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1.1 ERBREE (GDP)BXUAAEBLILHDAERDEEM

X 1-1(a)iZ 2016 FEDSeHE 7 4 [E (G7) D4 H GDP %753, HAD GDP 1349 5
JERVTH 2 i1 THY, GT OHFTH LI THHZ LTI THS. LorLiznb, [ 1-
1)t EoIT, EER 1 AH720 (2016 FERF S TO HA AN DIEK 1 {E 2800 /5 A) 12
BE T DL, GT OFTHHARITE 57, G7 LSDEDL EH DL CIXE 33 izl
720, fEE U CTOAEMEDMENWZENE RSND. WO R GE2T 5L, 124k
PEE ] EXEDR T E R TNDIEERL TS, Fiz, 1970 4035 2016 HFETOD
HAD% H GDP BLOG7 NH1T5H HAD GDP Lb#H 4[] 1-2 (27773 1980 4
HHARD GDP 13& EAL, TO®%RLBIEICELET ERMEMICH LI LMD,
GDP LEsRIZEWTIE 1996 FEHZET ISR Z > TWHZENDND. ZHET
DENFERE O, HFREHE IS H D OFIE Y =7 HERTFIZED, A AR ERRH
A OIR FMERIRENTEY, ZOBRNOOBENEFH L72-> TN,

APEMEZE ] ESHDTENBB LIRS TWD HARTIES AN, SO EE72> T
WHEEY, SEEEO T THD T En L2IEE ITEA TWHONRBURTHS. [ 1-3
ITRBE IV ABSN TS T —2%&TEIC LTz, (a) 2015 4EEED A 43 s, (b) T
D 2040 47, (€) 2065 D N M43 Ai% R~ L Td. 2015 IR0 CTliE, 7@ A 0
(Z8>72% 15~64 1i%1T 61 %, 65 Ll FICHT=DmE M 1% 27%FEE Th DAY, 2040 4F
121, 15~64 %1% 54 %, 65 % LL i3 35 %, 2065 AE(2i3 A 111340 8800 17 A E Tl
DL, 15~64 %1E 51 %, 65 iLL ki 38%L7eh T4 Th . 2018 EBIETIZ,
BoOMRENDID T 2 DEFIZIDIZAT O MG TRV, OB
RITEE - TET, [HOSKYKE |2 L2 TETRBEO T - Fen Kb >obh 5.
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Fig.1-1 GDP of the Groupe of Seven(G7) in the fiscal year 2016.

35
mm GDP

- —e—GDP ratio (in G7) 1 30
s 1 25 S,
- e o c
- ‘ S
: P 20 &
L (ol Y
B A _ oot o
- pee? 15 2
- o ©
[ ¢ o
. 10 &
[ O
- 5

0
O AN T OO ANT OO ANT OOVOANT OOON T ©
NI~~~ 00O OWMOOO OO O O OO0 O v v
DO OO OO OO OOOOOOOHOOOOEODOOOOOOOO OO Oo
e v v ] v e ] A AN AN AN AN ANNNAN N
Source : National Accounts main Aggregates Database of United Nations

Fig.1-2 The trend of GDP and GDP ratio in Japan.
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Fig.1-3 The population distribution in Japan.
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—HBOMFIETIL, BB ARV OT =2 K m s b, S E 7@ A 0 DR
—EOITE R, MR ERICEREL RIET IR 0D YD 2kA0, %
BN RIS O —RZ7=E 5, @ilnE OFISIT45 %S4 WINT 52803 PHASHh
TW5. ZOXH et RR T <<, BARBUFIZEFLER, SHEEHFER, s+
BN 55 8 ORHRI 252 T ANFEO A Al BELZEREZFTH LT
WAHHLDD, ZONFITMT THY, RARRZRIREI R ITILE > TORWORBLIRTH
%. B’AE O LG EETHLHHREIIL, GDP Eboy A NEHIZ 2 BIFREZ HH T
05, DA mk i LD 97N 1 O RIEZLBANZRY, B - BiaEz i o 72 AM O R
TRIC—EOBLISDIE T ZENE G B IND.

i

I

1. 2 4£EMREFBELI-EEE

ATETCak 72180, 2727 v — 3L E=0 IT (Information Technology) 1t CE 5 [t
DBEF AT DRHUZINT, FBEDAEREM R LT AR RO EH ThHD. £
ZC, ZOBUREFTE L, HARBUFIT 2013 0 DREA ZHDICTICT Bl ik
W& 12T BN T TS JRUET R /I7AD —E THY, ICT (Information and
Communications Technologies) FIli& A IZ &> CA&/2 3 B ICHB N TA /R_R—Tar i
- ECHEZEBRS L, R EORRA K> TS 12,

ZIT, RORGEROEMENAICHE BT DL, I—ny XTIV 2L EL
7 2eE T3 E A3 0T (Internet of Things), &/ DAL X — % | D4y B I FERRAYIZERL
DR, e BE BTN ) LI IR DS & ERMFZEC IO EI A /N —var B
L, P amos2 2 BIL 0D 3. ZNHD LD AR AL THRRELIZD
23 10T 72U 7=lIndustry 4.0) 70y =/ CTHY, ZOHEENRSUIFD TS b
A, Tndustry 4.0)1%, 5 4 kEEEMZBHETHLOTHY, ATV MG AT
LRoH VAT AOBRBEHELED 1O, AL X —RyNZID THNFOE / (10T) &
EHETDZETHLWMIESE R AT VDO FEH, SOIZI3E Y/ 7 —2%TIlH



R b FTREE T A XS HIE 9 RV BURF OIS IE SR 7 0y =7k YOT
HD.

EREIZBWTY, A2 ET B VERNEEICEA L, £/ XE/, ER
X X S AT I, ERXERNRE, $kx 72270 NI LD FT- 72 IMiifE & Bl i C& %
A~ —htt2TSociety 5.0 NI AMEE L C0A 0. BRI, B SERUYERTS NEC,
B TEEVSTEERNKT IT XU —0 3 4051, 10T 777+ — AL Sh
THY, BERRT —ZIER AL LD 728 O —E 2R RS TWDIEN
8, BERIEARA— I — THIA LR TIEHLP IR - AT Db v
T =%, TNELELLTWD A& ITREEL, BRx Rt OfRR DT DT
— XA OARRICRVFA TWD Y. ZDI5NZ, loT-Evr/ 5 —4- N TAfE:
mARy b EWS TR EAN TG L, AR i/ - = A2 AT 528
TRk 5 R A L T)5.

1.3 BRI SHICHEITSICT F5ER

BOEOMEET 1.1 ficbilk 7229, AFREBBEELL>2HY, Bl
DOt ] EFELYVRBICH D, FricH/ IMEZEIZEB W TS, Fx AFRREIHFRD
FRHEZ DB, AR EFREL > TS HO LU B ie kb0 &N T
BAA LT AR HI T O T # LS, Fii-Za MmO Al S LB L 7o
TETWD. ZZTHEASNTODOR, Bifi ThiR 72Xz, AR ELVIERE
ZEF TS ICT OFEHTHS. BEEITHEDDREDLAR 1-4 1TRT X7
[(2~v—hT7 77N — BT 2HABAFICIE B L, BES~0 10T O 2D T
B, (IMIE, APEEOR FI280 TS, [N KT TR A— =251, &
HuD T80 TAEMEM OB =L FER A —FE TR TEH VAT A VIR ERE
I, ZOBERMRBIGEH N TEDRENIENOOHD. fANL TRV —Iiikle s
DIOIZAEFETA AN AL TODER Y MIBWTY, O E 2 a4
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Fig.1-4 Model of Smart Factory.

T HZETANED BB FREIZ/RD D DB DTN, B Y OFIREKIC L > THE il
DOBNEIZIT T, ZOHORBUTIET THERNHIBT 52 LN A REIC > C& T
W2 F 72, TARMINES R y Mo e AR L, BIEZ R CRltlis o B s
AR HIETRIMKBLZEGL, THREEITI VAT LOMFFERRFE 1131978
BEANATON TS, BHLTEE mbdHY, [A~—rT7 77 N — [T 281X, %)
KA EFEE B, SO TR A, EFET AL O BEME~OREBHIFFIN TN,
RITE I HED DM IED LN, N TR R OMRECAFENER I T4 72 ICT %
ANTEH CTELREEICHD.

BUEBL O [ A~ — b7 7 7 N — (L T A FENE ) RICKRELSF 552 &3 IfFs
TIWDHDD, +0r7 AW ERO TR ETIIE > TORVORBR TH .
ZORHRELRERO 1 Ol EEICTEPEAIM AN LL TS EEIZAELDINT T
KRG TETODRNIETHD. K7, BRI LAITOBSG IR W T3k 2 2T 7
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JL BN TR S TVD. FlxIE, 22587 TRAME THhD. T HOMEE— NI HE
THY, ALY - IEERENE NS Y19, ZOMBICEDLETOERIT LI
K5 Z0fth, TEORFEFRE-F o7, MTEEOOOVIRBI O ALY Y
RRIZRS>TLEIZELULIZLIZTH D Y9 25 LR B/, EETA DI Fa
& RIS DIEE B O TS 272030, THOMANMENTE T, BENELT
JFIR E72 o TG, 7T, R DIARN T Om R AL ~D BRI LS T, fE3k
DM LEIFOBEEZRDOHINTND. IFETITFRFIZ, MEHSCERRE D EICE
T, B AE AR G 1 7 & 2 9 D 72 D IS EEHI A M F S, DT IR 3
BHETHLG BN, ZIUTES T, HEREVS @ RN THEAMT 3 KD HI TR,
1.1 #iCHIR 7280, AR E OVAAT AN TR DB TAL— A5 ET
HZEMEELLTp o TE TS,

Bk EA L, T50 BBk AL AR T 572D RS BERT L,
DINLEBSD R Z 516 ThD. X 1-5 1R T, TERkO TAE#M CI3m Loz
HoH, UIE OB RE DI LG HRE B ORBGA <L — & - EaeE BNERL, £
OIRBEITISC TN LSRR EDE H 2 FETEATL TV, LInL2RRG, HIJE DO
R8T L RICEWEZAZEMIC AR 58I EEL o7, — 5T, IEFED L
VR T Z RO T2 DI T N TN —=DiSHL, 7—F MEBE O KIZ X0 L AIZK
BINOEEDT—F U MG TEHIDT > TETWA. FAUTKVIERD FIET
N LA RERAGT 22 ENLVREEL720, I THATO @ E L ORI CH 70> Tz,
L7e3oC, DINEBRO A D6 | OB OBEEM E 2 KL, S50 ERH
B A IR XL — 2 - BB A THO R EEL e o7z, BIRMNAT OB TR
([N EZATDOR VT RRDBND. LNLIRISE, A S FLCRRE O T A4,
AR LR DR Y NEIZ LW AEET T 2D HEYLN TEHN—R V7 MNIE KL
DOBHLHN, B TEMEATEEN DN LRI COYMBEDV T VAA LE=HY
T TNAXTIELS, ZAUTBITDEBIZEA ERNTH THS.



Old traditional machine tools  Recent full covered machine tools

- I ()
It is difficult to obtain
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[ O

Fig.1-5 Transition of machine tools for cutting.

