLEY — N A LM E N T a2 MEEDARO D Z L2 d. 07D, RIEHTRL
T (L)AL - NRUL,  (QFTHERE - FTZSBEAE, (B)ERERKIN - [RERh M EOBRITHER Lz
INTHEAM 2 REST 57200 T, AEtkm EbER LR TiEeszn. LER-T,
DX DR END, HENFERS O THEMICIT@)mE - mieRl, (6)HRLE T8 « T4
O HENL - AL DR 5 H[1-21] [1-22] [1-23] [1-24].

1.14 BHEEESIITICE T 200 < SO\ TS

B EED T2 O H B AT B 5 (VB EAL - VUL, Q)T - TS, (3)
PRI « (R0 ER G EOBLEN S, BBihO P2l « HREIC L0 OO0 RS2, HBah o
— AL AR OEHAL D DU Y < PN TEAUNERE L L TRETF N TV A[L-1]. 77,
AEREPER EICBET 5 (@) - mReR(b, (G)ELE Y - INTE(EO BEb - AL OBLR
5, MR KEOTI Y < FHEHEL LI2E IS A & 5 <22 n 70, RRERH o B
B - AN L2 EBT 57201280 < FOMEFRMERN VA & 72 5 [1-25] [1-26].

FRZ, =7 Xy hor=A 7/ Iy M= A TOHEA TV D BB EE G OGS TR T,
RIESNTZT 7R Ty by 7 MROEHT a4 UV MEDO R TV AI v a R0 AR Y
a VERER DN IMEOAE BTN T 24T 5 2 & 3B [1-27] [1-28] [1-29]. 1.7 1%, T A
Ly a U ORIE TR CHEBICHRAE L2 < Tt EOFEF (T4 =g -
H7 ) 2RSSR TH D, AL, AR E D v RICEEEE S RICEON
O FIFAIERHIZHE L7200 < FRZ DO D T ¥ 7 MBS Ao & 2 DFHET
b5, KWOL D IIREETI LA 5 &, EFmEE o, REARIIRDD, M
THEZE LS, (EEEPTY S TZIRDBRVTND. 20X D oKy THOE (k-
FRGEBLTIX TFa 2] LRI ENDS. 2o [Faafs) CBE#ELT, BN
T xR otttz x5 & Lic BEik - #AKIZET 232 BIHIH ST 7E a1
o TIrbhz[1-30]. ZDFERICBWT, [FaafE] OFKE LTHY < FORKEAE
RMEAIAB BB Z N ERER SN TEB Y, 810 < FRBRORBBIL ) &E - mRER(L,
(6)LiE T - Lk O A &b - WAL OHEE DL IFIZ7 > TV D & B 2 B 5[1-31]
[1-32] [1-33].
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Cup—shaped

Fig. 1.7 Chip jam in finishing process of cup-shaped gear part for automobile transmission
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115 Foy 7T Lr—REFhE Lzt < § il

10 < FEWEIUE T 572012, BELAFHINTWELETF v 77 L—70 (LR
IOZREESE) 1% 60 AELL ERMCBAR Stz X 1.8 1SR K DS, 1900 AEAIIHHIC sk FE 4
(A R) TEPNBE L, 19272 AV 7y 7D TWIDIA] &) 4 Fr Tl
AR TH & LCHRESND K D IC7-72[1-34]. F D%, 1950 £ 6%, A —
TU A (N Ty 7 REG LGS, ZRERMICT Y 77T v —h &t 5 L7-4)
HITETFy 7RERE 2D, ROV S FTELUITE S L 91272 572[1-35] [1-36]. =
DF v T T L= E>T, K1IIITFT XY < Familiicn —r S, THOW
BRI O 2 B8]0 < FOMEL LOERE 525 2 Lok > THELS Wi 5 2
EMTE BH[1-37] [1-38] [1-39]. —FICiL, M2 rSn=8)0 < FE=T7 —7 m—=y)
HIHA, 52 WITENC X > TNTAMENSHER SN 2%, BEIDE D Ta v~y —5%
THITNTHREEINLD.

ZOF I T L—AOKIZZTINE CICKBEAELQ G TE[1-35] [1-40]. HLiXEIY
KT OMTFHERIZEY, G0 TR0 A (LI, EO34) Z2H60ICT5 2
LT, T AN E D = VORI EL IR TE 5 2 & Zam LTV 5[1-41]. £ 7z, Jawahir
HIE, G910 < FRHOBIERERICE S X, B0 < TRk 7 L(Chip breaking cycle) z B &
7MZ L[1-40], Shinozuka 5 ITABRERE (FEM f#FT) 2 HWCOI0 < 083594 5 504 %
FHIL, IMTHERE T D EE2ERLTWD[1-42]. 2 HONFEE, T k& h—
N (TEFWHEH EF~DO T —v) (Up-curl)Z*t5 L LTz, THO ) — XN 57
HEI ML TIE EmE—A721F <, K110 2R3 FEo B R (Uncut surface
side) ~DAHIAH Y (Side flow)iZ X M & 1 —v (TEFT < WEAEHANIZET 5 7—1)
(Side-curl) b, 42 U 5 [1-43] [1-44]. = D7, 2 5D H—/LinFHE5Z LT, Ul < TR
WITHEHEC 22 208, PN Z DKM AT A =L IZET 2 EANREZ T L HTND
[1-45]. Kharkevich &1%, B1V < § o4EfitEE (Tool-chip contact region) #&fE3 % Z & T,
HILOTRE LTI D < T O NT A — K ZYLik U712 [1-46] [1-47]. 2D DRRIZE T,
3TNV < T DK/ T A —Z BT D BMRITHE A TZAY, BRI O 7 D SR D (T HE L 7> o
7=7=®, Choi BITHEEOMTSMETER L7910 < FoWoEREREZFA LT v 77
L— R OPRTE FiEZ S LT 5 [1-48].

F oI T L —RZ XD FEITBETHAIEH SN TV D0, ZHLS 05y Wl s
FHEBREIN TS, Palanisamy 51, THERIZ 9MPa @ & = TUIHIAI 2 kG325 =
ETTF XA < FHWNIEI LTV D[149]. ZHhuzxt LT, mllbixznll ko

14 -



20 MPa O&EE TN TR Z #4642 2 & T Ni EMAAEEZ0T 0 < FOMNCKII LT D
[1-50]. Lin HIF#EHIM O—% L—F—hEE A9 5 Z & T < 0%z m LS T
W5H[1-51]. F7z, EHLIIAGITMTEZXSE LT, =%, WHEOIFEIMTER5RE L
T, LEZEEEIRE S5 2 & THRAIM OUIEY 2 RMAICEB) &, 810 < F 250k
L TV 5[1-52] [1-53].
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Cutting speed m/min

2000

1000

| |
| |
| |
ai _
| |
| |
500/ - TR Bl b ke ' Y.
4: |
|

300
200 --———4-———odo__ I T L

100

30(

20’*****7 *********** steel |
Alloy |
101 JCarbon to ofsteel ]
' tool steel |

1800 1850 1900 1950 2000
Year

\
\
50 | cemented carbide |7 T

Fig. 1.8 Transition of tool materials [1-34]

Cutting direction

breaker

Workpiece
Fig. 1.9 Chip flow on cutting with chip breaker (Obstruction type)

_16_



Feed direction
Uncut Side flow

surface side lat tip

Cut
surface side

chip flow direction
Fig. 1.10 Side-curl of chip
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116 8910 < Fo3 Wi E oA L e

IRKTERM SN TWEF v 77 L—h 2602, 810 < Wl ae 72N Tk 2 5.
F o F T L= L0 < FEBBINICH —L S, BHOTARICET S ETERSE
5880 < FIEmkrT 5. Lo, 70 A RMRRFHCMENG @D K 5 7o m e 4 £F
OMEFOUIHINTIZRB O T, SO HRKREL 720, SERBEENREEIC RS Z L 03%
V[1-54] [1-55] [1-56]. Z 2T, GIHITED % v /139t s N Wb F v 77 L—A D
ARhEEHO—F] (RFEMOFERIINT.O%E) 2K 1111Rd. AR 08mm LT, 72
(X260 0.18 mmirev LA FClE, K 112127 T A, BEO L HIZ, ESER-72810 < 2
HLTLEY, 810 < FoBnsEE L WSIEREARFEET 5. £, M EFEETIIREY <
TREL 2D, Y0 FERHBICH — L SETHHEBOTRICET L2 ERE LY. 2
DO LiX, FlHR, B0 < FORMOTAOBLA TR L T\ 5[1-41]. #iFRBRICH
T, HFOPSEAE ) < FEIOFRICH D LIRET DL, IR Ry, HIER
DI =V Ry, VIV PTREEt L LIz X, G0 FTOREOTHelTAQ)D L H1FE
INDH[1-41]. G10 K FELHWT L7121, REOT g DEEIOT e 28 2 5 BN
o EEMLTWD., —HT, FLIEEIY < F O ihFRER CHEAF L7ohsJ)-0F Bl h>
B, RFHAE B DML CTERAS L7280 < FUI2ON T, Z OIS /11L+5-10 %TiE
5O ZE R L TWA[L-57]. 618, Bl < FoamFRmAl (THEA <& ot
) OWUNIMOEBIZ L DXL X ZERFIE, TR MO 2O ZE bid/
SN E LR LTVWD[L57]. ZNDDOFERNG, (I RITFEHICHT 80 < F D5y Wril
HiX, 810 < FEIDOFDITHE) RIOTHOBD R ERFRTHL LB LND.

SETEREY
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Depth of cut mm
Fig. 1.11 Effective range of chip breaker in turning of carbon steel at cutting speed 150 m/min

[1-39]

A I B 1 C | D I E
: ot e~
Chi type Sl WA IE S
| Somtetepen | ‘u| ga | T
| | | |
. 50 mm i 50 mm
Chip length or more : or less
| | | |
Irregular | 5 | Roughly | Roughly | 0.5-1
Number of curl curl 1 ormore | 1.5 | 1 | or less
< ~
"
Successful
chip disposal

Fig. 1.12 Effective range of chip breaker in turning of carbon steel [1-39]



117 910 < FRALIHIORESR & 75K

AIEC/R L2 L 912, 910 < F0Woss Lo TR+ 2800 < LB oo R e % iR
WA 5728, RBFETIEE < FTORWRIEE L WS ERDE 2 5T, LBz k>
WM TIREEIRET 5. BRMICIE, K L3R T L9512, 810 <0 — L&z
LTHESRYY SFRRHT 5 L0 2HlEl L THEOME~ES Z &2 T, 610 <
FEENTZ X OALES, SRR E 2R E T 5 2 & THYNCE Y < FELE - BT S,
O FHEFLHEDOEZEZIZESWEZOML kL, K Tixuy < 2N IH
(Chip-guiding cutting) & FES Z & 125 5.

oY < FREAGIHIO BRI 52T, K114 1R T L9018, TAEFSWHEICE
NifE(Guide groove)z fii L 7= T H (DA%, #ifT& THEMES) ZHWTZEDOHE ST IIZIH> T
BEM & B — L O SN0 < TR ST 5. REDLSBENT- T L O E £ THEFEIZ
WO, ZOWHME TETARESNZG) < TR L, Bl S50 07HEK
(Guide tunnel) b L EE L 70 %, Z D & &, FHFERKICITE Y < TR A EARICEE E S 5% %
bdD. NEEHFETERS LT K FIETERTEILL TV, FERZEEIED
LT, HOABED LMET— NV THIUIBET LI ENRARETH L EEXOND. Mk
THAR SN K FE2FEROH N ETES Z 2 RZRNUHIO BT AEE T 5.
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Rotational
direction

ﬂ_

Feed
direction

Tool with
flat rake face

(a) Side-curl of chip

Rotational
direction

Feed
direction

vworkpiece

Tool with
guiding function

(b) Suppressed side-curl of chip
Fig. 1.13  Chip flow on ordinary and proposed tools
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Rotational

groove Guide tunnel

Fig. 1.14 Chip-guiding function with guide groove and guide tunnel
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118 810 < FEIRGIHIZ ATREIC T 2800 < FEAEIHI

ZoEY S FRERNEIFNCE Y, Fe2MTIEOEBROERZ RS2 enTxb. ¥
DOAEFE CTEESZEY < F2E Z N TENIE, BUIBEFTUE AT 5 721 Tidke <,
0 FZ25| 0BV RBLOHAIT L Z ENREL &S, ZO55EEIHI(Chip-pulling cutting)
X, RWEIHBEEEICBRAVE, 1€k HHAIMELED T DICBGOIEEE BT 2L Db D
FETHLZ RO TS, HILUAT-72X 1.15 O8I0 < FEIIRFERRIC L - THIHIE
L, U= r L% KIBIZHD S50 2 EDRMEER STV D[1-58]. Z DERTIE, /<4
TARBEH A S i OO MR O 24T - 72 BRISH 581 0 < 974 3556 (Guide pulley) T &, 2
FFE.(Chip holding) CHi##(Steel wire) L X, ML &1T-7=. SHRO—um%z, BffEao—7
(Stepped roller) & — A& % Z Bt W v — 7 (Chip take-up roller)iCZ[EE L7z, Z D& X, Bfd
Er—FZIINOMBEZE ST TBE, ZORIOEIRHAOIGEICHE T 2%, BEY
(Weight) & 872, Z ik, 7 L—F%~34 )1 (Brake pedal) = iieZ &L THEIRY n—7
NEHAT 2 K 912720, HY ORETIZK > TEATE v —F & &1 TRV I3 fF
RING, 0 S FICENE G AT £z, PUNIEIY < FHEREIHI ORI OV THEm L,
SISENDSEE ) 2B L CD Z & HfEfi L TRV [1-58], 810 < 35 8EEIHI O % 81 5
MZL TS,

10 < FRIREANC LY, DIHERGTORED, IR E R R%E 2 RRICER T 2 2 &2
FTEL0, TORMRORE I LT, 5IRUIEIOMZEITMGEHIC TN e o Tz, £
OEH L LTEY < FHRIEGIEORMARZET b5, G0 < F5REEI 0 FEAbIZmT 72
KWIOBERET, HNETERINTEY < F2RrEONE F THREIZE Y < FERNTIHE]
ERITIMLERDH D, LnL, 10 < FTOEGLIEOB A TS £ THRITITON T2
Mo Toiz, TR ST £ TLRE LIZENOMN G HIEIZ O THRF S e otz
LEZOLND.
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Pulley

Rotational
direction Steel
wire ™S
Chip L
<00 “ holding
0\.\"-{\(\% !

Guide pulley
with adjusting function Steel
of pulling direction wire

Chip take-up
roller with brake

Brake pedal

Fig. 1.15 Previous setup for chip-pulling tests [1-58]
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12 WHEHK

1o < FRERTIHIOEZRIIIE, K116 1R T X 91, 910 < PHR L O8RS 2159
LHlcoDu— 7% 5z 72 2E (LR, 910 < 95[8R%EE (Chip-pulling device) & FE5) A3
7297810 < F 5 IEREAE(Chip-pulling function) 721 T72 <, P& T E L3FER N R-TH 0
< T EHERE(Chip-guiding function) b L EE L 72 5. Z O8I0 < FRAKRRICEB W TEE 2D
%, W ETETHD. G0 S FIERETERESND 2D, TET S WEIZHTENIER
WY < FOFH T K OTCRIZ KT TRBEITIRE V. D7), FlHGm &k OIIR D
2 TREIC 9~ DA & THORNIRIEIR & 2O A MICER T 5.

ARWFFETIE, BB EE N O G TR CRIE & 722 28k J OV FEM 4 x5 & LT, 8]v <
FTRNGIHI A FEBL TR R RNIEIIL & 2 DM ICOWTHRHAE L, B0 < FRAERE A I
272800 < F5IREIHNC X 5 EIHI ) K OWIE] = % L F OB RIZOWTHREET 2 2 L %
AL 5.
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Workpiece

\'

Guided chip

Guide tunnel Rotational direction

>,
\.
\r
~

Chip—guiding function

Pulling wheels

Pulling force

Chip disposal

[ & J

. lV .
Chip—pulling function
Fig. 1.16 Proposed chip-pulling cutting with chip-guiding function
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13 AL OHERL

AL, MLAT IR LI L ENOHE A ETHR S D,

B 1 ETIE, ARmXoOfmeE LT, MEERMORNZEYT. ABEREOREWE RO
T2 DITRD B AL D H BB BN IS OV TR, BIHIRRE & U CRRC R - Mgk, W
LY - INLEkfw o B EE « AEOBTFIZ/2 > TV D810 < SR A RO T —~|Z
Y Bzt 45, Zouh < RO R T 220D RN B2 L L
T, WL FO#GAEEZ R LT, ZOZFEXEIHITIERL, 0 < S ARk 572
TR <, BIEID R OWIEI = 20 2 S AR LS5 800 < 77515 EIHI(Chip-pulling cutting) % 52
Y 27200810 < FLRANYIHI(Chip-guiding cutting) Z 42 L, ORI TEICHOWT
T 5.

