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The Principle in Metal Cutting Process
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Introduction
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2.1.1 I#HmMIRE

WorkpieceProcessing Surfaces

ZE ¥ SIMBI A T A0 S TR < R DDA e B B A DT HI N 05 8. B 2-1 Brs A % il
SMEIAE T B A1 B0 : TAFERe , I M Bkt S, TRIE M LA AR R, B 22 fix
Ak B R ISP T 16 O - T BAR ERAE R B 3, TAHERIBRE B 4RE 50

724 B M B AT T A ) S A AR R, TR =AW e R, BN fein TR .2
o S e A S (TR .

(1) ffin T2 if (Surface to be cut) T EARFUIHIAIRE .

(2) Efin L3R (Machined surface) TAF b2 7] BRUIHIETE AR

(3) s ¥R/ VIH| R ( Cutting surface) T b d PIHI I ELEVIHI MR, B 2R T
I A E N TR Z (8] A3 AL

DIl
wmTEE BT

/ > PP

L ( \ E =] ’ BT
T xiE g
R ]
Ug

] .

ve B

B 2-1 FEHISME A E R YTEE 3 5 TR B 22 8HFE R YIRS 35500 TR m
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2.1.2 YJHIEZHSYIHIAE
Cutting Movement and Cutting Dosages

MRS B AE T (P 2-1) AP (B 2-2) el RUR , TT RS A58 i— € i U
Hlizglh, FEHAMYIEIIN 07k, T RS LA RIRE A e i —E WYIRZE3h . %, UIHE3h
TEHAE R AT 23 0 EA2 S AL 2 3 , X P42 S i 1) AR A& R HE 3 .

1. %i&3h( Main movement)

FiaghkmPURE SIS F i T RS T2 | EZ Wi Es . Eiashd ] BuE)
7] B L BE9 )RR EVIA TARR, 6 A9 OISR AL 2 Y18, T T B T4 4 37 %

Mo X8 B 3 AR 2 3R & IHRE T R
Ko BN, ZEHI SRR T4 B9 e s% 12 sh Fi )
HIF 1 B T B AR i 8 (] 2-1 [ 2-2)
o EiEs, HAMAIH TP EiEshth
A1 i A7) Bk 58 Ui , FOB 20T DA e
¥eiz gl , T LU HERE 30, (B4 Fp Y1l i T 7
EW FiEGEE RA 1

F31z 55 [0] ( Direction of main movement ) J&
TRIEAF B LB IR, VIHI 7] b3 s
FXF LA BReT iz 3 75 1) (1B 2-3 ([ 2-4)

DIHI#E B ( Cutting speed ) v, J245 VI H| 7] b %
FE AR X T LA U F38 3h 5 ) B B B
(E2-3.82-4) , 88478 m/s( 8 m/min) ,

HERIBRN T

B B IEE 5 J7 T
B 2-4  SEmigE AT TAE )

_W/W‘%

S

DIHI 703 5 A3

M EiB e 71 B TR B ARA f U I B R R

_ wdn
% =Tooo

_ wdn
Ye = 1000 x 60 {2-1)

A d—5REBFNH T RS T ER EAR, B0H mm;

n

FiashFHE , BALH /s B r/min,



gos SBUNERE | 7 |

2. i %1z 7 ( Feed movement )

4438 B B AUKIE S Fah Bl p ] B s TAFiE 3, i RE e & £ia shikikaiE
LAWY 2 A 2R , (R AT i 2 — e BRI B I 3R @, ERYEE SIHFER IR
HFEE S E /. B, ZE W0 A B A: T I 4 T 9N 1) i Lk B 4k aE 3 (B 2- l)fﬂ@'JﬁUSF@HTIﬁ‘
) Bk B ks s (B 2-2) o HABYIE I T sk, t@ i THS0] Bk st 4hiEsh. #

i Fh Al DA (A BRAY , o aT LU SRR , T Bk 4z s ] LA £21

#4512 3077 ] ( Direction of feed movement) EAETEA % [& Fiz sh 9 544, VIHI 71 bk &
SR F AR Bz s gy e (B 2-3 (& 2-4) .

HE4 3 ¥ (Feed speed ) v i ¥8 YIHI 71 38 %€ A X T A4 32k 45 32 3 J7 1) ) 96k B 32K B2
(& 2-3 & 2-4) 5k mm/s( 5 mm/min) , #4532 3 8 HEIE 3, W)k 45 3 B AE DT HI 70
b RERRARE Y

41 (Feeding) f 248 T8 7] B [0l % — J& sl & — M7 REE, B IG #4532 3 5 1)
FIFEXT LA , B R mm/r (B mm/ RUFTHE ) o B R B 245 12 sh A H I BE BB .

o) ) 3 45 308 3 A B RIS SR T, AR AT LA A ok A0 B, K T B R 1]
B A ik gh B LA mm/ BUTRR

A Z 7118 TRH#ATUIHIE N ik i f,. BINHEAEEE—1 1Mt
HI— NI R4S &L, SRR mm/s

T 5 WL, P45 R ] RN N

G =fan W 0y = L (22)

Kb —UIHI TR TIH %

3. 4 &3 #) 32 3 ( Synthesis cutting movement )

A BYIHZ 3 2 i R AR Fis sh A iz sh & iz 3l .