ZIT, MTBGE R T EERY I ELL L, OTEEBEIM ORICATH T
77 (GIHIERHT) , @INTAIc AT 2 TR /21 38HIM OEE), @ T2 EGHIM O
& (BIHREE) 3T 5ns YO T /oF=2V 7L T, EEROYIH]
B IR MR 2 IS R LTERY, EELE TESHEEIMICE W I HBRNAE S T =
ZISAREIZ 2> C&Te. Fiz, B I 2 AW IC TR O —RIG Hm 6 L)%
HEE T DAL 12128723 TW D, I T HICAECSIREY O E =4V 7L T
JEFER O NIEE o I Z M AT ATRETHY, COWIREN B G4 0L
TEOIRENEE LT BI72 L DRFFERR BN EASE, ZOE=XICBIT DR
LGS DD, Fiz, ML AR T2 H OIS —RIE R DO IR E R
HNCBET 2090 YOS TnD. BIHRREOE=4V7ICLTE, —E7T

(S X DHEHIR, TEREOWREMATH 2200, T HO H LTI L
EWESYE, TE-9)FEAl s HEORESAAZ L7261 "R o,
LInLZR36, WD FIEIZRB W TS IR ETREI 21T > TV D L TOF A
HECTHHILER, LRI TATLHLITKIL T SIN A4 T,



1. 4 10T RCDEBRSBEARILTDRATLIZCESMIBREORZ 51t

ZZTARMZETIE, TAY = 777N — | FEDTDI, v~ v =0 7 v 27 8% H
WHEETHE S ICHIH TELMTEE O R A Db E2REIC LT, 10T %o T HEA
WH VAT BEFT D, B COMMAMELBEL, BT RS AT AR
WIEHERER B SE, BT 2N THSOT — 21X TAERIMIER T -2 (B
BEHDHIETITNEALZE=FV TN A Rele bk Z Gt 5. RAnib3 500
THGLL T, 1.3 HiThilk X TWAIN T HOEIENRE B L OIREIZ %5 L5,
BIHNREE X, — A7 FIETH LB E XA RN AT, 1RO FHAIHAN
THDLRINEY —F7 T 74 LD LBRRFEEFT). ST, BUSLIZIRE T — &% i
FHE W BMEMAT 24TV, ROl Z2 UIHI S DR 2475 . IRENT, AV FNETN
WEE AL, LR OOVIRENC T REZ T 5. 61T, Bl
Al OIREYN K U CTHIRE 2R 8, BRI 0% 7 I TREOIHERFOBI S B L '
YRUVINLER OIREV R ORI 25195, £/, DIHNRE LRE) O [ =2
HEOFA A, JEERGIHIE) )30 LA — R F & O Ll - BF 217,

AAFFEORERRNTIR DI 72 5T,

F1EE, AHFIED B AR E IR T 5.

F2E T, v~ =0 7w 27l A T BA WS TAER A xf 5L LT, [Blix
TENOIRE I IR E O RE G T 2720 DU A Y L AL B R AL 22 A
T LDOBHFIZIAHA TND. SHIZZEDISHEL T, ZFIVINEH O THIRED
F=ATH IO T, FINRY —F7 T 7 BRI LD T HIRE OF =45 R L L
TEDREEDRFEE A IEERFTL CD. 20 L, =Y 7 I T H O [alfs T2 8
BER TS M O O OVIREIOFE=4E A, EOREFRITH L THAEVCUYH
JIREN DO BRI EE DB ELEITL, N LB OZWNIZIFHA TWA.

3T TIL, VA YLV AZHEREIARR LA T AT AOWRE I B35 NE R
U EL, RVE N THEHEOIEE D0 Do B s L8528
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OOV IRBY O3 L L C a7 16100 T B« AL 2 2 D A LVIEE O # HIZ B A
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AT CHIR AT INTITAE, BARDOK MR ORIEEL L2 HREE L TR
WIRENER SN TE TS, ML B ORI I m W BWES A (R S e L A
R B0 DEEHIM THHEHANE . LIE3-> T, TNHORIEBR G ICBWT,
HIBF D= ULV R L OZ O SEERGET 57O OHEAFBRFE D =— X3 KL
TETWD. LLdn, Bz TEZHWHT U RUVINTIZEWT, HIETESIC
YIHNREZ B v U T LRI LA E T 5280, SOITM LK OIR A%
AET LT VR PSS D, E-OOVIRB 2N LR OB Y72 B2 L5 T
OB & RFET HOLEEL R ILIZSH S

FITHATHIZE 2DELC, Filc ROV S T EORALFIZU A YL A
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O E@ AR RN LN T ORIV EFF L, = ROV T A (0SG #H84 WXL-
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Fig.2-1 Picture of setup for endmill processing.
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Cutting dynamometer—,

Fig.2-2 Picture of setup for boring processing and overview.

B AYNAZ 0.1 mm &L, YIHDEEZ 2L ST TOOVIRBIOM A T 7.
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INTRHZACLIREIEL T, MElREIB L OE RE N HS. R—U 7 —(Z
LTI TITEGGIHI CHLD T, M TRHIFEERD DI %E O—FTHHH
RO NOVIRE CThHDIHENE . NIEORTEUIALE ho, BIIED IO E 4
X(t), EEhOEEREHE T LU CLRERRTONMN TEIE x(t-T), &5 71500 T HZF
W2 kem, FEOIIAAZ h()EL T, BAERO COVIREIOKARETT VAR 2-3 1TR
N
THETAEY O BN HEfR T RS 24 720 O L UHIHRETA ke, X 2-3 O#K T (ZHEH 72 7 1]
DOYIFIEL we, & THRAZINDLE 53 7)) fo(t) TR E7225.

fe(@) = kcwelho + x(t = T) — x(£)} (2-1)
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Fig.2-3 A basic model of a regenerative chatter vibration.
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THROEELZ m, AL c L3508, TREOER) AT

md?x/dt? + cdt/dx + kypmx = f-(t) (2-2)
7%, TAT—RBIZLD x(t-T)=x(t)-Tdx/dt LIl T 2L,

md?x/dt? + (¢ — kow,T) dt/dx + kypmx = 0 (2-3)

720, (c—kaweT) < 0 TARZFIRENVZAELS. X 2-3 2H2 0 LHOH LB ET DL,
THERNENSELD TR 43 711K 2-2 0 Xm HaEE x5, BEEIZIEL Z(Zm)
FHNZHIRE S AT D A REMED DD 7DY, —IRIZAR =Y 73— Z(Zm)J5 170 3 F ]
PEXEL, BRBSNECLG AP0,

2. 2. 4 BEETAFTNMRY —EITSO/ICKZPTERERESA

TURIVINIRE Z @EEE T AR — 7 774 TE=A T DD DORE
MAH 2-4 (RS 2 RUVINTOMEBIE] (X-Y FRNTE D70 M) 226 52
LT L~ =0 722X X, Y fil7 — 7 VBB THHD T, X-Y Fm
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Fig.2-4 Schematic diagram for monitoring endmill processing phenomenon

by infrared thermography.
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72 —E277¢1% FLIR Systems 1% SC7000 T, {EE /S fEREIL 0.02 °C, ZHE
TIIA T LT T (InSh), 640 x 512 MR, M E 1.5~5.1 um THD. #&
JERERE] 588 ps, 500 A/s DIEEZ CI/SAN LAtk Uiz, 4, fEALz= LT
H (0OSG #1:# WXL-2D-DE) ® it #13 0.6 Th D 2.

2. 2.5 ERAFRNFICESTERNIBELRSE RS X

TRV T EONERIREIIEVE X 2 DAL T 5. OISR EZR 2-5 |2
R BESHRA M ORI TR v 78OSO LAl , = RV
7D 2 mm DOERSET ¢ 1 mm DOREBA, [ARED K B — ZBGE 24 A LTz,
TV —ANDFERRIL ¢ 0.2mm TARYMEIL ¢ 0.3mm Tho. Fov—RImE RN
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DM TS E B 2 &5 AL TAORZ 2 m EL TS, AL RERICERESH
ToENEXT O EE O R AT, AID B, ~(r/narbn—T, BRUOFREIRSICID
HRCT —ZINEE ] PC ~35(5 (30 Hz) L, T ENEREZFHAILT-.

RENFHH Y — VOB X Z R 2-6 17T, RALXINT AID BH#gE, ~(7aa
rr—7, BRORIRGIIBES OG- ELHELTZ. FATNOT—TF 450 93
mm D[RRI E AT 3 O NEE v P2 iR B L CHRENIEE 2 5L 7=, I
AR IR K 1300 Hz D JEEECE TR FTRE TH D03, IEE DY TV T
BRI 30Hz L7p%. 22T AID RO IIA T T H RS o7 T us
AL R A AR R L C, BRBINH EE DT DA A CTAZ T2 L5 Lz, §72b
B, ZOMFIININEE DO IO ag(t)eT 5L T, ZOHaRHE a(t)icZe i
BITRATHLDINS.

an(t) = (1/t,) [ a(t)dt (2-4)

Machine
tool
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Tool -
Thermocouple

e
PC

Fig.2-5 Schematic diagram of a wireless communication holder system with
monitoring a temperature in processing.
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Fig.2-6 Schematic diagram of a wireless communication holder system with

monitoring a vibration in processing.
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%4y % Zm ELT-.
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Fig.2-7 Infrared imagery of endmill processing.
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FHRRBEIZIURL TODRE T 230025, SIHNRE O EFICEVIRED EF LTS
RFbO05. 2-7 DRI & =2 DL FEA T DI, YIJE 23
FCRBLIBENE V. TEEmEEICRWO TR EMIC L2228 OE A KD
RES, ZORFERA TNDIELIER TED. U RIUVREHET DI O3V HEIRE
AR 2-9 1R T K O S HIT AR Z — EIREAEL THIW b D
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Fig.2-8 Monitor of surface temperature by an infrared thermography.
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Fig.2-9 Temperature changes on rake face of the endmill in a rotation.
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BIHILEEE A = (60 mimin) 541X T HOWERER L —E L T D203, BIHIEEE A
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Fig.2-10 Internal temperature change of endmill.
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Fig.2-11 Averaging acceleration in boring process.

BT O 3 R HIRE S 2 H T 251U T0D. SRR EZZ (LS,
O OWIREN A U= EIHEEE Y 150 m/min, NOWIEEN AL T, ZEL TINTAT
ET=HIHIERFEAS 267 mimin Th-o7=. K 2-11(a) &0, GIHIEE 150 m/min TIXTOYOW
REPAELCTZZETTRENXY i CTIREIL, IREVINEEZ Z RN L TOLERF- 23D
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BOUWIEBOHERE —HL WD, 20— TESHFITHL Ym HibRHL
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Fig.2-12 Locus of cutting edge in boring processing.
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JFERZ IS HIRENINE FE D B A AR H TEHI LD RSN,

2. 3. 4 K—UT MIBOYEIEREGUYRBIOBER
K=Y 7 T IHC I OB FC R L 7= DR A 2-13 1R
W BN ARAT 257200 oD [ 2 J8 153 DR A2 L MER B AL C

_27-



150

100

a1
o

Cutting force [N]
o

T 1 _EJ_L_LJ_F%IEWH_I_I_I_

-50
—Fx
-100
....... Fy
-150
0.00 0.02 0.04 0.06
Cutting time [s]
(@) V=150 m/min.
150
100
=50 | - -
5 0 \ /\
£ 50 |
© - —Fx
-100
S Fy
-150
0.00 0.01 0.02 0.03

Cutting time [s]
(b) V=267 m/min.