¥ 2 BETIE, B0 < FRNGIHIZ FTERIC T 2T & TEORNIERIK & 2 O Mz >
WTHETT 2. 262300 < PR GT R ORI RIT T84, i TE L FHEKR
ERWIINTEBRICLVMRET 5. £z, BRLUMBHTET /WS & 28T X0 BIH]
INZRKNETRHELRHAL, U0 < FRAUIHIOEARN M E £ LD 5.

FI3ETIE, H2EmTHB LY S FRENDHIDAREZRIN LA 2x5% e LT, U1V
< T RWNHEEE (Chip-guiding function) z i 2. 7281 0 < 351 5RGIHNC X 5 BIHI 17 M OWBIHI = =%
LR DN RO TIRETT 5. BRI K DB OB EZZE LT 7 VLD
BAEfEbT &, 910 < 9534 & (Chip-pulling device) Z IV 72 i T2EBR 1T & 0 = DIKHERh R %
MRAET 5.

04 TETIE, AWXofEmeE LT, B2 BT/RLNZEIY < T RABIEI O FEARR 7050 5
&, B3I ETHLNALDY S THIRTBIOMNREE L DD, £z, AFEEENOH B
(2725 72800 < FRIRGIHIORE & BRI OV T HIRR S,
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Fig. 1.17 Composition of this paper
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FT2E 1Y < FTRNUIH|DRRET

ARETIE, 910 < FRAYIHIZ fTEEICT 21 & TEORNIERIR & £ DS mIZo0
TINTEER & BT IC K DAt 21T 5. i & THEFERZ AW TEER T, 9
D < FRENYIHIATEEZR RN LA ICE R L, 810 < FFH T A ORI KIiE
WEBZHET D, £z, BRULHBITET M X 5REMRNT T, 910 <Pt oRNT
A BIEINC KIET B eMA L, U0 < FRALIHIOEANMAEZE LD 5.

B, REOWEO L, WL OAT & JFE S 1], [2], BIIi#shT
W5,

21 5

211 Fy 77 L—IAR & B NS IS O T

AWFE TRET DA TROENIBIZIR L OBWEH HNICT 570, ZITIE, +
SWIHICHE S WD F v 77 b= OFGIR &R M &I SV CRE

FLOIE, FyT7 7T L=RRRICOVWTHATS. I FenlisEsrF v 77 L—
I OFRIFLENELR S, BHEIZ /> TETWAH[1-35] [1-36]. W1V < 30— L &5 L,
Oy S DIEREITIETH D720, F v 77 L — I OFAKRAZRIIR TR 2.0 (2R 2 FlEIC
KT 22 ENTED[RL]. FoR2T < WHO RICEENEHRE LT 77 L—701[2-2]
[2-3](Obstruction type) & < WHEIZIEZFF-D>F v 77 L— 7 (Groove type) Th 5. HiIHZ DT
T —=H R T L—, BEEMKRT L= EEXRT L. MIRT L—h oMEH R
FHENHER AT T H[2-4] [2-5] [2-6]. Z D& &, T W EWY < PB4 5 EH
(Tool-chip contact region)iZi# & fid 728, MR T L—DZZOEME I ZMETLH2 L6 T
& 5. Oxley 1%, 810 < FEAFHIROHIRDZRIZHONT, BAEMENTIZ L0 &AM OHEE
INEVERICHBETH D Z L 2R L, T OO O AN REZ 2W 5N LTS
[2-7].

W, Fy 7T r—=RR LD SR MIMEEIC SOV THT 5. TR0 <o
FEHR - BERE 2 B S 5720, TR OEICHHZ2 M WS 2 5 3-8 AT TV 5.
Kawasegi 5%, #51, #EMMR, RI 22 I 7MliEfEsE / — X8 ICE L7z 2.2

DT EZFWT, MQL (Minimal Quantity Lubrication) DiM{BERE: FTT7 /L 2 =7 LA 4L DJE
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HINT 247\, 20 & X ICOEIN MR T 5 2 L 25 U T\ 5[2-8]. F£7-, Sugihara &
Enomoto &%, TEJ <WIENZ 2.3 (R4 AR 1 2 14 5 L 72 TEZ VT, GIHTHA
AR S ETCEBRE T TT AV I = U LGB L IRFWMD 7 T A4 AN LEIT, A Ok
AR OVEERERN | DD R\ L35 2 & 2R LT 5 [2-9] [2-10]. & 512, Obikawa &
T, EMENHALZFESOTEOTSWEIZ, BflliEZT TRE Yy MRS Ry MROMHE
WAEML7EK 24 Da—T7 4 7 THRIZBNTS, 7/ =0 A5G0 COIHI /153
% Z & 2 MR8 LTV S [2-11]. BEEEREE T TITbh iz BB OBFIETIE, ol oo 1
FAGIHMAS OtAE K ORFFER & 720, TH-E1Y < FROEHE 2 RESETWDS. 2l
%L T, Kiyota & Itoigawa D%, T A BREL N CREMOIM LAITV, M ALOAERL
PR PR O ED I BE O N T4 CTEIMI A AMER T2 2 & MR LT\ 5 [2-12]. 2 O
RITESWT, Kiyota B3, MRS W 2R 288RE7210 T <, TRE-G1Y < F[H
DEMIREEZ S ETND T L 2L, TOBMEIC OV Tin LTV 5 [2-13]
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Tookchip N\ /1

contact region
Chip flow

Chip flow

\_

Flat-faced tool Obstruction type

Restricted tool-chip Chip flow

contact region

/

Groove type

Fig. 2.1 Two types of chip breakers

| Concave
Cutting region

edge

(a) Perpendicular pattern (b) Parallel pattern

(c) Cross pattern

Fig. 2.2 Textured rake faces in nose radius [2-7]

_35_



Main
cutting edge
Perpendicular

pattern
Textured
rake face Parallel
pattern

Fig. 2.3 Cutting tools with micro stripe texture in face milling [2-8] [2-9]

Cutting  Convex

edge region
(a) Perpendicular pattern (b) Parallel pattern
Concave
region
(c) Pit pattern (b) Dot pattern

Fig. 2.4  Micro-textures coated with DLC [2-10]
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212 ZFEREEATLLHE (EffETH)

ERLEEZNBEORE L REIICEH LT, MIRT L— LRGTE & OFEV-DOWTRLR
T2, F7T, MR7v—hi%, 810 < FE2mEICH— L S L7208, HEIVHATRME
G SETWD. BIEOBMEE IZRET 2R3V, Bz NI T (£
IEY < FUHE G AICEE S A) ICERET D 2 & TR MR B A IR O R G E D
&im LTV 5[2-7] [2-8] [2-9] [2-10] [2-11]. ¥RIZ, TGfifED R E SIZ-DWVT, Enomoto &1,
PHIER S 5 um, TEOMME (F) 20 pm &35 Z & C, RIFMOIMTITH1T 5 THEMEE
hEANZINHIT D Z & 2R L TV 5[2-9].

ZHICK LT, ABZETIE, BESZREY K FErEOMEE TE 720, iz b
D < T IR U CHESEAT A ANICELE S, #Ilih> T < Faiitses 2 s %
Higd. 72, g0 R E SI2o0TiE, TEF S WHEISH L72#fiERN il b < $ o
WA RS EL L EE R, FIEOMMEEEL D b REREEZNFR LT D, AOFET
1%, Z DR E 722 %A ZWNi#(Guide groove) & FEY, BINIEZ AT 5 T H AR & T H L IES.
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2.2 ZENIED AR DR E

221 H

ARETIE, 910 < FRNGIGIZ EBLT 5720 ORNEOIEARTR & iR, WREHiILIET
Fhta 9™ 2 fEHTE T LR R ATE O TR E B OBEHIIE AT 5.

222 B < FRANGIHIO K

EAETRICE 200 < FERANUENCOW TR T 5. 810 < FofmE—nix, #
BEORERN D [1-43[I2 K > T < FURHGEEICEZNE LD Z ENERFER EZEZ HND.
F7o, B0 < FERHITIIE, Colwell OREERHI2-14]723~3 & 512, UIHNCZEEET 281 A
OB FESH UK U THREBEE L 2D, LEBN>T, BRNIEOEVES 229 < W
ZRiOT B (§¢3k T H(Ordinary tool with flat rake face) & FE.5) TlIfim& 1 —L 240U 5 &
bz, TEBREZDORE, GHAZL, %Y, 20 FEIZL > T < F 5T miEZqk
T5. ZOXI R S FEFEONEE CHL 720, TAETWmEIZENIEA L7
ETRICKDMIGEEBR L. ZORNEDE, K254 X918, 10 < F AR
BG4 2N BENS T < WE BICRIT 6D, ZHUTEY, #HIM O—EH#EICA DA
ATTIRIETEID S FRAERRT D720, ZOMOBPENORE ZRIZL, B & —/L 2
fil4 2 & & biz, BNFEICH> T STt E5.

223 HEMETA

B ) & 0 — VAl & B0 0 < R H T TRl AR O 20 R 2 FE 4 2 SRR O BB 72 TR & e
RI D70, B—0laft G Lzl TAEZREL. filko@ THE (/) — X3¢ 08
mm, <V 0°, FiIFAH 11°, HEA 60°, K ) ZFHL, ZO=ZARKOT WiEiE
TEELST OB, UA YAy MEENTICL > TERBENELTR Lz, #2113, #E
L7z 4 RO E TH (AD LIES) ThY, bbb, EOWmEMIR, < s i
HOBMBEETEL R L TWD. RIRIND K HIT, 1B OTIRITERR & M TR S
AU, BRE1E 150-300 um, EIE 100-600 pm OHFIPH & L 7=
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Workpiece direction
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Chip direction
Tool with

flat rake face

(a) Ordinary tool with flat rake face

Workpiece

Rotational
direction

Feed
direction

Chip

s

Chip

q Grooved tool

Guide groove

(b) Proposed tool with a guide groove

Fig. 2.5 Control of chip curl and flow with a guide groove

Table 2.1 Cross-sections of guide grooves and microphotographs of rake and flank faces

Type—-A Type—B Type-C Type—-D
0.1 0.3 | 0.3 | 0.6 |
0.15[1J 0.15]\ R

R>a‘ke/%acle A8

200,
Flank face l ;—”mi




224 Bt & THEIZ X DI TERO G ER UG
ELAE 121 mm O P HCR o 4 £ LB F (J1S:SPCC) Z Wi HIAL & L 7= el 247> 7-. X 2.6
WRT LD, G0 < T ORNFMAEZZNIEO 7 M EflalEis & T AEpl ERL, 2
FUAN45° & 70 % K9 ITRUE LTz N4, Fhialis % 2 561 min™ (GUH#EE 213-183 m/min)
T—EE L, UhiAAd &£ f OfAH(d, f)% (0.2 mm, 0.08 mm/rev), (0.2 mm, 0.13 mm/rev),
(0.5 mm, 0.3 mm/rev), (1 mm, 0.2 mm/rev)?D 4 &L Lz, K5 Cik 2 B3>0 T. 55
ATV, OO, FoE T WiiAFFOTE (ERTR) THRBROIMLERZAT

>77.

Rotational direction

— _A_-_

Feed direction

/A Parallel to rotational axis
Workpiece Guide angle
Y =45 deg

Grooved tool

Fig. 2.6  Turning experiment with flat and grooved rake face
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225 HIEIC X DN T IR S

PERTREK OV & TR BIZBIT 280 < FiH ok 74X 2.7 1Z7~9". d=0.5mm, f=0.3
mmirev DZEAEIZDONWT, 7@ 5, FERTEOEY < FCIIEmE I — A nAET 50
WX LTC, S ETHE B 25 2 & TRim & U —Anim S, ZRESRICE ) <F
EHETHZE (LB, G0 < FHEE L) I L. —J, K270IoREns LD
(2, d=1mm, f=0.2 mm/rev D5 TIE, NS TEBZHWTHYIY < FMHEICEMN RS
Y, 810 < FERBEIZRM LTz,

AFEFOWS & TR L 4 SOMLEMFOEAMAGDOEITHIT 580 < FHEEOME L, &
221CF L TRT. FITE, 5L LT, Colwell DRRBRAI2-14)IC L » THEE SN 5810
<PURHAER (BNAKE LRI, FEEEE K TALELE LTERT2) babE R
LCW5%. Colwell AliL, ZNENENGAOUY < P TmaE#ET 20 THY, =
DA & KERTORNAE y=45°DFENKE VT Y, 910 < FHRIEAREEIC 2D b0 L HEE
S5, B, d=0.2 mm, f=0.08 mm/rev DM TIX, 45-19.3=25.7°F%, BV < FYiH 5
MAZREIICEE L LD LT DL A2 ERT D, BRIETITo72 2 HOFERD S B, 2[E L
HIZENIEFTM~OE ) < FRHEICR L7HEE0, 2EE IR LG AEE X, 1E
AL CTLREKRE L7262 A, TEXBE2A LS H % — D7 TRT.

R22ITRIND LT, AR NS WRAETIZADAND, HIAZA 0.5 mm (ZH0
TibZ<OBRELIL, UHAHRN 1.0mmIZ72 5 & XNBEL 2o TS, ZRHOFRFIZD
W, X 2.8 (R OIAIWTE & T RO Z W T TIZE LT 5. UAAD 0.2 mm
D25 TANBSSFE R L o 7=D1%, K28@), DITREND L HIT, FICRAHEDLE
WHIBTOIHI 21T - 727212, BRNENEIY < FAERICHABEET5 2 &R TE o
TebDEZEZ LIS, ZHIZX LT, UHAZN 05 mmiZid &, K28C)irnsnd LD
ICRNIED A IATETYI 0 < FERD TOR D720, C USNADOTETH Y < FFHEI k)
LTW%. THCIZOWTIE, £ 21 DFENLHLETE 5L 9 ICTHEMORENEL,
1A% 0.5 mm BL EOUIHIARTIZH 2 B RdoTob D LB X HiLd. UHALN S HITHM
LT10mmiZZe s &, 28R END XU < TRk S D THE D OATHHE
WP L, TEHA LB TR LE. ZoZEns, RERUIV LT EFET LD
—ODOD/NERFENIETIIARAF D THL EEZEZBND.

