LTS Rk iF L AT S
X B Hp 2

k sk sk sk sk sk sk sk skosk sk sk sk sk sk sk sk ok sk sk sk ok
P AR MR A B 7 N B2 Y
k sk sk 3k sk sk sk sk sk sk sk sk sk ok skosk sk ok ok sk sk
*E e L K E = 105P-024

TEHapw  BRARFE

HFHRF 2016217 1p 3 2016#127° 31 p

FRAFA KPR

HTH - R

Aol s OrF 85207 F R 3
(3AA2EFEFFLHFAHE)

KL L e
I B

-

PEAR - I EL- =L p



¥ % 57 105P-025 3R ARk 7 S N B ]

B4R M s B 7 S N R R e g

P &
Bk
&
ﬁpiéiﬁiﬂ%%%’ﬁﬁﬁéié PEd gRERn x> HEAR -~ fift
ﬁ»hwﬁ&“m“%$%%*ﬁﬁ7i’Uﬁammﬁ@*ﬁh$mNmﬁ%§zw

R g 7 & $f§ » 1 # 25 ECOCASL-8 CNC # s 12 0.1mm/rev =h:g 4 5 & 1mm ~
1.5mm-~2mm £ 2.5mm i 7 £ > 4 5] & 1,000rpm 7 8§ ik 22 F] 7 ke ) iE }i 78.5m/min
T o & L S45C FlE 1 E AR 31416mm?3 > ¥ ] * T500 % o fekk ik £ @] ¥]1 % en
Zo e RER ,;‘gu wikl? EEEE RSN ET o R SR a2 B
FrR%? 3m7 L2666 EFE7 Boamisem B0 il d o 45§ 45K L4 d 4
B ensh a7 & B4 0 & 1,000rpm g7 H"Jf?ﬁ%ﬁ TICRB EGONE RSN G
27.7%%2 59.7% ; # ¥ % _78.5m/min 2 ¥ CHRE 2R e E 16.2%
A4.7% > e GR4S§ SRR M chdhdm 7 & ﬁ%ﬁh” €M %ﬁ#&rﬁ R VESCE Nt ¥ S
PRFRER? &7 &8 AT NEF T BEAATONEE TS EE A

P EE A $@&%wumﬁﬂﬁiéﬁia&%ﬁ?ﬁ%ﬁﬂbrﬁiﬁ&
b E L ARUSE  PERFEZ T
35%%’ﬁﬂAU$%ﬂ%i&miﬁé&&&iﬁwﬂGM%vﬁﬁ’ﬂAF%ﬁﬁﬁ
£011.02% 0 TF ERIE 8.63% WA EL R & Fabe T B B B AR

{+

a
SHMARRRAR ) B0] A RA S REEL L AP REAS S
ﬁg: "‘Jé_?ﬁ’ﬂ’%/}}&ﬁé ‘7“’%:} 3 é*‘ié_i'lrréd HAEH# &5 5000 f@F] 6000

é%ﬁ#ahﬂﬁl¢ ~Aé%ﬂ—g%ﬁ%#éﬂﬁi3°¢%ﬁﬁi”“ﬁ
CEFHHLF R BR FR AT N G E R kR e R
AL FEAINTF RN F LN 2] @ P W Ar3 1 £ #( Machine tool )
F+£1 5 (Hand tool ) #ffs* 23 i A7 B dS i kiR R
ﬁ*i%%°ﬁﬁ’ﬁb““ﬁl%%%i@ﬁéliﬁ‘ﬁﬂ}ﬁahwvg:zo
EPEEEr S ol AR B AER > N7 EREBARLT Y o =2
*’wfﬁﬁ’%ﬁ§ﬂ%%ﬁﬁiﬁﬁﬁﬁi%ﬁ%%i%ﬁl¥°ﬂﬁ#
e ®lig o 7 I A FEE S s BT R dgepEd o RA IS 2

womly

B

(]

105-336 B LR &



¥ % 57 105P-025 3R ARk 7 S N B ]