Fig.2-13 Cutting force in boring processing
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Fig.2-14 Relationship between cutting force and averaging acceleration

in boring processing.
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Fig.2-15 Relationship between cutting force and averaging acceleration

in boring processing.
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B3E

D T EDEEEA R OIRENNNEEDE=F
FEORFELEETDOIGH

3.1 #&

1 B THIRAIDNTIEF, AARORMRORIEHEL X DPFEELL TN ZEHCE
WREIMER SN TETWD. Bk om0 B Of i 3m W B B Rl G & a iz
T D7D DEEHIM TG AR Z. F-ENHOTTIL 5 ffilf~ =27k
ERLHHHIE OB S I T EZ2FIHL, = RV TREAH.LEL - [AHEE T A
INTAZZHEN TS, SHITHILE S OfERE DT DI R PN AR R CTHy 7 T
Ba2MWINTHEER TRO—2>THLH0, HHlM B\ Iznsy 7 THED
PN RKRERREEE RS> TS, L LRSI NALEIEE T BT T, £ D[RR
RNODO LHOEEHDOE=F, SOHIZHEEICBITLBLOE=2THLLS, 77
A 2 IR FEFH TR D T Bk O 2R R EE 2 L 7= V72 8 23 %
FREET, BUG CRGICHWAZ LN TEORI TIZ 0> T,

FZCHIE T, RESHE cof A2 RE L SRS MR LA 2B % AL,
HER CETHLHT RV TEICBW TN LR O LEORE, —J, "= 73—
THAIZRW T RHEEERIZ W TRIESSE B TOEAR 3 7 OIREIINHE D€ =
BB C, MR SHRER LY ORIEE R L. LHLRAS, TRO[E L)
(MR IT 1) DIRBIINE 2 F =2 T HETITEE S QR o7z, ZITARE 3939
T, BT LIS OREREILIRZITV, FHEEAE RH0 THEO B A IO
PR OIRENINEEE DOFT=F2FTL, Xy 7 M LEBIRZ RV TIZE N T
ZORIEERTT 5.
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3.2 BRETHE-AFERSIUERRAE

3. 2. 1 EEAROESINEEDE=_2FE

B 3-1 |2, F7ciZBAR LI RV IOy 7 O 86 OIalRJ5 [/ O SR Eh INd L
DFE=LT7EERT . BTA0 AL IS L85 A Z R 2 DR 2 Al s
DB H 5.5 mm O (7 —T T A0 5 86 mm) TRIEREE R Xm diid Ym
il _EAZ IR DT AN 2 A T DDA RIRIC 4 DELE LT, 52 OINEE ax,
axg, axs, axe (XX PR T REIO FAIZ+DEEZALTEY, Xm J7h)E(ax-
ax2)/2, Ym J7laid(ayr-ay2)/2 CHRENINEE DL EE (T a2) I E H T 5.
F7-, EER 27~ Rm OHRENIEE X, (axitaxg)/2 OIMFEFEFEICIVEH TX
%. LIEW-TEA 2 J51), [ERTFIROF 3 J57 1A OIRENINEEE D =X )3 A HETH
%. ST RZ 0.1sec £LC, RMS (Root Mean Square) i FL L CUA YL A%(E

Detail of acceleration sensor s
4 x acceleration sensor

Machine tool |

spindle RM

86mm

Averaging circuit
_- A/D converter

Filter -< .
- Micro-controller

ay,
————— Transmitter Rotation center

Ym

Acceleration sensor Xm = (ax, —ax,)/2

( | Ym = (ay, —ay,)/2
Rm = (ax, + ax,)/2
Endmill
|

5
A i

1 —d

p=a=a=a

tap tool Receiver

Fig. 3-1 Schematic diagram of a wireless acceleration measurement holder system

with detecting a function of a rotational acceleration.
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DOJEFEL 50 Hz TUIHIIN LA ORI EZRE T2 FEELZ. 22 THW=t®
O E A HEBIE I 20 kHz T 5000 Hz 2 5 £ CORENINEE Ok H A3 AT HETH 5.

3.2.2 AYyTMIZNRELI-E=SFiE

HHIB D&y 7N LA G E LIRS OFITITEA LRV, ZZTRETIE,
AL (ALLOYT718) 12495 M6 #y 7 DN LOE=F ik bl Lic. K 3-
2 \CEBROEBY N v T EZ YT F I XmYm EEZORERT. 3 AT DT
N Xm il EEUT-. 7eds, GIHIEY /5t (Kistler #142:9255B) (2 X A HIHI J1E =44 [A]
RFCAT o7, FAN T4 TRAR 3-1 1R, Bl AoXy 7 TEEZHWTE
v, ABa 7 EOHEREEZZIZUCTFRIT ¢ 5 mm TITL.

Setting 48 Bottom view

R g

(2 o] [0 [TSY;

Fig. 3-2 Picture of tapping instrument and corresponding rotating coordinate system.
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Table 3-1 Cutting condition of tapping and prepared holes processing.

Tool information Cutting condition
Process Tool dia. Speed | Feed | Depth
Brand Model number . Coolant
[@, mm] [MVmin.]|[[mm/rev.] [mm]
1, Prepared Dirilling 5 MITSUBISHI| MWS0500MB 10 0.11 22 Inner
2, Filleting 10 0SG VP-LDS 25 0.1 25 Outer
3, Tapping M6 0SG WHR-NI-SFT | Various 1 18 Filling

ZZTHATRIED BN L ORIV LA BB T DL, YIKTEEEVITHEIRY LD
PO TIKBGLEL TUIMV I EBIORHBIER) PDesh g, 2y 7 INLiZsWn
TIE, ZOMLHFOHFHOVAI R &L, D TN EERREERD. TP BRY
WINTIZBTDH A S BT HE, MV EBMREERT M ORI ZFhEL, 0%
ZORANL T INLOEMOERIZHNEZZENLTEND, RE=FFIEDHE
HZERAIRTZ.

3.2.3 IVFIIMIZEXMRELI-E=2FE

S50C #XARIZ, & 3-2 (TR T RETZURIVII TREO O OVIREN DT =F 21T
STe. FERALIE=RIUVIE 2 KA, alilfs 30°Thsh. COVIREN R E NI L CHE
DEREDEARORr NN T2l 2 HEL T, TRESHLE | BAEW, | /d=6(L
HEEE d) O TEMIPEDMEWG G Z SR ELT. ST OR =Y 7=t kb
SOUMTLEREO O OVIRENE =228, HAEZNRERDRRAEAE RIS L EEEDIVIA
HITEOIRE 2T TR, LD MNTER T DRI A LIZE— Ny 7V 7RG (7
TETHIENHFIL TS 3D, 22 CINOLOBRL RN TE5I912, K 3-31TRT X
N, TURIVIILEOGEIFEIA A Xm il LD IR E L.
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Table 3-2 Cutting condition of endmilling processing

Tool information Cutting condition
Process Tool dia. Speed Feed Radial | Depth
Edge| Brand | Model number Coolant
[@, mm] [rpm] | [mm/tooth] | [mm] [mm]
End-milling 10 2 | OSG |WXL-4D-DE |Various| 0.02, 0.025 1 12 Dry

Setting

Workpiece

Fig. 3-3 Picture of endmilling instrument and corresponding rotating coordinate system.
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3.3 E-ARRBLUEER

3. 8.1 AYTMIBDRT4YIRYTiRED

3-4\2, X7 N TOUHEIEE 1.5 m/min BEOIRENINEEE (LX), #113HILD
MLZ7 Mz(FIR) OF =445 R %R~ 7. BIOREZ] 3.8 s a2 bLIE, AA 7RI
Rm 5 0] DRI E N AT TWDZER NS, —HFTEFHOMNLY Mz IZEH T
B, B 0 s AL R E N T2 T e & T 500 F) e &N Tk S HR o> i i R A3 1
KIBHZETREICMNLY Mz Offiy, EF LT, ZOBIRBAELD B RN AAE
ZRL, TOEBZIZAILIZIVT Mz B TR A7V EFDIEL TWDZEL 5.

ZZTHEAERE T T RO IEB) T oW KRR ((RERVNITIX LA O 3T~V RN
72E) TIE, AT Ay AV TBRNBAELHLZEMMBILTWS 30 Z20—J7, HEEIM

100 1 20
% I | —Xm —Ym —Rm |] &
Ego | | 16 &
G ] =
S i E
g 60 | 12 €
o | - p=
= i ] 4
Dc: 40 C ] 8 E
= r 1 =
s I ] K
£ 20 | stick-slip” 14 3
o I ] <
I B | -
0 ‘ 0

| B R
w0 |

— 20 L
S
s 0 : ——— g
) i
= i
= -20 |
2 C

40 F

60 ©

0 2 4 6 8 10 12

Time [s]
Fig.3-4 Relationship between acceleration and torque (V=1.5 m/min).
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DEy 7 I L TIFUIAEE ZESGR E T U ER DL, RETOURIGEMEIZB T
THA=H OHEREE THLN /0 UIHNEE TR, AT 497 Ay T BIRBETR
TUVRIETHLEEZBND. 22T, #y 7 M LREDOAT 47 A 7 ET V%K 3-5
(RT. AT RO EIERA 0(FAEE o=d0ldt) L1, [X 3-5@)I T X, FDia
CYORIE K, 27 R OZMMIEMEE— AR, NC 72l T AME5OAE a, FEEEOH
T REDOAE B, NENRANENSZTDHEET) F L9358, AT 497 AV 7D
FENL 1 BB EITREER TR 22 TRAUCED 52 H15.

d*p _
IF +c ‘|‘ k6 =F (3-1)

C VTR, o=(a-p)ITFE T AL AN EDEERADETHS. NC 70T L5512
D87 DR EE wineory , FEBRDH T OB EE wme T 5HE, X 3-5(b)IC
RTEIND, otheory lTFEHTHDLN, AT A7 AV T BRI EC DD owe(=dpldt)i
FEERT) F OZENCIIFFROZFE 2 /R TEEZOND. o, Fy T OETFMIC
EUDLRTNEENDZITH I W ET 5L,

FO = ‘Llow, F = ‘LlW (3'2)

7%, ZTT, p i TEVEEAREL, wo 1TFF ILEEBMRIETHY, —MRAIIC 4 < uo THD.
(3-1)FUZIBNT, AT 17 (ST) KEIZIT dpldt=0, d?B/dt?>=0 (27255 2 HibHT-D

kS < uoW (3-3)

EHHDEND. AT 47 (STVRREIZRDE, o ITHINT 55T pIE—EEHET
D, S I KT HEZEZOND. § HRIZEVZ Yy TIZOT HERAXF =R E B, ko
>uoW E72AZETH Y 7 NENEIICAY T (SL) BRI TEEZLND. bbb
dpldt > 0, d?gldt* > 0 L7V, d=uoW/ik ZHIHDIEIHEf D 7L T2 AY 7 (SL) IRFED
ZHE)IRAD H HIRE) ThHhHhIns.
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B
1F+C_+k5 uw (3-4)

L7235 7C, 6, dpldt, d?gldt? D=EN LK 3-5(C)~(e)DIIIT/ebE X BN, X 3-4 D
fiti Rld, A7 47 (ST) LRV 7 (SL) kiR L, KAV Y7 H#IC Rm AR ER
IREVINREEZ AL, B )FHIB W TEHIILIZMLY Y Mz DAY 7 (SL) KD T2 B <
KLTWDOHDEEZLND. FAVy 7 (SL) FpE RO BAIRINEWER G2 ET
HTENRFIHILTIY, AV (SL) KD ILY Mz T 102 O [EA #RHhE 2~2.5 kHz
FREEIAFAEL Qe ZOREHIT TIEM O SRR O BEAIRELICT VW E DO Th-o
7o

LLEED, 8130V s Mz R E Rm 5 [ OIRBIINEEE OF =22 55X, g
FAEGIER D B HIE B T O LAS M EE LR D EEHIR D2 T M LIZEB N TE, AT v
AV T INELDGE RO DL a " T ZENTET.