728, SRIOMTEGOFRBENTIE B E I — ORI/, RO & TRICX
STHBIZKN LTEFMEITBN T, FEAEERE IV EELDZ RS EES
Bl < FHRAER ST,
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Y

Grooved rake face

(@) d=0.5 mm, f=0.3 mm/rev

Workpiece

Flat rake face [

A 4

> . - »
o & e o, M —

Guided chip

o

oA L
-~

Unguided chip

| 4

Grooved rake face

(b) d=1 mm, f=0.2 mm/rev

Fig. 2.7 Photographs of chips flowing on flat tool and grooved tool (Type B)

Table 2.2 Results of chip control with grooved tools

Depth | Feed rate | Chip flow angle | Types of tested tools

of cut J (by Colwell’s law)

dmm | mm/rev n deg A B C | D
0.2 0.08 19.3 A A @) A
0.2 0.13 18.4 A A @) A
0.5 0.3 28.9 o] O -1 0
1.0 0.2 48.7 X X — O
O: Two successful guidance X: Two failed guidance
/A One successful and one failed guidance —: Tool failure

_42_



Workpiece Feed

direction

Guide groove

Tool tip
\

(a) Type A, d=0.2 mm, f=0.13 mm/rev (b) Type B, d=0.2 mm, f=0.13 mm/rev

(c) Type C, d=0.5 mm, f=0.3 mm/rev (d) Type D, d=1.0 mm, f=0.2 mm/rev

Fig. 2.8 Uncut chip sections and tool geometries
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226 HEuEfrE TR

ATIEOEIY < FHEEORS OREREZBE 2, LHEHAOIMN THETENIENTI Y < F4/K
ICBGTE DL L, MRS/ S AR T b BIHIR YR & WA THa 2 RRTEOM
REA T 5 Z LA WIFRFLC, W 29@UTRT L 912/ — XMy ORI b > THEEOZE
NiEZ O THAZESR - BR Lz, BARmIciE, 7 — X% 0.8 mm, HJef 60°, #iT
11°0 K FEHEEE T Ho3 < Wil kg, Nz 50355, @&z 50 pm O 9 KD %
WIEZ U A Yy MNEEMTIZL > TR L. 7ok, UIHAAZEED O/ BRINTEMEC
LIS TE D LIl % DiEZE/INS LTR0um 95 & 11, K290)IIrT ki
KIBEAECHWERN RN K SIS0 IR OMER L & Uiz, BEORNIEE o
THRIZE 280 < FhnH oK %X 2.10 127~

BFS Lo gt & TR E, ZNIEOIOES 723 Wil &2 FF Ok TEZ Tl
FEHI 24TV, EERORNEOD R AR L-. BEIHICIE, HUE 3.2 mm, £ 150 mm O
FIBCIR D@ FEIESAAJIS:SPCC) & -V . INTERRIE, BNAE y=45° (X 2.6 Z2/), 7
<Ay 0°, EdihEIEREL 561 mint (WIHIEEEE 264-238 m/min), HJiAZ d=0.4 mm, %V §=0.12
mmirev & L7z, £ TEIZE TS0 < FUWHOKF 2B 211 1IR3, HICRT LI, 1
EKTETIEY S FH—ABEL, FEFAXIEIEES RVl LT, #ihEME TR

BRI S TREICHh o Tt Lz, 228, ITARICERIILIZYD < 2853

5 &, LTRSSV E#l LIZNIZRZANERR Eod 2l RPN ImESh Tnd 2 e %
8 L7z,

_44_



Grooved rake face
(a) Microphotograph (b) Cross sectional drawing
Fig. 2.9 Developed tool with guide grooves

Rotational Rotational
direction direction

Workpiece “ Workpiece “

Feed
direction
Chip Feed chp ¥ Chip
direction
Tool with Grooved tool
flat rake face Guide grooves
(a) Ordinary tool with flat rake face (b) Proposed tool with guide grooves

Fig. 2.10 Control of chip curl and flow

Workpiece E ‘
f

-4

Fig. 2.11 Photographs of chip flow with flat and grooved tools
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2.2.7 HEEE K OFFERC L DINT RO 71k 0%t

BIHLE D S EEN o TR ONE £ T < FEFEST L7200, & THRICEsTh—
OIH L FREF M OHEZAT O & & biZ, B0 < F2miE S 2FHER AR T, HEHIER
AT o 7. BT MD DR EEE 4 e BB & A OFER-HEA K 212 (7R T. 1A
T THEHO EICRY T 58O ANOEDE, SIROTY < F° L oz 558 L OB S
RO THERR L, FJEX 0K 4mm %5 ICEE Lz, O A0 LIEICHE < f5 B IT A
HNZEHELTH 208, BPICBEBRER T 2720, 4 >OFER R T o2MiEIC L. &%
WL, BRI CERUE S, 10 < Il 51 o Th LT 272 d &
ICREISNTEY, AENPOHDE TOREITN 125 mm TH 5. ITEAEIE, f)=0.2
mm, 0.06 mm/rev), (0.4 mm, 0.12 mm/rev), (0.6 mm, 0.18 mm/rev), (0.8 mm, 0.24 mm/rev)® 4 Fi
e L. 213 [T TENAE YOV, FEREZEOL LEARLEIRSES 2
& T, =45, 30, 15, 0°0 4 BepECA L ST, MO TEEIZ O W TERITE & FIRTH Y,
FIBRCIR 0 v B AESRAR 2k L C, 40T 2 BT DO ed| 21T > 72. 910 < F 2 FE
BOANANGHAE Tl Lica 2 ks, i L7Rn- o6 2 KAl L7z,
THETICEENE JEHEEE L, TR0 3 5% E LT, 20 3 571
53 < WE EICBITF 2RI FmER B Lz, ZONDOFIZONTE, AHRogn <
FTORNAE yK OV A p L RIARIS, FHhERE & T AEE e L TERT S (X213
ZH). BEL LT, ERLEIZOWTY, FEKAHN L TEINLAEMA CRERDIN T IR %
TV, OBy RIE Lz, ZOHRE0OTTOMEAL, 1ZIFEENOFMERL, U1 <F
G 8T 5 (RERCTHEA L2 TEFINERSATHY, AT S
[T EW).
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Grooved tool
Guide tunnel

Diameter
Polycarbonate Glass 5mm

Fig. 2.12 Guide tunnel with observation window for experiments

Principal force

Thrust force

_. n_._ Feed force

Rotational direction

Feed direction
_t__PaLallgl to rotational axis

Force angle
- on rake face 7 deg

Workpiece
Grooved tool

Guide t I L
uide tunne Guide angle

¥V deg

Fig. 2.13 Definition of angle and forces acting on the tool
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2.2.8  HEHAEIC X 2N TEBR R

FHER OISR L& ED 9 b, w=45°, d=0.4 mm, f=0.12 mm/rev THIV < 135
KA @i LAk AN 214 17T, 20RO, —HEERA@EE L2 <L, &
FTRHESTLED Z&1F2<, AR T £ TRL—XTFHERN Z @il L.

INTZAE, PERTRIZBIT 28910 < FHHAEy (RERIZIZN M DORIEHE), &U%
BREIBORA AR 23ICE L O TRT. RNAK I LITEROME & kT 5 &, y=45°
TIHETOZRMETEY < FRFERNZER LD, BNAENNSLLDIZoNT, #
WK 7272, RIS, LM Z LI/ 5 &, d=0.2 mm, f=0.06 mm/rev DSAET, & C
DENAETH Y < FOBBITHE LD, AT, B RKREWVEMIZ EEmAH L
FER & RoTz. ThUE, BNAENNSS, THAZRLEY BREWVIZE, BTG RNAK
DY < PR H R E A, BNIEIC X o THtH 7 & sk LIS 2 P 2 8 2 72
rHEEZOND. £, FHBOAONELRELZFObDLEZHNS. d=0.8 mm,
f=0.24 mmirev TR IN/TZOID K FOREEZER] L& 2 A, FHTHK 0.8mm TH 72D
W LC, AEBROFBEBEOAORESILLEmMM Thotz. Lo T, 810 < FHEITK
DYL7=h, 810 <T@l 5720 DORMITDRnoTc bHEEIND.

X215 128\ T, ZENAEy (FRHEAER 2370 £ (Force angle on rake face) A2 ¥ 9
WEEZRDL L, WTNOTHRIGHEZEN TS, BTFA TRV OBERHY, nZKT 5L
ySETREDT S L, 20BN ES K, ZRIEICE > TOY < PR A K& <
ZASETH, F<WVEETOHOTMIL, RRENENGELHEVEDLRV. Z0
A DFEIZ OV TIE, REOHY-THIT 5.

_48_



» -Cip passing through tunnel

Fig. 2.14 Guide tunnel with observation window for experiments

Table 2.3 Results of chip-guiding cutting with guide grooves and tunnel

Depth |Feed rate|Chip flow angle Guide angle ¥ deg
of cut i with flat rake
@ mm | mm/rev n deg 45 30 15 0
0.2 0.06 23.9 O O O O
0.4 0.12 31.4 O O A X
0.6 0.18 40.2 O A A —
0.8 0.24 93.9 O X — —
O: Two successful guidance X : Two failed guidance
A\ One successful and one failed guidance —: No data

_49_




3

© 60 | [ | | v ; .
50l SRS SO B 5\ /4
g 90 : : : o
P R SR (- 2 SHES
= s T :
830 }------ . =
s U 0 @ O | |

o 20 f--mor At A S R
I P : : :
10— == i i
® S | | | |

° 0 - - - ' '

S 0 10 20 30 40 50 60

Guide angle ¥ (Chip flow angle 17 ) deg

O: d=0.2 mm, f=0.06 mm/rev  +:d=0.4 mm, f=0.12 mm/rev
¥: d=0.6 mm, f=0.18 mm/rev  V:d=0.8 mm, f=0.24 mm/rev

Mark with/without circle shows angle measured
on flat/grooved rake face tool respectively

Fig. 2.15 Relationship between chip flow angle and force angle on rake face
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23 B E TRIZE 290 < FRATIHI O

231 HIY

AEITIX, ATETCEIE LB Z AR & L7200 < FURHSIEZ 1 S IE 7 e &
2TV (@O TRENUH T o RET V) 2FRZT 5. KrET LY, 810 <
T 7 1) 2 17 S AR L 72 EROUIEI DA I OWTRIAE L, KELIEODI D < RN
BIHI L OB BRGIEI O T35 BN TS,

232 BT AOHE

BAE 2 ORI 2 5T 5720, R /34 M Cid7ze < EARGIMN B 72 ZNiE % %
il L7z TEA HW TR 2 ocOHIEXOM Ta2x4% 35, 22T, il 2 RooOEiE
KOMT X, ~7 alZ/l7- TEUINHANER TH > TE O H D EIEIEE 7 A
ThdI LexaET. EEIE, WHIZRRENIED 5 M AN G RN B 72 N ISR T IR
B D721, AWTT R A REIHI ) J5 18 2390 RN TREL 72 IS AAER T, 3 Roth7e
I EEBEZ 2T NE R bRV, 22T, ZREPTZIIHMTHL GERS LD HEI0 <
FTEINFSIZREN) ZEERHEE L, K210 RS DH LI, 810 < THR5EET 5
Z e R E e o TR T 2 58 OUIEIBEIC SV TG 2.

2.3.3 MHEEMINI 7 1 & 2 OfENTET L [2-15] [2-16]

ZITIE, BETDIETNDOIERLE 2 HERINI T v & ZET T OW T HRIZHI T
D FRMTICAE R T 25628 L B 7 ML &K 216 (2R”T. KET /L TIE, 3 2D7 |k
NAEZ BN LTS 2 & T, 3DDORMOENARY bV (810 < FFEH TR, A REIEIT)
i, AW, #REHT 5. £, EERY VOIS SLOBR[R-1712E X2 5.
EREDFMEL Y, vIx, IR, Lo A BDENICH D, DD, § < WEER T
X7 Mn D EREDIALD L.

;. X (Vy X V)
Iny X (W X 5)

—

Ve =

(2)

St

WIS, DOBRR-18ICOWTE A D, EEEINTE Y < 9 & RO 51 -1, HE
FNFEF < WEERT AR @ <. AREIEID AL, T b0 2 HFROMICFEL, HEE
PN EBEBEABERT Z LD, MY L.
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7 =n, cosf — v, sinf 3)

%, BREIHI T mE & AT, ORI OBRIZ OV TEZ S, 2 2 TR KREA
Wrs itz M L, SIHIAGRBAEISHTmO 1 S L, mREAWISIGRICE A
Wi A C % LoE TR, ALY 2o,

7 = Vg c0s45° + ng sin45° (4)

7B, mITEAMEEEFERY ML ThY, 7= (7 x &)/|[ x g|ic ko TR SR

%.

22T, EROFEHIERS M ERKQ), (3), (@)EEN L CEMEMICi ZLicky,
Uy, U, TEARDDHZENTE L. b, UIHIKNHEE A &MV 5 &8 A B AT
Ay = A /(=T g) EFEN, AW AMIS 6 %2 VT, B AMIF, KOG 5] /)

El¥, ROLHICEEESND.

— Acfsﬁ

FE=—s—% (5)
y (_vw ' ns)

o[BI ©
N GERTY

E7o, MHIRVFENL, SRUBINE, OHEERs F Ly, IEEEVE AW, &
XD L Hrizksns.

Ec=(=F o)V (7)
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X

A Chip flow angle n

Rake angle «
Chip flow ¥

Chip

Cut surface

Rake face
z

Cutting edge

-
-
_,‘

Inclination angle

Workpiece
’ Cutting direction

Normal plane

Rake face

~

Shear pl
Cut surface

Cutting edge

/ y
Angles : Shear direction ¢n,¢i Resultant force &y, 0;
Chip flow, inclination and rake angles 17, {, &

Unit vectors : Cutting, shear and chip flow directions %, v v
Normal direction to rake face #;
Resultant force direction 7
Cutting edge direction e},
(b) Obligue cutting parameters
Fig. 2.16 Obligue cutting process and parameters

_53_



234 10 < FRNUHIT 0 & 2ROMHTE TV
FTLWEPESRTEIZES 2 RoctH| 7 et X Lyl THIZK 58]0 < FEZAGIHI
Tat A% 217 1T TLWEREG R E X, B0 < PR AT E) A ERR IS BB e
FrEen, Ziuk2koctidlE s (X 217@)2 ). AL TIE, BRI RO
e, EGIHIT A ITRETH Y, HEH | LT < WAddIE HIZ0°THD. LER-T,
HEPNENG AT 2 RotBIFI & 720, ERUINH & ERERGAICORKO T X LD,
L2 L, AN & i 72 i (Normal plane)s D 2N JE wi2 iHEURH 2 (X 2.17(b) 2 )
L, ZOHFMNCEIY < PR T AITRHIRICME X, FEREIATO X O AR g, Gakd)
HIZ1 5 m#E 3 IRTT DRy A R, ZHb D mINE, 2 DDA G, (FEERAKMA L FES) | 4
(HAWHERIA EFES) HDWEG, Il TERSND (K216(0)2H). ZoLx, 81y
ST, ZOWHIT M % ZNIEST AT 5 7= ® @ J1(Chip-guiding force) 73, ZEMNi#ED
MENASIMABND. ZORK OO, HEPBENGEOT S WIEEFIICHE TS/
1%, RENT O < OWIEEBR T DIES I EE R mN THEE ST . < »mnsEs
FOEIDIELS Z SN T2 2800, ZOWEDEFYS T WEHEREG D LSS
LICT D, ERICEERRY Mp, 2@ D L D ICEFEKL, U0 < P Gy, 2158k
LT BEANICENT, FRYT < WEERESFESS b, 77, Ba?RICIER 218 127
TRUGARD i, 2ok X, MM VEEEEA GRS R n 3OO & 5 1cFET
TERTE, MEACL > THRESRD. 0/ 2 ANWT, HOBKBRRE)EZR10)D L 5 ITEE
T 5.

Pa =17 X V¢ (8)
;:' =N, cosé + pg siné 9
7 =n,'(§) cosB — V; sinB (10)
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BITE CRb 7= AN 7 1t 2 Clx, 3 < Wl SRS TH Y, 510 < P

FRvAIARMTHD. —J, U0 < FTRNYEI 7 vt 2T, 910 < G v filE =
NCEER E 72 278, RN T < WERE LA F A, ERME 2D, 2 2 TAETIE, T
(AL - DBEREIYIEF L AR L, iy ofb 0 ICAE A 52 5. ZhIC X D, BRE
L, aahRaE RS, ZOREL LT, Y10 < PG ETICHET 25408
Y < FRWEIEI T bt 2 CTHRAET B EEHL T W OBRSE AW, ARk s
2155,
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Flat rake face

4

Cut surface

Chip

Principal force Cutting edge

Uncut
chip area

Unit vectors : Cutting and chip flow directions ¥, V.
Normal direction to rake face )

(a) Flat rake face

Normal direction
to rake face

Chip-guiding force
Principal force

Angles : Guide angle v
Angle of inclined normal force &
Unit vectors : Cutting and chip flow directions ¥, V.
Direcrion of normal force to equivalent rake face n.
(b) Grooved rake face
Fig. 2.17 Cutting process models with flat and grooved rake faces
Cutting conditions: i=0 deg, a=0 deg
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Normal direction
to rake face

—

R,

(_Erooved rake face

Fig. 2.18 Unit vectors on plane perpendicular to chip flow direction
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2.3.5 it IiE

RIEOMY , G910 < FTRNGHEI T 0 2O FIRE, EREIHIZ 7t 20854 & FER
BICRICTHD. MHESIZ3I SOOI b o b, L@ Z2XNW0)IcEEMHZ D Z L, 74
bb, T OE SRR ORD O ICAHESE FERN L, 2 V52 L 0B ThS.