PopkBed S fE 0 e AL E {3 4 A H] ( Tuming ) = & (Planing) + 4

( Drilling )~ 4 ( Milling ) % # & ( Grinding )iifé’“i’ﬁé*"‘%%ﬁﬁj

LG AR AL AT E 2 GEE > LT 4 ApE R E A7 &

M6 HE KB I LA S e

@ﬂﬂ*&f%.&jﬁ?ﬁgfékﬁﬁﬂ\ . ,.g:i__%:\)z%é_k?g _;T u,ﬁ%c_llxz'ﬂi ) \'_"f?’ﬁ 3@ Z'legﬁ
154 1

FE 2N B kR A E N B RS AR RA SFHEL %
BEE -
SRS B L AR A S A IS R R BN

| B

d N FdmEaz ol B BB ARERAE  BTE T £V E oL
whed Eo o A/ LERIERRI Y7 & 0T F kw7 L2 0% > (&%
AEfgo b1z G4 o AHER S 2 CNC 1 B8 2 a'EdplivyH7 E X2
BRI FILE»T® o R > A/ 7 Edeimig:e ) HA R P a2 A3

PR L wEE R B BB AT AR B Hli a4 o Bk i

y.

_L
Nam
?1:1

FORBASEF HE7EFEA NSNS K IR AR FFE K MY
V7 B2 238 Aaas &P,;*»}; Prefde U oA E DR P Ao E A Tlga%’;_’ﬁg ’
’t‘fljﬂw,il~iﬁ#’ °

Y

1993 % - sE L A[3]F1* B 74 W 2 B B m Ak BlA 7 ds o 7 PRI LA
Bs o £ STICN% K A > TING & AUZ 2 A% & AT % = f6 4 2 Jﬂﬁﬁiwﬁ
oo SR SR K ILASWCE 7 L AR K T SWCE 7 B 4F > 24§45
BE2 124 feREs RMM /_i%]}f@IEJ_TI CNend 7 Her il 4 2 3 ) 42 5t ﬁ%@
TiNend 7 i€ > fe 4e 1 & G AR R Kot g > B R a2 TICeHSWCE 7 2k g if o = ¢ & )
SRR Y 5 5 20%230% K 8 M4t > 5 Al hEEMEE F AN D R F
Bhida LRRAR e AFEPNEF2ELER > GEFAREL DI (T

1999 & R. Baptista % = 4 [4]4 15 &= #h22 T $h1 B 48 4c 1 AFSed & fF 0 T fhic 1 48
dv 1 {4 ene r"’-&-#ﬁ”ﬁ PAF e wm ek R 0 ¥ | Sl RS F AL Gk E"ﬁﬁifgi’zﬁi
)]+ <2005 # Tsu-Kong Hsu[5] % < %+ AISIH13 4t M 2 A9 5% > ¥ 3 A5k §
“CBN) 7 2 ~1 AR 285 @R > HEFEBFZHEHIL L5 KR D
o ¥ @ EARIRHRE S 2BF o E LR A SNEL FF o T
BRONEEo N hE B8RS o W@ R - 1A R E X PARE AR - 2007 # .
Paulo Davim % = A [6]4] * 444k 7 £ ¥4 1¥1 Z 4% (HRC 60)i& {7 & d]4c 1 > F st 8 ¢
SRR B ATEF L B A G ek R 7 BB S A Bl e B o B R dp )
PRI AR DLEFZ I PNl F e lpl > @ P87 EEE2 £8 5%
LA 1 B o 7 R ] R g o 0 2011 & - HGAR[TIHE 0 4 PR 4 2
R4 B4 1 ok % 02013 FpcF [B]4+ 4 SCMAL5 & £4% 0 A FT & £ ~CVD
SR~ SR A7 & RCONCE R P F AR R H7 KB B R R
21 g feER Ey MR N2 Rt s b g 2 g 2 2015 ok

105-337 W &



¥ % 57 105P-025 3R ARk 7 S N B ]