0 I A = Wipeoryt /// (b)
8
SL .SL..sL "t
ST 'sT ST
d A
k.. ©
W d?p g
7 /, /dzt A t
A (d)
_/'/‘ 5 ./‘/// ;t
/‘/ P -7 I
/'/‘ h’/ \ F
A Edge 5 (e)
iy \/ IB :
V'[

Fig.3-5 Stick-slip model of tap processing.
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3. 3.2 AYyTIKOIAFTELESORER

3-6 12, Xy M TOYIHEEEAZK 3-4 D 2 f5E725 3mimin (12 EFLZEED
I INEE (X)), br7 Mz =258 (FX) 2R3, Zolx, 2y 713015
4H 5 s A TRz, REZ 1.4~2.8 s (#iPH A) CILRTEI L FIERIR AT 1 7 AV
THREPBHEND., —RICT ROEEDRE RS DHE, ATy 7RI ELR DT LN
HHITEY, REZRIZBWTHYHEEE N KT 52 TEOBRRBAEL TNDHTE
D35, Z ORI OPE KX Z 2] 3-6(b)IZ~T . SHIZHFA] 3.9~4.4 s (#if B) T
(TEBEAT (7 A FIZEELTERY, ZOIEKE A 3-6(c)i2rd . — iz
DRI DERT 1 7 RN SOITHRES I, AV 7B L, IRENIIR
(CENRE CHD B IRENC LD RIS LB MBI TS 37, K4 2.8
s LIIE, ZTOHBENHHEL/>THDBLDEE BN, K 3-6(a) T DRL7 Mz % 7LD
EENLBITIRICE VIR B OIRIBHIE KL TODER bbb, F72K 3-6(b)
(RENDHIDIZ, [BEEND RMS [RIE O3 I#H] 0.1 s (26 LT, #iPH A TIEAT
A7 Ay 7 OIGR UJE 232 DR RV, Z0%5, AUy 7o H HRE)
D HNIRTE THIR RTINS ITEmNBG THLDT, ML Mz DALV
TAAZ L ~_2%E Rm J5 10 OHRENINGE FE DB PEDMEN N (R3A ZITE 038 R00) ZEh
DD, Tebh, 2T 4y 7 Ay T BIRO A M LRG3 RO KO 205 BTG
B OFRFENRELIRDAIREVENDHDHZEH DD, EDFRMENGINHEHIF B Tl
B DTS RE NI TE F BN ER IR D AT 4 IV AV T BN AL L78, ZELTZ
Rm J5 I OIRENNNEEE O R H AR TE 5.

RITMV T Mz (IR N A U 51K 3-6(a) DIFZ 2.8 s LIS Tl Xm BLT Ym
DA TT T DIREIGEFE DOH R B> TE TS, T2 CTELITHTIRN A U R
5 s (T ETOEFOIRENCE BT 2L, KXl 4.5 s £ XY Rm J571a O HRENINE EE
DD DN EHD—F7C Xm & Ym J7 [ OIRENEE 3N o s, i
HITOUEEE 0N FHEHRK EEZONDD, ZOBRGIIEBHAOFO1 N THEELE
AbN%. EHNBFLK 3-5 D F D ZsziT5HE, Xm =2 Ym JF DS~V
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B THICHITE— A MIETRW. —F T, FEDIHNTETICRER F 234
UhE, TRIZEREZRMEITE—ACIPAEL, Xm X Ym F R OIREIEE L7251
DEZZHND. WD EITIL, ZNLUSNOHD F /NS0T BIRDZEH)

(B9 Rm J5 1A ORENINE E 1T 2H D LB 2 B, Rm & Xm 77 18] DR )
IEEED L, Rm & Ym I OIRENINEEE O B b 5280300 %.

3-712, Zy 7 M LOYHEEEZK 3-6 OXHIZ 2 f$12LTC 6 m/min (2 EHL7-
EXOREIEE (LX), My Mz OF=2FER(TR) 2~ 3. KFD 2.8 s (11T
Hy 7 BPHEL TS, BIHIEEE 23 @b, I1LBRAAD EL % 25 IR AR o sE e A
T4 I AN T OREZETTEY, MVY Mz ©E D7 DIZHRENRIE 23 REH & 123
KLTW5. ZOWEY, JrBRTOREZ] 2.25 s T35 Rm J5 6 O 4R BN EE A3
LC, £D—J577T Xm J7 M ORBIIHE L7210 A3 K3 D 23 E L TRY, X 3-6 [F]
FRIZZ DN T DITHRIERTO B RO FHMEN R TE L. LIZn> T, 1ERIC
720y Rm J7 A& Xm, Ym el OIREINERE D72 E, Xm, Ym, Rm 75 [ OfRE) &
=HEMBPEDEDHILT, AT 4y 7 AV TR ELLIOBREAIM A3t 5L LT, &y
TN TOREB LI O T IKOMR M ATEE THDHZ b7z,

3. 3. 3 TUFIIMIBQ/MITAHRUVURYIRE
3-8 1%, MILHIZ 1 AHB0OREY &L —ELL T RUL o [ElR$% 2000~3000
rpm £T 20 rpm (2 B GEV O TIEEE 5 mm ) SE7-8B 8 ORE DT =4
R THS., FACOVRE *NEIIINLT, BE - RLEDREHDIFIEL T
WDER T 2RO THIEICA 5 ICE=F TELIEN DN D, 22T, U FUVIILREF

(ZAECDIENCIE, SRHEIIREIE A D OIREN M FIE T 2203 MBI TS, Gl
IRENEL T Xm =0 Ym J7 [ O HRENINIE L A 10~15 m/s? FRJE (k421X 3-11 12
FBUNT 5~120 s D Xm, Ym 235510 E012) ThHDT, ZZTIE 16 mis? &4
H\CZNLL EOEE R T HAIIALE (COVIEEI b o245 670 E) LT L.
F7z, PERE B RO =L E BT DA A 70K (B K 130 mis?) D AIE FE & fRu ¢
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Fig.3-7 Relationship between acceleration and torque (V=6.0 m/min).
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Fig.3-8 Acceleration during cutting as speed is increased at intervals of 20 rpm.
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HWrL 7z, J7205 TEIZTWEPTIZ IV CEIEEAE R CIREVINEE A E=41LT
WA, FWEE TOIREBI ORI N TETWDEDEB X LS. Lo TGO
BIHIE THIBr 20 T, RRVENOEDIEHR TE RN DL ERZE R TED
N 3Y OYIEVAN

4 3-9 1%, [X] 3-8 IZFWVTHEAI 50 s 1 Crrsi1d 2280 rpm D[RIHEE T E H )
HIZ 2T TS5 G ORI B L O#E) HEHI K DU 1 E=2 DR THD. K 3-
9(a)&V, Kl A & B i CLEDOHIT M THD Xm, Ym J5 mOIRENIHEEIZF
WCRRDL~VERHLEZ. A SIZBWTIE, T 80 m/s?, B ACBW T Y
130 m/s? FREE AR ML T, TEOMT I OIREN ENRHLZEN NG, —F
T, Rm J5 [ OHRENINE FE 18 5 HI12 0.1 krad/s? LA FZ&27/RLT=. Hish CT/NSUMETH
HZEMBERE G M OIRENIELC TN D EE X HID. ENEND RIZEBITHY)
HIZ K 3-9(b) ()T RLTHY, Fx 23 LEIED FH, Fy NEDIER T ORI )%
FLTWS. W OGS OWRITHE R RS-, X 3-9(b)(c) DI /1% D
FFT Of5 R4 3-10 12~ X 3-10(a)(b) D i 712 76 Hz £ T —27 N AHN5
B, ZHUE 2 A DU RILTO 2280 rpm OO E Y GRilES) TH5. *
7z, 450 Hz fHElcb W7 Ce— 7R ibhs. —iKAIIC BT40 v~ =27 7 il
OlF O E A IRENEIE, 400~500 Hz i THLHZ L3 %< 39, A a2 UK 5
HOVIREN THHEZ 2 BND. —J57 B T, Fx FAICEHVT 2000~2500 Hz
A IREI DM E L TS,

ZIC, AV i A [ E i & U T — i [ E Ctlde B B OIX0EL T RV A A
SECTEYE, T OBEAIRENEL for 13— AR THDDINS.

A ]
beL - 2712 pA (3_5)

7L, Al n ROBERGTER, IZTHEIRHUE, E ITHEFIECRE, | I3Wrm ik
T—AUN, p TR, A IBTERE THS. 22T, TEBREFEREZN, 1 RE—ROHE
BB L 1=nd?/64, A=nd?/4, }1=1.875%10L32L(3-5)=U1%
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d |E
for =014 \E (3-6)

7B AL TR ¢ 10 mm, ZEH L &3 60 mm, 54 OMERMELR SN L 550
GPa, %13 14250 kg/m® &L, (3-6)2UcZNZNANAL TR DL, for 13 2361 Hz
E70%. X 3-10(b) T HLSHAL72 2000~2500 Hz &t — 3325728, ZO LA O TOW
REN X T EOFIRIER T2bDEEZOND. Fx J7RNZD 5L D JE B E A,
NCWADIE, Fy FANZHA~THHE O R 55<, B HIEENELT Wb
Bz, 77205, X 3-10@)(0) D IO DR BIHI 1 DR D 2 X 3-9(a) D
REVINEEOELL TRHBESNTEY, CWOWIEBICE W CTHEEO AN EE TS
JORBGOAEIIETORIEG AL TNDILENDND.

