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Fig. 1-1 Fourth industrial revolution.
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THER UINEHD A Ly R IADTHIRE I, ~U A1/ UAfLER) 26 H L7872 20 L
& UCHER SN TETWD. —BIZEHIE O % » 7T AR THOPHEAH
BTHY, 2OV A7 ZERES 2 FHEOWZEBFENRAIRIZR>TETNWD 2. 22
TR Ly RI e~V I UdiEE 2 AG O e HEE WS Z & T, ¥ v 7L e
570 0 TRO BRI <, TARHORHEC A O TRz w2 g5 2
EMTE D, FTHRENQ RO MO bR TE 5720, HHIMINTT
FREE 725800 < FFEE D OIIf b ATREL 70D & B2 bd. Z0—J5C, A MIC
BRIEZffER L TN D72 DI TR M < § 208D & 0 UIHIIZ K 2 T RO =0
FHIEROOD 72 & OB RE S, 2D A2 B LIl L oREIC
B DHZER B L 22 CE TS, LU, ~ U B/ UdithESE 2 A L
R U & Bt CY) 0 IO E $BA T ASRIOZAFFEI T 7200 . & 2 CARE 2
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TlE, RFHMS50C, FREEEAHAERCTH D SKD61 (HRC40, 53) Ofida CHIY AT
MR CRE OGS AR ZeoT. £, TSRO —R NI A4 7=y h XV /S
NAOEEND, THONEF#RAHIAI- TR 2 VT, M CONNTAGEIZEST %
et ZeoT.

2. 2 RBITIMRCHIVINTRIOCERSE

2. 2. 1 ARy FINTEZAVWEHRTH Y MIE

X 2-1 1%, —MRB972RER T LR C ok E <7, fa CIE R A 2 Bl (b as itk
ATV DB RIS OFFE R ThH 5. FAMIZ 1SO B TA— MLl e
A FREICKBIE, FIHAMETESRACILOE y FITLEELI AT
L. KRR THE ISP CITA—FMVALTEyTFRWHET S, SR CLOES
(X0 2-1 O NBEDZEL T2 D

MTIEICEBET S L, HERQUIIAEIM LT TR ILEZRIRT 2720 M LRES
ERDGEMEZ . —F, MR UIINEI L TRALLEZAIRKT 20BN H D
LWHR E R DGR E . L LA D, WMESOMBERITMLICE N TH
BFLRDDIIMERTNREZL, LrbZEANIEE VAL THLIGENRZW. L
BoT, RRTIEILE Y ROMERCIZERT .
FEVROMWERTCDOMINTIANAL TNAVE v T ERHCDEERRYETHD. L
DU G, R OIREL DT OIZZE DG BERNEL L TE TRV,
oy TIMTEREOEI Y EREE 0 72 81k & v 7 T HOPHEORMENBEE{L L T
ETCWD. ZOMBEEHIRT H72ODOFIEDO—2L LT, K227 T ALY R
SNVLEEZHAWZMR CO 0 I TEMA RSN TEBY, TEFEIED b
TWa. ALy RIAVTEE, ALLoEmsS LYy FEA— LR lic—#&KS
HIHNEZAL, ZOAMITIINTHRET LR ECONEL /NS LIERRE
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HLTWD. K223 LHROMIE S ORI O T2/~RLTEY, TEO
ORI 7 e NTHIMTHE R, RO 2 €y FHOANTE 1AL EFITH,
D 3 By FHORIEE 2 £ EFHE LTERT 2 L 2 Ic THIBROZE R
RENTWD., FLTLAEDOEICHUNHNEZEEL TE ZET, TRAZRLR2L
THMRUIMTAAGRERERLIBDOTHS. KM 2-200)FF D FHXEZRLTEY,
NC D X-Y-Z OIFIRE 3 @il IS <~V AV HFEE) OfRE 2 W C LRI
RFEFEI D IC BER L 7R 2S DIRFEHEI D IZAHREB) L, AfES 1R 5 IR U
D1y TFET-Z HANEERT AL DO THD. AFEEFY v 7ML LR T
Hoo BHEREEEEOFIRA 72 <, TAEMORMEICA b TRERZ BEUI®R S 2
EMNTED. FRTRELRDUROBICERGMORM bR TE 2720, HEH
ML CHMEL 2200 EEEE Y OMBIbAEL R B2 LND. Z2D—F
T, PRI Z M LTV 57208l X 5 T RO - b A

R ENNRURSEIC KT, 200, L EFRE L@y
DR T T HMIENNIE L o TETWD

External thread

| Outside diameter .

Inside diameter

Internal? thread

Fig. 2-1 Relationship between a generél external thread and a female thread.
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. 2" finishing edge

Revolvingradius ;Y

Rotating tool

ARough cutting edge

1%t finishing edge

(a) Side cross section of thread milling (b) Top view of thread processing.
tool during screw machining.

Fig. 2-2 Thread mill tool.

2. 2. 2 ZFEBREBERBIUVSGE

TAFERE T DMG ZRIEHE R O 3 filifilffl~ > = 27 & o Z (ACCUMILL4000 : X
2-3)ThDH. M 2-4 1TUHISOFHAFROBKH TH LS. TEIFAL Yy RIv
(MOLDINO #lc »7R”7 D AL v Kb EDT-1.5-25-TH : &{KGH %X 2-5, ]
FEROEEZX 2-6)I273. [X2-6 LV, AWV TEIZENIZH U AN S
NTNDZENDNY, EHAMLOEHTT AR LS THlfEd Col v L)
AREZR b DO TH D, K2-5, K 2-6 IZxHnT D -HEITENTH, D= ¢ 7.5 mm,
Di= ¢55mm, Da= ¢ 10mm, L=70mm, £{=25mm & 72> TW5. §7bb,
€ID1=45Thd. EHOTIEIL, ¢85 THMILE7Z%. ZZTDIEtETH,
DIXMMTHOERTHS. LIEWIT S50C M Lz, 4 sy D=5
(KISTLER # kL7 @) )18 9272/ O J11E 5 — % v ' —(GRAPHTEC #!
midiLOGGER GL900) Crtdk L7z, i U OREEMERIZIE, 227 —(0SG fL T
TER 1 ) &M L.
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FEBRSGM AR 2-1 {ORT. MI0 BT 1.5 O COEHER L FARETH D
¢85S D FINIMLZEZBZRSTZDOBIZH v TN LEAToTz. Y —/L/SZXINC D
AU BVERHES 2 AW~ IVINT. & Uie. BIEISE, b % v 7 5k A4l
ML, JFEHGIEEE)X 35 m/min T—E & L.

Spindle

Fig. 2-3 Used machining center with force sensor.
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D=7.5

Rn=1.25
h:l imin
Work
d=8.5
Dynamometer
Recorder
Fig. 2-4 Experimental setup.
€ L >
of ‘—: 1 (\]
Q Q

af T~

Fig. 2-5 Used thread mill tool.
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Rough cutting
edge

1 finishing
edge

27 finishing
edge

(a) Bottom cutting edge. (b) Side view.
Fig. 2-6 Details of thread mill tool.

Table 2-1 Experimental conditions.

Feed speed Vi[mm/min] 57
Feed rate Vi [mm/tooth] 0.038
Number of revolutions # [rpm] 1500
Tool diameter D [mm] 7.5
Coolant Semi-dry (MQL)
Rotational period of a tool 77 [s] 0.04
The radius of the helical pass R, [mm] 1.25, 1.27, 1.30
Rotational period of the helical pass 7> [s] 8.27
Outside diameter Ds [mm)] 10
Effective thread depth H [mm] 10
Pitch p [mm] 1.5
Hole before threading diameter d [mm] 8.5
Hole depth before threading 4 [mm] 15
Sampling time At [s] 0.0002
Sampling frequency f; [Hz] 5000

- 20 -



2. 2. 3 X,YHFABIRNVZEEDODOEEFRHDOEH

HHIL72 XY HRAOEO V7 L0, 450 (LE & TEY OB NI

oS LA T) (TR & TARMOBASIC T 2807 m - ¥R T 1h)

Tl

95 GHUNOET VK EK 2-7 1ZR7) .

PENT 5 FEARE
MV 2T ETH., ZDORD

X I O8IEI % Fy, Y IR OEIEI 1% Fy,
XY FHOETTD ) v MMEER(2-1), 071 FaRQ-2), XY Fino&aT /v

LEE, E5F, 57 FaOE I ORERZRQ2-3)ITRT.