[11]4+%F S45C ¢ piidn » MR Z 7 £ » ﬁ%WMﬁ@*%ﬁimNmﬁ%i%%H?*
37 % 4R & 1,000rpm sy g & B R F)E R 78.5mimin T o Rt e iR

bt A menr I R4E 7 B ARA S NI 2 BB F”ﬁ%ﬁ’7gawg%
Fier Berfidea i 0 A D1 Rk kR R ¢ R B s ten 1% K
B o A F SRR AR E R H TR 7 LS G 1,000rpm v Kl E T 2 b H 2
785M/Min & Fli F T § A 7 R ild b AR g RS 1B A6 iR -

R

\

P L H8p h

PRGBS I EA ST FARR LR > d 0T B RGO REEE e
,]valg‘; y BT 3{*%{% j\%ﬂwﬁﬁﬁs i+ z ;é'?fé Aﬁ_ﬁg] o7 B ﬁ‘f ]v} P miﬁ {g gqr;4‘2 1
R R IR S T b I RTE I B CR R R
g M7 B et & j&'rﬁg Cabhr iR A G ST ORY 0 5 AR
LR LA RE B AU G0 ST 3 Rl st
PAA ASEFEAISAPFERE AR Fm-@@ CErR kA AR A
Y0 K R ST BAp G o b P B ER S D A S G M4BT T R E s
30 ’WLnm;Léﬂaaéwwﬁaéwm#wo%ﬁ%fZwﬁaﬁ7Aﬁﬁﬁ
B AL VpE > g7 & s g E Vg R G S %ﬁd WRl7 BE 6 A&FD
Al L G R > RF 7 BT 2 B
AR IR YUE S RS

d «:@@;I;L\-a B R ERFHEH NN R w2 T A T A
i#%ﬁkﬁ%ﬁﬁﬁﬁ"e#ﬁ’ﬂaw‘é%%?ﬁﬁﬁﬁa%ﬁ’ﬁﬂﬁmi

T e AR R A B AR H T s 7 B8 R R pUB A g A R e
T I s
Pehe BAHTRALFLR T HTREHIAEF CASHIFRE S 5§ Ap§ 4 P

“/’: o

MY AAt.i‘é—“l07~15%\ﬁ%§;‘i€i18%\@?/;‘{!&_4%9k’£.a'r”“ﬂ8%3%&,,
SuEM D 7 ol NHREMRE o R TERASFE R < S kT
FEpRehpffled BEF G Y > FLFREF T W E L AR F (AITIN) 4R K 12 fﬂs (TIN)
SR EF R T E 7 7 S f1% CNC 2 & 2 0.1mmirev g ¥ 5 & Imm -
1.5mm ~ 2.0mm 22 2.56mm 387 § 5 & %] A& 1,000rpm 0% V] & 22 78.5mm/min g7 i)
@R 2] S45C FlE A 5 %ﬁv’ WiRl7 EE & A SOV B TS Lo kR o RF
7B N 2 B ﬂ FAERHE D 7 chigd s G KR HEE T R
PR M E 7 7 EHEELCNC B F o i A FHEY mffrs B FUEAL g A
BT o ia RN LAl KA AN AR RFHN A PR AT 2

4o AT P o

‘ﬂ* \4%7
Kl
Jo
3

105-338 B LR &



# % 7= 105P-025 PR s D 7 e VR BB T g
B R
- ~RERHHF
A2 F® P a4 A2 0hjE 25mm -~ SA5C 2 [FlHE 5 @ AL 0 B 2 44k 1o

BRI hrd 20 £.p K458 JISGA051-79 (94) > & i fatds > % d T ~ T
SHE R U Fa o PRI 0 Ry

s 5 ok
Eﬂ 7L = (=
[ I 1
= e o B
% o 5 = 3
- - - = b sl
»% #ECOCA SL-8 S65C Sp ] 43 S e
CNC# 7k iR 1000rpm  1200rpm iRl £ 7l
[ 1400rpm 1600rpm
. S45C
B, 4 AITIN
27 g | L e g i
- .Imm/rev
Lmm 2mm 0.2mm/rev
W1y
4 1 S45C = &
C Si Mn P S
0.42%~0.48% | 0.15%~0.35% | 0.60%~0.90%

