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1. ERMEFERAR S 4L

H AR M T2 BB, [HEEA BT LUREE R m s, BUSOE AT, W 0.1 i Lk
AW, A CBIET KEEZGE M T RS, AW T REEEMTEFHMNE
P FEIREEOR M BN T, Hh i g m TRARM T Z k. . 8. 0, f. 8 fi%
DIV 25 63 o UV o0 T B e DB I L D R A A 7 A S BB A TR AR ARG T4
AR LT Jr A o B A A 2 AR S ok o J i T8 RAEHLARAE BERD AOBEDAN T2,

WA R . ARSI TS (bR, BV ABSRREA R EE IER MR
Gemn T kN T GRS shite W . BRI ST EHTAE . B RIWEST N T, BERK SR T BEvE
)1 IO Y A ) i I N i 5 5= WS T i <0 [ O 1 (31 I

[ #13#BiA (manufacturing technology) |
1]

i ]
R (forming) [#eii(casting)] ~ [#8(welding)]
WEEand)  Khgas) | i
|

; {
§3i Heti(investment) B4 (arc) EFTEA
B | [&E ] hWEGS e [foomoirt|  [RESRTIE

Y 1 ditional)
formin metal) B0 (centrifugal ) friction : (nontray !
)% (forging) H,ﬁlj(rolling) F E 5 1% (squeeze) gﬁglas“) ) : ggﬁb&(ghlp removal) ggg;:;:i);)])

L (rolling) ﬁﬂ(b!ank.mg) e %(plasma)' (abrasion)
Hr i (extrusion) ph¥L(piercing) AT ok (electron:
#7725 (bending) beam) |
Eé(embossing) :
(coining) |
J ¥ (forming) ! N T-(machining)

Bo.1 #ild&Es ARSI (classification of manufacturing processes)

2. BRFEHMHETE
W 4 1] B A A ) T iR LI 0. 2,

JN_L i (before)
T )5 (after)

S
— o A (joined)

(a) FitE BRI AR (b) 4 s (c) B il (&) BUHMT. (o) B A ER

(casting or powder metallurgy) (forging or upsetting)  (extrusion) (machining) (joining two pieces)

B 0.2 il 15 A A9 JLFR A7 (various methods of making a simple part)

S

L & AR EF Iy WP 4 gy Hop i — & EL LRI T8 £
2. Wy UL B AT B A WP A ) 3 Ty 9k 2
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1. £EBYIEImT

wmE 1.1 pros, e YlEn T st 28 e st 2. Bk y, £ BYIEn T2
il V18 B B AN HEBR SO F AR F, AR, FEEIAMGE SRR, KRBT RO RmFELE.

HE A EYE I TR — MR f R, B TEmME4GEE/NT T GEXR) M
i,

G I TN b 2 — SO B iy 72, BP 48 U100 105 69 2 248 64 4 08 Fn 40 4% 0 L in T
AT . B0 P= (5 W A8 THEEE R T, b ayFuE . B2 % 5= 693 15 L S AH 6 1 & B
%,

SRUIHIM THREAERXAEEY (B 1.1). BeEl. S0H . &5 . g5, Bia, peyl.
B, . By, Y. BHSsiESX, UWERFTEY (B 1.2), &Y. SI8F. Fahk
e, FohEHl % FahiErR.

S IR R & =11 | R R 1 BT RO A = e o 7 D ®1.2 Fzh8EYIIMT (manual sawing operation)

(machining or chip formation by a tool)

2. YIEIMIMIEERS

SBYIHIN T A, J1E A TR E 0052 i — € YTl sh k18 shie, WER EVIBRZRH
@, MRS S, X iz sh R VLR IR & RBALAY, Tk % Je b 75 & I B Rk
R HIEF LR E, T, -1 ZEBNEBEBVEHM T TZREEEHNE AR T
fE. JTHE . e BRHLR, i 1.3 B, T Z2ZZRSm E=shi it o9 B 48 T8 & 544 6
M TREEMRARSZ., @id TZaBPH&R M TER (GETZHE EMTTRF, %