= {(F)HEF)H (2-1)

= T/R, (2-2)

{(F*H(Fy)* 2= {(F)*+H(Fa)*} 2 (2-3)
3t o ANREEO T D ORERE) & L

TR, R B (T
“ARLCDILNOELTEZ Ri=4.5

TR ¢ 8.5 mm BfiE, X2-8 12T XHIC

mm &35, ZHIZ

A(2-1), 2-2), 2-3)&Y

Fuo= {(Fy)-(F)% (2-4)

OEBENEHTE S, 375006, HIRO 4o NFO XY BLO MY

Sy DS FANT, ~U B AFEBR O RS T B X2 M TIZR T 5, B

- 21 -



HNENENERDDZLEINTES.

Rotation

The radius of
helical path R,

Fig.2-7 Model of measurement

, Torquearm R, Center of gravity
5 of the thread

Thread height 4,

Fig.2-8 Position torque arm R:.

2. 3 EBRBHERERBIUEE
2. 3. 1 TI{EWEE LYIHIA

MIOE YT 1.5DMER T D TR THD ¢ 85D FX&Edif7-KdD S50C, SKD61

-2 -



(HRC40, 53) DI JIAKFEHED 2 v IME Foy & HERRGT (FE55) F, F
wIFmN NN FaZ R ERREEX 2-9 1277, 72, K2-9 Hi2iE, Afskk
HRLTWD. K29 80, 1A EEND 2 AEEIZRHEET, & TOUHITN
ERLTWSD. 2 A8EHNG 3 NgH 20 HBEO8HI S EFIEL TV A0,
I AERENB2AIE OB HANTHE EREN/ NS 2o TNAHZ ERnbhro
7o ARLELE, @7 micX 2-6(b)iZrd K 9 ITHA, R—IRTH 55 14 ki
F, 2 ETFTHENI BRI TS, 2070, HANLE 1 4 LTFH
WIS T2 1 REEE S 2 A H T, UIHII AR E S EA LTS3,
F2fE BTN, Eaehy FOFEEZRL TSI &b, 3ARATIE, &1
T EFRNOUNEY ZMTLTWADT, RESIZEF LN EBRbooTz.
F7o, X 2-10 [THENCREE, HERIZX 2-9 1> 6 KNiiEH OYIEI TR M o
OV IME Foy EEERITIN (571 R, EITH G50 75) Fo O FEEEDRE
BAERT. K 2-10 XV Foylid s —EOmE £ TII EH T30, Tl Eo
ETIE—E D eNbnd. £z, Fold, BENEFT 5 LIRTEBIIC
EAFT LR, R, R0 ERENWZ ERbhote. £, F/FaD%E
X 2-11 1R d. X 2-11 K0, BEN EFT 5L, F/F OEPAIZIEERIITHK
VD ENbnoTc. ALRIE, ®BEM ML TED I T<WARA
DT WAL TERY, MEDET, MHIINITEREFRERIC F (E57)) XD
Fo (5537)) CHEFICOLDLILTWD B OND. D%, FRIBENE
WM TR, Fa BRSNS 228, 4 il OBVIE B S 2 8IEI) (X,
Y, ZHRAIBLIO I T) T, MRUOHEELZHET D72 DICEER
TN RELDZ ERNETH D, D) 4 RYOHIFERND,
BN 8N DUNERHDFENRDND.
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() S50C (150 HV)

, Revolution number

100
1 2|3|4lé|5|,6|

0 10 20 30 40 50 60 70

(b) SKD61 (400 HV)
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Fig.2-9 Cutting force during thread cutting.
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Fig.2-10 Relationship between hardness and cutting force.
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Fig.2-11 Relationship between hardness and F' /F.

2. 3. 2 MERUKELABELEMERIZOVNT

AU — VI TR U ORI 2 iR LA R &2 3 2-2 12”7, S50C, SKD61
(HRC40, 53) & HiZ, EHOMILNSADANEEY-PE Ry = 1.25 mm IZTHLL
TOBLIZRA LT —VICTRELHERT L L, AT —To0m v |25 L g
MER CDOEDEN/NSVIREEL o TN D . FT2, A—/NRAICTHNLEZBZ
oy MEIE, KU —TO1RE 0 [I2EE LTS EENAKE VIR
elirole. TDA, RFEFRIMEHA L TEIE, TEYRELFROTLLOAELT
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ODEBINT-HFTTHLIEZEZOND. RTLEZMHL, BELHET LD
V%, LA ZORNEEEREEZMIEL, MLT50ERDH L.

S50C & SKD61 (HRC40, 53) TliE, T/ N A DR O EIE, 0.020 mm,
0.030 mm, 0.035 mm (2 CTHEENTOM LR ARETH 7. K 2-12 12 7-FT L H I
AREBRCTHEM LI LREZ, A/VF b 4 8 & U7 — b E Cum B B ol
0 L RSNITRSGE, HblhaEaeQRSHIZTRT I ENTED.

v = 64P/3nED/* (2-5)

ZIT, vIREREFMOmbA, EXYy U, P umEERL TS, K
TEDOY 73 E=560GPa L RET 5. S50C & SKD61 D)5 /) Fn D&,
FI25N, FIBSN L72oTWD. TobArEEZXQ-5HEVEHET DL, 0.009 mm,
0.013 mm & 720, KFEERD S50C & SKD61 D451 £ T O IEE D713 0.010 mm,

0.015 mm &720, 7bAhEEIFEREDHEE 2->TERY, SROHMENEY]T

HDHLZ EDBDND.
Table 2-2 Result of gage test.

Go Not - Go Result
S50C, R, =1.250 X o Small effective diameter
SKD61(HRC40), R, = 1.250 X o Small effective diameter
SKD61(HRC53), R, = 1.250 X o Small effective diameter
S50C, Zero cut o X Large effective diameter
SKD61(HRC40), Zero cut o X Large effective diameter
SKD61(HRC53), Zero cut @ X Large effective diameter

S50C, R, =1.270 @ o Good

SKD61(HRC40), R, = 1.280 o o Good

SKD61(HRCS53), R, = 1.285 o o Good
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Fig.2-12 Deflection measurement model.

2. 3. 3 TI{EHOELLREBEITIZONT

S50C L OV SKD61 (HRC53) #HIT L7=B X e DYIHIS % FFT f#hir L
TR R A 2-13, X 2-14 1TR T

X 2-13, [X]2-14 Z L9 25 &, 25, 100 Hz fi CE— 27 8% R LT\ 5 4,
TAEMDENNTH 503, IRENVRFES LTI, RUXS RmERrLTWHZ &
NoMND. 25 Hz 1L, [HHEH1500 rpm K0, THE 1 EEzOEKETHD. £
ATEIL, ABHAOTELER->TEY, 1 N0 oS E L CTIX 100 Hz TH
%, Lizido TIREMENT OSSR,  S50C TiX 1 [BIHEIC 1 [80> T RIEh O R 8 L
UNnA 1 AOFEEL 2% 25, 100 Hz BMFIER%GED /8T — 2T MEZE R LT
WA, SKD61 12725 &, 100 Hz 2325 Hz £ ¥ BEICEN TN D Z & 3bo
L. AFEFRIE, Fo CEEEFMAN) ICX 2 TROTEDLAHRD/NIWIGEIZIT T EER
AUV R E S L, W DB R EWGEITITS NPT EIZY)
HNCRET 2 2L 2R LT bDEEXLND. £ 29D/ )Vl Fy T

1% S50C & SKD61 D LT 1.3 2L Th 72723, X 2-13 1% L T 2-14 I2Hn
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KLTWABZ bbb,
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Fig.2-13 Result of FFT (S50C).
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Fig.2-14 Result of FFT (SKD61).

2. 3. 4 Y—FRNA FOMEEFERIZOWVWT

1500

SKD61 (HRC53) ZM L LB X, Y oWl & —R T A Kb H

U7 X SO B HROBRZ B 2-15 1273 (BIEEREIXX 2-7 ZEH L72).