X 3-11 13, [¥ 3-8 (233 THREZ 90 s {331 T/RE415 2600 rpm D [RIREL CE & Bl
HIZ AT L TS 5A OIREN B L OE) JEHI LHUIHI 1 E=2 DR R TH5H. Xm,
Ym J7 Al OPRBY N T 15 mis? FREE AR L, X1 9 D 2280 rpm JE & YIHIIRF DR
I E JOH IR MEIZ 2572, K 3-12 (2R 9 K912 FFT ORI 2 e o= R
JL T 2600 rpm O L EOEIAIE B (FREIHRE)) THhD 87 Hz (TIZDHE— 703 /b
5. GIHINC OO IREN I S AL TR WL E 7R HE (5 M 2N BIHI B 5.9~ 5 Ikf
TR R BETIRITAECLB R AR ) THY, DG I E=Z LIz IRE L
~LH D TRV, 7272 LK 3-11(a)F D Xm, Ym I OIRENINEE Z L DL, b
TN DESTAEZ R TS, ZHULEF UIHINC L D EHEBNC R 35
DOTHY, X 3-11(b)F DOYIHI ) Fx, Fy OFRHEIEIE] 1O KAED DT 0727520
THHORIEEEZGL TCONDAIENOND. LIzi->TC, BT HIRENNIELE D=4
FET, COVIREI O EDOAEEDHEIT @ VREZ AT 57200 TR, R0k
BOVOVRBIBIR N EE T DI5GB N THEDEL MR TEDL RN B
LZENR DD oT-. SHITIRBIBIH S OIRE) DE NI DN THEEZFL TNDHIEN
DTz

_47_



Acc. RMS (Xm,Ym) [m/s?]
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Fig.3-9 Relationship between acceleration and cutting force.
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Fig.3-10 FFT result of cutting force (5=2280 rpm).
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Fig.3-12 FFT result of cutting force (5=2600 rpm).
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Fig.3-13 Relationship between acceleration and cutting force (S=6300 rpm).
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Fig.4-1 Schematic diagram of wireless measurement tool holder system to measure
temprature in drilling.
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Fig.4-2 The conditions of an experiment by wireless measurement tool holder system.
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Fig.4-3 Discharge machining electrode and drill tool.
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Table 4-1 Cutting condition for drilling.

Tool information Cutting condition
Model num.:{| EX-GDR (OSG) Speed:| 25~120 m/min.
Diameter: 10.3 mm Feed:| 0.2 mm/rev.
Length: 144 mm L/D: 10
Num. of edge: 2 Cutting depth: 50 mm
Tip angle: 130 deg. Step feed:|  non-step
Twist angle: 30 deg. Coolant: dry
Cooting: TIN

M JIS S45C (5114 100x100x50 mm) EL, v =27 B DT —T7 JVTEKIEL
77 ERINTME, UIHIEE 25~120 m/min, %0V E 0.2 mm/rev, i RKIES 50
mm D IEFDITH5.

4. 2. 2 FERXY—-IFRILAICESERY MR TROREEHRIES KU M &
B 4-4 12, FT\Z BT LIz RIE 5 [ OREN IR D€ =4 5 ik% 9. BT40 /L4

(LT AR A Sy () R R AFI I L7z B R B /MR o0 = B AN
HWEE B Y%, BlERH.OLBEF R 5.5 mm OEEEE (T — T A 75 86 mm) Clalin
JEREFR Xm #ihie Ym dif BB 7 AR EE 2 958018, FMRIC 4 DRdE L.
Fr Y ONNEE axy, axe, axs, axs (LK HU R T REIO G A+ DREZ AL THY,
Xm JFifiE(axi-ax2)/2, Ym J7aiX(ayi-ay2)/2 CHRENINEEE D245 EE (7 a4
AT UTEE)ICEIVRE N TES. Ee, BERG MAZRT Rm OB X
(axi+axe)/2 DMFE BRI LV R TES. LIz > THEA 2 Jin, BlfsF o 3 )7
FIOIRENINHEDE=F N RETHD. SHICFIEME 0.1s ELTHELHE RMS
(Root Mean Square) il E L7=#%, ZDIE 5% AID EHZIZT AL ZE(F D JE
50 Hz CTHIHIIN TH OIRENEE 2T 22 UG5 TRt 5 FiEE L7z, Z2THW
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.

N Receiver

b Chamfering
drill

Fig.4-4 Schematic diagram of wireless measurement tool holder system to measure
vibration in chamfering.
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Fig.4-5 The picture of chamfering drill and the schematic diagram of
chamfering process.
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Corresponding rotating
coordinate system

Fig. 4-6 The conditions of an experiment by wireless measurement tool holder
system. and the picture of corresponding rotating coordinate system.

Table 4-2 Cutting condition for chamfering.

Tool information Cutting condition
Model num.:|FX-LS-LDS (OSG) Speed:| 40, 100 m/min.
Diameter: 10 mm Feed:| 0.05 mm/rev.
Length: 150 mm L/D: 9
Num. of edge: 2 Cutting depth: 9.5 mm
Tip angle: 90 deg. Step feed:|  non-step
Twist angle: 12 deg. Coolant: dry
Cooting: TIiAIN
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4.2.3 FULIRDEHRBRICEIGFEEREEETIL

RUVIN LAY, RUL TEOSESHEI R B BR) 26 L, R OB EL
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(REET VHER 4-7 18T BRI ORYL T HS TR O il AR
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IR R 0 LT DHE, ZOET VI RICECE—2 (BUR) 28 T INEGR DT T
L ABTCIEEITELEE 2 DI, FFH BT 2 —RIENREL TROMS RAT
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C (%) +aAT = P (4-1)

TIT, AT IS TIREG P #5258, t=0 T AT=0 THAHDT, BEHK Tn 25
I

AT = (P/a){1 — Exp(=t/Tm)} (4-2)
L72%. ZZ TR ER Tn =C/ a THD. LI23>C, FEBHOREIT
T =To+ (P/a){1 — Exp(=t/Tp)} (4-3)

7%, FIZORFOEFRBIZEB W TURIREZE AT =P/ o) OETHTTHY, FEGE
(23U T AR O AR E DO BE B 22 R P ~ OB T= D DR DL KEWDT
To IZRETHERTEDLDOLEEZLND. LI T, EHFIRRE (b0 ALK
IWE s ERIAS DAL TRK T A~ DIERND /3T 2 APV T BAEHRIRRE) D IR

BE Ts=To+taAT L7202 5.
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Fig. 4-7 Model diagram of unsteady heat conduction based on heat source on edge
of drill.
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ZZC, M T o B T B AV & b i % [ 7E v & L 7 — i [E E Ctim B
HOIZVTET LT 5L, T OREAIREEK fon 1T —MAIIC 3 B THUZ(3-5) T
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DL O OVIREN B I AECHZEDFEIA T IENTD. Z 2 CRBRICAR VA i
Ze [ 8 i & L 72— i [ E Tt B O R IS IR 22O IAETY LU TR T R
ET LT DHE, TORUVOBEFIEEHK fn X 3 OG-V THLOEND. 1 RO
RUVIEENX, B AEORT YU v= 022 L9258, (3-8)NLVEAIRENE fu 1T
11044 Hz TIERIZE WA ST THD. T TR ENICE B 358, — k78218
ELTRT Y v=03 89258, EAIREIE fuld 4411 Hz &72%.

4.3 FYILMIDEBRERFIUEER

4.3.1 RFESEFYIBEOBER

B 4-8(a)i%, GIHIEEE 25 m/min (—&) TMLAROEE h 2L I H71=55
DOENE X e OIREE & R OBAMR, X 4-8(b)i, TNENDOERS E TN L LY
BEDATA MBI MV OVEHEORZRZRT. & 5IZK 4-8(a)i i 2
ROMIZZFT LT2SE OIRE L RHOBFR S G TRT. 423 HioET /v
T, BRI SH 720 OABE L MBAED TR L X —NT U ATAT v TIRE
DOWEZE AT MREDH. 2 2 Tl 2 ROZNENOE L, 7S Ky =L
D& T EBZOBE DN 20CRE TIHVWMEEZ /R LTS Z ERbnd. 2K
8(a) TR S LI HT LB, ENENDORRMEN L IUSFHLEE TOIRED -

FIFE CHRZ N TR, E=XICBIT2RmWEROBBME R TE 5. X
8() LV, AT A MDFHEITNIESICAKRRIZE—ETHY, L7 B
S L TETO EARRONDRRECTh V ZE M LREE MR L T D
HLDEBEZBND.
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Fig.4-8 The internal temperature of drill and the cutting force when drilling under
various the cutting depth (V=25m/min).
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4. 3. 2 YHIEEELF)IVEEDRER

4-9 1, I TGRS 50 mm, 1 [Al#5Y47-0 k) &% 0.2 mm/rev TEELL, Y
HIE B A AL ST 356 O BNE XH et O LR O BAfRZ . 2 e N L
BRIGDPTEDTRSETILL, VN7 5 E TOIREDR A b2 RL T 5. Hl
HIHE D b FAT LR, AL 24720 D T B~ ABVE DI TODEET- 2507
%. GIHNEEE 100 m/min ETIERE LR TN L AGETH o723, YIHIEHE 120
m/min TIE L EOBSEZHLSEDIE DN AEL, NEDEE (FORORIL
B2 X 4-9 FIZHDERT) WECTZE TN LA EleoT-. 22T, RULVIN LR
ORIETHECLIRE EFIZEET5ET VAR 4-10 1237, M 4-10(a)i X B i@ XD
A THY, NULVOFANR—/ Va1l L T LI/EMO /RO EZFHRIL 7 /5 R 123
DL, BE AN Y OBE BRI L TEBYER I FIRL TRV
FERED AL RS ZEDMEIA AN TS, L LRAHIEED ROBEIZONTO
RUVPESE O ORI T DMEHllZR o7z, Z0—J, IEFD/RORUAAN
TIZHBWTIERIE TORY /LR (FOERRE O 20 B O 45 IR O RIE, 20
FDORUVETIER DOTE 7 (rubbing) {EH A KRS, RULVEROE(LZHLZE
PRI AL TG, LnLeiss, RIETOTEVZERICBIT ARV T EOHIR
PR A vAN [ eAN=Y A QYA Ny

4-10(b)1X IE EVRORVAM TREOR Y = VRS B LT, KUV T AEMo T
HAES AT O E LR O BIfRZ /R T 7 /L CTh D, I LRIRAOREZ] (KU e
INTABLA 20, 7B UIHI N EC DL 2B ab LT, D ULEBENRZ t
FOFIRMRATD. BAAE % ILT B VSN O A BIHIE 72D TATLFED/INEL,
MORYVSEIRD HLE E TOREBINI BT DR S MBI D72D, ZNHDSED
FEAN-Te/2RF] 1 ELTAELS. 20, LRGN DORFA] LU T /2R 25 &
L7-WEfE] 1= t- 1 &9°5&, 4.2.3 FilZB 1T 5(4-3)DBIRN AN T 5. SHIZRT =L
R OTE 7L BT DL, RULOEDEEAEE - 15 1L 2 Bih+ 284 % t
(REZ T)EL, RUAN ERZET DR A% t3 LLTZORE, FY T/ VRFH (ts-
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to) LXEFR), TORDAEL DI EIREL Toax &5 2&, ZOMIOIRE EFIE (Thax—T7)
EEFESIND. FN(4-3) TTHRINDRFLDOIRLEE T L@ Tmax EDZE (Tmax- T)
W TERICEDAIRT, TREEA~OEBESNELTET MESnD. 22T
RE-DITRENDAT Y T INEIZBNT, RV TRFIIAR & C B a2 r4
A a I8, TROLEDLTHLRE Tn =Cla b—ELEZBND. —FHT—K
IR TIE T=0.634T", §72 5 4-10(b) D Ts iZxIL T=0.63(Ts-To) DRAFRE A
T5. 22T, X 4-8(a) e 2 ySXONN LRFOIRE 7 vy R0, 2 JCH I TRFD K
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Fig. 4-9 Relationship between time and internal temperature of drill (Cutting depth = 50
mm, and feed rate = 0.2 mm/rev).
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go

due to rubbing betwegn
the tool and work in T
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(b) Temperature at bottom part in blind a hole drilling

Fig. 4-10 The model regarding the relationship between the drill temperature and
time required for the drill to create a blind hole.