B 7 m AR TR Y LD 3 DD MR EBEBOBKRAEK 219 1277, 22
T, BIHIAIA,, HEOFe, 3L WEIERT AR, BEEARIE, TRENINTEME, T
HIgAR, MEMEEE LChE X B D. AL T, R i=0°, 37 < WAle=0°T—ETH
0, FTOHEERFT MOEE AACL, RELERS 2505, BNAE W, Ak
EEE L THEZONDRETH LN, Z 2 TIEMTOMEL LTRSS < 9
Stk vskobhns., 3507 hARICL Y, 3O0DKRMRY A, 12, PO AR
DD TS, T e FIEZK 220 1277, 22Tk, HEAEEZFEELT3I DD
X7 MRENT-Tv,, ve, 72RETH. TOFIEE LT, AW Z2KEL, H(2),
(10) X v AR GIEI I Hry, £RX@XvnEREET 5. EROZOIdn Enn—E Lk
TR B2V DT, R erOAMEORE S ZREL L, ZORELR/N(ER) & T 50.%,
WL T Ly 7 ZEIC R > TIRET 5. HEAEED LT HOEX T ERFIAZHEY KT Z
LICEY, BHEENAEyCTORERERDD ZENTED, AT T, BEAEE 0°h
5 35°DHEIPH T 10T Lk S THREIT £24T 5 .
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Velocity relation

. Hx(V xV5)
V. = o GV | (2)

Chip flow _ Chip guide
direction ~ direction

*'Z

;5# ;5@

S

==P=| Force relation Shear -

p > 7 =n.cosf—v_sinfB (10)| direction Vs
Resultant force _,
direction ¥

- Maximum shear stress principle

—| T =V COS45° — ] sin45° (4)

where 1y =(Vixey)/ | vixe) |

Fig. 2.19 Relation among parameters in chip-guiding cutting process model

Assumption of & and v,

|

[
Velocity relation

Maximum shear
stress principle

Calculation of v,

Modification of Vv,

Calculation of ¥,

Force relation
Calculation of ¥,

Fig. 2.20 Analysis procedure of chip-guiding cutting process
based on maximum shear stress principle
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236 EMRUNHAZAT HIHEMNE THIC L 2N THEBRO 5L KR OGN

10 < FRNGIHI OBREIZ DWW TERBR R BRET 21T 5 728, ERREINIZEZNIE L TR
L, BFHENMAETINLEREZITo72. HkM 60°DH—A v P TEAZHWT, X29I1TxR
TRERNELZ VA YAy MNEENMLIZE> TR L. /=533 F A YEL FIRAIZK
S THIHI L CEAEIM N & Lz, 3 METEDOBI(y=0,30°) % X 221 (2§, £/, HilkD7-

DIZ, RENEWNES 2T WEEERUNALZET L2 LEGEIEL. Z0¥sRT
Wi, WM& TEOmMREFRCIZT L2720, VA Y¥hy MIEEMTIZXE > TERL
7o, T WiE B D RIZFEREEORBERM A 2.22 1271, 7ok, KIIRTENARE
0,15,30,45° L 72 5 K OIS CEBEEMAEZ ST, WTILOMETH ERRTIIL TS
AT ORI EEEIZRD XOICAE L. Eo T WaE AT 2 LEE O R D 45
FOWATE THEITOWT, R/ A 7 ORIEEIHI 21T > 72 INLERE, 3K/ 1 7
S 20mm, EA L mm ikt LT, < W 00, dkiF A 7°, FdhiEfERE 769 min®, £V 0.12
mm/rev & L7-.

REBRORRNENAE YT 45°TH DA, T 2 TN AR 2 BN R IZ OV
TERTD. w90 TIIRNE L ATRIEL 2 D720, MR7TL— (K21 28) 5.
T/, w=0°0D L EOZENIERIFE 170 um (X1 2.9 28) (XRZNAEEMNT 222D TR
%. HIEiCIT o T2 RFH O TEERIZIB T, G910 < FUH & HIET 2 729 , BIn<
TAMROFEHIZEANEDN 1 AL EFIETA20ERNH D Z EE2HER LTS, LIRS T,
AREEROTERINE 170 um TEIHIME 1 mm BE OB 0 < F &6 2 72 01213, BAIFIICREN
LT 80° K /NS WHIH E T DL ENDH 5.
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Straight cutting edge

500,
Grooved rake face | —-+
(a) Guide angle w=0° (b) w=30°

Fig. 2.21 Grooved straight-edge tools

Rotational direction | s B Normal force

— Normal to spindle axis Thrust force

Workpiece « Guide angle

~
o
Feed direction Y deg
Tool with guide grooves

Principal force

Fig. 2.22 Cutting experiment with grooved straight-edge tool
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237 HHEIY < F oo

o WiHEAT S LEEEMNE TRICE290 < FHMHOBE 72X 223 1277
X 2.23@IZ R TIEOENT HOEA, il 2 ool s 25720, EHRYINN & REE L)
FICEID IR L TWD. —F, FETETIE, WTINORENAEICEW TS, U]
D < FOMMHEITENIES ANIHRHE SN TWD 2 ER D05, 7l, SO T4 Ty
DFH—ABRAELTEY, BES R S T E2RESED7010E, FHEKE Ot
RPN EE Bbis.

10 < FURHAE i, 224@)IR T R 00, WH L2810 < F o3 < Wil (Back
surface) DEAMEE G- E 2 R D72, KUIRENAE p=30°CTHitH L7290 < TR 2R LT\ 5.
FT, U0 < FTOFT S WVHEMANCERE Sz ZRNTE O FIFE 2> & 917 F B #R (Straight cutting
edge) D M EHEE L. WRIZ, ZOHMLEMITICEIS SRR ORI NG, )
vV < P 71 (Chip flow direction) ZHEE L7z, Z 0 J51a & Wl AN OB T B 28R AN K4
FEENDYIY < FRHAMAE pz ME LTz, FENAEIZOWTIERE L, FEEERDT-.
ZOREREREZXK 22400 RT. KLV BNAEwERHAEMN—EHL TN b,
BRI UZZNFIICE) TR LicZ En3gnnd. 70k, B 225 (SRR L7280
< o B B FmEAI(Front surface) DEAMEI G E )N, W0 < FHH G AN FATT, ZNIED
R > 7o 72 MY 3 ES 2 2 & 3o 7.

BRNAEIZBT 580 < FE S ORGER RIS O AW A R R4 X 2.26 1277
FT, WMHLZUV LS FRESEZ~v A 7 m A =228 10EFHII L. Zo& X, FHUMED
5 RN S O¥-453 0.025 mm Z 5| W fEZ Y < FIESOREE E Lz, 810 <Fo3<
WG SN ZRERRICE 200 S FRESZE (b EBET 2720 TH 5. X 2.26(a)
(R END LIS, BAAEwy BSINT S, 810 PRSI TN D m 28 A
HIb. I, EAWT B, ¢ DRIEEICOWTIE, 810 < FIESOREHEENHH D <
FTHHHEZBH L, ZOEERT MANLURERESZ ML a5|< 2 & TR L.
226(0) IR END X DT, EEEAMAG L, BNAE w BEINT 512> THETHED LT
W5 ZAUIETROTI Y < FIE S ORI G L TR Y, B0 < PR A sl
LS HDBRT, DTFDRRBOHHIMEMET T2 28K TWD. Ak, HAWTH
ARG, BN ORI > THEHEZEEM L TV 5. ZAUIE 0 < J R4 EE o3
RICHIE L TN D.
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|
Grooved tool

L.

Flatr tool '
= w
.

Workpiece

(©) y=15° (d) y=30° (€) y=45°
Fig. 2.23 Photographs of chip flow with flat and grooved rake faces

Chip flow angle Straight mmm
R jcutting edge

= S i I S
=40 by X
B 30X
Chip flow §20f S T S
direction z 10/)( I:Range |
-7 s Avelrage

o
o=
x Il |
2 %770 20 30 20 50
© Guide angle ¥ deg

(a) Back surface of chip (=30°) (b) Measured result

Fig. 2.24 Measurement of chip flow angle by using geometries of chip and cutting edge
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Chip thickness mm

o o o O

¥ Chip flow
M direction

Guide angle ¥ deg
( Chip flow angle 17 deg )

(a) Chip thickness

Fig. 2.26

Fig. 2.25  Front surface of chip (=30°)
Flat Grooved | Grooved Shear|Flat | Grooved
(Average)|(Average)| (Range) ¢, | D> X
5 ‘ ‘ — S 30 —
3 X)I()K § 10 X
- s M4
2| gl g
T S0l
0O 10 20 30 40 50 « (0 10 20 30 40 50

Guide angle ¥ deg
( Chip flow angle 17 deg )

(b) Shear direction

Measured chip thickness and shear direction at various guide angles
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2.3.8  HIELIHIS) D534

£, AT WHOTELERNMAKE 0°OM& THZ MV, KERTOREY 2%
{£(0.03, 0.06, 0.09, 0.12 mm/rev) S, Tv V7 4 —ARGERD L HIZKRD=. X227 1%
HESNIEEINICH L. KITRT L1, Eo1EEER L, %0 0 mmirev TOfH,
FThbbry VT =2y CEORTWEEZFFSTETIIES75M 185 N, Hoh
FHF17.2 N, A& TETIEES /I HM 20T N, 505/ 182 N) ZH&G LT, 728,
PIBEDFERRTIIE Y % 0.12 mmirev T—E & L7z,

WIZ, BRNAEICBTDUE NPTy V73— AR D 2R, 0L EOUHIS
DEDZNER 228 (R, 22T, TP 74 —ARDE, EENAEICBOTCHRLETH
5EMEL, LD L IICRNAE 0B W TRIE LA MO RN A E OB/ 5% 5 %
RODDEUCHFIA L. ZOREE, AR THE LM & TROANLIT T CRERIC
M ENTREETH 7228, Ty P74+ —2A010 < RN &R LAV RIT E#I <
HELDHNTHLZENOHNRELWEEZ BN,

SN EEHINTHONTEE, JiRoE) Y < FRE O KIS KHIE L, ZNAED
Wi TE TS 2 A2 Ri>. —F, B|ESS) I ABERE G IMOSL57)) 1%, oy
INTHART—HLL /A E, ZOEITIRO LS IZHER S D . BRNAEZRE T,
ZOFNE < B BN REy ) F MO KI5, EOKIE, U1 < A0
TN RS AV D B, FOMHINTENAEIDE U TEOME 2 HE Y < FITmz b b.
FENA P p=30°1C 3517 2 TEA W Il < GIH1 ) D &R 5r 21K 2.29 123, ISR &
DN, TR & B OBEE S ) T RO BRI NS T2D, T WENOEINTHT

B DT RDORE NS NEZZ BIvs . ZOMMIE, X 2.15 OFEBRFERE —#T 2.

WIZ, BEEALL T AT WIS g %2, R0ty < PR LI OREMED 5K
Wiz, BRMICIE, A& TEHOBEEAAT, WE SN ARYININE 2 RNHESIRIC
L7csr7) (BT f &, RNIBICImEREICERE Licn ) (F<WmEEF) E LTES

) Fy EREWNIEICRER5TIN D 2 ODE ) |FE+N2nBHB =tan™(f/ |[F2+N2)& LT

Ko, X 230@IC T L9, BEABMTIENAE L O THRA-ETHDZ Lm0
ol WAKEEARIE 1%, TAWEEFETHD EMEL, EAWMERE A &AW
N EMBHEH LTz, W AMERE A ZHTHE CHIE S VA g 2 VTR, AW 13
ST BRI T E O AW T7 (g, )50 77 & LTRB) D BR0O 72, K 2.30(0) IR & 9
2, TAWIHEAWIE ) 6 1220 Th, BENAEUI IO THR—EL ko, BINTE

_65-



WEIHIZ a2 ADFHTET LV TIX, T v U7 4+ — ARy & RE LT-RZNA K y=0°CRE S
1M, p=27.0°, 7, =386 MPa % i\ 7=.
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=200 ; = = 200 ‘ ‘ . X
8 150 -_---_--_'\“OEQQQ,«-{-E--— o150t ----+---- \Qi—\):(-/——/—————t
S 185 R AT qpeust| 512170 RQ T Ty
= 100( //V//qzdl” m100/+/ " +/+/

gV g= g S0 T

a 0 17.2 3 O‘*‘———-18:2 ' |

0 0.03 0.06 0.09 0.12 0.15 0 0.03 0.06 0.09 0.12 0.15
Feed rate mm/rev Feed rate mm/rev
(a) Flat tool (b) Grooved tool (y=0°)

Fig. 2.27 Cutting forces including edge force components measured with flat and grooved tools at
various feed rates

= 300 , ‘ ,
S 2000 - x % X-| [_Force [Flat/Grooved
“910 77+_|_77-[-7+'|j Principal| P X
& | | | | Thrust | < +
"'..g "'i"*'f"'*"'i"*' Normal A *
O-100 ‘

0 10 20 30 40 50
Guide angle ¥ deg
( Chip flow angle 17 deg )
Fig. 2.28 Cutting forces excluding edge force components measured with flat and grooved tools at

various guide angles

Chip-guiding force 59.2 N

Resultant force
on rake face Thrust force

Normal force

Principal force

Guide angle
=30 deg

Friction force 1506.8 N

Fig. 2.29 Example of measured cutting forces on rake face at guide angle of 30°
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40 ‘ ' ' ' 500 : ; : ;
35 [>:Flat X:Grooved]| 450}
B0 % ox (B ixox X
S ""T"".r"".r"".r_x_ ke 3507+ R S

20 300f----F----rommb et

0 J ! ! l = ! J l 1

0O 10 20 30 40 50 0 10 20 30 40 50
Guide angle ¥ deg Guide angle ¥ deg
( Chip flow angle 77 deg ) ( Chip flow angle 17 deg )
(a) Friction angle (b) Shear strength

Fig. 2.30 Friction angle and shear strength measured with grooved tools at various guide angles
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2.3.9 SEERAES & ERT R O g

FREEBRIER LB R EZX 231 ICE LD ORT. £, T EEN N OMITRERIC
DONT, BNAE ISCUTTIREM E —B 2 Z &Nnmhoiz. LinL, RBNMAEN 30°
LLETIE, #IMEMITEET 200, SIEI) O EIZ SN L, HIEME & E &
JIE—E LRV, ZOHEBICOWTII®RET S, RIC, BESDOHFHHRIZONT, &
NAEREIML THMOSINTERE B LN LRG0Tz, T OBMIL IR
E—ELTRY, K215 OERERE L KT 5.

RNAEIC T DEE AATIER L — B L T D 2R3 Dhotz. ZORENS, #7
RBUTIRATET AN < FRAGEI 7ot 22 L<IBATWAZ ERNGho Tz,

AW A g, ¢ & ARREIEI) 516, 6122\ T, £LOHTHERT S, £, 6, 61FHE
L8N MM =y 7 4 — AW BRE L1212, MOS0 bROZ. 81D
< P 2 i D BRI AR U % J)(Chip-guiding force) D3 KI5 LT, RNA N HEINY
HITONTG BEIML, ZiUT Lo THRETAMAS B LTNE. 2RIk, A
WS K L, BRI oM Em &2 £ Ue b o LRI 5. KRS, RNMAE 30°
PLEDOFERTCTld gy 23 10°FEEELL T OIEF /NS A & 720, I OfFFTE S 20 s L
22 ENDD. 2IRTTHNCIBN TS, RREAMIS N Z 0 X SIS WEA
Wi % T3 2 B CITERAE RICABE L < D 2 ERMBLNTEY, KMBHTIZBNT
bIRBEDBRELE LT b L B s, 2o, IMLEROREHKNE LT 2 2F25
D, BN y=45° DFFFTHE R CIL, HEMAEBRETH LA, RNIEOMMREEEI )
RO TZIX] 2.32 O 72 £ FE E,=30°Th - 7o 7=, {EMImE B A U S45 5 5] /)
MPRTHoT-ZEREBLLND. Fo, BNAEREoOBICRIEINZT Yy U7 4+ —
2R ERNT, TRTORNAEOYAINAMIE L2 & biREZA U SR E L
TEZLNS.

WIZ, ¢ LQITHOWTIERLT 2. AR ¢ 1T A E OIS K0 fEHEA R L
TWo. Ziux, 910 < FHHAZREIRICHER L2 LT, ZOHMIE AW G b
BLIEZEZRLTWAD. GITENAEIZKST, X 0°THDH. Ziuk, FEES IOV
SN EZERLTWD., 2O/ E<220l%, ko X528y < 3797 H 2 5l
7% 71(Chip-guiding force) & FE#2 ) DEEELSy J1 )5 (DI ABERR ST IR) DR D3FERS D72
HTHS.