2-16 12, T/E® SKD61 (HRC53) Z#HMLL7-FRD, O-a=270°725 L&D

TH 1 [F#EEf (004 s) O X, Y FEOUIEI Fy, FyOEREZRT. X 2-17

(1%, 0-a =270 °\1272 % & & O 1 [ ORI M) F, HETT W) Fy O
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AW Z Y. (K 2-16, X 2-17 Offit L7z @&, M 2-15 N TR LEERTC
HD) -a=270°DNETIX, Fx = F, Fy= Fa k725, X 2-16, X 2-17 &Lt
T 5 ERE B, ZODK 2-18 1%, FHEZE T 572912 200 Hz LA
FOREBEEIC T —RRAT g VB BB otz F, UIHIEHITH S 100 Hz
BELO2SHz ZBRAN L7 Y FRIOYIEI) Fy &R0 ) Fa DRy 27— Y =
BB ot D THD. K2-18 TIE, Fo = 08F L7> T35, [X2-19
WICAREBRCTHEAL-ZTEONMTOET L ER>T0A, AN, BLXOMEEAD
Pefiilx, TEPOLHD DM 0N 32~47 © FBEOENEL TS, PR
N F. &Y HFouH ) Fy OFfRIE, QR-6)IICTERT LN TE 5.

Fn = Fy* cos(6)) (2-6)

A (2-6) KEH LRI Fuld, EEXEBHFHNOHEIELZY HH o)
HIJ) Fy D) 8 EIREEIC/2 D LB 2 B, AREEW U8 M ) F, PR
TN FE,ZROHKEK 2-16 ITIFITEHE LW ECHEETE 5.

109 X-Coordinte <— Pick up 1.5
oo N T W W O Y N il
A W
z ALY 035
L R LR
= 28 AU AL TR o
= o AT 03T
ol IERIVERILFRTRN AR FE) NS s
40 AT | 263
oA L
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Time [N]

Fig.2-15 Relationship between cutting force, X coordinate and time (SKD61).
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Fig.2-16 Cutting force for one-rotation (Fx, Fy, SKD61).
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Fig.2-17 Cutting force for one-rotation (F, Fn, SKD61).
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Fig.2-18 Result of IFT (Fy, Fn, SKD61).
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Fig.2-19 Processing modle.
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3. 1 &R

AT TIX, ALy RI &AWzl U TR O ERERIZ OV TRAEZ B 2
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FE % 35~70m/min, TAEYIL, S50C DIrt 7> TWA, £, BV BHEE, TN
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B, YoV T REBEOEENRH Y, KRETOERSMZ2F DT, £3-1

2T,

Table 3-1 Experimental conditions.

Feed speed Vr[mm/min] 57~114
Feed rate V; [mm/tooth] 0.038
Number of revolutions z [rpm] 1500~3000
Tool diameter D [mm] 7.5
Coolant Semi-dry (MQL)
Rotational period of a tool 77 [s] 0.02~0.04
The radius of the helical pass R, [mm)] 1.25
Rotational period of the helical pass 7> [s] 4.14~8.27
Outside diameter Ds [mm] 10
Pitch diameter of thread H [mm] 10
Pitch p [mm] 1.5
Hole before threading diameter d [mm] 0,8.5,9
Hole depth before threading 4 [mm] 15
Sampling time At [s] 0.0002, 0.00005
Sampling frequency f; [Hz] 5000, 20000

3. 2. 3 [EEFROEEIINEEDE=FFik

X 3-1 12, BFFEENOIATIFFE TR L2 U A ¥ L ARRE N AR AR L 47 30
(2B < [BIETT Ml OIRENINEE D€ = 2 J7iE % 9. BT30 75 /L Z HIT 2ch DN
HWEE Y (aa, ax) ZEEEH.OBEFWE 5.5 mm OFRE (F—Y 74 00 b
45mm) CEEREE R Xm il LSRRG AICEEEZHF T 5 L 0 Ik E L, Xm il
tEovrHETHADT Fa 7R - BRI (172) 280RET 5K, SbiC
FEOyHE# % 0.1s & LT, RMS (RootMean Square) JEH L CU A ¥ L AL[EDJH
50 Hz ©, Xm S5 CEEFI) 3L OV Rm [BEE G (Xm #l Eot X
D) OIREINHE OIRIEZ R 5 FikE L. 2 b oBEAEEEIL 20
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kHz T#J 10 kHz F2 £ F TOIRENINEE O AIEETH 5.

Machine tool P )

. /" Detail of acceleration sensor
spindle .

45mm 2 X acceleration sensor
PCD.11 ’
Averagin /
. .g & A/D converter Ay
circuit

-—~ Transmitter

Thermocouple ;
Rotational center

Xm = (axl'ax2)/2
Rm = (ax1+ax2)/2

Receiver
PC

Fig.3-1 Monitor how to accelerate the vibration of wireless transmission.

3. 2. 4 X,YFRABIORILZERSDOOEEHH OB
2. 2. SHILRFEOFEICTCTEHREBI o1z,

3. 3 EBRERBIUEERE

3. 3. 1 VUM NFEHEMER LY INIROYXES RIS L OGRS
TREE 60, ¢8.5, ¢9DEXDXY FHD /) )VIMHE Fry, YEEHI] Fy,
HRFI T Fe % R 32 \RT. FRNS ¢ 8.5 O F /UM L2 HE L7z ifida U810 hnTrE
1%, TEREEREZ 7T Z0.020mm THIEST 2 Z LI2X DAL —Uhmm L

7. 25D D& ¢DFEELITY CRhITEDOT-bAZHET L L, BES4
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DY V3% 560 GPa & L, Fa2330 N TiE, 7257415 0.019 mm & 72 0 4 EfE
(CIEVMETH 5.

F AR 1 AR E T DRI 83s TH Y, MIEIEL B 2-2 DEHIC
WD UIHI A 3-2 L VEHT 5 &, [X3-2(a)D 8s~16s T 2SN T HIZ
HYIEIIT, 16 s FHEOE & D%k ONER 1 BRI TR B AR 2 (6]
H5) Tod D 24 sHHEDENE 1 BT RIZHNLUHIEEZ NS, EHIC
26 s & 35 s fHE (BIEIBHAED D AR 3 [A1#R) D2 2 {1 EF A 2305 GIHI
T1EFEZBND. K3-2a) & K 3-20)D7EE, ALy KIVOEHNOREE DA
ThHY, Fi CHEFEBDMEDENKEN EXbD. X 3-2(b) & X 3-2(c) DT,
BEITZE AL LT NOL DG 72DT, 1 BLOE 2 £ LIFHETOL)
HIZNaRLTnD. S HITH 3-2(c) TAER 2 [AIFEH & 3 [FfEH OZEN/NI W &
2o, A REFIEE 1A ETAREERALTWDLZ Ebannd. RERITMEH
L7cA by RIWE, HINTANDERREZZTL, RIZE 1 L EFHTHE
THER UM T 2RI R> TWOERHIHTE . $70bb, M CoMTIFEIC
WERRKREWEBZONLERIFMN RICERTDHE, FT/REd =2 850 L=
TIHEATIINTEZBZ 207, MINOHLOMT L7205, ZO7=HX 3-2(a), (b)
DKE 2 FHRH QKT 52 & T, ENTMLLZEROUAIN 28+ 52 &
MTEDL. BHATONRITT) Fyld ISNFRETRFREd=0 D 40 N 22X L
T, JENPK 40 BRREOYIHI N ZE L TWDH Z ERbos. - Lk Ly
ITHRRHA, JEHNOBGIZERZR < (Fo/F) T 72D bK 2-7 HOMAE o 1T
ZEMAET TR, £, TIREE ¢ 0 R TIE, RG] Fo OZEBOER K &
7o THY, TEAEYROMEIZ X DMl U TREOSEZ REIZ LT
WD Z EHB L.
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ifl?) Rough cutting edge
Rough cutting edge + 1% finishing edge
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100 .
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20 \ ' F,
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(a) Pilot hole ¢ 0.

160 Rough cutting edge

Rough cutting edge + 1 finishing edge

100
F, /

80 / /
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(b) Pilot hole ¢ 8.5.