RO T VIF O FR O B2 RE, IR Ts ZmidrLo72825 300 CREITRDHTE
DFPHENT=. £72, K 4-9 O V=25 m/min OIRE 7 avhib, (4-3)XDET 1% H
WTIERRIE B 7 ¢ RORMT A FE 952 &C, INHIRE Te=300°CHREE, Tw=4.5 s
REIZRAZENFRIES .
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4.3.3 FUINERELBBREROTE

4-11(a)i %, F(4-3)IZ[X 4-10(b)ITREIND ts RFZNCIS T DIRSE T, t=¢- t3, LEF
TER Tm(=4.5s), =il To WAL, EHIRIEICIIT HILIEZE AT (=Pla)Z K8, £ D
i R LV 4-9 O OIHNEEEIZ I DI EE Ts(=4T+To), X4 4-11(b)iFIn L1z
FHAIL 72 A7 AR 3 KONV O fie KAE (BDEEEEE 120 m/min CiEil Lk ¢ LAED
I LD R DTN EL TENLE OFHAAREE Th o 7o /o, TERIERTO
i) OEARAZ T . X 4-11(a) LY, AN LI/ IR BB I UIHIH 2 1 - S R
ERRITHEE, UIHGEE DS 85 m/min 725 100 m/min (22544 B AT CABIZIUR
W Ts 3 15972 (I ERGR LMoy BEIZ I C, BIHIEREE (233228 LA
EHUTROEEDSEBRYED /RESILD) BT 230030, GIHEE 120 m/min TD
PO RS LB A D IO BRBEHEO T IKBRDE=FNTELILEN DD, £D
—J57C, X 4-11(b) TIXBIHLEE 55 m/min £ THERL R e DOTEBICIE R 3585 %
ONDUIHINI O T DR T AL TWDAS, BIHIEEICEDATARNB IOV O
ERRZEAITZRL, ORI T THRICEEN A CDERATETED TIRDOE=X
MEELWNZ EmbinD.

SIHICH 4-12(a)1E X 4-10(0) D RJETOTE L THVERNC LD G (Tmax- T) EUIHIE
FEDBHR, K 4-12(0)1 RV ~— U O FEE ThDH. [X4-12(a) L0 UIHIHE A
FRIDERBICTETERICEDFEBPE KT 0NN D. T TATANS
MBS TORI NSO BZZFHAIT5E, Z s EORGEICE 3 ORI
0.07 s FREETHY, ZDRICATAN IR B aDO EEEHERFT 2 /UR TOE IR RFIZY)
HIHEE 25~45 m/min TIZIX 0 s, GIHIEEE 55 m/min T 0.06 s, GIHIEEE 75~100
m/min T 0.15 s f&E Tho7-. ZORIITE 7 VEMEL TR S35 R L)
HIEEEE 25~45 m/min T 1 [RIFREE, BIHEE 55 m/min C 2 [BIF2AEE, GIHIEEEE 75
m/min L EClE 3 [EIFRELL 72D, 22T 12(b)&D, BIHIEEEE 25~45 m/min Tl
RN SRR T 5L 2 DNAHRBM N LD HoNDEOD, N ~DF A—
DITIFE AL 20D, YIHEEE 65~100 m/min Tl M YefHE kS i o BEFEL LI
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(a) Converging temperature.
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Fig.4-11 The convergent temperature (Ts) of each cutting speed in Fig. 4-8 by T, time

constant (Tm) at t3 in Fig. 4-9 and the average value of thrust and torque.
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BRI E S 2 DDA BRI, OO, YIHIEE O EFIC
FEVREEITHER L CODERF S 2T B, EHBIG O TIKERL TnDHEB 2 b
%. Fiz, GIHHEE 55 m/min (348 RR F SE A3 (K 4-11(0) TUIHI /138 TRv) 9
BHEBECHIENMZEAEEL TRV, ZOMOYIHIEERE 25~45 m/min, 65~85
m/min T 10°CHii# DFIR THD. LU bYEIE A 100 m/min T, £0OK 3 %

? 30CLL EOBBZRFIRAAET TEHY, S TIEBEIEE RN DIk A RL T,
Z S EEL TODI (BB AE ) 1%, RT3 LI L & DRI /2 57
B, NFEICHET 2 TEMIEEIRIZEWSDILRDEBZONH0, Z fliME 1T 54,
Al TR IZ R U CO4 RO BEERBL G LV BB AL, R
SR O TAEMMNC L EBER N ECDZETHIETHEE 2 HE. Tkl
BIRELT, Z NI I U7RRE TS TR & AR D 4 @ Befid o 2 BE 52 I 452
W, BEEEFR B XA O _E SR B~ ABED T2 420l o7
HHRINTWD. KRNIV emiAhab AR L b D EF 2 b, RUVINTA]
B BT — 2B Ts 2 TAT 2L T, A RAOUIHIEE O Tk
PE=HTEDLFRIENRINTC. LTe3oC, UIHIEREORE HIED—2LL T, L
BB ELRWMEEHEOGIHLEE T LEROREL Tn ZFEL T, ZOHKIZLEN
BELZ2WIREFREPH (ZOEAI2E, Bl IR 7GRS Z R B ICEISHR ELT) TRE

(CEIHEE A E RS OB =2RE T LR t OBIFRER(4-3) KVIHRIEE Ts
VAL, TONFIRE To AAEIHEE L TR EA-355%0F (B2 X, X 4-
11(2) DA ITIZ TN EE 100 m/min) & B Z2ICCEAZEN D)o T-.

4. 4 MAMINEERFERLER

4. 4.1 MRNMIBOUHEIADEIERDIRE)
X 4-13 1%, YIHEEE 40 m/min, 25V 0.05 mmirev (231500 TEAME)NHD TAE
WD AT AN Fz, MV7 Mz EREE OBIR THS. X 4-5 | TRSIAHENIT, ML B4E
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(@) Increased temperature due to rubbing at hole bottom.

(b) Ovservation of drill merge part.

Fig. 4-12 Temperature rise by rubbing along with an increase of the the cutting speed
and damage of drill mergepart with regards to various cutting speed.
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LR BT R 20 O IR O 1T B B B AR FE S K200 C, Z #0383 i
A BRI 5 (B 2.3 s f1U0) FTATAL Fz 1T & B IR EF 1T R T D8k
DD, THUTHEOIVY Mz OEB R BIEINT 5. by Mz OEB R O EER &
LTI N EIC LA BOT-HEE 2 b, K 4-13 FIZidbbE T, THALVE
DR R BT 7 1E Xm, Ym, [Bl#EE716 Rm ORBIOMES <3 A
1.6 s A THITJ7m Xm, Ym OIRENAL 73 2588 K (K 4-13 H1 o> T 431) LTV DER
T-Hoind. 22T, MV Mz %A FFT LR RS- E— 7 [R5 o3
R 327 /1% (Band-Pass-Filter, BPF) Z 52 it L 72 JE 1258 H 4%, 450~500 Hz D/
W TNV RSAT AN AR FER LT V7 Mz O IICE B 358, #iiFJ7m Xm,
Ym OIRE S SR L T2 DL RIFFZTRESEHL TWDHIERDND. —RIIIC
BT40 ~ > =7 2 LRl dhF O E A IREEIL 400~500 Hz (Tir THHZ LN Z
< 4 AEHZIUCEK T 2IEENEC TCODEB 2N, T7ebh, Flio i)
F5 R OIRE 71 E LB O EHR AR R O M FIRE S U T [T A TEH T LD bne
%. X5\AKHH 2.0 s AHUTIZ[RIEE 1A Rm OEBNALS 23 K (K 13 oo TTofHT) L
TV, 800~850 Hz O J& i 54 TN R /SR T 4 W2 % FEHELT- ML Mz D TE O[]
REZAHECIEL 2 OZEB b T HIRL TODER 7230035, LIei-> T, Ly
DA T B O [FEE RO R UVIRENIE L CAULEADNH LR DND.
Ml 2.3 s AT &Y Z oo R0 DS BOERZ BR AR L TAT AR B L, Ml 2.5~2.6 s f+f
IERIERT =L THLHN, EHLHLO%EE Xm, Ym, Rm 5[0 O#REE & J8iul
TR ELIZINTIRIEICH DD EE 2 LS.

4-14 1%, AN LAZ DML O FBAMEE DT EH 3 KON Liri o )& LD RE
(ZiR > CRHAIL 7z Wi gh AR S S Hh R 2 7R 97, X 4-14(a) Z0 ML ITIZ OO AR 1%
BECTWRNZENR DD, K 14(b) &0 F & 7 AN A Rl N P D pli R I\ ke [R5
5HEBRBNDHTH DI MR AEL TNDZ e 5.
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Fig.4-13 Relationship among the cutting force of the workpiece side, the vibration
acceleration of the tool side (Cutting speed = 40 m/min, feed rate = 0.05
mm/rev).
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(c) Roughness curve along circumferential direction

Fig.4-14 Countersinked surface with the conditions (Cutting speed = 40 m/min,
feed rate = 0.05 mm/rev).