2pds, ARMRHTTIX, A RLYIEI) T E7 & AW T oy DBIFRIC, Sohm XA @A L,
PIHI = RV FE A% L CX 2.33 OFINEICIES WM AT - 7203, HEA AL T TV <
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PFIRH G VAT EAL LR o 220 E W L. TORERIE, + < Wil BICrER % 586
B X5 Z LIFUHI = R LR RIS 5 FRIcEE, HE A% 52 THEANTH
TIIZBAL Lo lol2d B2 Bhb.
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Fig. 2.31 Calculated and measured parameters of chip-guiding cutting
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RO.05

Average side surface angle ¢ = 30°

Fig. 2.32 Cross sectional drawing of guide grooves

( Start )

Assumption of & and vy

_

Velocity relation
Calculation of v,

Modification of v;

Force relation
Calculation of T

Minimum energy principle
Calculation of dE.(v;)

no

yes
End

Fig. 2.33  Analysis procedure of chip-guiding cutting process based on minimum energy principle
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2.4 IETIR & BNAE O/

241 H

ARETIE, 810 < FRNHIOFREZRM LAMFEOILRAE B L, & 2 SichAABIRE L
CENIEISH LT, ZOWBROETZRA L. INLEEIZEY, 910 <30 —v 2 il
THWPRICOWTIAE Letk, BRNAEREID < TR L OEIHIIC RIFE 358D
THHET L. AHITHELNLHERNS, WETERT 810 < F51EEIEITHW LA
STLHRHEMLEFEZRET D.

242 TR OLH

FENFEDOTE S (Depth), BED & 2 1 & ORI (Width), #8128 (B % 4 (Concave angle))
CERL, WAETEZRELL. 2oLl X, HES LHRBIZOWTE, #ificit L2 F
VI 72T £ P &,=30° LA & 72 D KO TR L7z, 7 —X:4% 0.8 mm, KA 11°, Rk
4 60° T 679 < WHAR DM 2.34@OEM TE (Pfl) (X LT, o3 VWil =
77 A NN L0 BNIEZ L7, BELEM & TRHOBm B &3 < Wi o B
GERZX24 TR, WEBRIZOWT, #i=PeE, EFR, R o QR B &R
WELD, I TIEHBOTDICEES bR L. £, BUHEOHE E, #hifilix R0.05
LLbE Lz, BRICOWT, TR A XSO X # 60°, 1HIES 50 pm O fhi#EE, T
HOB IR S 28 200 um & 72 % K 9 I THE A Z2REILK S w72, TH CIiXBl x4 100,
WO 330 um THIMR & B EZ SO ME CIEOES A 2 uim & L=, THD, E, F
[TTER CO—H&LE LIMEELR>. OMIREA 200 um (28 < Lo dhi#iies, & M4
112K &E < L7, BT 2 LIRS 2 150 um & L7-iEs 2 e TEICH L
7o. TR G I# i OB 21X 9 2 & TR S & 300 um & L7, £70, Bk Lo,
HNCFET DI RT AR D5 2 L TN THEICEEL2 5252 252, ETEDH
Sedehn TP AN 0°L 70D KO IR A T 7. EOBE, BT D R & & TR
FEASTHEAT50um, TEBT20pum, TEC, D, ET140 um, TE.F, G T 300 um
DOIEIZxF L TITo 72, S HIT, O DIZ, [AROBEEE T 223 L CRERNED VS
T VHEROTEZEWEL. RUNTHET S0, Eoedvmzsrn7 7 A
JFHNZ L Ve L 7=, 7pds, HNEICHOWTCHERME TR &b, KiFmo o /T 100 um &
R TR A8 008 72 2 KD ICBIA T 572 (M 234(0)Z ). BUWEDK L S OB G, T
ff&THC, D, E, F, GIE, NEOELND 3 mm %5 OFPHICENEN ST 5.
ZORNIBEDHFET 2T WVENTE D S FREMIND 2 LITFANHE L TV 5.

73



(a) Microphotograph of rake face

~—Tool edge

(b) Shape of tool edge

Fig. 2.34 Original tool tip with flat rake face and chamfered edge
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Table 2.4 Cross-sections of designed guide grooves and microphotographs of rake faces

Type Cross—sectional drawing Microphotograph
Engagement region
Curvature
o) Concave angle 1
A
Uncut

surfai:lelijde

L 500um

—
B
C
D
E
F
G
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2.4.3 iEfHE THIC X 2 INT RO FEKR O

WAL < FRRICKIZTREB LR T 5720, MLERZITo 2. HHEIM TSR
JEAESARR (JIS:SPCC) #C, EAE 150 mm O Mkf & L, X235 (277 £ 512, FilEEs
B2 xF U CRNAE w=45°lC 3 E LTS UIE 21T o 7. ILEEE2 3K 25 1277, 205
BT, BNEIZ L AL LR35 2 L 28 L TV D (2.4 OHHIM 810 Btbh
% YK sE (Engagement region)Z 2 MR). 728, HEO7-DIZ, FEoeT Wik EFFO T E
WXL CHRBRICERZITo72. 20 &L X, X 236@DE IV FiFE— L2 L,
2.36(0) D X DI TETFICE Y 1T =B FHs K 0 llE Shiciysr /) F=150.2 N, %
V9371 Fe=94.1 N 759 < Wil BICB < BEEE T J773 321°Th 5 Z L aad LTz, £ DFEE
BAOF T < P & —BT 5720, SEIOFEBRTIIENIEIZL Y, 45-32.1=12.9°
DOAELZTRHENRE T MELEE T L2 L 5.

_76-



Workpiece

Al

Principal force

Chip-guiding
force

Feed force Thrust force

Friction force

a_

Rotational direction

Feed direction
_f___Paﬁa_IIgI to rotational axis

Guide angle v
=45 deg

Grooved tool

Fig. 2.35 Face turning experiment setup

Table 2.5 Conditions of first set of cutting tests

Workpiece

Tool

Process
Cutting
conditions

Material
Diameter
Material

Cold rolled steel (JIS: SPCC)

150 mm
Sintered tungsten carbide

Rake/relief angle  0/11 deg

Nose radius

0.8 mm
Face turning

Rotational speed 561 rpm
Cutting speed IV 238-264 m/min

Depth of cut d

Feed rate [
Guide angle ¥

0.4 mm
0.12 mm/rev
45 deg
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Rotational direction
Feed direction
t Parallel to rotational axis

' " Thrust f F
Workpiece ey |2 q%%_zoﬁce
Feed force F, : ,
=941 N Chip flow angle 17
=321 deg

Workpiece

Flat tool Friction force direction
= Original chip flow direction

(a) Side-curl of cut chip (b) Cutting force directions and original chip flow angle

Fig. 2.36 Reference experiments performed on the original flat rake faced tool
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244 RIS DHHEI D < 37 & BIHIT) O gk

EFRARBIZB T DM ETHEA, D, FOUY < EX 237 12T, KOFGEL N
DI A SRS D BNTE O ST & 72 %

IZUOIZ, WHOEVEL T < WA AT 2 LETIE, U0 FI—AnET 5 (X236
ZR) OIZRI LT, WifhE THE G Tty < P B ERA T TLEY, KEPIAE LR,
il DOWEfT & THTIE, BAEICH > T TR L7z, 2072, ZNEICL 58]0
PTHHGEHIEILATEETH D Z L BMRTE 2. £, IS 005 L ) ICiED
THRICHS, HETETEO < Fr—Anmilans. L, ZORITENIER
TR ST, WMH L0 < T OH — L0 bz bk L.

AT T, SRAER RO RZAEIR O BICET 2882 R"d. F LRS54
D LTI — DR, GIEHITIORIEM, ZORIEM O RN U7 EEA g CEE ST D
HEMELK 238 IZFE L OTRT. 22T, &%, U0 < FIRHZREIT 2 ) Th LM
% #-4-J(Chip-guiding force)lZ & » T, 4 < WEEEH I ANHICTEE 2 E N TRENT DL
UWEERR TN L TV AETH D (K 2.17(h)& 1) .

F9, EBAEXTEAFICHT 2D AMENcONTELZET S, THAIZONT, YIv<
FTOH—ERHT DN g0oT-. F£iz, THAOHEBIREZMLEILK LT AEBIZD
WC, TEA XD I—VEMHT LI ENmDolz. 2O Lhb, BNENE 2D
LT, = OMBENRIIRE < 250, ERHREZRE T2 2 LIFUHNIES T 2K
BOWDIZERY, FECHIERY O/PNSWEHETED S FH—MTAECHL e d LRSI
5. LECIZHO\WT, LEB LT DL, RERE(DRNZ R 0hoTe. £z, L
HCLDAMETHE, WTHE TEDOINOT NI — NV EMHIT 22 Enahol.
ZOZENG, ERFEZ/NSS L, UHNZES T 2B HMT 52 & T, HES 2]
DTNMHT D AR L., &6, TEHCIZHLCHEAZRKEILETAREE
DNWT, THC KT DHE, IO TH—NANELGHL DI D nhrole. ZDOZ L
E, EMEORE MIINS<T52 LT, BENBICAVIALTEMEIZ IR TCE I — V%
MHTE s EEXLND. M T, TECIZHLTUEZES LETLEFIZHSOWT, TEC
LHET DL, B—NAPDOTNECEHLRDTEBmhole. ZTOZ NG, Y1 LT
=% b 2 WO R BER S DT 2 2 LR IND.

WIS, YA OFF & BEBIZOWTELRT 5. UIHINE LR FIZERD 10 s a8
DEFNBREL, E437), BEED), WAE A GRE)) @ EIREICE T 5 EEE
o FEo7), BEEINL, BREIIRIC L > TRES B L 2N Z 3G oTz. —J,
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SR JNTZE 0 K PIRH A ZEMSELRICEL L0, fE TETORRET D, EHEK
HBIERWLEF TROREWS, #BIR—ETHLHZ LR TE

HEAAZONWT, OO T ETII\ESIOME L2V 2DHECTHY, HFE TR
F A bREWA, M LRt ThrZenmnoic. 2o &b, U0 < Fi
(7=32.1°) ZWEJ5 (y=45°) (21T 28, WOMIE A HEIY < FITZ &5 5k /)
TRNEERICE > T T ETHDHEEZOND.

JEEE A I3 3P O FEEHT ) (Principal force & Chip-guiding force D& 7)) (Zxt4 2 BE#E ) &
ORENLHEH L 238HBM). £ THAKET L L, BOFBIIEDLLTRE <L
LW Z EWNyinote. 2B, MIEMROEENONWT, ALMENETH TR S0,
Ty VT — ARG EYHIIINGEREL TWARNWZ EREEL TN 5.

THEC, DTl L7280 < T3 < WEROBEMEEEE & Z OWrim ik % X 2.39 1Z5R
T WrE R OBE I, T AR U—VEEEEE AV 2. 810 < FoREFIR
2t L7272, ZorhiEidiEss & TEOWE (M) ISkHed 5. S TR S biRH Lz
G0 < FITE, BNEE R ORPERE SN TE Y, MEMENBEEICA VAT Z &
Do tz. £i2, K 239@)DTE CIlzoWT, Wik LSRR & B ir o T
T, ZOESMIEHNCEE LW TEOIEICA Y T 57280, MELORURD VI X0 #E
DIRIVAATEZ ETHALTEEEZEZBNA.
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Fig. 2.37 Photographs of chip flow with grooved tools
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Fig. 2.38 Experimental results with flat and grooved rake faced tools
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Chip flow
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: I

‘ SOOI!m

|

| 7500um
e

1)
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Fig. 2.39 Pictures of the chip back surface and measured surface topography
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245 ZENMEOLEE LINTERO LK O

ENAERGD < FTRIRECEIHINICE 2 5B 52 MR T 5720, 242 HTHEHLZE
fF&ETHEA C, DEHWT, MLERETo. T < WE B b L7z EEREEE OfdE B %
2.40 \ZoRd. FEHMEIHERER I of U CHRE T M) B RBRNAEE w=45°, 30°, 15°, 0°L 725 &9
(CHEE A BCE Lo, #EHIAIE S45C o AR THMEHEN] &2 4 0 K LIT o 72728, BRI
119-114 mm OFIPH TEBR AT o 72, LKA R 2.6 ITR-T. UiAAL d £ikD f DA,
f)% Set-1(d=0.4 mm, f=0.12 mm/rev), Set-2(d=0.25 mm, f=0.25 mm/rev)® 2 $cff: & L7-. 723,
D=1z, 242 HTHEM LZEOBENTHIZHOWTHRIKICERZIT 7. TDE X
DY < FHHOB T ZX 241 (T fiH L7280 < FI3RFEREO T —1LTh 5 2
xR Lc, UL, TETIEROMAToNTENFHCILVAELZ. 2oL, T
WV B < BB A < FRH M & —E L, £&MHEThr=312°, 180°THDH Z
EEMEER LT (K 240 2H). ARIOERTIX, ZBNAEwEOY < FIRHAENIMTSR
RCE VB, 2O OMEREETREIICIRE A MEEETL L&D,
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Workpiece

|
Feed direction « l

Normal

[Set 2]

Principal force

Thrust force

Chip—guiding
force

Feed force

Friction force

Rotational direction

Grooved tool

Guide angle
v = 0-45 deg

to rotational axis ?x Original chip flow angle

=18.0 deg

n=231.2 deg [Set-1]

Fig. 2.40 Turning experiment setup

Table 2.6 Conditions of second set of cutting tests

Workpiece  Material
Diameter

Tool Material
Rake/relief angle
Nose radius

Process

Cutting Rotational speed

conditions  Cutting speed I/
Depth of cut d
Feed rate [
Guide angle ¥

Carbon steel (JIS: S45C)
114-119 mm

Sintered tungsten carbide
0/11 deg

0.8 mm

Turning

769 rpm

275-287 m/min

0.4, 0.25 mm

0.12, 0.25 mm/rev

0-45 deg

_84_



Workpiece

(a) d=0.4 mm, f=0.12 mm/rev (b) d=0.25 mm, f=0.25 mm/rev
Fig. 2.41 Chip flow with flat rake face
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246 ZEHRAEZICKT DT 0 < 3L UIEI o g

Set-1(d=0.4 mm, f=0.12 mm/rev) TN £ y=30°, 0°12 81T 581 0 < FIRH O % [X] 2.42
R, Teks, BNIELFRIEKIOA G M TH L. Kb, HNEMEICK T80 < FI3%
WNIEIZIR > T T2 2 &3 ainotz. £, ENARE w=30°TILh — A0 s, HEE
SHREY S FTRFHL, py=0° TITEDHENTE I NI —ADBELDHZ B ghoTe.
RIZ, Set-2(d=0.25 mm, f=0.25 mm/rev) TEN A y=15°, 0°1231F 5810 < T Ok %
2.43 277, Set-1 D &[RRI, HIEAHT CIZBNIEICI - TRt T 5 2 L 3o 7.

INTARCEAG L7280 < —ARZ2HE LT, SIMTEMIC LT 5 AfllELze =
OFEO MR E K 2.44 (23T BNMAETHEST 5 &, OB T RO
HIA L= ASROU ) < FHHIAE (5=31.2°, 18.0°) L RANMAE pit —HSHL L)Y <

H— M LS\ L R R TE T , AR E TR Tk 5 &, Set-1 KUY Set-2
ORI CHER & TH D 28 b B W —VEIHlT 25 Z &8 0h o7, KT, Set-1 Tlih
32.0.05 mm* LA FOEAROG Y < F i L. —5 T, Set-2 TiEh=E 0.05 mm* L Eo
g0 < F LT, LR CIZBWN I — Al RAMRNENAE (15°LLT) 237
fEL7Z. Ziud, HETOHICEET DEABDPRE LI ZE 2005, Set-1 K0 LI
D D/hEVSet-2 T, X245 1074 X 918, BIHNC G- DAL L ARE D72 < 720,
PO FTEMRTLINN[/EY, I—LEFRFLELbOLHERERIND. LR >T, G
D OREV Set-1 THEMBEORNTE D T, UIHNCEG T 2EABILI AL LERD, B
WNAEDEAGIZ L DB a2 < 72 273, BIHRY O/ &> Set-2 TIHEMFEDILWTH C T
I, AT LIARE LR, TORBEZTHVEHRIND.