B—5 SEYEMNTEMY \\3

T TZR
A\ (input) (machining processing) 4 thi (output)

7] E(cutting tool)
I#workt)iece(WP). >

=gt
(product
design)

(machining
operation)

RmAALH

(surface texture)

Fm se K
(surface integrity)
I >
(environmental impact)

K 1.3 IMTHARESADIZM (general aspects of machining technology)

|

:§: % E(jig and fixture) gﬂh%?;ﬂ; )

2 - [t/ S v by
k| Bk (machine tool) (productivity /economic)
¢ T

& mITITF (product accuracy)

8

W&

N

H

l

TR T, MR TR E MR m AR SREA, SRNE (2FER Y
JB . EIR VI8 R — e RSk

1 ITHZREBRERPRRE aausmnnunnnannaag

1. M EFEHNRE

BHAE M TR A8 T, T T 58 UG s Z 1 .

R4 BoR, B EW L RTAFE CEAFmE. We-Fm) . B AR .
SREAKETED . BHET CABIHER , SREIHETT) . BRI, RE BRI T R

ARE Z R R L 77 TN T3 43 D Ak I TR A — 5 A BE 5 LR B ZOR 89 T, X
TRV, AT EETEGER B OS5, WA 1.4 PREEEE =M msEsm & S5HE
1A o ) DO TR ATRS TR 5 0 T TETAR G R, R AR SR U AL A R O ik A BOR SE I

Rai ] BT (guide line)  (generatrix)  (guide line)

(gener;uix)

(d) 24
7 T R

@ (gener'atrix) (guidefline) = \
54
[F#EE  (forming surface) 1 % 24 (guide line
(conical surface) (guide line)
R 2 1 (i FF 22 e ) . =

forming surface(involute) B (generatrix) © F4 :
b) sS4 (guide line)
: > ( guide line) 7
“FH

e as ( \\ /7
[B#E i (cylindrical surface) .:‘\\' ',,’ 1 )
BRI i ,.’.o“\“s “”"l <) #}45 (generatrix)
s "‘ b (
(forming surface) 7 g)
Z tri 4 ide li
BEZR (generatrix) & ?E(gmmm)%&(gmde ine)
(c) (f)
B 1.4 #HFEM LA R B 1.5 T4 i ) 3% A BUE IR B
(typical surfaces on common workparts) (surface forming principle for different

typical surfaces on workpiece)

2. THREHFK
TAFREATAEBR—REGED — REB SR T R, XMRERMYEFLMGL



4/ S ETEITIESHIR

GiFRR L (F1.5), BREZRANGLR AR 1 & 1.

(EE‘E—ﬁ TTT
prim \RRR
mot_ig%, INRN )
\ B -
——— é?\] RN @
RV

-} 3z Zh(primary motion LR
== J1E | AEB(B NI (generated surface)
[secondary motion (secondary motion(feed motion))

(feed motion)]

(a) BIIRT] E‘Eﬂﬁ‘?ﬁﬁﬁfw?)ﬂ;-‘?ﬁ (b) FLT]RT]E I T4 B i
(generation of a flat surface with linear (generation of cylindrical surface by a single point tool)

motion of a single point tool)

n LK

o (generated surface)
Fiazh i
(P"marg 1 \
motion iyl FED

- (prim:

=32 A GRAIE D)

[(secondary motion

W iah (L)

[secondary motion (tool) (feed motion)]
(feed motion)] (d) M7 4e7) B TSN
(c) BT]4e 77 B m T4 4 i (generation of a contoured surface with a

single point tool)

0 m e

(generation of a conical surface by a single point tool)

fa T | Rk HE4 7 ] iy ted surf:
(angl::lStrt g;)illing { (df%\l':_tlz)nl ’ ! I (fe ed_di_ricii-(f) < Lnlonon . generated surface)

s |
Ziaah(ELE D)
[secondary motion
(feed motion)]

B ’,W// R ———
%

(e) WIET] R A U e (F) BRIETI RN TR e #

(generation of form surface by form tool) (forming a surface with a form tool)