160 _Rough cutting edge
140 Rough cutting edge + 1t finishing edge B
120
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= 80
3 Fyy
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0 Fi
F
-20 : -~
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(c) Pilot hole ¢ 9.0.
Fig.3-2 Cutting Force during theard cutting (Vr= 57 mm/min, S50C).
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3. 3. 2 TREOZEL VWY IRE)

X 3-2(a) & X 3-2(b)DYIEI S 2 bb % &, & AERTTH T Fa DEED K& <
Rip Do Z e bholz, F2K 2517 T L OICA Ly RIVCEITR CANE X
DHRWIBIRE 72 D7, FIEITHII Lo X 51T m ) Foll X 5T AR
RLUVWNVIRINC L AR ELZZTRT VD EEZI LD, £IT, TR 60 &
¢ 8.5 WFDMEX CHI Y IN TR oD T B0 [RIRRERE R SIS 1T 5 #h i J7 MR X,
LY FRNNEEE R ZHE L7 R 2K 3-3 1279, £/, EEXEEND
Sz X moBE ) el X OV h Vs T4 0.04s [ (TE 1 [El#553) H
E LT RAZ 34 1RT. K33 K0, FREE ¢0FRHE, TFIREE ¢ 8.5 FFZH
AT, HITHAIEHE X TR 3HEOEDECTND Z ER3b, Hiia Lok
B, BT HmoOCVIRENRESEEL TWDL I ERbhrol, £z, L
BB 1 FHEEOBIEI DO 3-4 L0, KTEIE, 4KAOTEZHEH LT
WAHR, FREE ¢85 TiE, UIHI Fe DT, BEMINARERES 4 DTS Z
EMBND. LrL, TREE ¢0 ORFOYIEI) Fe TlE, @B OEE) N KX <
[N 72 4 DO & AR IR A TE T, IRIBICOWTH FAREE ¢85 D&
T LHRTRELRSTWVDLHERDND. FIRE 60 BLW ¢8.5 DUIHIT Fy,
MV7 TTIX, FEROEEIZRL S0, HEEO 1 SO LOEEHIE, FFT 7T
DFERLD, FT700Hz TETHLZ ENbMhote. 2T, Elhe AL 7
I 2 [EE v & L7e —dmlEE Tl B O Y & RN Tgs, iy oEAIRE)
BT —EICIRA TR ENS.

An?  |EI
fn - 212 p_A (3_1)

72120, iEnROBEROTER, HITEZEH UE, EISHEOHRMELRE, 113Wm
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TWRE—AUDN, pITEBE, AFWEETHS. 22T, LEHEmAEMERE L,
I IRE—FROIEENEE X, I=1nd2/64, A=nd*/4, LW=1875 T35 ¢

f;=014%J§ (3-2)

L%, ZIT, KRNVFE VAT LAOBARIEEE A0 &, RAMETT v M
D $60mm THDHN, T MERWIZALZZDOEDODRIEIL ¢37mm Th
L. o> T, RVEORRE ¢37mm, i —2 T A bR ZhiEE TOR
S1X 105 mm, HAXOYMEE & U CTREPEMREE 206 GPa, % 1% 8300 kg/m’
EL, BRUICTENENRALTEET S &, fild2340Hz & 725, KEHIES
WA, Ty MBEREHEZB IR bDTHD. L LEBOEAGIRS)
Bx, Ty MIOBEBEOREIZLIY ZORHKER I BIERWEREE D, £,
Hr 1L & [RIERRE T, EAAREE D LR 2V 37 LT 0, K% 2000
Hz FREEIC R Z & PREESND. 70, AL TREIFTERE ¢55mm, 282H
L &1L 25 mm, A4 OHEHIEMAEUT 560 GPa, #E1X 14250kg/m® & L, (3-
XU ENTFNMRALTHET D L, AI1XT7691 Hz £ 720, X 3-4 OFKILEDJE
WAL TR 5. —REYIC BT30 @ E#lR OFEA RIS 700 Hz (135 ThH 5 =
ENE L, AEIOIRBOEREIL, FHMROEAREBOLELEZ LD,
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(b) Pilot hole ¢ 8.5.
Fig.3-3 Vibration acceleration during thread cutting (S50C).
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(b) Pilot hole ¢ 8.5.
Fig.3-4 Force and torque of one rotation (S50C).

3. 3. 3 UUHIEE L O IRENTOWVT
TR ¢0EY F4 0.038 mm/tooth & —E & L, FHIDRIEEE n &2 1500~3000
rpm  (BJHIEEE 35~70 m/min) & TZ L SH7-. [R#EEL n = 1680 rpm, 3000 rpm
DOERIFY IRE NI LTz, F70, X 3-5 X o RS 2 20 S 72 R
OIF I EINRE X &, 2TV HRNHE R OISR Z RS, [BHEE n = 1680
m 2725 &, i IRENINEE Xo M KT 5 2 Enbinote. £z, Al
D 1 OIREINEEE R (22OWTIE, FIHEE 7 = 1500~1680 rpm % TR E 72221k
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IX7enoT=. UL, [AlfEEL n=3000 rpm CTiX, BT 5 A OIEEIEE X (2
WU, PR n=1680rpm D & X L LERT/HNI LR TWDR, Al b HFho
IREVINEE R \IZOWTIE, K250 ERL, GOV IRE O 72 U 0kt
— RRZBLTWDZ ERbhotz. T FIADOMLIZBNTAY ZFT LT
VDO REhZ =% LA, UIHEEEN A3 2 it gt — RN
BATT D Z LB POLTEY, ALy FIAOMIIZBWT b REEOME A
R CE/o. £, TREE ¢ 0ICTOWY IEEFIZ M TINT 35 9 2 TiX, [HlER
Bon 1% 1550~1600 rpm 235 L CUWN 5D Z 3o lz. OONY OF— R g4
%7212, R n=1680, 3000 rpm DOFEO T H B #ix—[alfx5y o & & #7157
SISz X moOuEl) Fc b vy T 3-6 1077, F2, K3-6D
NVZ T O FFT T ORER A 3-7 13, K3-7 X0, E#hROEAIREEK
&HZ LD 700 Hz {13 & Al CEHR L7e ARAR L2 o 27 Lo fhiF OB AR
I TH D 2000 Hz (L TORY IREINFEL TWDHZ ERborolz. £72V
— 7 MOBEA R (EBRIXEE L W28 550 XY J7h 3 kHz, T Fi 4
kHz £H3) 1%, Ffihds TRV X ORIBICH RS L/hE <, BB TE 52
EnbmND. e, RLVIREBIOBEFIREBEIZ OV THRGETT 2 &, —RANIZHTE
BLOFZEDOIBEDOR LV IRE)OZEE IR TREND.

An G

o= 25 |2 (3-3)

GIIBEMERETH D, G=ER2 (1+v), —ROPVDULVIEHTHDHEEZXD L,

h=n2127 Y, (3-3)2iL
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An E

fi= 2112 | 2(1+p)p (3-4)

ERIND. RVTOYPEAE L LT, REMMELREIE 206 GPa, % E 1 8300 kg/m’,

RT Vv = 03, BIRT — E S HEETORES [=110mm &5 &, (3-
HA LD 1T 7019 Hz & 705038, ¥ 3-7 TIHERNTE T, £, NT—ZA7
VO S ARETIZ 1680 rppm TEIVMEAZ /R L CWAH 72, SEPFEA LT

RENZ DWW T, 22 L Y 51 R & 0 BT 510 X DFEBENRRENWLEZZHND.
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(a) Number of revolutions n = 1550 rpm. (b) Number of revolutions n = 1600 rpm.

16 1600 16 1600
14 1400 ‘% 14 1400
— Xm —
% 12 P 1200 & ‘% 12 1200
= = Rm
10 1000 .@ =10 ' ' ] el 1000
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(c) Number of revolutions n = 1680 rpm. (d) Number of revolutions #» = 3000 rpm.
Fig.3-5 Vibration acceleration during thread cutting (Pilot hole ¢ 0, S50C).
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(a) Number of revolutions n = 1680 rpm.
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(b) Number of revolutions #» = 3000 rpm.
Fig.3-6 Force and torque of one rotation (S50C).
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Fig.3-7 Result of FFT (one rotation, S50C).
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3. 4 5

ARETIE, 3fhHE~ = 722 O~NY DAHEKREICED ALy KIL
W CEI 0 INTTRE O X,Y,Z S kO b v 2 2, 324375 (LR
B DERGNS F) LN (CREOITAICET 5 8 T710 1) - 1R
Gl Fn) OBREZEHL, TnbZ2RET L FEERELL. £V L

ZRETLHRREESROMT - A TV IREN G FHA L7225 6, I TR oM TR

DWTHMF LIz, BREUTFICELD .

) BELHEFECESS TREROmbAEEEE L, ~V I /LAHRES)
DRAEEREMIET HZ EICL Y, R —VEERT 2 o BEOR LT
IMIAHRETH D.