4.4 .2 MRNMIFORLYAFRDUVVYIRE

4-15 1%, YIHIEEE 100 m/min, 250 &E: 0.05 mm/rev (2351500 LERAESHD 1
EMRIDAZ AL Fz, by Mz ERFHOBIFR THS. X 4-15 FiTiddhdHE T, THAR
JVA DRI RS R 3T Al S5 Xm, Ym, [Bl#EE71H Rm OIRBIOES =<4, A
B 0.65 s fTIT CATANDEE AL KT DD, EOWE I BRI R O
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71 Xm,Ym O#REhH L, 4 0.9 s 25 Z k0 3 BHEL TAFARDZE
EASBAE I RL, Al 1.0~1.1 s fHL CTHUERY =L L7 V7 OIS B Y 53 0388
FANTHERL TWDER 20307035, NIERT /LB W THIIT M Xm, Ym OfREE
¥R %705, BIEES7 M Rm OIRE OS5 BSBEE T KL TODERFH 005, SHIZH
4-13 (AR THNT B LR CIREY & SRS H AR 37720, LN T LIz
B 1.1 s DIF2ICH IR B BIREI RS TSR b oD,

B 4-16 1%, I LEROMINE OGBSO TR IS L O Lo M JE Lo RE
(2> TRAEAU 7z i dh R S S dh R A~ 7. X 4-16(a) L0 ML/ LN O BLEE A
AL THEDOFEUME TN ALNA. [ 4-16(0)&0 )& J5 a2 J& 972 M 23 4T,
COVIREINAEC TWLZEL DD,

X 4-17(a)i%, X 4-15 OR Y T/VEHTO 0.9~1.0 s £1iT, X 4-17(b)IX R = /LEFD
1.0~11 s FHEDATZAREMNVZ O FFT #5R THDH. FUNMINILOEEIEL T ROA
[ZBAH LT, —imEEASG H B OIX0 e, —hsEEMIE S FFOITVD 2 S DOFE—RD
HT E A IREIDNREL TELDEARHDLIENHLILTND 422, 4.2.4 HiOFEFIC
FEOEARTBEOMGG SCRHEI Ol T B AREIES 2948 Hz THD. X 4-17(a), (b)
DAZARD FFT i R TIEE AU B2 2560 Hz fFH i —7ED G T 5&
B2HN5. 17DV TlE, 424 O RIZFE-S<E, R T EO—HHE E T
Ui H R OIXY O T [E A IEENEL 1050 Hz 28 1200 Hz (T OE— @A %S0, &5
(ZARVZ O — i [E E i B B OIE O FE A IRENEL 4411 Hz 23 3800 Hz £f3r o
E—ZEICKHEL TAEL TWDEOEB 2 6D, —F, ¥ 4-17(b)D L7 T, 1230
Hz ~1900 Hz {1 ice’— 272 b, A LR O—imE E s B o3 o i
AIRENEL 1050 Hz 12Nz, /L4 O — G [E E s B B oo ix0 o gl E A R #h %K
1600 Hz |ZkHEL TAELTWDEDEE 2 HiIVD. iz, X 4-17(a) THRONTZAR/LA D
— i [ RE M H R O3 DTV [EAIREI U5 G2 3800 Hz i e — 773,
17(0) ClE @ B BN T 7 N TWAZER DD, T, AT Eo— bk
TE Ctdim R OIZV O i [E A RENEL 4605 Hz (ZxHin 3 5EE 265, X 4-13 &
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Fig.4-15 Relationship among the cutting force of the workpiece side, the vibration
acceleration of the tool side (Cutting speed = 100 m/min, feed rate = 0.05
mm/rev).
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(a) Ovservation of chamfered surface
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(b) Profile curve along circumferential
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(c) Roughness curve along circumferential

Fig.16 Countersinked surface (Cutting speed = 100 m/min, feed rate = 0.05 mm/rev).

4-15 TE=HSINBEE S MIRBI O RESL VAR5 L, %E TELIKRE
IR REAREN L TS, LTS o THERAR BT S T & T — i [ 7E s S 47 D
130, —SE E A E oo 2 FEEO IR — R T, MR
UDE—ROERED OOV TGIIE G5 L TWAIENHHIL, ZOWA IZBHE 2N T
OB TR ELLHIEb o7z, TR0, IFEICEHSN TEIRU VN L H
[ZAECDIITERUYOHE IR Z G T O OIES) 40T =22, R T 5 T HEKR
NWE AT BINH N THHIEL DT, SHICTHARNK ORERERE R DU VR
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Fig.4-17 FFT results of measured thrust and torque around 0.9~1.0 s and 1.0~1.12s
in Fig.4-14.

TSy Rm X T ERCN OB IR E 2R L, REE TEWER I TOZEE T
—RZ2ETe TEOKITEEO—BtO OO IRE) (1] 2 1XX 4-13 Ol 1~1.1 s {137
DIRJERT =)V [ZH @ VW E 2 3 A LR RSIT-.

4.5. #E
BIGOREE T ChlEs T B0 T HONEHHEE SRR R I T D EHR -
B 7 R DIREN D1 % 5 55 \ U ATREZR ZARE IR AR L & VAT BB BRFEL, &
NHZRUVINTERRO THIBEOE=4V2 7, SHIZMLROM TR TSmO JE
BONRLVZRLE L OOVIREIOMHIZEHL T, £0fF HMEZREF Lz, BLF O
RaFld.
1) RUVINLEEOUIHIEEE OF% BB W, IRE =4S RICESTZFNE DS
BT DA ROPRIRE Ts 2 VAT L FETEEREOI TRAO T ICA
BTHD.
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T o> B NG 36 JIOVR B N BE 2 [F] B (2R TED AT LS R
L, TOERGERICE SSERELRITT5.

5.2 RETHIEFIFESIUEREEDFHE

5.2. 1 ERAEZSIVY—FRABEROMSEH &

EBovy Ty, ORIV A E T BRI R OBEMKR AR 5-1 (2R
T E e, EBREMHER 5-1 1T MM v =0 TR ZO F T — N
BT30, D FEHHIZARNVF AT MM T RINVEZHFF L. fEH LR
VT =RV 66 mm, A 2, AE 12 mm, Al 30°0L D% A
W, 2Ok, =RV OE A E T BEEREE RO Xm filfi 23 AT 1272589
(CHEER L2, WEEIA 1L S50C AL, ~v =27 AOT— T IVCHEEL
7o EE R O HIE) ) 5 (Kistler #1:% 9255B) FIZ[E & Liz. BIHIHEHIO X
Y, z JEEE T L 5-1 oo R ZE I Fx, Fy, Fz LLCRT . #HIM O
1% 1 2RELT, FRICBIL LT AP .LOEHIE T X J7 2 200 mm &
L7=. YIHI S 1 n] #i5 5% 3200~3900 rpm D#GPH CTRE 4 ZH L, 1 HiEVE
/% 0.02 mm/tooth [EEELL7z. THZEHL&EIX L/ID=5 &L, UIA EITET
M 2 mm, #li 5 10 mm L7z, 7—F U MIEH T, RIAICTEBREZIT-
7z,

F7z, TAEBEAA 2O 0% — RPN W O A& I1x, B8 b o TIEERE
BEfE LC, 0o B o @, HE, ML IREDIFEREBI T L7 TH
% SERVO VIEWER (FANUC #E#)Z . B L7 ik, Edie—RA
—X, EEE—FDMY, VRO XYZ ZHE—FDMN I THS.
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Holder

Workpiece

} il Schematic top view

' Feedamount, f  Feed speed £
f N — Workpiece

3 : o - B \Rotatlonal
amometer = ¥ /3 :
U s .T i amount, ae
‘ , ' Endmill

—n

Fig.5-1 Picture of tapping instrument and corresponding rotating coordinate
system.

Table 5-1 Cutting condition and setup information of endmill processing.

Setup information Cutting condition

Machine:l ROBODRILL (BT30) (Rotational speed S : 3200 ~ 3900 rpm

Workpiece:| S50C (200x150x50 mm) Feed speed F:| 128 ~ 156 mm/min
Tool:l WXL-2D-DE (OSG) Feed amount f : 0.02 mm/tooth
Tool dia.: ¢ 6 mm L/D: 5
Num. of edge: 2 Cutting amount ae : 2 mm

Edge length: 12 mm Cutting amount ad : 10 mm
Twist angle: 30° Coolant: Dry
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5.2.2 TENMEERLIVEREMNEEDORKE-SF X

BT B 8 Lz 1L H R IR s K OMR B I B o> 2 > oW BE & o [R] I E
=HNARE R AR Z B RE RN Z VAT AOMIE M Z K 5-2 (TR F. = RUL
DR LB X A2 0 IA Bt 5. T H AL il (iR o Tt SRR N
TACED T Y ZE DS 2D 2 mm DAL E TR EH T, BVE & % UK
(CHEMRTDETIH AL, Y= A KRBVEX O — 24 ¢ 1.0mm oW &2 A
o I O R EY N GE BV, AL NS L DR A D N JE
ZBIEE D 2NBAE ST ] 5.5 mm DEEE (77— T A 725 45 mm) T [a] iz AR
SR Xm il B SR T WHZEEE 2  THEITARIC 2 OB L. £
DI FE ax1, axe, /XK IR TREOF MIZ+DOEEZHFLTEBY, Xm J
A (R 1)) 1 (axi-ax2)/2 TR BN E OZE S EEICIVE H T35, £i2,
[l #5 5 M 253 Rm i, (axi+axz)/2 OMEEEICIVE HTE5. Lz

Machine tool

) " Detail of acceleration sensor
spindle

45mm 2X acceleratlon sensor

Averaging
circuit

Filter ——--
Amplifier =~

_ Rotational center
Acceleration sensor

Xm = (ax, —axy)/2
= (ax, + ax,)/2

Fig.5-2 Schematic diagram of wireless multi-functional measurement tool holder
system.
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SIHDIN T o IREYNEE AT FEELZ. Z2THWE YO EA
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W, TRERVEANICHEIES, AID Z2#E5E, ~(/uarbn—7, BIOH
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AR R C7 I n s E AL L TIE e EM L2 EIc AID L, TR
AR EE TV L — B EE 10 Hz TEEL, ZEHICHE i S/ PC
(CEOFHAIRE AV T A H A LR LR A AT REICLTZ.

5.2.3 IR-FRILF-THROKREFHE

REBRICBITLLE AH . F 85RO UG E R 2 @+ 5720
NV 7 OINR FBR A2 FRTCAT o 7. IR F2 8 F o Nk & ok & AL
EBLION O 2K 5-3 12787, MIERO T E 386 L ¢ 10mm %
R L7z, I E X T HE oS 1 & (Ace-1), AAZIT 2 &7T
(Acc-2, 3, 7272L Acc-2 lTab v hafEd DTy MH), iz 2 & 77 (Acc-4,
5Dk b EATICREL, MMRAITLEEmELT. ZOROT 78V I A%
5-4 (277 9. 150 Hz {012 3 8l BH O & 19 72 Bl 1 70 & 0 4R i 37 T
578, L E e (Ace-D) I REREH 2 ELS5E—FEL T, 530, 770,
1450, 2600, 3530 Hz ffiT IC 4R A3 R STz, ZNHEFELLSADE, Ace-
1L Acc-4,5 ®7 1% 1450 Hz Ll EdE—F% 40 dB &% TH 57, 530 Hz
BLOT70 Hz 1% 20 dB 1T E Lae<, il R 28 T H et (26 LT X 12
KIEFHTLHEIR THLILDOEE 2 HND. T 1450, 2600, 3530 Hz i%, Acc-
1& Acc-4,5 D77 40dB R EHY, F il R I L TL B e bim 2580 b AY I K
LR THE—RT, TE-FLXZOMTEELEEZONS.
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Machine tool
spindle  ~

55

~——= WC-rodp 10

WC-rodep 10

R ‘[ B :Acceleration sensor ]

Hammer
Fig.5-3 Picture of setup for frequency response analysis and Schematic
diagram.
1000 ¢ ‘ :
z 3530 Hz
100 L 2600 Hz i
§ [ 530 Hz 14530 Hz (
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§ ,:i i \ / - 0 ‘\-
% 1 ' v? § ' | A e {l—— Acc-1
5 MIALD A AN A A Ae
< 01 A LW W LN - Ace3
: i s “f” ./ i i i \\vrr-\!l ""-\.f Acc-4
) ‘ | i |- -Acch

0.01

1000 2000 3000 4000 5000
Frequency[Hz]
Fig.5-4 Result of frequency response analysis.
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ZZC, — U E E T H B 0V oiEE T — Rz o E A K
B fon (T MAIZ 3 ETHWEGB-B )X ThobIND. AERkIZ, 1 IRE—RD
RENEFELTR-6) N Thobbxnsd. Il m 4 [E & s & L7z — b [& & T
fih B OIEVEL TARRAVE S AT L% BSE TSRS, A RITT VRO
¢ 60 mm THHN, TYMBERNWZARAEZDHEODEEIL ¢ 37 mm ThH 5.
LTIeBloT, RAZDORIE ¢ 37 mm, Eh 7 — T AL bR i £TOR
S1E 105 mm, HAAF OYPEE &L THEFR AR BT 206 GPa, % £ id 8300
kg/im3tL, 3-6) R ICENEFNMRALTHEATIHE, KFEAVLF AT LD LIRE
—ROE G T I for 1L 2836 Hz L7025, Ty MO E EOFEIZLVZOH M
ERIVBIR WA ZICRDIEN TRIND. Ty MNBERI VI OEZD
637 mm THRLIZVELTEH L — ko ih 1 o F 4 R 8 523 2836 Hz T,
4 5-4 1> 2600 Hz 1ZZ DA EITE V. FleF vy a5 LEA ¢ 60 mm T
RARELIEVELTHEAE T — kil T OE A KB 2% 4128 Hz T, 3530 Hz
XZ DR EIZITE N D THHT-.