0.035% 0.030%

%2 SA5C M

ppwA | HREAR | WK

L

e oS | MR

>58kgf/mm? | >35kgf/mm? >20% >45% 167~229HB

e LT EIIEY S

AR 4 TRIM B 2 -kia # 4) » A185:T112002C » *7 ¥k B R 7% ;5 *7 ¥k
Uk R 3R A_ATAGO » #4151 4 master-o » Brix0.0~33% -
2 RERA
(-)CNC #
AL TR F @ Rk 2% % ECOCA SL-8 CNC & 3k # (4Bl 2) » 2% 30°

BEESR R B 1 E R P

105-339 W &



% % 7= 105P-025 F ol SR Vs dn B 7 H b B2

B“i

(=) & ek
AT kgpla EekER G T500 £ % e B K 5K HOMMEL = @ 4 & 2
THFRBEMANRE (B 3) @ * W E R BTG ~Flah s s pothiT2 kR
B RlF423 1.5mm ~ 4.8mm £ 156mm = 46 - #%rE+ 0.25mm ~ 0.8mm £ 2.5mm % %>
¥ A3 0.15mm/s ~ 0.5mm/s & 1.0mm/s(p & &) > 4 & &#ci DIN 4772 1 = 4R %
(5%) » j#47 & 5 0.0lpm » fie % TSE 1528 | 5F (47 RI5F ~ FI5F 2 /£ Spm(90°)£ & CNLA
IV A% 3 JCC & el ehff e B AR -

Bl 3T500 # m e & &%

(Z)R %7 &
A EE* p AL SUMITOMO 274 & » 2 H 2 & Rhsmd V7 2 » 1§
TNMA160404 > P\*ﬂ}ﬂ 9.525mm > & & 4.76mm > 7 4 L= 0.4mm > {342 /= 3.81mm
7 B4R L PVD S NG (T 0 4R BB 8um o 7 B ehifid o vh ko 4 o

()7 ¥ g2 7 e ki 3

ke 3 TRIM Btk 2 -kip d i o 2] 8. T112002C » = -k kR 7% 5 = ¥k
JE B oM E_ATAGO - 4% 75 %_ master-o » Brix0.0~33% -

105-340 W &



% % 7 105P-025 B4R H T s D 7 S T B g

4 7 & enffis g o

(=) )i g2 V] ik B 3

H2 g TRIM Boag 2o -k 1 e > 4150 T112002C » *» H-KE R 7% 5 27 ¥k
;‘Xéfi:%ﬂw'ﬂ H_ATAGO > .+ 7|5 %_ master-a > Brix0.0~33% o

B AHE

AR RAe FIUAERSEA
AL it o ET 7 BE -

7 EEEEFRBE A A RS EN S RO VRS L T2 Bk
ﬁz‘l‘fr”*ff?*’a‘%%’ Lo B B R EL o FIpt SR b T LR T F A AR R
EARMFT oSS DR AT REASST SR 6L 0 X PR T AT B2
e%ﬁm ’éw R BEpF2 7 EAGBREFET ER A N RAPROTF S
%#ﬁ; AR RGFET RS ppkET BRET > BERINEAR
ﬁé?v””“qﬁ;ﬁﬁﬁﬁ FAN ST EEA AL Sk EA ek Aok 3
ki’% 4 o

BCF 4R SARECF A M esban 7 £ b4 o 1,000rpm s Hl g T 3 ""*W i
B H1E b A ] 5 21.7%% 59.7% 0 & F XA A4 S 785mmin 2 HlE AT D S4B