5377, BEEED), Ba 1 3 5 pk sy OWERE, WIEME D DR L2 TEHU) OBE M,

BEE A BR OV < WNE LD H 8y [ 2.46 KON 247 ICE L O TRT. B/ ERITHONT,
ENAENENLLTHOR—ETHLZ B ghroTe. £, EOBNTRICHAT, 1E
& TETIIIMT @A TH o7, Zhid, BifioEES L v RE OO EREMICE D
S22 & T, EIARPIOENIN[2-19] [2-20]1 L, RNTHICHEIMEZEE S 572084 5 J103 R
BN L - L RSN D, IZ, WEINEAROE Y < FHiHAEEZEr L LT, £N
ARSI 5 Z L 2R Lz, U0 < PR ZRH T 5 AN REWENAE TIX
Wi E TH A O$iI/1ITTHE C, DICHARTHOI NN & bERTE 2. ZOHifl
O, BEHAOBEEAACOWTHERRTH o7z, 2078, Hiffi & [k, BHEA
PRV E TH C, DOFRMEGI 2L L SE/L 2 Lmnolz.

WIZ, EEOBEFICKT DEEALIONT, FERNAETHBT 2L, Hh—ET
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ooy, HEME THTHET S L, BRRAKICERZRKTAED, C, ADIETHEOHEE
THEHIDGEBABIRE LRI ENDhoTe. UL, FEROZEFESIOHEMT L VI
NOEMEL 720, (RO & TE GO L 528 < F o281, TEXKBICE
HARRVETSH) BEHT 2 RMEBOIMOMECEENNEM LI Z LT, HEMEEE LS
HloeEZEXOND. EOD, /55 108ME, BREREBEEDOEMZEL VAT
TR INS.

ZHCR LT, W EDOTIAEAL, BRNMAEOHINC L0 A FDT 28R H 5
2, BAREOBWTRLFELTHL Z En3nholc. ZOEMEIE, Rifficit Lok H1g,
EWES AN AL 2 —FT, U0 < FilHEREIT 27200 h3nby, £nb
DHETDH1-OTHD. 728, ZBNAEOEINIK UCHAE D3 5B HIZ OV T,
WIHTHT 5.

ARETHLN - SRERRE R 27 ICE Loz, #iTiE, KA D X 9 ITERE LI
S LEOESIEMFrep bIBFL LT, rep 2 b9 2 &, O T H (Ordinary) 2 5 1+
T B(Chip-guiding)|IZZZ 45 & 145 1T 11-34 BN 5 Z & N oo 7z, i, o’
FRaasse <, WS, BEANROIERRTIE, B0 < FoMENM 20, I —/ L4l
PHRDRKEL 2D, ESINFMLE N EE2ER L. 2B, ZoHRIE, KEBW
TEY < FRIREIANC X 2 G117 & OB = L F OIRBEN R A a3 2 I b Vv 5.

!
N Fp(Chip—guiding) - Fp(Ordinary) %
FP —
Fp(Ordinary)

100 (11)
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U
Grooved tool S :.m

() w=30° (b) y=0°
Fig. 2.42 Chip flow with grooved rake face (d=0.4 mm, f=0.12 mm/rev)

(a) w=15° (b) y=0°
Fig. 2.43 Chip flow with grooved rake face (d=0.25 mm, f=0.25 mm/rev)
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Guide angle ¥ deg
( Chip flow angle 77 deg)

(a) d=0.4 mm, f=0.12 mm/rev

—-0©---: Type A (Grooved) --—}--: Type C (Grooved)

~—3—-: Type D (Grooved) <] : Flat (Non—grooved)
£025 £025
£ e ' Set-1, l S ) | ‘Set-2 1
AN B A N
5015 - -N-r--- k- mr oo P K015} --Nt----r---- -
ool g 5 o1 O o
Soll g oo Tl B O o
5005; -+ Bepmog  Soosfx- BH
@ I T — w)),\,x © I | | |
g 0 e 0
a 0 10 20 30 40 50 a 10 20 30 40

Guide angle v deg
( Chip flow angle 17 deg)

(b) d=0.25 mm, f=0.25 mm/rev

Fig. 2.44 Measured average chip curvatures

Uncut surfa/ce side Cut surface side

(@) Type C

(b) Type D

Fig. 245 Engagement regions of workpiece on grooved tool edges at guide angle of 45°
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~—-©--—: Type A (Grooved) ---[}-: Type C (Grooved)
-—3—-: Type D (Grooved) <] : Flat (Non—grooved)
<300 | , . ‘ = 300 . . ‘
8 : | : | Q : | ' |
s2008———p-+——p8 - - = et R e e Rt
SO - 8B LEzOO e m s
.§-100 e e S .% 10 :*T—*O—i** -
E 0 | | | E 0 | | |
0

= 3
8200 | | | | M30§‘_—:\\ | | I |
5 I | I l ) = ' l l
'-9100 S R N R ?.015 ””T‘}'i{g\”’T””T””
an B : l | S 0 : :E‘*‘i\ 1
£ Freg |5
S0l TR El 0 e
2100 S — a0l ‘
© £
b b0
'850 I I [ '84%:‘:? e I
D SR S SS ERO IR R S R AR - )
e R . 1] 7 N S I —

| [1v] | 1 |
§200 @ 210
2 0 ' ' E c ! ‘ ' !
w0 10 20 30 40 50*=° 0 10 20 30 40 50

Guide angle ¥ deg
( Chip flow angle 1 deg )

Guide angle ¥ deg
( Chip flow angle  deg )

Fig. 2.46 Experimental results at various guide angle (Set-1:d=0.4 mm, f=0.12 mm/rev)
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---©---: Type A (Grooved)

--—}--: Type C (Grooved)

Chip-guiding force N

-—3—-: Type D (Grooved) <] :Flat (Non—grooved)

<300 ‘ , | ‘ = 300 ‘ . ‘
3 el 1 ® | | | |
EZO(ﬁ“_‘?_TF_‘:Ei&TL;?' __Tf__;L‘_—fB_ EZOO :;__;_é"T______________
© | : : | c ——
.%100 ———-T-———T————T————f———— 2 10 '::T‘ 4Trﬁ—--551--— -
-E -(—J | | |
QL_ 0 | | E 0 | ]

51
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M

)
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S
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)

=
-&c.JD | | | I %040 | |
Q. ____3_____#____#____3_____ 30 R B S R S
ERY e e N oS @ @
2 3 ==yl (B2 Wy
c | | | | © 0 | | R -
9 e 0)_;(010 T e e
g} [ I I O o | I I
-2 ' ' Sc () 1 ‘ | |
L 10 20 30 40 50%° 0 10 20 30 40 50

Guide angle ¥ deg
( Chip flow angle 1 deg )

Guide angle ¥ deg
( Chip flow angle  deg )

Fig. 2.47 Experimental results at various guide angle (Set-2:d=0.25 mm, f=0.25 mm/rev)
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Table 2.7 Results of turning tests

(a) Set-1 at guide angle y=30°(=Original chip flow angle)

Cutting | Tool| Principal force | Froce change | Average curvature
process |type E. B N rate ¥rr % of chip 2. mm™!
Ordinary| Flat 144 - 0.098

A 160 +11 0.079
Guiding | C 192 +33 0.035

D 193 +34 0.0062

(b) Set-2 at guide angle w=15°(~Original chip flow angle)

Cutting | Tool| Principal force | Froce change | Average curvature
process |type E. B N rate ¥rr % of chip 2. mm™!
Ordinary| Flat 171 - 0.10

A 189 +11 0.080
Guiding | C 210 +23 0.12

D 211 +23 0.049
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247 10 < PURHEIEICAE 5 9 < Wil R S A,

ENAEyDOHEIMC LY, T <WE EONAERRES B Lo L1E, RIfEY
AIECHERE L=, & 2T, 7w U T L2 2 & 2585845 0T B (Tool
with flat rake) & ##4F & T.H.(Tool with grooved rake)iZ1F 28] 0 < 2 RIF$ H1RFR % X 2.48
RT. P, OBONTATNT LA &, GHIANE & &AM NEIXE—HE NI EET
D72, REBROMLEIENGERSA 00, 3 <A 0COHEMARLIHIE B3+ 2 LN TES.
ZDLEDOG Y PHHITI &I O RS ZBHL TR, ek, KR035 HE, X0
FrE G TH Y, BEAAZMY PR ERmE RD. —HT, WtET
HTE, 810 < T OWiH & R0 Hcimbl+ 2720, BEAF I 5. o
DFCIE, W 5810 < FOFH A T2 N 0 < FIAEAT 5720, BIEE HE
IIE &R 5T 5. BRI, RISRT X 918, NI3f — FosEN BICERT 2 e 725,
ZHUE, BIEIE S0 < PRI RN TREARNIA L, T ORAMTIEICEE L
T BIIA T E DR N /T IE, Clo D BN B BT-DICE LS. fE-TC, ZREMETE
LEOBIRIIMD L 512725,
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Flat | Grooved
Principal force E FE,
Friction force f '
Chip-guiding force| - N
Shear force E; F,
Resultant force E E

Fig. 2.48 Forces acting on the chip in ordinary and chip-guiding processes
(Top view to the rake face)
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248 FHERICE 2910 < FRNTIHIOMEE

10 < F5IRGIAN X 2 GIHI 77 K OBIHI = 1)L & OARREN IR 2 MiEEd 2 I TE 2 ik D
L7280, FERHOETHY ST EZHETLIMIEREITo7-. 242 H TR 1 —/LZ 4
il L7z & TE D &, X212 (1R LICEFERIEE 2 Ao, LSRRI 2.6 & AkRE
L, F&MFCR L TO < FoFEL 3 ERAT.

249 FHERR

G0 <Pt ALy (X240 20) & RBGERZ L LOTER28ITRT. FHEICIEL G
P U 7254 (w=0°, d=0.4 mm, f=0.12 mm/rev)iX 1 > D 4T, D5 Tix3E & bk L 7=,
AIMLFEBRTYH, ASROWHITFITIEWENAEZHHIC SV T, 910 < FRAEIENZ D)
T2 EEMRTE . KL, 910 < F2EEE I FERN TR E > Tk,

T, 23 TRLEEIIZ, HAETH AT, UiAA d=04 mm, %Y =0.12 mm/rev

WZBWTENAE =15 LA FORMETIIRT 22 b oTc. ZNHOERERLE, U1V
TH—NORERR (K 244) 2T 5L, =3 0.1 mm* LLFOGY < FRRNE
2> THRHT 25AICIE, FBEIRT5 2 &R0 ho7-. R 0.1 mm™ LLFOYY
SPTIEFFEBATERRIHESH, FEBKHAOETHEI LN TELLEALND. 1T
ST, WETHEMIT 200 < FEIEGANT, 10 <FH—n 2 bl L& ETH 5%
& THD, ZNAEW=30°, UiAZ d=0.4mm, %Y f=0.12mm/rev TIT9H Z &2 5.

7P, KX TEHHRFTE TWARWD, FETERINLTIY S FOMERTKRE S
JE U CRRERME R NEREEE T2 2 & T, FHEICKRIDT 25M6HEE H D REE -
ERSHEDZEEFMRTHLEEZOND.
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Table 2.8  Results of chip-guiding cutting with type D grooved tool and guide tunnel

Depth | Feed rate | Chip flow angle Guide angle ¥ deg

of cut VA with flat rake

d mm | mm/rev n deg 0| 15130 | 45
04 0.12 31.2 XxX1O|0O0|O
0.25 0.25 18.0 ONNONNEONNG

QO: Three successful guidance X : Three failed guidance
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2.410 B0 < FRAEIHI DA RNZE N A EEHIH O

UHEAZ K ONE D IZKT 280 < FERANGHIOFFERIC OV TG 5728, O
THIZRT 2910 < 5 H J5H(Original chip flow direction) DHEE 247 - 7=. HEEIZIZ T EH
STk L BREIRT OBIEL Y 2> BRI D B D Colwell HI[2-14]% F V7=, Colwell HIIZ
AL X249 273 K DI, INLRTOHHEIASF i (Uncut surface) & T E DR A L,
N 4% OHEHIF 2% 18 (Cut surface) & T HRJE DAL 5 B ZfE A TZ AR TRE 22 7 ng) v < 4
i e 72 5.

TH =222 0.8 mm lZxt LT, BliAAd KOWED f 248488 Loy < FimitAaEy
R, K250 OFHRERND, 250 f OBE Y L8EAR d OZALDFHFBEIY < Tk
HAEEZESED Z En3gmotz. £z, 10 < P A E 7=30° D 5tk T o T EIA L
d 255 0.2mm, n=20°OFMTHIUTYEIAZ d 25 0.1 mm L ESETH, noZ k% 10°LL

IZMA 6D 2 ENRnhote. FHEDERERNG, BNMAE wb A ROU A nd 4
FEFES 10°LA R T 0 < FRNUIENZ AT 2 LGET % &, AR OUNAZZEAIT IR IR AT
BThdLTHEND.
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Uncut
surface
Guide groove
direction

Feed

eed Original chip flow
direction

direction

Fig. 2.49 Chip flow direction in ordinary and chip-guiding processes
(Top view to the rake face)

0.8 50

ey}
E 40 ©
E0S6 b
H 30 &
S04 S
-2 g 20 g
+ ‘ (-
& 0.2t 10 e
a S

0

0
0 0.1 0.2 03 04

Feed rate /' mm/rev
Fig. 2.50 Calculated result of chip flow direction according to Colwell’s law
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25 #ES

ARETIE, U0 < FERANTHEIZ FTTREIZ T 21 & TEOZRNIEIIR & £ 015 m 238 v
P, 10 < PR, OEINCKIZTTREBIZOWTHE L. LTS, IMTER
B OB TR DA R E E LD 5.

[1] A& TR K 28 EHIIN TR 5, BIHNZ G5 2 HJeICEE S 150-300
mLﬁlwewumwiéﬁ%%%ﬁé:&f,%ﬁ%ﬁ~w@mﬂkﬁﬁﬁﬁ®ﬂﬁﬁﬁ
BRThDZ AR L. RIS, T <WHICEERERRICHEAIEZEKT 5 & TAEX
BRETBH N E NSt

[2] [1]0Fn RIS E, FHERTRIIR 2 48 0.05 mm O fh#R THERL L, & E 50 um D#E4K
WA E TRAZER L. ZOWM & THRICHERZ Y (17 72 EEIN TR A 1T - 7265 R,
BiAZx d=0.2-0.8 mm, 1% V) =0.06-0.24 mm/rev DOFEPHIZIBWNT, G0 < 23558 23838 L
810 < FRANUIHNC DT 2 BNAE yNFET 5 2 & i Lz,

[8] EMUINHNEAHT HEEEMN & LTRSS L2 < FRAEI T ek 22T L%
MR L7z, Ak < PREHIAEICH L CMElT 2 AERREVIEE, T3 Hms
L T o7z, 70385, MNTET WC X DBUEMATCIE, TflAEN 30°D & &, F4570
HEINIL 56 % Tdh - 7-.

[4] ZAEMIEADY < FEMTN I LT < ORI ERESI T RENT O < W RER
J7 B ERNTEIT A EE R AN CTEE, 810 < FHRETmIEE OB mICEE SN D, 2
T WVHEBEH O XX 0 GREIHIANME B & Aed ARG AR L, ZOfSE, HEEd
AN g0 3B D L CHIBN A A5

[6] ENAEy ML TH, < WE BT 28H0)mIE, KRE<B Ly, Zh
1%, BRNEAIE2G) Y < FE2MSNRERT2—77, 910 < FITE < BEEMEE, Thbol)

FNATIR G DT D720 T 5.

[6] ZKWEOZE S 50-300 um, [kE 173-693 um, B & 4 10-111° O#GH THRUE U 7= &
THAZ X D8 K OV RSB DI T I2Bx %, H1iAZ d=0.25-0.4 mm, %V f=0.12-0.25 mm/rev T/ T
S, M L7ZE0 < FIRAKROPERE RS, ENEOERS 92 um, [E 200 um, B &£
10°CTH LM ETHE (CLAED) T, I < Fh— Nz b+ oZ &2l Lz, £/,
BNAEUIOWTE, EOMONTEIZBT 200 < FRAE L BT H— 1%
bHMHT 5 & bR L7z,

[71 EOMNTHELEARSD L, EEXTAEZHND Z L TESINIINT 2 TH S

TEEME L., ok, WA TAED ZRMLESGICAELLESNINRbREL, #HD
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HEW T HZxr LT 34 % L7-.