2) WERURSEIZITNRETIM ) Fa DEETH Y, KAERFIZBNTUROY #KEhD
WL L ONDABREBN RGN, TN 03 RIFHEEIC L RET L 2
EDRIATE 72,

3) TARARLTOIMLTIEL, AULHNEZ TRESE LIl U0 R e T,
BRI Fo OEBRLVD N REINFEAE LT WD, QUM LREOK T
EHLS ZENbhrolz.

4) THFEHARIZET 2 TEMOMhTH LT U0 IREIZ 5 L72fE R, Fiis

T UIHBEEED ERT 5 EIREICOU Y IREINE KT 5. 2055l
&R UV EIRENE — F2AZ{E L, IREIZA L D IREIOEIG 3R L TR
H7et— RICERET 2 Z L b LE.
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AT EBRINVFE=FIZLEDBALY FI)L
TEDOREGEERIZE T 2 8HI 0o EER

4. 1 ¥EH

3ETIE, ALy FIUTKDMERTEID INTIZOWT, FAREEE TARIEE RS
(ZBVT DUIHIORHS, S HITHATHIGE 4D 42Tl L Qe s v 2 2 FIH LT
FURHAFEATR CTOMIT - 22U 0 HREVAFHII L, OOV REHORHEIZ D VTR L T 7
ZITCUHINNCERTSE, 2EBLNIETIE, ALy RIVEFHWZHERTY)
DINTEEOGIEI S ORIEL, BERD 4 55y 125 H T RE /e EE XS /13 2
WTHETZZIT L CWe, ZTOREEZ S LICTHORET M) Fln 28 L, M
RUDKEEIZOWTERERB I o CE . TIEMEEEER COUNI % T
BRI MNNCERT H7012i%, LEOAHRE [ EGES) O FEfE /2058
TCTHY, TOREOITT—RNERE S S T EOARRED) O & H & B L
THRHF LTz, L LAans, @il THiRT 2 TREICK LT, AfREB)O[E#x
IR, ZORDICTEOAlRE THRZT 20081 ) OFEM % @\ KSR C
BREtd 52 EIxREECH - 72,

Z ZCARE ADANTIL, BT ORIV A & L C T HIHR AR ) 5 Y]
B2 GHI LT, & OREIER R ORI & BRI RS BRE2 TS
. —hH, MELTWEX, Y, ZHRNBEIOMVT O 4 5553 035 H FTRE 7R
BREIFFZANT, ~V D AHREE T D2 Ly B ISR 5 T HE0
ety (F50) L LRSS (F0h) (CHBETE 5 FiE L 0BEME
AHERT D, SOHITREFEBIVERARLIOV—R I Ta2=y F0 b
DAEFHRZEZHNTLTEORNEE & BERICER T 288 D 208 L, MRty
IR T8I R & A B L8l A2 A C 2 80E1 ) 2 JlE Uit Cofn
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THREICEX D BZM 5. £, TIEME LRI OBRZ B2 L, Al
LS s AAY I TR R S NSy

4. 2 BREBETHMRTCHLIMTERLIOERGE

4. 2. 1 AVvy FINTEZRAWEHMAR T IMIE
ALy RINVERHWZMAQUYDIEZ, 2. 2. 18iEFERE L.

4. 2. 2 EREBERIUVFHE

FREEB IO TR, fiEETERME Lz, RELD, WHALY TOT
— X PR, K 4112, EBROETAKERT. F12, TIEMITBEN R
5 3 AN Lz, REVLEAIT, —MLEMMECTh 5 RFEHM S50C (150
HV) ZAEH L, BV Lo EEEM L, @808 CotEn Lol o HHE
MEBNZ LD, XA A SKD61 Z il L7=. & A A4 SKD61 I3, BSLEEZff:
(BEATVIREE 1030 CT—EL L, BESRUREZZELTWD) (2L, 400
HV, 600 HV (BEE LIRFE 540 C, 635 C) OFEED R 2 2 FkEHEZMHEH L.
BIHIZR I, 50 & i, 0.038 mm/tooth, JEHH (YIHIEEE) Ve lE, 20 m/min ([5]
HREr 865pm) & L, WNEEEM Th 1L 1427s £ L7z, SHIZCNC OY—HR KT A
Tz NI ED O EERE RIS Lz, -2 0MoFE R EZRS
w3 4-1 1 TRT.
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Fig. 4-1 Schematic of thread cutting force monitoring system.

Table 4-1 Experimental conditions.

Feed rate V; [mm/tooth] 0.038
Tool diameter D [mm] 7.5
Coolant Semi-dry (MQL)
Rotational period of a tool 7 [s] 0.07
The radius of the helical pass R, [mm] 1.25
Rotational period of the helical pass 7> [s] 14.27
Outside diameter Ds [mm] 10
Effective thread depth H [mm] 10
Pitch p [mm] 1.5
Hole before threading diameter d [mm] 8.5
Hole depth before threading 4 [mm] 15
Sampling time At [s] 0.0005
2000

Sampling frequency f; [Hz]
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4. 2. 3 ERINVIILLOWALEST - BRTIOBEK

4212, ARBFFE T L7- ARTIS OB KR )L & 4K-Wisy DIME G H % 71
T ARBRALNE, TAT Yy PEIBNOOT R — IS THIEEFITY, U4 T L
ATEAE D JE 4 2400 MHz 47 4 HIVY, [BERPEE R Xa, Ya, Za THIHIT) D53 7) Fra,
Fya, FaBX MY Mp it T 5V AT A THL. KEREOY TV 7
JEH A1, 13 0.0005 s T, o7V > TR fia 12 2000 Hz & 72> TNV 5.

F7z, X 4-3 (T AR D [ E AR R & R AR L & O [IR R R O BLR & R
T FEHLETEOME LOYNNE 71, Zs Zs, Za kL, Zi YR % +X, #il
DHEYELHDEDLZ LICEY, Zi~ZsDFEYN I, £Xadild U< 13Ya ol i
(L& L, MR Z O INDUNNIT) Fa, Fuld, 90 F, 851 F L
FATH LAXEZT 28R M2 LoD Z EBRAEETH D, £z, EN N R, &
5371 Fa & Fxa, Fya EOBRMEZRATRST ZLNTED (22T, w: TEOH
R T rad/s, Z: TEHEONEETS).

Fxa=-Ft * sin{(2n/Z) * |Zot/2n)+1/2]|}-Fn * cos{(2n/Z) * |Zwt/(2m)+1/2]} (4-1)

Fya=-F; * cos{(2n/Z) * |Zowt/(2r)+1/2]}+Fy * sin{Qn/Z) * |Zot/Qr)+12]}  (4-2)

T2 UIXNE, KRB A RL TS,
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Fig. 4-3 Wireless holder coordinate system.
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4. 3 EBRERBLIUVEZ

4. 3. 1 TROENLLEIHIS

2-5 Foft EFmTEnHN D #ax TZXKLA v r— I T LEMEOR
NOMERZB Z o7, K44, [K4-5120F, TEMBEOIRNLY 0.015 mm OEED
SRRV A CHAM L2801 { TR 1~6 A5y ; I T AR O A 45 TR (1
JERERR) L &, EERENFHS CEHAI L2 8EI ) (LR 1 Bissy, M TEh
H, AL EFITENA 2 M TIZEET 2 5 AfsH) 2507, XK 4-6, X4-7
21, TEOME ORI 0.055 mm OFSA AL 4, [EEXE) )FHT TEHI
L7 ZxRd. 72720, TEAEOENL, F—TEEary hEFEAL,
THRZ=aLy MIXLT 90 B LTI T2 &k TREMHEORNEZZE
fEEETW5. TE®ITIIZ S50C (150 HV) ZHEH L=, AETIE, X 4-4(a)
& 4-6 T, S50C ZHWTLEMEOIRNOZ B Z iR Lz, £z, %ib Tl
FICED2HBORK A0 720, X 4-4(a)~(c)lTiX, 3 FEEHO TEY TOH
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NOFRBEHERT L2 N TE L. —HEEX#IFE2HWSa1E, TE 1A
iz (0.07s) OUIEIHEMETSZ 2icky, THEME L4 KoENHOGIHI
71 (IB) ZMERT 22 LR TE S, N Siic 4 D DWIE DORRKAE D 72 4 L
T5HZ LIk, TEHMNEOIRNOEBEZHZRET 52 ENFREE D, X 4-4(a)
EX 4-6 T 5 L, THMEOIENA 0.015 mm &/NEWIGEITIE, # 1~
54 BIRICTURIEHSE2UHI N 2R LT 52, TEMBEOIRENAKE N 0.055
mm TlX, FERRTEORFOZENEE T, ME L4 OHNIERT 201
WCREREBNDECTND Z ERHETH D, [FFEICIK 4-5, X 4-7 i LT