7 B V& e w5 16.2%% 44.7% -

105-341 W &



#* & 7= 105P-025 2 Fﬁi%} +H ?ﬁ”«'ﬁ%éﬁiﬁ 7 e ’Eafﬁg—ifﬂ 2

SRR VR

Iy

Vpehl A G kR - F AW Eery S g Renp o T b RSP R
N B EAS G E R R *«}‘E—f{fim%c__:l_\;c ET TR W R s P
FHNEE 2R s D A 1 B EEE R et d feimiel BT S o2 2
Lo RMARPL BT S FF R 2R B - e SR A e
GALY 1L PR DA RS ERE 7 BB A MRS R i

(-)FEWBEET > LERT LR B 2R

B 6 1R 8 ¥ RAET AF TS FHE 1000rpm & A PF o mh LA R AR ~ T
BER RAFECF SR M TS 7 o BB R A G kR 0 VA A R G R 3R
Fol o EFD NGRS 0 SR A G R T § R AR

150 4 Cutting speed 78.5m/min_A  Machine speed 1000rpm_B

140_' Feed rate 0.1mm/rev Material removal volume 31416 mm®

{ Cutting fluid concentration 7%

130 - —m— W(A) —@— TIN(A) —A— TIAIN(A)
§ 120d w-- W(B) @ TiN(B) A TiAIN(B)
S 110
g 1004
© 90-

() J
£ 80+
S !

E 704

qq__) J

= 60 -

° . T

S 50+

- B =
40 -
30 I I I I 1
0.5 1.0 15 2.0 2.5 3.0
Feed ( mm)

5 FATWEHRLALIERZ 7 EF SR

105-342 B P &



# & 7 105P-025 R L R el R S R DI RS -F (KN

mk

6“5

7 T F i 1000rpm
B fEAE 7§ | 7EZG@E N1 | CEEARARF
4 4k 69 1
TiN 4k 1.0mm 91 1.319
TIAIN 45 % 117 1.695
45 4 67 1
TiN 45 & 1.5mm 91 1.358
TIAIN 4% 4 107 1.597
& i 66 1
TiN 42 % 2.0mm 86 1.303
TIAIN 4 & 106 1.606
4 4 65 1
TiN 48 & 2.5mm 83 1.277
TIAIN 45 % 106 1.631

24 ARHRIOVERD VST o7 BE bR

T2 B Vi & 78.5m/min
B 7 fauE g7 £ R SCRIENES 5 7 EEARA RS
& 4 74 1
TiN 4% 1.0mm 86 1.162
TIAIN 4 & 113 1.527
&, 4k 55 1
TiN 4% 1.5mm 76 1.382
TIAIN 4% 102 1.855
8 & 47 1
TiN 4% & 2.0mm 68 1.323
TIAIN 45 & 87 1.447
4 4 44 1
TiN 4% 2.5mm 61 1.386
TIAIN 45 & 82 1.864

105-343 B LR &



% % 7= 105P-025

R T R s KA Sk

Machine speed 1000 rpm  Material-removal volume 31416 mm®
64 Feed rate 0.1mm/rev Cultting fluid concentration 7%
—m— Feed(1mm) —®— Feed(1.5mm)
_. 91 —%— Feed(2mm) --@-- Feed(2.5mm)
E [
= s
~—' // ] *
g 1.0 % ***I *\*
R L T g n
o |% ° " M
3 2° * - \
o 37 * ) * u '-
T o ST S -
g ol M W i
t > *" % & ';""'*?' oy m
37 o Bl ¥ o0 M e,
”0’ .’0" oo ¢
C J
1 - d
*
N 000
I I I ~£ I I I 1
0 10 20 30 40 50 60 70
Workpiece No.(W)
Rl 6 464w 7 FlE B BREET 2 fude R v iR
Machine speed 1000 rpm  Material-removal volume 31416 mm®
6+ Feedrate 0.1mm/rev Cutting fluid concentration 7%
—m— Feed(1mm) i —®— Feed(1.5mm)
e 54 —k—Feed(2mm)u --4¢-- Feed(2.5mm)
E o .F-"'h-..,‘ -
E{ L ﬂ* E -
[ ] ® X . d
< | -I '..-'to X o ’\ P “, **h
> *J ~ \ @ \ **k* ) . [ ™
© s T N *‘““»}: T
B | 2 e el "
8 '-.9 Q’:\’ / .\* .ﬂ".‘.'ﬁ
5 o]/ . o  f ° o o ¢
n m el o
° % & o
| "f e
®
1 - /
1 1 1 1 1 1 1 1 1 1
0 10 20 30 40 50 60 70 80 90