TR ?%
(tool) |

2
17\
(h) JE R (E4%) B

(2) AYIRETE BN L i . .
(surface generation by tangent cutting) Agrarseig by velopiiiothad)

I NI/
n=4 n=

n=16 n=32 n=1024 -

(i) &4 IEJ7 FEAE I T BAE (&

(enveloping method to make cylinder from a square bar)

M1.6 EWRAELELIVAREFH (various methods to form generating line)
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3. RELKHIT

i 1.6 FraR, RALMIE A LLT ARG .,

@ Bk, IR EBHPB KR TERTIERGITE [H 1.6 (a)~(d].

@ MR, FIHSBIE T BRI R &AL, M THETm T L [F1.6 (o), (D],

@ MY, dBE TR Ef 2] GORIEFEDE BT THREIR R ITE (1.6 (],

@ R (g% B, PR T BAERBYIALZS RS THEREM T E (K 1.6 (h),
()], BEEEAKLRIERTIRNEMEAES, FHE EAESRENFE, LR L6 (),

AR A R IEZsh WA 1.7,

A\
Ap )
. g
By o
(a) BIEZEH] (b) ZEHIREL (OF: 271 (d) Ji§ IR L
(form turning) (screw thread cutting) (gear hobbing) (screw thread grinding)

1.7 #AIFREARIEZES) (generating motion for typical surface)

HpEda VLR ) B TS sh R EnE 1.1,
£1.1 HEENHEMIVENTIEMIHHIED

(tool and WP motions for machine tools used for traditional machining)

B T2 T °Z (machining process) 71 B/ A% 32 3 (tool and WP movement) # ¥ (remark)
VI 8% : Cchip removal) tizzh l 455 Eh
%) C(turning) TH(WP) J1 H.(too) —
5l Cdrilling) J1E (tool) ~~ TIE(tool) —>eeeemsospossrnnceenes T {4801
HEHI (milling) J1R (tooD  ~ TAEWP) — (WP
43k ] Bl (shaping) J1H(too) — TH(WP) --=— stationary)
Je 17 81 ] ¢ planing) TE(WP) — J1E (tool) --=—
1 1 Cslotting) J1 H.(tool) — TAF(WP) ==
$I 1) ( broaching) J1 H.(tool) — T(WP) @- S AEE R T
THHWP) — J1H.(to0) @ HE5H S
& 5§ (gear hobbing) J1B.(tool) TH(WP) ~ (feed motion is
J1E (tool) — built in the tool)
8% Wl 2 B : Cabrasion) J1 B.(too) THWP) —
S 1] B (surface grinding) J1E (tool) THWP) ~
A1 ] & 11| Ceylindrical grinding) J1 2.8 T4 (tool or WP) —
}7 B (honing) J1H.(too) ~ @ - T {8 1
P (WP stationary)
RS N T (superfinishing) Jl1 E.(tool) < TH(WP) ~

H: ~, [§ (rotation); @, #tll (stationary); —. Z&¥iE3) (linear motion); --=, [E]PEMHIEE) (intermittent) ;
<, fEE 8 (reciprocation),

4 THREHEX

E 1.8 Fran Bl R, T LRAFER TR = AR K.

O i Tam. T s K.

G . T O S o= ) 72 o 7 I =i = TR VAR s ) O T N 1 . T 1 P
B i T2 T U ) R .

© emIEm. T EdIRIRGE ™A R R,



6/ = RIEITDESHR

FEMMTE
(surface to be machined) i i il Ve

& (transitional surface) -E

7, L .
= c (workpiece)
ST
(macm]neﬁurface) T E o P & — — —f ?‘ﬁi‘;ﬁ od
(machined surface) (transitional surface) surface)
(a) ZE4PH (cylindrical turning) (b) 8t F i (plane milling) (c) f] ¥ (plane shaping)
JFRAE & (twist drill) e
£ T ay : %
(machined (enlarging ’
surface drill) ST 8] ‘f
177 Tf(workpiece) [f-/{ (machined surface) (reamer) ( [y T )
(workpiece
7 é_ (mac! ?lllleldz Eilrface) 1 e
< 7, !
H e & ] ﬁ.‘—‘.ﬂi
0841 o | e I
(transitional surface) ¥/ T {founssSon] surface \ﬁfﬂllﬁi (transitional surface) @ fy 1
(surface to be machined) (surface to be machined) (machined surface)
(d) g57L(hole drilling) (e) ¥ fL(hole enlarging) (f) g FL.(hole reaming)