A YT EIiz 35 75 18] ( Direction of synthesis cutting movement ) J&35 VI Hl| 71 3% & SUAEXT T T 44
BERE U Z 3 75 1) (1 2-3 (& 2-4) .

& 132 3 B3 & ( Combined movement speed ) v, f235 VI Hll 7] 1% & S AEXT F A4S R YIH
12 3l 75 [ O B S BE (1] 2-3 (& 2-4)

#4512 5 (Angle of feed movement ) o 245 BN 3212 3l J7 18] Al i 4512 31 J7 1) 22 [] B 9 £
(E2-3 K 2-4) , X @IEIFHIHZ 80T, XA EAERE

B YT B2 £ ( Angle of synthesis cutting speed ) n 245 B 312 30 75 8] 5 & BUU) Il i2 31
T Z e i (B 2-3 8 2-4) o o 5 o B7E TAESE 4 5 T N B B (AR 3 i E X
JE9) o

5 W, FE4 I ([ 2-3) , & Bz 3 3 AT R

y,, = — (2-3)
cosm

H T8 % SEBRAN LA o AR, B LARTERIA R v, = v, .

4. #5718/ #) K E (Cutting depth)a,

Xt 2 W ST (P 2-1) A ) (B 2-2) &, W2 )& e, (A0 mm) % F THE
IR SR TRE R AR, HA F W] SR 8z ) &R
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a = — = (2-4)

K d,—LHFINTRE B2, B4 mm;
d,—— LA E N LRE K ERR, A5 mm,
WEAR IR o G R fABFIZI]R o ZFRRAVHAE=2X,
B fn TR m ATz 3 B2 S iE A T AR R YTEI AN T

2.2 JJ L4 U £ BE S bR

Geometric Angles and Materials of Tool

2.2.1 JNIRL{ASH
Geometrical Parameters of Tool

EIRVIH T BAMEE L RS R (B UIEER 7 i U R AE#R R A Stk . SN ZE 7T BT
HRAT LAB RS TT B VIR AT A& 2T B 36 E 22 7 B # R AE X N 3
AL LRSS B B TAEZER s SRS MR . B, LASME % TT 06154 R 2R 25
T1E U S50 K€ Lo

L. 71 Bl 3R 5 e AR 2K

P 2-5 Fras 50 E %70, B i T AR RT3k (DD IR BT (4,)
o) Hle JISk BRI UINI AR, HERER T, /]
fa] SRS R =T ] —4R7

(1) HiTE (Face)A, HEEMATHUHNEREZ,

BRI 71"

B EEEREERE, PIEN
(2) )5 (Major flank)A, 5 T4 iR FLIE 71 (5)
T AR FAIAR N O 3R T MEEW)  EREG
(3) BJJ5 1 (Minor flank)A!, S5 T4 FE T FEmE
. E2-5 SMEIZE TR R R
AR AR FRVRIX T T AL Sl s

(4) EYIHI 7] (Major cutting edge)S R 5 E/5 AL ME R MhE, EUIHITI&HEE
JB VIR EE TAE, LUE R A # i R T

(5) &IYIHI 7] (Minor cutting edge) S" i i 5 &l J5 T AH3C W15 B 4930148 . BIVIHI 71 th IRl
FUIHI 7] 58 i JR DI BR LA, AR L T4 E N TR i .

(6) 33 71/ 7192 (Tool nose)  FLIHI 71 FIE| U1 K| 71 % Heab ) — B YT HI 70 o 33 38 70 A7 LA
Fe/N BB IR . 8 H AT 3 UTE 7RG TR T1E R RR R TIR

2. MR T] Bk A RS F T |

TTRENTH LV &8 , s R — 8 M UIH M BE , X S8 B gese T 71 BLUTHIE %%
RIS AL E . G 2-6 Frw, B ot 5870 T AT M v, MG A o, , TRELHE T 7
T A, FUGTHE A B0 E . HEIIN v, 5 o, FEELE NS %V EIEN LR R R A
RERBIH KR/ 1B 2-6 H BT 7R BT p, FIEIHI P p, 3k BB AR RS M,

H TR R0 T3 AR A 2 1, T2 2 1) T, AR T B R A 2, B, 1
18 TTHAf B AR RS TH E LT,