[8] #KEMIZHEARTEIY < FH— VDA LS WRFEHNR LT, 1#EMETHD LHEKE
AW SR TR AT o 72, ZO/RENS, AROEIY < TR & BNA KD ZENRN
RR21°TH->Th, 0 < FAFERLZEEL, G0 < FTRNTHNCREIT 2 Z & 2R
L.

- 100 -



2.6 ZE IR
[2-1] I.S. Jawahir, 1988, “The chip control factor in machinability assessments: Recent trends”,
Journal of Mechanical Working Technology, 17, pp.213-224.
[2-2] J.D. Kim, O.B. Kweun, 1997, “A chip-breaking system for mild steel in turning”, International
Journal of Machine Tools and Manufacture, 37/5, pp.607-617.
[2-3] T. Shi, S. Ramalingam, 1991, “Slip-line solution for orthogonal cutting with a chip breaker and
flank wear”, International Journal of Mechanical Sciences, 33/9, pp.689-704.
[2-4] B. Worthington, A.H. Redford, 1973, “Chip curl and the action of the groove type chip former”,
International Journal of Machine Tool Design and Research, 13/4, pp.257-270.
[2-5] Nakayama K., Arai M., Kondo T., Suzuki H., 1981, “Cutting Tool with Curved Rake Face — A
Means for Breaking Thin Chips”, CIRP Annals - Manufacturing Technology, 30/1, pp.5-8.
[2-6] E. Usui and M.C. Shaw, 1962, “Free Machining Steel—IV: Tools With Reduced Contact
Length”, Trans. of ASME Journal of Engineering for Industry, 84/1, pp.89-98.
[2-7] P.L.B. Oxley, 1962, “An analysis for orthogonal cutting with restricted tool-chip contact”,
International Journal of Mechanical Sciences, 4/2, pp.129-135.
[2-8] N. Kawasegi, H. Sugimori, H. Morimoto, N. Morita, I. Hori, 2009, “Development of cutting
tools with microscale and nanoscale textures to improve frictional behavior”, Precision Engineering,
33/3, pp. 248-254.
[2-9] Sugihara T., Enomoto T., 2012, “Improving anti-adhesion in aluminum alloy cutting by micro
stripe texture”, Precision Engineering-Journal of the International Societies for Precision Engineering
and Nanotechnology, 36/2, pp.229-237.
[2-10] Enomoto T., Sugihara T., Yukinaga S., Hirose K., Satake U., 2012, “Highly wear-resistant
cutting tools with textured surfaces in steel cutting”, CIRP Annals-Manufacturing Technology, 61/1,
pp. 571- 574.
[2-11] T. Obikawa, A. Kamio, H. Takaoka, A. Osada, 2011, “Micro-texture at the coated tool face for
high performance cutting”, International Journal of Machine Tools and Manufacture, 51/12,
pp.966-972.
[2-12] Kiyota, H., Ttoigawa, F., Nakamura, T., 2014, “Experimental research of micro-textured tool for
reduction in cutting force”, Key Engineering Materials, 611-612, pp.1258-1263.
[2-13] ¥ HORM, SRAJNSCIR, PAfEE - REBAT 7 2AF ¥ I X 201 T A - 810 < PR oAt
FE P AGE AN DS MRS T 5028, K% L5433, 81, 5 (2015), pp.452-458.

-101 -



[2-14] L. V. Colwell, 1954, “Predicting the angle of chip flow for single point cutting tools”, Trans.
ASME, 76, pp.199-204.

[2-15] #EAZE — : 3 ROCUIAIBEREIC B9~ D58 (B 1 ) -BURIIHI 7 m & A 0P &~ 7 |
Mz kb ER k-, K 172, 68, 3 (2002), pp.408-414.

[2-16] E. Shamoto, M. Kato, N. Suzuki, R. Hino, 2013, “Analysis of three dimensional cutting
process with thin shear plane model”, Trans. of ASME Journal of Manufacturing Science and
Engineering, 135/4, 041001.

[2-17] M. E. Merchant, “Basic Mechanics of the Metal-Cutting Process”, ASME Journal of Applied
Mechanics, 11 (1944), A168-A175.

[2-18] G. V. Stabler, “The fundamental geometry of cutting tools”, Proc. Inst. Mech. Engrs., 165
(1951), pp.14-21.

[2-19] RN THK, KA B : SR O BARZ TR, A ARSR T2, 18, 6 (1979), pp.432-438.
[2-20] /NERHZEE, A)IZFE], NERE, FRTIL—, ZHEEIMT ARG, BT 2R,
2010.

-102 -



HITE GV < THIRGHIORE

ARETIE, 910 < FRABREZ A 7280 < F519REIANC & 2 GIHI 7 K O8I HI = L=
DIRBEN R DN THRF 21T 9. 3 2 BOMLERTHEOLNREND, H#AE TREOZE
NAEZAROG ) < FIRHAE L —BEEL LUV < FhH— a2 bMfil+ 2 2 & &
wlilc. 2T, ARTEHIORERNAKEZMGE L2 < F51RGIH OBAEA#T & 1T
FBRIZE D TORHIRETEL, BONTMRERELLDD.

B, KEONEDO—ERIL, W3R OATHT & JFFEFhm L[1], [BlicisfisnTns.

31 #E

ARETHET 2HNEIZOWTET. PO < F51REANZ 3T 2 BIHI ) & OEIHI =
FOVX DR, TSR OB AT 12 X > T S22 LTV H[1-58]. AHFSE T
RELTWOHEMNE TRICEZ80 < FRABEEZH 7280 < F5REIANC BV T [AkR
WZHEHE LA DDy, HILOBFFERR RN DWW I TR X 2 WiEr &, 58RI L 2 EEE
D) OFAF % BIE LI E T WA K DBUERATIC L W AT 2. s, 10 <FRW
UHNZ Lo TEPNTZ D S FEAHEEL, RN ZA 5T 2810 < F 5] 52 & (Chip-pulling
device) = H\\ 7= 8]0 < F5I5RGIHI DM TEERIZ L > TE DO R EZREET 5.

3.2 FEOENFEIZL L2800 < T 5IRUIAI ORI
321 FEOUIY < FHIRGIHIERR D kK 0%

LS SEME L7=8) 0 < 51EEIEIFER (X 1.15 2fR) 2FiLC, & TETE I NIZ
G0 S FICFBCTERNDEMNGTHMLEREZRALL. W& TREICK> THEKOH A E
THEINTZUY S FTERCFTHIEL, WHAm (BRNIESM) I2h> CFBTED%E
5. U7z, 91AZ d=0.2 mm, %Y f=0.06 mm/rev, ZZPN4E »=30°, LHfills% 317 min™ (3
DG REO SRR 72 B EE 1 146 mimin) & U, oI T4H1% 2.2.7 TH & FERIZ L7,
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3.2.2 G1v < F5IHRGIAI O KB R

HE L7-BIHIA 04 Sy (K213 2/) 2 3.1 (RT. & TR K 25DV
JNTRE(Without pulling) & Fe~C, 8EJIf 5 L 72N TRE(With pulling) O BIHEI T 1%, K TR
i (O TIE 238 NIZxFL T 130 N ETHW) Lz, 72, JKETRT XA
THH L7280 K FOEE t bRFITRT. RHPEN L =069 mm TH o729 < FRES
MR GAZL Y 055 mmiZid L, EHIENZMET 5L 037 mm ETHA L. =
DENY K FEEIPRELSFD LIERERNG, 810 < FITHER T 2B 2R THET 5
LT, BAMEMARESED L7cLEZEX B, UHINROUHNCET 2 =2 L X 4 [H
BRICK & D Lz EHERICx 5.
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Without With Without
pulling pulling pulling

1=0.69 m\m 0./55 mm 0.37 mm

—

—
o O
o O

Feed force

Cutting force N

&)
o

o

Fig. 3.1 Reduction of cutting forces in manual chip-pulling cutting
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3.3 W10 < PRI ORAE
331 IV < FHIRUIAIZ v & 2O E T L

810 < FUHH G 2 51T EIHI ) R OGITH = b & 2 AR S & 2 2D Rl CTHfiafig
PRz E V&S 5. KT THWD#ITE T VIO THT 5.

2 EOMLERTHONIAERND, BNAEZAROEY < FHHMAE LB
LU0 FTH—NERBMEIT LI EAMR L. ZhEH 2 Boly < FENEIHIZ
nt R (¥ 217(0)2HK) TEZ L&, ENAEw=0°IZHY L, K32 7-T7rEXET
NEipD. ZOFETMIR LT, U0 S FSAHET 25N %E, B0 < T v
MEE, ZO5IENCEIDEBENOMZEZZBR LU S FHIRHITn k2 2E 2 5.
ZoLE, RTONEIBEF O x-z HRIAFET D2 &b, 2 ko AWIHEE T /V[3-1]
THT 22 LM TED. Ledo> T, g CIE, 2 ket AMEET V& HVTEl <
TR 7 vt 22OV TEAT 5.

FT, UHINOEHIZOWTHHT L. 7 <\ Aa, TiAKd, GIHIED, BE#EAR, HA
Wi AWTE It & LT & &0 2 Rt AMTEET Vv &, T < WIRIEA T H MRS Z 4 5
L7810 < FRBRUIHIZ mE AET VA2 ENENK 3.3@) L DO T. 2D & X, geHltf
MNAER T 28I E HEIZEAMAGE IV TRADD L HICETZENTES., 2Tk
LT, U0 < FICBIRN Py MERT 2 &, B O—EA M S, X 3.3(b)Ind &

21T, G0 < FEIEGIHIRE OH AW MA & OV BT D EE#E £ (Effective friction angle) 1XZ41E
NG, BT LT D, Zokx, UHIANEIZRA3) L%,

. T.bd 12

" sin@cos(@ — a + fB) 12)
. T.bd 13
" sin@'cos(® — a + B.) (13)

ZIZT, U0 L FHERUIANCK T 2 AMAITIE, R AKIS IR (Maximum shear
stress principle) & /s 2 /L 3 (minimum energy principle) ® 2 > ZFIHT 5. Z D & X, 013
T W Aal RENTOBEAL NLRO D Z ENTE, TN (14), (15D L HICES
n5s.
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9 =45+ a—f, (14)

Q' = 45°+ a/2 — /2 (15)

T Wa, BiAZd, GIHIED, BEEEEMAB, W AWEEAWIS Itga AISEE L, R
T OBEEAR, 2 BB THITOIBIEIE, FaRHD &N T&ED. £z, < Wmickd
HIEHIE,, BN, SR F\2iX, BEEEAR, Be % MW TH(16)-(18)235 v 32> (X
33(b)z ).

E, = E'cosp, (16)
f'= pull = E'sinp, 17)
f' = E,tanp (18)

Kz, 810 < FEBRYIHNCE T DA 3L F[1-58]DFE I DWW TRHAT 5. 728, K
HTEHT < WAa =028 L, T<WVHEICKHT ZEENS & ERNT BT 570D, ELOE,
%, TNEIE, B CRLT D, BARFHY7Z 0 ICUENCES 5 =3 0F (GIH= 3L
(Cutting energy)) E &, F3HE, (£72I13E) SUIHNREV 2 HWT, K197 6RKDH% Z
EWTED. £, BARBMAZ0 IO K FRIRICET L2201 F (GlRTR/LF
(Chip-pulling energy)) Epy;lE, BIHESIF,y & 910 < FURHEEY. Z VT, KX (20)2 6k
HIENTED., Lo T, ZUHOZRAFERAET DL, MTICET 2T KLY
(BIHI| 42— = /L (Total cutting energy)) E; TV, HQ21)E725.

E. = Fp 4 (19)
Epull = Fpull Ve (20)
Er =E;. + Epull (21)
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Grooved rake face
z

Cut surface

Principal force

Uncut
chip area
A
Workpiece
Unit vectors : Cutting and chip flow directions v, V.

TV
Fig. 3.2 Cutting process models with grooved rake face

Cutting conditions: i=0 deg, a=0 deg, =0 deg

-108 -



Shear plane

Depth
of cut d
Cutting Workpiece
direction
L B Yy
Normal force P Friction force /
to rake face ‘7 on rake face
Resultant force £+  Shear angle ¢
Friction angle [ Rake angle o
(a) Ordinary cutting
New
shear plane
Depth
of cut d
Cutting
direction
Normal force o Friction force ,-
to rake face ™ on rake face 7
Resultant force # Shear angle ¢
Friction angle f3 Rake angle «
Chip—pulling force 7.1  Effective friction angle p.

(b) Chip-pulling cutting
Fig. 3.3 Cutting process models without and with chip-pulling force
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332 fEMTITiA

FEATIC A L72Rb AR 2 3L ICE LD ORT. NI OBEERMAL, A 2% & LC, JIER
AN 95 43° 6 10°E TR ST L & D5l &, IR RO 3L X DK % 3K
Wiz,

2%, 2 WorH AMIEE T /VIZB T 5 86AZd, SIHIIEDIZ SWTIE, REITTITo72/ —
A 0.8 mm DOFEE L E A W2 SN IERI O LAt 2 6 IR Ko 7= BARRIIZIT,
PN HOBERE S 200 & L, UIHIERZ 2N NGRS THRET L Z & TRk
R ZREIR D JE S A Rd & LTz, 7z, BEEAR, B AMmE AW Tl 20T,
YCER O T B CHMIE S 7251 9R I Fpy=0 N (T 331F D YIHIJIF,=237 N, f=219 N, N T. B
(ST B FEHE Y < FOR &6k 72801 Hi(Chip thickness ratio) [3-1] 0.18 % FIV T HiH!
L.

Table 3.1 Analytical conditions of chip-pulling process

Rake angle o 0 deg
Depth of cut d 0.0534 mm
Width of cut b 0.898 mm

Friction angle f3 43 deg
Shear strength 7 720 MPa
Effective friction angle . | 43-10 deg
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34 )0 < FHIRIEEZ AWl < 5 REIAI O REE
341 1Y < FHIRERE DOk
810 < PN G 2 51T EIHI ) R OBIH = 0 L F AR S 2 20 R IO\ TN LS
BICEVIRET D70, FEEHOE CEINZE0 < PITHmICE RN 25885
G0 < FRIREEARELE. EFice—7 (ER40 mm) AEE S 3.4 12735
MRAETE 23R R K N ORI E Lz, BIRATOEI Y < FURHIEE X D &V E#HE Tr —
THEHRSE DL Z LT, N S Fakh R B oalB N AN 5T 52 LN TED.
ZD2o00r—F | XTNRBETER>TEY, RERSIENEZMHELTHEY < F-n—7
HTHEDLRWEIOMT ) (77 77)) AL LX) ITITRORE 25 L7z,
AREBRTIE, 20— 13X 7Ry 7 A (g :2) 2 LT —=RE—% CH#EhZH,
RELIEY—RE—FORHELZRANL—TTHIF L. £/, =ra—XZi b e—FEER
HWEE (VB REWIGEIX, U0 S PIHEEEICHEY) %, SIiREEO TIZERY T bz
JEERE HFHZ 00 < FUITHER LB 18R &2 JIE L7z,

Il

3.4.2 810 < FHIEGIHI 0N T EER D Sk K O

F2EOMTIFRTHY < Fh — & bl L72k5 R (A & T.H D, 24 B »=30°,
UliAZ d=0.4 mm, %V f=0.12 mm/rev) &Kk L7-%K 32 IR LEMET, h—RE—XF
BEEE A B SO0 < FHIEMHIOM TEREZTTo 72, TEE FICHEY 1 72E
BB L0, IMTEEOEINI A &2 HIE L.