1.8 T T E X (definition of surfaces on workpiece in machining)

B=T DPMENEVBIIR  sasisnmsennensannaiang

1. PIHIIE 3h

PIHlEsh 2R TR T4 (K, b REFALFEN., TES THZEBMHEZEs. YKz
G HERARR, nhFEshfmitfhizsh.,

() Figsh) FEHEBUKREZREEIITENIIRS THZEREE ., REAHHTEZ
g, ERMEEN T EEMER (k. USRS, SAFEEBRE -4 EiEsh, FiEshe
PIR IR THMELZES [F 1.8 (o) FUlJINELZES v, hal ARiEHEsh (A 1.8
(a) PTHMEizsh; B 1.8 (b) Himgt I Esizsh; B 1.8 (d) RIS B F 4%z 3h;
Kl 1.8 (o) Y FLIIMESiZEaN; K 1.8 () "hEIIMEE;ZEH].

FEMFE SRR . HEDEKR, M EMEE RA -4, BUHM TR RiE
a, AL T8 B F4F1E.

J1BG1H) 7] L 35 WS AR X A4 3 32 2 i Wk B 2 BE R O DI, R v FoR,

(2) 4hizsh B RBEHHIEZE S RARHBAIE, Mimy)H A TR
izzh, WHAE —Eg)., #nEshT LI RELEZED) [F 1.8 (a), (b, (D~ S i#Fs
Zgh 1, el LR EWZEsh (B 1.8 (o)]; ALLEEHZKEZES)., el LiEEKiEsh. #AiEs
AR, HFEDIR/AN, AILE—AEE A, UIH| R A AT R T R S B,
PLITRBLEI N T, $L 7T 0 45 2 5 5 THE R SE AR .

DIEI 7 b e BUS A T T e s sh M Bt S BEFR A 0 . R R v RR.

Tt FiEshid Rk dhiz g, HIEAE Sh I 2 1 2 % 45 i sl A] BR ) B 2k 02 3h k[l % 52 3,
M F RS AR A S, MR E T EHENYIELZEE),

Fizgh Mk Az el i 7] BT 0 568 CnE R el D, el h 7] BRMsER
L), {BARZ> By T4 5k 5 B .

Fiz sk iz sh T LA R B R AT CAnEH] . BED . RT AR (EBRE) #E1T Canfllor
. iR .

(3) AMYINlEs) fEFissh stz shRE T uEim T, EEshfmitszshis




F—E =ZEIIEHIMNIERM \7

Mz s PR A VI ZE sh . & Y] 2 Bh s B A RIEZ i 7 E3p]

(direction of resultant motion) 2 (1directi0n of primary motion)
e C

Ve=V¢ + Vie If’ﬁ—’?ﬁ(workmg plane\),j"
~ ik

ve fl v FRTERIE AR A TAEFm, LA P
Ne FELAEFEN ., [F—Be 30 m 56 s 22
W32 3117 16 22 4] 64 3 £ B 2 B U1 L 1A /;"
Fn, WHE 19,

(1) HhizEsh NTEWNTZRSEN TIERE HEEAE N ) BIBI 7] Ees A
FRIFBRM E ALK, WA 5T Shak B R g A e (Grectionoffeed) Speictipo oo amting )
R, TLRGEHR T YIHEEhA, % —ihia
#, REEAHES S THMBYIER, HHPR%

EF RN T 2t R ARl iz 5h .