- 55 -
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BRI Lied v Z onr~ ) o 738k (M 4-2 © LR 2 /K5 michngz L
T, ZTONEDOIREINEE ZHE L7z) OFRERT. K49 X0, mALXORE
HREEN 838 Hz Lo TV, K4-7I12dDONTOOY EENX, HALXD
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Fig. 4-4 Cutting force from wireless holder (Tool runout 0.015 mm).
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Fig. 4-5 Cutting force from dynamometer

(One rotation, S5th revolution, tool runout 0.015 mm, S50C).
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Fig. 4-6 Cutting force from wireless holder

(All processing, tool runout 0.055 mm, S50C).
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Fig. 4-7 Cutting force from dynamometer

(One rotation, 5th revolution, tool runout 0.055 mm, S50C).
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Fig. 4-8 Cutting force from wireless holder

(One rotation, 5th revolution, tool runout 0.015 mm).
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Fig. 4-9 Result of hammering test.
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EREFTDLIENRKLS Lo TNWDHZ ERbNG. 2T, £ T/EHTITH 1
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Fig. 4-10 Cutting force from dynamometer (All processing).
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Fig. 4-11 Relationship between cutting force, X coordinate and time (S50C).
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Fig. 4-12 Relationship between hardness and cutting force.
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Fig. 4-13 Approximate curve of output waveform from wireless holder.
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Fig. 4-14 Result of wireless holder (One rotation, 5th revolution, S50C).
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Fig. 4-15 Result of dynamometer (One rotation, Sth revolution, S50C).
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Fig. 4-16 Cutting force at tool center position -a =270 °
(One rotation, Sth revolution, S50C).
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Fig. 4-17 Cutting area.
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Fig. 4-18 Cutting force at zero cutting measured by wireless holder
(All processing, S50C).
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Fig. 5-1 Photographed model and processed photo.
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Fig. 5-2 Photographed by thermography.
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Fig. 5-3 Cutting force from wireless holder (All processing).
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Fig. 5-4 Cutting force from wireless holder (One rotation, 5th revolution).
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HIBICKLS, ¥, HELRERWVWMETH L. 20700, GHITNZNZ WD, T
HAREED EH Lo UIHNRED 3 FEO T/EHOT T—Fm< 25 Z 1o
Molo. —IIC, FZoaaeld, TREREN EA L, @8iae LEIZES LN
TOREEE R ME & S TND 9. UL, KEBRICHEHLZTETIE, M
THRICERE LTI T enodz. £725. 3. 1 HOUHIA 2R LT
b, BEICLDEEBIMETE T, X 5-6 IZETBMEEIC L VIRE L
S50C, SUS310S, F# &0t < FOFEREZRT. X 5-6 L0 EI0H < Ffk
REN TAEMIC K- THl7Ze 5T 523, S50C THAMTRZRLTHY, ALy K
SIVDOHEDET S WAD/NS L, ZRUTx L TOBENRE R+ IRz 8
EEZOND. —HTFZ o5 TIIRAVISGENID < FRELCTEY, 20
K9 7253\ OIA R EE MRSt 03 M EEARH R LTI R AF R BIHI Sefh & 72 o
TebD RIS, S HIT SUS3I0S IElE OHHREGE THL D EEX
bid. £72, 10 < FDOF < Wi & OBAMUOREEZ MR L T HEAE LIk T
ITHERR CE T, BEER LI L TETWD LRI T 5. HBIN T, TR
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a—7 4 UKV EIHIMEREN LT D SN Emb TV D. AR,
TiSIN RO a3 —7 4 > 7 HFEHL TS, TiSIN RO —F ¢ 71X, EEER
K OME LA ERL TV D (Bl 21X, TIAIN 2—7 ¢ 7 Tli, @ 2800 HV,
FELBRAAIRFE 800 °Cloxt LT, TiSiN 22— « > 7%, L 3800 HV, M&{tBi%E
IREE 1100°C). 2D, FH A4z MLLEERICH, UM ANOT < WiEFIZ
10 < FOREER L BIFRRBEAHERF CE I RFEL 2D bbb,

Table 5-1 Physical property value.

Medium-carbon 25Cr—20Ni 6Al-4V alloy
steel heat-resistant cast steel (Ti-6Al1-4V)
Thermal
Conduct1V1ty 51.5 15.9 7.6
K[W/m+K]
Density
7850 7900 4420
p [kg/m’]
Specific heat
0.473 0.54 0.537
C [kl/kg*K]

- 77 -



300

Temperature [°C]

100 +
50
0 — |
30 35 40 45
Time [s]
(a) S50C.
300

[\ [N

S W

(=] (]
T T

Temperature [°C]

100 +
50
0 1 |
30 35 40 45
Time [s]
(b) SUS310S.
300

8]

W

()
T

Temperature [°C]

0 |
40 45 50 55

Time [s]
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Fig. 5-5 Cutting Temperature (Half sectional workpice, 4th revolution).
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(a) S50C.

(c) Titanium alloy.

Fig. 5-6 Photo of chips.
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5. 3. 3 tOHIGM:LEIHIT

X 5-7l2F & 52T, B & Vi=0.038 mm/tooth —7E & L, GIHIEEE V.
A ESETBROUIEIT) { TR 1~6 AR5y ; MLTAKRDEAZ S TI#E (R
FoR) } RNV ZITTE LR R LR 5-8 1%, WA TRTHT) Fya

EUIHIERE DRAFRZ TR L TV 5.

Fyya= {(Fxa)? +(Fya)’} 1" (5-1)

4 5-8 L0 F &AL, UHIEEN EHT 5L, I 0CUHINOMET T2 2
EDDhoTl. —IRICOUIHNEEN ER5 5L, UHRNRES PR T5. 2L T, F
ZUoa4alE, @R T TIIMEEER LT 2 S0, UHINHRT LB X
LD, £, K57 EMHERT D EHE 1~F 4 RRITTRINL T D UH) OFETE
N (K 5-7)TlE, 1, B2 RBOUHI I KE WA, K 5-7(b), K 5-7(c)
TIEHE 3, FBARBOUHINNKRELSR>TND) LTNDLZERDNS. Zil
I, EHEEEEC K 2 TEOBMIEN SR L, KA IR ES Lz
DTHDHEEZEZLND. 7272 LERIROGIAI DR KIE & i/ MEDOEIA (B
53) ORIZRLSZE LML THDZ L bbind. X591%, GIHEEE V.=20
m/min —E & L, %0 HEZELIEEOUEI) { TR 1~6 Afs5y ; T4
ROBEAL G TR (AR R R) &2 SRR A L 2 CRIE LR R 2 w3, [ 5-
10 1%, &) Fya XV EE Ve OBRZ T, M 5-10 KV XY HENEKT S
&, BT Fa L, HBIAIIZ E5-L, MR U O TR E 2 #ERF T 2 1213 TR
MO EREITERTHILENH D 2 ENRDN5D.
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(a) Cutting speed Ve =20 m/min.
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(¢) Cutting speed Ve = 60 m/min.
Fig. 5-7 Cutting force when processing Titanium alloy was measured with a

wireless holder (All processing, feed rate Vi = 0.038 mm/tooth).
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Fig. 5-8 Relationship between cutting speed and force.
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(a) Feed speed Vr= 33 mm/min.
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(c¢) Feed speed Vr= 66 mm/min.
Fig. 5-9 Cutting force when processing Titanium alloy was measured with a

wireless holder (All processing, cutting speed V. =20 mm/tooth).

- 83 -



60 L e
;_4 -
éz 40
20 r
O | | |
0 20 40 60 80
Feed rate f [m/min]
Fig. 5-10 Relationship between feed speed and force
5. 4 &

3 i~ > = 7 Z DAY I AARRIBEREIZ LY TiSIN R —7 ¢ 7
ALy R v& W=l CU 0 I T o8] /) & B AR L & 2 1 L C iR
FORIZTHE L7z, TEWIZ X DI DEY, F % o Aa il Lk O U)E| S04
ZEDUHIN OB EBE L. ZOMBEZLUTICELDS.