2E, AREBROYWHIIMILGIERIZE D < O3 L MEIRFEM (J1S:S10C) &L, m—
7 AR O ERRIZ X0 BIHEE 2 133 mimin IZ3RE L7z, £/, lgooic, g1 <F
FIRAERE DSV RREDO I LE (810 < FHELEOH LI (T 728010 < FFHEMLHE
BR) ZFEML, T L0 LHEE LR

?
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Servo Motor

Chip Guiding
Tunnel and

Cutting Insert

Gear Box and Workpiece

Rollers

Encoder
Rollers

ller Gap

(b) Front view

Hinge Shaft

Gear Box

Rollers

(c) Top view
Fig. 3.4 Photographs of chip-pulling device
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Table 3.2 Conditions of chip-pulling cutting tests

Workpiece
Tool

Process
Cutting
conditions

Material

Material
Rake/relief angle
Nose radius

Rotational speed
Cutting speed V'
Depth of cut d
Feed rate [

Guide angle v

Low-carbon steel (JIS: S10C)
Sintered tungsten carbide
0/11 deg

0.8 mm

Turning

215 rpm

133 m/min

0.4 mm

0.12 mm/rev

30 deg
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3.4.3 EBRAER & MRHTRER O ik

FF, MITERTHE LN < FO—EHEEK 35177, G0 < FTHEDHEIT- -]
DL FTIEHFRIE ST, BlIENZE XD LRAOICEDLL Z N nhoT-. £, HAIZkk
RTEREDOYIY < T OHFNHENZ L 2R LI, ZHORREND, I TRAHE OYIHIEL
MO AOWIEREN D Lo & PREND.

WIZ, BE LY —ARE—XOHEIIY Y < 95|98 (Chip-pulling speed)|Z#a% L T,
30-51 m/min & L7 & D FER I KROGIESOREREO—EH %K 3.6 (Z~d. 5liEZE
25 Z&T, Fo ORI R TR L2 2 L R T & 5. B2 53R IFp & L,
Fhts L 7= ERAE R A 3.7 I0F LD ORT. KITIFE ) < FHBEDHEIT o7z & OFERE
Fpuu=0 N DALEIZFE L7z, IE LIZ8IHIE IENE, 58RI Fpyy D¥EIMIFEN A L, /s
Llp ol b EDFETIFY =504 N TH D Z L2l Lz, Fiz, 10 < FHHIBHEVIL,
Bl Py |6 U CHIINT 5 Z L & RERLTZ. 22T, T 0 a0’ 0 & &, 208y <
FURHDHEY, K OGIHREY O & A B A (£72130") ORI, F(22)235% v 32->[3-1].
KT LV RDOT-EAWAD, 0'1F, FIHRIIFypyy PEINTIS CTHEINL, RENT OEEEMAR,
T T 52 EaERR Lz, 2D OFERRRIZITER MR —ET 22 L nhoT.
2L, REAWIS RIS TRD TZUIEIE JIF,, FOfRHTERIL, FEERER & K&
RENDoT. ZAUL23.9 TR LBl (e KB AWS I3 K o AW D/ 72
FUROTFHNTEE LYY ERICTHLEBZX6ND. Lo T, RETHITICHWZEIY
< TBIREIHI 7 v 22T/ L0, BIHIZIR0E0 0 < 373 s B S | 2 B3~ % s A 4k D il
TR A15G2 L HITE 5.

WIT, 3.7 OEBERICESHTHEH L72X 3.8 DR D, KT ALFE(IZON
THRETT 5. I = RV X EAZB BRI Fypyy DHIMT AN L, BRIV FE,,,, 135N
L7273, YRR R VFRETED Loz, 910 < F519REIANS X 2 BIHIT = L 2 DR
IREWRTHENTE . £, TROLOEBBERIL, EROUIEIGHOZEDREE
BRIIE, TR MR BT 522 L bR T o2 N TEL. b, UHIEREE EA
el (E2iZUIEI) 680 < FWmELs R L, 5lRNEZZOWmEETHREL, B
SFNTID D 513G S 0ch, PR R 2 X 3.8 D FEIIRT. 22T, RAMOYIHIIIT
T L7280 < FOSRMEIR, PRVWRFEFETHDIIZEET/NEL D, KRFEM
[JIS:S10C]Ti% 1000 MPa FEEE TH 5 £ B 2 B AH[3-2]. = d 1000 MPa (Zxf LT, ARZFEERT
B0 < TN B 0o 1FH AR T H 500 MPa % FIEI- TV =D T, 10 < FITMEWT L72h-
lolHEEREND. KV RERBIRNEMA, YIEIOEBEIREZ RO 256120E, 810 <
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FHREET O ATREMEA B E D72, BIRORERFIERLE R D EZEIBND.

BB, AREBIZI VR L7280 < F5RIBIOR R 2 MR T 5720, 515 SIFu,=0,
50.4 N IZBII A KM RLX 2 33 ICF D, FiiE, K(23), YD EHITERLT-
IH = RV FE e OO RV FEL OB NS rge, 1 bBRR LT, 15c, 12D, W10 <
53BN (Chip-pulling cutting)(Z & ¥ 81— 1 /LFE (13 38 %idd L, SIERTRAFE, &
Mz 79| &= %V FEAT 30 %32 2 i3 gnodz. 22T, EOBWT EGIER
TTRIIER L E, ERTIOMEMNErgp N RK 34 B THo7oFK 2.7 OFREFR LIRS 5.
Trp=34 %I L CHIHI = /L X O Frg =38 % & 0 H/hS WS, BIEI4T KL E DN
Lrer=30 %ITxT L TIEREIWZ ENSholz, BB TN R 2 (PREIM )
HEEES) 28, IITICET 2UHIET R X CTHER Lz & &, 810 < FHREIENC X v 1
MLBsEs26n5. 20, 90 < FofbFmsHE#E S, ) 0.1 mm!LLTFo
G0 < FTHFY Y < PTRNGIFNCHET) LIZfiE O EBREREZ R E 2, TO®RMENTE
PR E AT S5 2 LT, GIHIDIMAMmH L5202 L RWIRETE 5. FRI, Akob)
D < FIHEAEICENARE 2 —BSERFTRUE, #HFETE A OX D 2Ri#ERES,
PHE AR REVREAERIR T L8 < FRNDHNICRIT 2 L TRTE, 4o hownE
Tep 2T E TH D D 34 %25 11 IG5 Z ENHIFFCE 5. Led-C, TS
(ZA D TUIHI N Z I 2 2 BRNIERIRZRIRT 2 2 & ¢, 910 < F5RIIAIC X Y 4]
HI 2T L X b SEH5 LB cE 5.

¢ = tan™! (%) (22)

Ec(Chip—pulling) - Ec(Chip—guiding) x

TEC = 100 (23)

Ec(Chip—guiding)

ET(Chip—pulling) - ET(Chip—guiding) x

TET = 100 (24)

ET(Chip—guiding)
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300
200

Force N

o

Fig. 3.5 Photographs of cut chip without and with chip-pulling force

Set chip—pulling speed
30 {n/min 4i2 m/min 5/1 m/min

e
0O 02 04 06 08 1
Time s

Fig. 3.6 Measured cutting and pulling forces
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‘Maximum shear stress principle

----- :Minimum energy principle
X :Experimental
S 800
S = 600 Original procesS~_ | | |
£ 1323 N | :
o 400"
% LYE‘ 200 "--y-‘r—-)i(a’-g.--—-.—.ﬁ_—::.’_‘;;’_‘;
w | | |
3] 0 : ' '
\2 3 ; | | l ;
_gtf 21 T""T_"_T""T""_Tr______;;i
o 4 l____ _L_..g.-_-qlgg—_zz';l,'_":-_':'j_-_--_--: _____
§'§1x »x & x X x X *:&(l.—/
On 0= ' '
o 50
2 &40
© T 30
s S 20
2<10
2 0
c
.0 50 | |
£3 10 X x\
O30 TR X e N
.:IZ_':@ZO S T
g 10—
& 0 ' | | |
I 20 30 40 50 60

Chip—pulling force fu N

Fig. 3.7 Measurement and calculation results of force, speed and angle

- 117 -



X

:Maximum shear stress principle
:Minimum energy principle
:Experimental

B

S
o

o = 300

= 200

o >

_é%n 100

56 0

£ 31500

51000

O >

= & 500¢°

IR= ' l .

= o 0 '

n

0

o 1500 ) l ; .' ;

46'; Q_‘U | | | | |

o S 1000
= & 500} - e
= [ _______.-o--"""' |)Q(X *
Qb f—etooxX .

2 0 10 20 30 40 50 60
&) Chip—pulling force fu N

Fig. 3.8 Measurement and calculation results of energy and stress
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Table 3.3 Results of chip-guiding and chip-pulling cutting tests

Cutting energy

Total energy

Cutting | Cutting Chip—pulling | Total cutting
process|energy F. W Chanéj g/ite energy F,; W energy Fr W cha}rﬁe%ate
Guiding 526 - 0 526 -
Pulling 326 -38 43 369 -30

(Minimum)
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35 fs

RETIE, AROEIY < FREHAE & —BT 2RZNAEEXIRIC, G910 < FHIREHNIC
£ B GIEI ) J OB = L DRI RSOV TIEA L=, LRI, 0L 35R M O
TrTHLNTEHREELDD.

[1] & THELFFERKIOMA T < FElREEZ W2t < F 51 REHI 0N 32
BRC, R NEmRNTIBWHDSELZ LITHRIITLHI &4 LT.

[21 SRS, BIEI AN, 810 < B D N, A WA 235800,
SAENT OBEEA AT 5 2 L1380 < FEIRUIEI 7 v & X E T L QAT I K0 ENE
NCIE—8d 2 2 2R LT,

[3] 19 < FHRGIHITIEES ORI X U= 3L § 38 W58, 5lES
UL FIEHSE L2 & T, GIRICET HZ=RUXBENT 5720, ThixGgoit]
HIET RLX T, BIEONE X|ZHART30 %D E7eD 2 L aiR L.

[4] HF2EIBNT, &S TED TESIN M BEMLIZL S, 910 < FEATIHI
WL OHI = LR 3EM L7, EOBWT B LiEME TRICL ML T2 &, 4l
HlET L1300 < FHRGHIO TR RKREWHERH VED. TO0, T1) < FREN
EIHNC 31T 2 53 DN A 40 245 5 ZE NI O8I (1] 213, & TR A O X5 Zelfnnk<,
B Z AR E WRNIER CHIUZTIHI =3 L1 1L %Oz Hivd) NEETHD.

3.6 =&k
[3-1] WA, LWk, Faff SR - ZRaEEIEIn Ta7, 37 HAR, 1984.
[3-2] FH—2E, HANE - B0 < F o ERER, FEEERK, 29, 9 (1963), pp.39-42.
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BAE iR

K X O T, FREREOCEME LT, BEIHEOREUEROT-OIZRKD B
% BEN BRSOV TCRE L, (D#REAL - /N b, (2)8THnE - ATZSkERE, (3)E B -
{rEEZhM I m T 72 BB B EATICN 2 C, AR EOBLE D, (@)EE - mhesR
b, (5)Hik T35 - I LMD BB - AR MLETHD Z L AR LIz, FZ, 4), B)D
FHREYT TWHERE LTOY S FRFAEZTY B, ZhaAR%ET —~ & LTIV
ATIERFEIZOWTEBA L2, oo < FRUE OB A ik 3 572, 810 < oWt
D5 HEE UCHGLELDOZ 2 AR Lic, A TIIZOB R Z4EL, T < $s
ARG D720 TR, GIHIA R OOIE = R v F SRR L2 810 < 351 R )H]
(Chip-pulling cutting) D EELA RIREIZ /2 5 Z L @ L. Z OB, NETER IS
P10 < FOFHZ T 20BN H D AICOVWTIHR L. TREAREICT 5810 < %
N EJHI(Chip-guiding cutting) 22 L, £ OREARN 22 T7RIZ OV TR L7,

F2E T, U0 < FHEYHIZ TRl 2810 < F LR NFRE(Chip-guiding function)iZ |
AT E TEORRANFEIVIRE OGN EHEETH DL EFE X, ZAbREIY < FHRH T,
1o < FRAR, WIHINC RAZ TR OV TN T SEBR R OB EMEAT I K D A L7z, 2N
JHEOPEE 50-300 um, IR 173-693 um, BH & 4 10-111° D& CRUYE L 72t & TRIC K 5
R K QRSB DI TFEERIZ L - T, 810 < — vz bl 9 2 BRERIRIT, EW
WEOTRS 92 um, [k 200 um, BHE 4 10°CThH D Z & il L1z, 7z, A7 d=0.25-0.4
mm, %V =0.12-0.25 mmirev TIT > 72 IRFHO M LEBR S, M2 AKOTI) < Tk
HAmE—HSEL D — VTl EnGELZ L bR L. E6C, BRI NEET
5810 < FRAGIHI 7 1 & 27 I X 2 BAEfET T, 810 < R DT & iR 513

SrONTEEMT MM TH D Z & BMNIT L, FREIAEN 30°0 & &, 24577115 56 %
T 52 LaER L. Ledio T, KETHIZHERENS, 10 < F5REHENTE A7
5 RBNIEIR EINT &M%, RNTEOTE S 92 um, [HIFE 200 pm, BH &4 10°, YAz d=0.4
mm, %Y f=0.12 mm/rev, EZNAE y=30°1ZRET H I LN T,
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FI3ETIE, B2 ECIRE LEMNE TRENTREEZX5E LT, 910 < FRIKHE
A 2 72810 < FHIIREIENC X 2 G117 & OBIEI = 0 L F OARBEN R DV TN B K&
OBUEMATIC L 0 FRA L7z, A& TR EFERITMA TEY < F5REE 2 vzt )
< TBIEGIHIOM THER T, FH0ERKT3I8 WEDSEDZ LITRNTHZ L a2RL
7. ZORERIE, BRI DEBEEOMBEZE LT < $HRMHI Y e 2271
(2 K D BT & EVERNC — BT 5 T LR T E o, M1 K PUTBIRA N ET L2 L
T, BIRICEST 2} VB3I 5720, MTICET 208 &= L Tl 5 &
Y10 < FRERNUIHNZHR LT 30 %325 Z ERnhotz. —FHT, HOMWT AL
THZIEET 2 L OHI= L1334 N 2560365, 0, UHIEZ R LX%E
WEOMNTHIY S S 572010, WHATOEY < PR Tm & BNAE LY X
iz LT, BNENEL, BHEARRKREVENERICEE B2 E, WA THE DI
DOTRE 92 um, AR 200 um, BH = /A 10°7> il & TH A 1OTE S 50 pm, [HFE 173 um,
P& 60°~DAEH) 752 LNEEND.

UEDZ D, 10 < F5IRAIZ EBT 272D E R i < FRNGIHIO H K%
AL, WA E THELFHFEKICMATHY < FEIRERE Z W80 < F 53R EIC X
v, B0 < FRHOHE T TR, UIHI R OUIHEI = 2 VMR 2 2 L AR L,
ZOEMMUTEEZRWELEEZD.

B2, B0 < 51RO BT & R RIS 7o OIS B e & RN A LT, W)
0 < PRI E & GIHHRHLORA 720 T2 <, YIHIAT RV X ORD b EFICKEBLT
HT2ITIE, MTEENSEIEI B2 L, BNAELAROT Y < FUREMAEIC
HEh CEET L1 2T AORERNLIN/R D, ZOVAT ALY BNAEOHEIE
PAREICZ2 0, T E TR DIZ LM< U0 < FRWMNICHRT 2 LER 0 25729, ik
& THRIC X 298I 08Nz s+ 2 2 L3 c& 5. 7, YIHID - BIEIE Az inzx <,
SlAET) - SIRHE AT 2 2 & C, UHIRZ R L X 2RT 52 LR TE L. 20w,
Wt 72 5 1R = RV OEEIN 2 B AL/ BIREMHICHIE L, B xRN TE21T9 2 &
WTED. IbIT, HHIMIIEMNT 22 NWEOUHINNCER L, TRERRE L@
LG AREICZRD LB BND.
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AU, MRS S H R AT D 7223 6, ENIRKFHEANG BRI LR 5eRt o
MR (W) AL, MEREE £ LD bDOTHD. AfEEED D BT, £ DA D
THE - SOV EE LI AL L0 S 7

Al BRFRFPE LR HARSR “Bd21E, D TRV, RO L S -
BIRS bR TVl E £ Lic lERBREO AR G 2T MR 5 A TWVeZE £ L2 L,
FB MmO VGBS E L Qe & E Lie 2 & ARG L BT E .

AL ELDDITHIZY, T - IS EE E LIzRIEOSA, SR SURHE, Rk
Hif%, SARBRMERSI B L £

AT A D DI 8T 0, A L 3 L MINLREE Burak Sencer B2k, #EABFFEE O FIEEZBIZIIE,
ISR O SCRYEDINIZ BV TRELS AR — b L Qa2 &, E78E A HRRE 1T T
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