Workpiece No.(TiN)

B 7TiN G A 2 7 Ay BaE T 2 ok i

105-344 g -tk i



% % 7 105P-025 LR YR S UEe S

B“i

Machine speed 1000 rpm  Material-removal volume 31416 mm°®

6 4 Feed rate 0.1mm/rev Cutting fluid concentration 7%
1 —®— Feed(1mm) —®— Feed(1.5mm)
T 5- —%— Feed(2mm) --4-- Feed(2.5mm)
=4
174
(%]
5}
c
e
=3
e °
2 °
S [ )
= S
® A Y
k:; )
-J.l! o";

1
90 100 110 120
Workpiece No.(TiAIN)

BISTIAIN 484 & 7 H a8 Bl T 2 Judd B v i
C)ATBERET - 227 £ R 7 L1 SR

KB 10 2 B 13 v LR T A T Big# 1000rpm 2 4| pF > & e 7 £ £ 1.0mm
1.5mm ~ 2.0mm s & 2.5mm ﬂ%h% R RER §REF R V| EARMTEF > A 4G
BER A B AP o ERFBEH T IEEL T RAD 7 Ao PHAR S HE
Mo FuwE 7 EFRENG EEOZ A 2y v F R 2RANEHNFH AL R 2
Zo o e ke (4o 9) -

27 £ 1.0mm 27 # 2.0mm

@9ﬂNNﬁ%ﬁ7ﬂiﬁﬁﬁLT*7E@§“ﬁ
(3D Family QVC300 k& & 22 & Bl ik & Rz B )

105-345 W &



% % 7 105P-025 B4R H T s D 7 S T B g

1Machine speed 1000 rpm  Material-removal volume 31416 mm°®

6 | Feed rate 0.1mm/rev Cutting fluid concentration 7%

—m—W —@— TiN —%— TiAIN

Surface roughness( um)
&
"o\
J. [ ]
2N
7

Workpiece No.(feed 1mm)

B 10 F 2 s B - Imm e 7 £ 7 1 Bk R gl i

6 -
Machine speed 1000 rpm  Material-removal volume 31416 mm?®
Feed rate 0.1mm/rev Cutting fluid concentration 7%
~ °1 -mw —e—TiN —%— TIAIN
E ]
= -
- /""-
n |
v 44 = g
(o) / \ ‘
E ld ®oa8 S ok
=) m *Ke o o ® | B
3 *& ;@ x *
(@) 3 - ,f. iw ‘ \ /*
= *x@ T f S x 2 *
(] *P L " * * { *
Q * % * *
£ 18 M % A %,
5 8 Y * kg o o e Y 4 *
wn 2 - ol ] - * [N o \* ® * ‘
y ﬁ W A k2 %,
s W AT TP A e
o g * kR *
* X
14 *
I I I I I I I I I

Workpiece No.(feed 1.5mm)

B 1l B s B > 1ommie7 £7 1 @k gt

105-346 B LR &



% % 57 105P-025

Surface roughness( pum)

Surface roughness( um)

BT D 7 S R B R ]

6
Machine speed 1000 rpm  Material-removal volume 31416 mm°®
Feed rate 0.1mm/rev Cutting fluid concentration 7%
1 —m—w —e—TiN —%— TIAIN
4 - 'n .'.~.\
5" %N o
—l .'- L% .oo’
I - .* ./. X *k*:.ﬁ.f *k" ./“0..
S e FR e A
iy wg"k % x 1 o )
*x e Xx N " %
o[ & 7 T .
7] ° m *
f .. . *** *
X P e K
/ W
oy o x, X
T "‘nﬂ ﬂw
T T T T T T T T 1
0 10 20 30 40 50 60 70 80 90