1) F¥ U AEEBUEIROAT] Frya L, —M TEMRME S50C & HA_TH 12 FRE
Lo TWD. LinL, &GN (EF5)) Fold, ARBEDHER->TE
D, A7 FayalZlx L CLER RO bAREIIRNE S 2oTND.

2) FHUAEOUEIFFO THREEIXEVEZ /R L TWD 0, REBRIZHEH L
THO=—7 47 (TiSIN %) 1%, EBEOIMHENIZRNTHD Z Lo

STz,
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3) FHUAREMIEOUELEE Ve N ERTAHZ LIk, IMTEEZERT
D0, BUZ K DWIBIC LV BIHIN NS e D Z e dbhrol.

4) FHUBREMIKFORY & EA35 L, GHID b eI B L, TE
EEFTMOTOHBHEKRT D EBnbhoTe.
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5.2) kMg, BraiEf, BREER, Tk —, “ERIERERAL XL DY v TR
L= FI NV T HOBEER G MRENE = & & BIGMEI, BRI L5558,
Vol.61, No.12, (2017), 674-680

5.3) AR, RIREFR, BEEM, FILg—, U b UAdRER) 2 U 7
MOAL Y R LB CHI0 I, BRI T Ra5E, R E s &

5.4) M. C. Shaw, “Metal cutting principles -Second Edition-", OXFORD UNIVERSITY
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FHO6E TIEMER CY Y O RIEAIRR: O THR

DFEHA
6. 1 f&Eia
TS THL, TR FRABIT RO A Ly | Uk ik Loy

INT R OB PHREY D B A IR O MR L XS 2 LR L, Mt o
REEEM ISR AR A AT L C& 2. 1RO v 7 INTL SD8DTix, H#HIRIX
THRIAEEZ: TEOIHENE Z V09 < oo TV, £D Y AT Z[alkES HIF5E & 6973
ARAIREIRSTND, Ay RIAIITIE, THEHOBEEEHESE OGRS 72 <, TAE
MOFHEIC ALY TR A HUNICRSZ ENTE, FETEERUROMIC
R F ORI MR TE D728, AN L CRIEL 2500 < THEE D D
b ABE L RDOME DD DH. £ 2T, AIETIE, —RIZEMEIORFE S50C,
DIHINRE L SN TV LHHM CHLIMBHAA — AT F A4 b AT L R4
SUS310S 5L UNF ¥ A4 (Ti-6A1-4V ELI) @ 3 FEHO TAEMIZ T, R LY)
DNLRF O BIHI oI TIRE ZHIE LBLEZATL, ALy FIAZ AW
RUG VMO OV TR ER 28 o70. F7o, RAFRICEMA LA L
v FIWE, MR CEAZI T 2 &3NS T REM LT 5ENZH L TW
LN D TR L7725 T D. L, BIEE T, K 2-6(b)Z~7JE AN
(CBAE LR E S ICHERNS TARZHT T RBICTHRIEZ R Z > Tz, £
DI, RN T RE ST, TO%Y v 7 TR U2 T3 2 5Ek1E & T,
TRZRTFITINLTE AR LA Ly RIAVORNEZ E)ETH
ANV

Z ZCARE SO SO, RN TO RSN SRR T oMERa U oo [FEIRAI A EL S
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DR EfRIAT 5720, TREZEET LI LICED, R UEHZMLIIT 54
FOFHTMLLTWDIREOfER L, TREMALDORKINTLEZIE Z 729D,
X 2-6(b)IZRTHI R & JEN~DEEORFTZH 2 o7z,

6. 2 HRETAMRUHIVINTE L OERGE

6. 2. 1 ALy FINTEZHAW-MHR UV IMTHE
ALy RINVERHWZMRQUYIDIEZ, 2. 2. 1HiEFERE L.

6. 2. 2 FEBREBRBIVGE

FEEE, TH, TEMB LI ONIEDETT MI4FELFRELE LZ. KETOY)
HISHRE T AL, TREZ, 60 (=TRARL), ¢7 EHHTIN), ¢85 (=M10
OIEHETFN) & LIz, 20 & 11X, 0.038 mm/tooth, JEE (WIHLEE) V.1 16
m/min ([AI#53 680 1/min, SREIIROEEN S 45Hz) (T TR Z e o7z. £z, ¥

4-1 1R T T HEARERE Ry =125mm, FOFEH 113 18.23s & L7-.

6. 2. 3 ERAINLINOOHHLEESS - BHHHOBR
MRV Z NSO & E5 771 - W TIOBHRIZOWTIE, 4. 2. 3HiILF
e LT

6. 3 SEEERBIUVEZ

6. 3. 1 TIELIEEEERIZEITSEIHEISIRS DR

TAE® S50C IZT R L, R FI, FEERNROEMETIL Lo T
DYNHIT) 2 SR AR 2 TRIE L7eRER O U — 2 2 M (EERR) 21X 6-
LIZRd. £72, K6-2121E, 5AHHO R 1 [BIER/y OUIEI ) & JHR AL 212
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THE LY =Y 2O/ R 2R AR T RO, RAERICHEH LT
BoOMRTH 2L 5K 2-6(b) I HNH 5 DA TMLERL Z > TN,
ZOHEDO Y —T XL, 4. 3. 281k v X@4-1), X@-2)THi», &5
(2 1 HOUHHZ T < FIRSDOBIGITFE D 977 - Ho DB 88
RGEITIEEMBR TERTE 2 Z B L TV D, —J5, RIS, TR L
OIMLT ORI, Mz UE 2N L3 210 & 13HNS T REIM L3 5 2-6(b)lZ <7
JEHN TORIFFMTAZZITLTEY, ZOHRTENZW LA T E RN TIZBE 5
LTWbab0EE2HNS. K6-1, 62D )Y —YaXEE#ERT S E, X 6-
1(a), 6-2(a)DJE N D3N TRFIZBR G- L 2R WEEE T /URRE, +FOBRE LT 5.
—7J7, K 6-1(b), (c), [X16-2(b), (c)DIEHNINLIKFIZEIE-$ 25 I TFI/E TR7%2
LEEE, X 6-1(a), 6-2()DMI N DI TINL L= HFORARD S UM IZIT WL
ICEE LT D Z L BHERTE L. &5, K6-1(a) &K 6-2() & kT 5 &,
X 6-2(a)> TH 1 BEETITHW+TETH DM, K 6-1()D+TFDKRKSIL Fra,
Fya DDA T E 1 AEE O TEORBWT E R E O Lo YA 112 26D
AL TWNDIEHEEZLND. S BHICK 6-1(b) & X 6-2(b) % ik T % &, [¥] 6-2(b)
DOFFITHH B WA DO LMANRTH DD T, X 6-1(b) DI DNERIZIFIE
TOERRITITE 1 XEEOMTOFSICENOMLTTAELZ D EEZ bR
5. X 6-1(c) £ X 6-2(c) & thi 35 &, X 6-2(c) DU DINE & A T D LB Fr
SNV EHERF LTV, L -> T, X 6-1(c)DIUADNEBICIFLET S
MO TE RS TH 1 A H OMTHHNIEADOM T THELTZb D EF B,
ZDOWNED BN LN EMORLERBRPELTNDLZEbbND. &6

, K6-1, X 6-2 DFKRAE (= JFUR0 O OBEBEAR K E 72 580 1%, FHE 1A
DENDOFKRMEZ R LTS, FRITF UL, BEETRORKEEZ RS &892 7%
DIEZRLTEY, FEEFRMOGIBKI2/MHEERDZEnbholz. —F, TR
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72 L ORCKRIENE, RUE T T LN THEEIRRE O & 22> TR Y, T T/RE
DINSS DT ENDhoTz. KRFEBRITMEN L TEOER &K o BIHIEE 5
ORI AK 6-3 1ZR”T. X6-3 LV, T/RE$6.5 DERIE, LE 1 NEXY DR
GIHIBE 5- O M4 BRI 90 © L7325 TWnD. LN ->TA L w RI L0 NEMN
45 (90 ° ) THDHID, FREG8S LLFND26¢6.5 LLETIE, EKNIZTE
ME Eown 1 ATOAREYEIZIB o> TW\Wa. 072, FE T ROBIX