5.3 RBRBERBIUEE

5.3. 1 KEMIBIVVUYREIHROMIER

1 AY0DRVEIT —EELT, 1232GEY T Mo LEERE 200 mm) 0
TRV o [E #5% % 3000~4000 rpm £C 20 rpm £ 12 b5 (260 5 1)
OMTHBESmm &) ST 60, REVEY VAT AIELD T ERNEEE R
FOMREIEE =4 R 42K 5-5 27 7. Z2CK 5-5 @ Xm, Rm 5[
DIRENE FE TAARA 27RO HIZ T 0r I 87 vy 7 TR OY Y 2 1
(ZAETCLHH EoIRE) ThHDH. A A 7K DO )% BrE, 3000~3480 rpm D
FH > Xm, Rm J7 7] O #= 8 h0E FEIXIFIE — & &2/~ L7228, 3500~3600 rpm @
P TITOOWIEENCIVIE B I3 EE A EH L7z, Lo 3620~4000 rpm @

_93-



P CITIE B INGE XL — E&om Uiz, —J7, T EPNER B 30n TR 4A
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THRAETIAEBLRAICER TS, LEN-T, TENEIEEIZR K THIL
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3500~3600 rpm fFiTICHBWT, DTN TIEHLN R E T —E LA bZE #h 8%
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HEFEZHNS.

WU, K 5-5 DFERESFZIILT, COVIRE N AL DL L L ERYIAIE
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AT ZURIVDORNEN 2 THLHZEEB BT 5L, Wi U AT oo J& 5 (8 #)
NI EZE 105 HZ 12720, X 5-6 OB REAR D MR- THDIENLH L EL
ZHIHI CTHHZENR DD D, ZOLEEDRRNVE AT KMTLDHIRB)INE FE I X
O LT ENEHEEZRK 5-7 (2773, Xm, Rm J7 [ O R & EEITZ 2
154 m/s?(RMS), 24 krad/s?(RMS) T—E&720, T EWNEIRE X 292°CTUX
W7z, — 75, X 5-5 CHz &) 23 EF L7z 3600 rpm I O E1HI & 200 mm
LR oG AR PTZ R 5-8 (Zo= 3. Bl 42 B &7 2 W7 e B HIl o J& 5% % (J&
) BB LT 120 HZ (2725755, 1 A3 EIHT 21T > TWHIENIZ 120 Hz UL LD
WE B O IREY S AE e, £ OHRE) A I #01E 400~600 Hz #2 & THY, X 5-
4 O JE P BOLE ORITEROFE RO 1 SO R S (X 5-4 0 530 Hz)
IZE V. ZOLEXOREEBMEEBIOTENTIRELAZRK 5-9 1”7 . X 5-7
® 3200 rpm KE L& Xm, Rm J5 [a] O = @) 3 FE 1L 2 1€ 40 30% 38 KXY 20%
FEEE A U7ehy, T E PNE IR B X Bl 2 (B L) 28 EH LT aichn
PhLTE T T L.
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Fig.5-5 Acceleration and internal tool temperature
(S=3000~4000 rpm).
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Fig.5-6 Cutting force (S=3200 rpm).
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Fig.5-7 Acceleration and internal tool temperature (S=3200 rpm).
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Fig.5-8 Cutting force (S=3600 rpm).
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Fig.5-9 Acceleration and internal tool temperature (S=3600 rpm).

5.3.2 REBMEELENEEDOER

1 AYZ0OEVEIE—ELLT, 12328)H] K 200 mm C, i [[7]#5 %%
3200~3900 rpm T 100 rpm fF A% E A S50 CE W U HIZ1T -
ToRF DI HIRE (4 D 4.4.3 Hi O AR E Ts), Xm, Rm J5 [a] O 4= & il #
ERBIOCUIHIRIIDOE T Fc OFH)EAK 5-10 (239 . 22T, GIHIEITO

A 771 Fe g,

F, = \J[EZ + F? + F? (5-1)

THRMHLE.
3200 rpm 2>5 Xm, Rm J5 [/ O R B E FE 134k 4 12 EH L, VO E &) 2
F A L7 3600 rpm THiR KAE (ZDOHTZ ORI ~, 21 Z 1 30% B &
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Fig.5-10 Relationship between rotational speed and each physical quantity

O 20%FRE D E5H) 2R L. EO% L B L EEBRICAY, =80 B iX
K F U7z, — 07, IR E X, B8 b F 2w 3500 rpm £ T EH- 75
DD, VOV IE B 235 £ L7= 3600 rpm This/NMEZ R L72. £ D% 1% 3500 rpm
I OB HI R FE TP S ND EFAERMIZEY, 3900 rpm £ T LA AHe )7z,
T HATHR A S TWHEVE XX, Jetin il 2 R ICHE M ST 528 Tl 77 4
I RSN TR, EBIT, = AR LREDBIZIERE THLI LN T I
LRI TWDZENS, MLH O T E~OERAB G2 EfICHETHIL
BTXS. LIA-T, 3600 rpm TIRONOWIE B 2396 28 L= 2 2T, 4 Bl B 12 4
fih 2RIV A EHEHIM B L O & D 2 fih 2SOV IR B oo JA i £ T
Wr e D IS720, MENEIB DY A7V BHRIRSNTZZE T, BB R LELTL
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BOFIEIMAONTZEBZ LN, SHIZE T Fc OFHfES Xm, Rm J5 [7]
D i B I B S O AR Lz, BREV IR E S E R Al oA ) Fe
TR T L, COVIREN23% A L7z 3600 rpm B S THUNMEZ R 28006, U
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Fo, IR YA TITE AT Z & WA R CTRIRMICAELSELZETEY
H 72 O HIR L2 /NS TEDZER MBI TS 58, Eik i@y, X 5-10 O
ENOLZDB G EE=H) T TETCNDLIENDLNY, IRENINEEBSIO LT
H A EBI B D[R B £ =223 TER G OfEI L2 B i2f %) Th o ] seME2VR
-,

5.3.3 VUWYUERBIAKRBDOEE

5-10 12 /R L 72 & [Al#52 TOUIHIR ST OB B & FFT M L2t B2 1K
5-11 (277 §°. 1000~8000 Hz O fliHl AR L T\ 5. HFHEIEEH O X BLOY J
[ DOYIEI 71 Fx, Fy (28T, 1500~2000 Hz @ & 3 545 T ) K &2 0R
)23 E L THY, 12 3500, 3600 rpm (2 TEDJE WK H OIRE TR E 2o
TWAZERDND. — T Z FoHl /) Fz 1, 2500~3000 Hz D% T
RE)RNETTNDED, FX, Fy [IZH RDERIE T/ NS EN DD, £z, K 5-
10 OFE R TV IRBY 3 BEFF &7, Xm, Rm J7 [A) O 2 B I8k BE A3 KA
AR S B X OUIHIE LA ) Fe OfR/MEZ R L7Z 3600 rpm £ i2iE, &
B & & I 8l > 5000~6000 Hz O & i o THO TN TIEH LB IRBI R AL
TWHIER DN D, ik & LI-UIHIE) /15 o A IRE B ixBXLE 2500 Hz @
Teh, ZAVEL b oo JE I O PR B I B L TR 0 L7z B B R BT oo 4R iR IE R T
O e HE O E B W 22 L 1385 L A3, 3600 rpm LLA o [a] i5 $5 Gk IE] 8 % 2K
HCOREIIMR I TN END, 3600 rpm Tidd 72<EE 5000~6000
Hz OF B OIREINAEL, TOMRMNRTEREEZLND. T72bbh, K 5-11
® Fx, Fy ® FFT O #5 5 TH 5472 1500~2000 Hz O J& i 5 4 O R 81% 5.2.3
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I CRLIEAR T H - FLFZOMITIRE (K 5-4 1 1450 Hz) IZE R 35%
DEHELR T 5.

— 5, TURIVIIFRNVA S A2 — B EE Cth i B B OIZYORE £ —R
(RIS TG, TREAIT 6 mm, 28 LEIX 30 mm, #8 il A& 4 0 e 5P
2 %1% 550 GPa, % J¥ 1% 14250 kg/md &L, (3-6) R ACFNEFNAAL CEHE
T 5L, for 1L 5794 Hz L7205 . ZOfE X 3600 rpm @ FFT fE R ico A R 5z
5000~6000 Hz O & i # # iIc— L TR, ZOE KA OO IRSE) =
RINVOHFIEENCE N T255085 2515, X 5-10 THERR X4172 3600 rpm
R DIR BN E O EJ3, =2 RILoEEE S ThDH Rm Loy, =
RIVOEF 7 THD Xm J51m OREINEEE T EH L TNLIENBAR
WHYAT ATHFICZOB R ER M TETNAIEN /RSN, IEEYIHIIZ
B4 241 78123\ Th, 1l L b (f K 4R ) 3 2 /31 25 /4 72 40 B D EE ) 23 59 00
THIIEYE OFAW A BNHEINTHZEREINTEY >9, 3600 rpm DY) Hl
R B W THIR A ITIZ B HE EE 23 K L2 &CTRIBLG AL, U) AR HL
DT, AETERAETIAEOMHNICHF G LILEEALND. £<IT 5000 Hz
B2 DI807m AR OWREN X, £ OWRNE 23 /N S<Th e KR Bl B TR &<
ZORBENPEEZ DL RBEDNRINTCHDEZZOND. LIzR->T, @A
BB OREB O NS BZOM TERE O IZRE=F N ELTEHEELRD
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(b) Thrust of each feed axes.

Fig.5-12 Servo information of machine (S=3200 rpm)
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Fig.5-13 Servo information of machine tools (S=3600 rpm)
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