B, 561 21 U] AR 0z ] B sl 2 fR s g, 1A E T AT AR T 38 3h el iR 2 B,
@71, G )RR KL ITE s, WAMNERTREA K A TEG M EKMEsh, $I)iEg),
T EFREZES DR E , Hem, BESREES.

2. MAElIAR :

(1 At PIElAAE & o)

© AdE. B —AU0E0 702 b e SRR R B s Y], 58 2700 70 ] T4 A1 Bk
BT AmuE [E 110 @], Ahavnet, Il 7] E& S e Y18 i m KB R . U108 28 f6 5

@ B HUIE. ALY 718k 2 4% HLRDIH 71 (Rt 2 o0 E] e R AR 8 EE A i viEl. %4
[, B m T4E A . 38 A mElet, D1E070 B S UE e AR . VIR R 2.

(2) T fYH AR |

@ E3 (EHF) YIEl. 248 EYE 715 bl B A J e, Xt 3 1E 70 S e
RN (TMEf 0% . VI R S 7
ML AR, WA 1. 10 (a),

@ ®mUIEl. ¥ EVH 715 0 HI
B AREEMYIN, X EE AR
WEEEmA (JEAMA 0%, Y18 ¥ M I
YN 7B E& . WA 110 (b)),

(;gnfgggfggggfg) (b) #fa Bl (oblique cutting) A i U X KRR T R A )

B 1.10 YAl AR (cutting methods) Al By IRIAE R TR, 4R 5
JER I M, A 7016 F B Ah B4 T
7], BT, SR E A G (8] AE SF et T .
WRAE & . A7 SR e A 2 R ) SR T FER .

Z0T DBBE=EER cismnminnmnninne e

VIl HE =X ERUE SRy S E, A EMEZ IR (DHEE) . £ T LME
B TR ARt BAR LS X S S5 . 45 S & e B ARy, RIS T2 8UR .

1. VB E

e 1.8 fran, UIHIEE o ZIEYIEI ] Lk @ S A X T TR Fzsh i it L s, $
fii m/s 8 m/min.

O FizshBigkkizshnt, VH#EEMHTEARXT

wdn
~ 1000

Xh d— %W FZEIWTTAEHTHMRAER, mm;

E1.9 YIHmMTESNE

(resultant motion of cutting component motions)

Wi



“3/ ERIIEITIESHIR

FEZEHHFEHE, r/min 5 r/s.
@ FiEshhHLEHN, v BB HE

2Ln.
Yc 71000

n

AP L—FETEKE, mm;
Fiz AR IRE, st/s 8 st/min,

ne

2. R E
g f R THS AN EEsh B % (i8-8 JNESTHNEERSZ
4 Jiie BRI R, AR mm/r B (mm/s).
AR LZ TS ENREARFE.
i pe © EHl. HH. GHBGE, LG mm/r
3 K 1.8 (a). (), (D,
@ wy ., srEETRESE, A F £,
2 1, A mm/st, ZHE 1.8 (o).
© BEHI. &Hl. BikHSRE, H f 'R,
SOLE SRR GEEE i mm/z, B 18 (b). () KM 111,
(feed per tooth for multi-inserts tools) HEUS R o, B8 T ELYINI 7] b ik A AN T
A3 2532 B 1 R A R,
AT o SR BN RZEN LR
vi=fn=f,zn

3. BRETIE (UIHIRE
WIZ R a , WEE ay,, 248 TN TR TN TR Z B HFEEHER, A28 mm,
FHEEEH] . QIERHEZ IR RFEM T Rm S E M T REMEEZE [B1.8 (b, (]
ap=hw—hwu
AP he—FFMTEREHEE., mm;
hm En TR mEE, mm;
BB’ e, [E1.8 (D] H
ap=dn/2
W, YL, BAENEZ IR e, [F1.8 (), (o), (D] K
ke Idw—dml
2

ap

X do—EMITREEE, mm;
dw%'f%j]uj:§@ﬁ1éq mm,

1. &X

DIHI AR AE VT A8 7] B89 7] TIHE—UGE T b BT UIBR 9 A RPRHE , BRSP4~ o ¥ R
ZIA e i —E )R . VIHIZE sl S Aoy U1 2 B . D112 BRI R B E T 70
FLUTHIE o3 fr 7 52 80 3807 R/ Be U8 BIAR AR B LAA 25T 52 VI HJ2 5 i e TR Fn S 4