MEL 1 ADENEMANCTINLEBZ 2> TNWAHZ ENbholc. EHIC

TR LoEE, MJE EEEOERN SMHNPIMIICEEL TWD Z EBbnD
ZDT=8, TR L TOMLORRE, TEME ETximd 2 MR O ) 2+
BT DMRENAELTEY, FE T RICHESTERAMOENN/NEL ol b
Zzond. £, M6-4121%, 5AHEEOBER 1 B4 ORI T1ESy & R D
BIfR R d. X 6-4 2R 5 &, FRET RO, Ul 1 Ao L2 gl
NWERIZRS TS0, HE FAROERL, A 1 AEICUREINAE = ICR
STWRWZ ERbnsd. Ziuk, K63 1Rt ko, FHFROBEX, MAE
ED 1 HOEFNEAHACTNLEZB Z 2> TWh. LnL, RERIEHLZ
THIE, A& EMNPEE S AN 1 ERICR> TELT, AN EENOME E1
HNOINTEAAAALE &N TR T OALED TR > TWD. D72, TR TOM
THRAZIE, AN & RN SRR T2 38 2 72> T 0 BRI 2N E K&y 5
ZENRNWEEDTHD. —J, FTARZRLOBNE, K6-31Tnd sy, MEEE
BOEFN A TORBENTE2ZT LTS, O ME EEEOER T
TaBIRo>TWLHTe), EMTHEREGTL2b0LEXOEND. £Z2T, X 6-
4 ZFERT DL, FREITR, EEFRTIE, HE L4 ABNEBICOE hzR L
TWDEETDHERTE DM, FRZLTIHE, 4 2OBRMMNREREIY TR LIS
X2 1 EREOZENBEETHDH Z LT,
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(a) Pilot hole ¢ 8.5.
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(c) Pilot hole ¢ 0.
Fig.6-1 Cutting force of work material SSOC (All processing).
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(a) Pilot hole ¢ 8.5.
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(c) Pilot hole ¢ 0.
Fig.6-2 Cutting force of work material SSOC (One rotation, 5th revolution).
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Machining area
with one blade

Side
cutting edge ¢ 7.5

Fig.6-3 Processing model.
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(a) Pilot hole ¢ 8.5.

300
200

100

Force [N]
(=]

-100
-200

2300 I I I I
91.5 91.52 91.54 91.56 91.58 91.6

Time [s]
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(c) Pilot hole ¢ 0.
Fig.6-4 Relationship between time and force (One rotation, S50C).
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6. 3. 2 T/EEHERUINTHEEDRR

MR UM TORSEIZEIHINC L VAT 2 TEOMITF=bAOFEENKE NG
DEZZ LD, TEAEOERIT MM UILAE, $Ei7mnsdia UL ofgEle
RORESNHET D, ZTORBLEEET L0, T2 TIEVETAI Fa, Fna
ZRWCTHE@EFROE IO ) IV AE Fya Z2(6-DICTERDOL, TOMEICERT
%.

Fya = (Fxa’ + Fya)'? (6-1)

X 6-5 12 5 AR H O T EHER 1 BRSO H DG T] Frya & R ORMRE R
T AFNCTINTEZRB Z > TWAHIFEHET I, WA E 1 Mo &I Tn
THEBIRo>TWHHHTAROEL, Ke6-4 LEERIZ, 1| BEEABIZ 4 >Oliss
WIE AR T D22 LN TE D, ZOEHIME TIRFTEFELY. 2O—F, HiED
e KAEIZ R L CHRE OR KRBT 2 FofEZ R LT, LEOITFZbAc
EER L TOMTAEEMENZ 3o 5d. FR7e LTIE, ME EEEHNOEHNT
MTZBIRoTVDNR, Me-4 LITERARV 1 HEAHTIZ 4 ORI
MR TE 5. 702 UAEHET IS, FE FRICHAZ O IIREIE ORIEIF/N S V. F
726. 3. 1HITHR~7, TEMJE ETxfmd 2 N M TR 2% 5
NRBAELCTEY, FRMEIEHTHE T RISV NE L, BEETIRIZHENTET (3
) BREOHAICHZ DR TWD. R FRO X 51, 1EE 1 HDOHBOEIH]
THHD, TREDNNSWEEITRKEPER T2 bbhoTc. Lo T
TRZLIZBWT, JENTOUY < FONRARR EEIEL CEERMNT%
PATTENL, FRIMLAZEK TE M LREREOM L2 TR, YIH) O
ERTTFR®HVIZx L TINTREE ST L2 HERFCX D et fIi L7,
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(c) Pilot hole ¢ 0.

Fig.6-5 Relationship between time and force (One rotation, 5th revoltion).
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6. 3. 3 LTEROAKES L FEEGRALBGMHNZONT

X 6-6 |Z LAE¥) S50C 12T, HEHET /T L LZBEOFHE H M DOETI0 ) v 2
I Faya EH0T1017) Fra L RERIOBSR (IHPICABEA R LTV D) 27, [X6-
7120, TEW 3 EEA I T34 L, TR LTMLLZEOE 0/ v Al
Fuya & BT 7] Fra & BRI OBILR (KPIC AR LTV D) 9. (1K 6-6,
6-7 1%, KT ORI AE & 572012, T— X II3BEEEET>TEY, 2Hz O
0—/SAT7 4 )V H ENTTND) . [X6-6, 6-T(a)x T 25 L, FEHETRORRIC
X, WG] FalZlE, YIHIDEE A EDho TN ERbnd. ERET
REMLT 5L, EHNAILTIZEE L T LT, JINOMITIX, Fimsmicy)
HIDWXB) < 23, sl m N GIEI D A @nsian B2 bnbd. —F TR LOIT
TIX, W ST6 7] Frya E®HITI0 7] FulX, 1:1 OFEETOHI D™D Z L
N5, FmSFMOUEIINE, FEETRE TR LTIE, 50 NBEOELZR
STWD. BFOEIEIZNE, 150N EEZPNELCTND Z Ebbnd. ZOR
KLV, KLHOENZ, FEGmE D ST mIcRE RUEIN 22005 Z &2
Dol £z, BT TWDER, K 6-5 RSN EHEARE IO ) v A
HOREKIE (= MR UREICRROEEL KITTUHIT) 1%, FEETFRE TR
RUTIE, BEREDOETH T FETIE, TR LRRE, BT IR & b
NTHR LS EDEZ R LTV D, AERIE, K6-5IChRL TS LR, 15
TREEE T LECIE, SEHEF OB IO 7 v AMEOEBED L LT
BRICHEZ 5212720 Th D, EDTD TR LK, FiEFmOE 0 ) v
EOEBEIN/ NS WO T, MTRKEO TREOT-bABEOEE /NS 25720, it
EHEOMIMAB LR 720, TR LoF ot ElmiX RIS/ 5 FTREME E 2
Enbmol. £ 6-7 TIE 1 RNEEIEX 22 (R THUNTHNAEE L, 24
HAH TS O RPN T ARG L, 3 AH CF 2 4 P T HNEE L,
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Z DINETURFBITARF T OGIBN A BERT 28T WRETH 5. —J7 T 6-7(a)
TlE, TNHOENPAHAE T L Z Ebond. ZOHBEIX 1 [EENDIEN
DEET 5720, ORIV EC LU ORENRRENTEDEZEZI LN
.

WIZIK 6-7 HOBNIT ] Fra & EH 01T Fuya % NREICHEGR T 2 &, 1 AR
FIZRWTHENT 7] Fra D505, YT T Foya £ 0 BRI R < R % BRAA
L, SHICRSIPNHEZ L Z TWD Z bbb, KiERNL G, £ L HUHIT)
THATL CORANDOEGNHAEL, TORBLEFERHX TNDLZERbNS. L
7=l o T 6-6 (12, X 6-7 IZBW T FHE I Fya (x5 1~3 A#RMH
DENNSNZ ERbND. TO—JT, X 6-7(a)~(C)DE S H ) FullE BT
%E, TAEMOMEEDN L 72 51 ERIEHOERIT LV 2 OMEDEI03 2w
DHE L7 D, Vi FT) Faa ZZVEEEML TN R L 2EBETLHE, JBEH
DOBFEHD TN OZIT DL DT IBRERLTDL D EBE2HLDH. L
oo T, MR UBEWGE O ITHEEOMER DS RFEIZH L RD2bDEF R
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Fig.6-6 Relationship between plane force and axial force
(Pilot hole diameter ¢ 8.5, S50C).
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Fig.6-7 Relationship between time and force (All processing).
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Fig.6-8 Relationship between work material hardness and cutting force.
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