DIHIJZ B R R 2 BORAE VT2 BB R . S YT E AFRTERE oo VIR AFRIERE ho
FIIE 2 AFRBEIRER Ap =128 (B 1.12),




= EYEIINTER \9

O UK BEARIEE bp. VIBIZAFKEERZE IR EDNH 215 TH MR, iR
mm, FHIE, BEITEVIN 1S THRE 2 R 6%k A FERA o, 0
bp=a,/sink,
Q@ VIBIREAWIEE hp. VIHIZAREEZIEI AL THEBH—tAE Fot, TEE
VI 71 A 4B 6 W~ 7 & 22 (Bl 49 3 HBE 2, B2 mm. FESEBH
————
Q@ UIKIEARBEEE AR Ap. VIHIZEAFREEEE A8 2 &mamA, 146 mm?,
Ap AMEFERBEEA, HEHMZBEBMED, BF
Ap=bphp=a,f
2. ERANEIN
Wi 1. 13 fras, ERAEN, VIEZEREE hodd/, wOIEZ SR oo K, BRI EVIEI 215
TR b BB 0, B B B Y A far R

GIHI A (cutting area) TR
g;.‘{i(bgse point) B (residual area)
g
R ,D &m L

(tmns‘tiorsal (machined surface) - t
sur}ace T
C_ 4 < /

ap

ap

Kr

4,
T 2
(surface to be N~
machined) Wi

of
_-—

'i

M1.12 YIHESH P 1. 13 0 A U0 ) B BE R BE 19 5
(parameters on cutting lay) (affection of tool cutting edge angle

on cutting width and thickness)

Sh

—. BEA&
H LB IE X i £ 08 U1 E1 i T 5 ik 4 ke o
4 I8 UV HI N T 25 72 e el WOF 0 3 434 AR 2
KA WIE AT R 7 ik R TE R B AR E R R 250
T TR TR Al s LAY 7 B FL A in T % i e 6 L7
VIH 2 sh 5 WP Leiz 37 H 4 B MEHWf? F5 AL 1= & el LLgs £i85h7
VI A =2 R AWy SEa i 5 ok 40 o B R 5 2 ] — [l g5 7
DI 2 2 o] 2 SRy 7 Fom AR el i+ 0
—. EEa
1. fL IR A s s 2 ( s
A. BLI]HZZE 8
B. A, SEE TSR
C. % ¥ T S 72 3h
2. SPEIBEHIRTE B THERS N 451mm Ml $50mm. B KGEJTEZEM T AR, W
R - ENZ IR 0. 4mm, ABAE _UGETIMEZ IR N ( ) o

~N Oy O e W NN =



ERUEITIESHIK

A. Imm B. 0.2mm C. 0. lmm D. 0.5mm
3. AR THAEGAMK LW ERN ¢16mm BIFL, MAERE KN THELEE R 43~
13mm, #05 WUGE JI R, H— Ykﬁilﬁ%&%E R p12mm, G KM $16mm (4 3k 8k

Y AL N T . PIURGE J1 09 WZ T B4 2 ¥s
A. 12Zmm, 4mm B. 6mm, 2mm C. 12mm, 2mm D. 6mm, 4mm
4. MEE SR K, UIHIEE hp & ( Y
A, AHLIN 2 4L B. Bz wi/)s C. 5HIX D. Bz K

5. —~ 20 WK A m i BE ) . LA 100r/min B 55 5 [P AL BEE) 1. BN HEA R f.=
0.01lmm, APAZBETIHILEE v H ( ).

A. 200mm/min B. 2mm/min C. 2000mm/min D. 20mm/min

=, HE&

LT#L%MﬂEEWMM%W%%E PR A

2. YIHlig g, mﬁg%,m%mmxﬁz

&%E%WN.@%%%ﬁﬁ%ﬁ i3, TR e 2 3 R iE5,

4. HI1ET) TAER LU 05 X b e 22 B A YIH i8R e 71 8871 Y1 75 =Xk

5. M EYIHEI 70 J5 1) W B A9 U0 E) 2 kA m R SF. BP E U0 EI 208 TOAE RE KO, K
A b

6. MPLERBEIES S TAME LR, H 5% BEF MR T2 BRoAsn b mizg),
A s WnfeJlES) ., TH E TRz, EEsh .

/. ¥ B3

1. FESME ZE 1) 0 e, 5 0z J0 HESE TR AR IS 2 b0 T3 1 8] 54 5 R R .

2. Eizsh#hEh ] B r=Emizs).

3. VRN T ) ik 45 0 Bl h R 1 I iERE iZ B .

4. ¥izgh, B MEBZE SR AU AR =R,

5. LR, W) JE RO .

6. T AR EB R, 4 iR .

7. SR FESFLA R N T st R LAY b .

8. X TR RS 2 03T B ok F, K MR HEXizsh# 2 Fisg).

9. HERMmMAE GRS, HEAELNFEMBL R EHRL,

L1, @0 T 6 ik 45 52 3 #0 2 a) BPE Y

12. Je 1Ol R MA L@l REH I TFmE, e Essh#E THNEZLEs.

13. HAEO T, &A1 HI &R b IE 22 B A U0 70 B fh 1 B K, K B TR
LIRS

14. ) 2 B A oo — [l 5

., HE&E

FHOREN TR, THEXRERN ¢60mm, MMTHETHEREN $56mm, BR—KE I
Broax ik, EE W TR #E N 250r/min, #H45H BN 30mm/min, HRVIHIHE=2%, it
BOIH 2 mE A,

vvmvvvvvvvvvvvv

(
(
(
(
(
(
(
(
(

10. JBAL (%) i Ta R 2 BA FEIRER . (
(
(
L&
(
(



F@®E
JIREHHIM R

R R . e e

1. BiE&EH

A AT 4 Ja U1 ¥\ 70 EL AR e U0 38 43 A0 e RF IS o A . A [R] 4 B0 0 n Tk B R Y T LR 2k
F 5, S WARRE, EIUIHE A E 2. TR ARE —BLAE I BN H, X
e Z PR . E CE T ik R AR T A DI T A

FRA B I B AT 4 AR I A (TR @ TIAM KRS, I BE—4 0 hiEaEm
LI,

B 2.1 iR R ETIMME . Sk EETTBEFERST O MOIEIEs 1k WK
. FEFETRE R NI AR, dwi . VIWE. $Rar. @A EEED, el /R R P R
M (ETIRENSL. NTTEARE ; YIHIER MR 48 n T2 R A5 . IR R B2 8.

Je 45843 (clamping shank)

1] %8 43 (cutting zone)

il 7] i (rake face) 0 k
41§ 7] (minor cuttiing edge
Ji T (subface)

T ]
J14k(tool point) }
FE ] 7] (cutting edge)

& J& 711 (minor flank face) % J5 7] i (major flank face)
M2.1 %16k

(construct of turning tool)

stFR A& IR CRERILR) %), HUIHEs e E P EEE S 4 Ik L,
XMIERFARELEE “BRAEIZ LY, B 2.2 AEES, B 2.3 k.

2. MBI 44

Tit REmENERE TR RS GSHAEET], ENUIHIH 5= REBaEE =1
YW T, PO IR —AN 14 (| 2. 1~ 2.3),

@ /1 I ®mA, ®iEZEY TGRSR JIE . G5 aT 0 E B LA A R 2
AL, WMTITHI TG, . WRBENFRASE —aT ) A EFR A . 5 5 7] 55 .



1§/§§mmnagmﬁ

T KRBT T

(toolholder) (clamp screw) (toolholder)

V) I 4

(cutting zone)

i 1T

(rake face)

¥3k(clamp)
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