Workpiece No.(feed 2mm)

B 12 B8 B > 2.0mm:ie 7 £ 1 kR ant i)

6
Machine speed 1000 rpm  Material-removal volume 31416 mm®
1 Feed rate 0.1mm/rev Cutting fluid concentration 7%
51 —m—w —e—TiN —%— TIAIN
4 -
1
R g .” ~°.
31 / . F S %,
N ()
1= a g , g™ RN
50, l..VA.. < %
2 1 il ¥ % * %
* 2 i = * o Kk
I xSy
> 0 * ***
ke [ ) ho VO 7
1™ e A
” ? \ 1
T T T * T 5“:;“*;* T T T T 1
0 10 20 30 40 50 60 70 80 90

Workpiece No.(feed 2.5mm)

B 13 HEHFEE > 25mme 7 £7 1 BhekER gt i

105-347 B LR &



¥ % 7 105P-025 Bl A H T e e B 7 S B R

o+

E)AZTFV@ERT » LEE7 B2 FE7 £1 B ojek ik

KR 14 32 B 16 v R A F E V@ & 785m/min T o mih A EAER N AF &
’1‘2‘%*—?'7"11&7 1.0mm ~ 1.5mm ~ 2.0mm £ 2 25mm @ ¥ > ¥ e’ £ 4] 0 2
B R g HEE c BR R G AR F P MR Er > Y R4

7}_&'—}{& g =~ B MAsRepg it o

(2)ARP N FT > 2327 £ gk 7 B3 2k

KR 17 2 B 20 ¥ BRI A H w2 Vi 5 78.5m/min # HWJB% s mhier £ 4 1.0mm-
1.5mm ~2.0mm £ F 25mm- B2 A gAY REF D N 2P B eq E K
% RARE o DA Bk G ke kR A S o EF 2 J_@gi%—g“gﬁ Y
FERER Y € F R 0 e g AR KAs R o At B 1.0mm & 1.5mm pF s 4R 4k
FHEATTD 7 Bhlaha B 4G ek kB R RER o

Machine speed 1000 rpm  Material-removal volume 31416 mm®
64 Feed rate 0.1mm/rev Cutting fluid concentration 7%

—m— Feed(1mm) Feed(1.5mm)
. 91 —%—Feed(2mm) --4-- Feed(2.5mm)
g
@ 4 o
7] * X
) o K
E =" *:k* *:* -

” ek [ ]
2 :%mﬁr X .
N s, * -
(5] R 1 "
Q 1® \ % "...
ke oot Rl X Pl
5 27 % o -’ e *

& d
<
14 “’\ »
Ao
1 1 1 1 1 1 1
0 10 20 30 40 50 60 70

Workpiece No.(W)

M 14452 7 Ao i@ AT > 3 7 £2 kR R

105-348 W &



% % 57 105P-025

Machine speed 1000 rpm
6- Feedrate 0.1mm/rev

—m— Feed(1mm)

=R

3.

%

o

£ L
(@) ** .l
> X J
i R
Q o Vn
ks, P 4

=

)

(VIR Er YRR RTINS A ERr

Material-removal volume 31416 mm°®
Cutting fluid concentration 7%

—®— Feed(1.5mm)

54 —k— Feed(2mm)_/".‘ m& Feed(2.5mm)
s B
1 '-‘

30

50 60 70 80 90

Workpiece No.(TiN)

BIISTiINGEE 2 7 HTr@ERT » 2 &7 E2 fefdR R

Machine speed 1000 rpm
64 Feed rate 0.1mm/rev

—m— Feed(1mm)
5| —%— Feed(2mm)

Surface roughness( um)

Material-removal volume 31416 mm®
Cutting fluid concentration 7%

—®— Feed(1.5mm)
--4-- Feed(2.5mm)

T T T T 1
80 90 100 110 120

Workpiece No.(TiAIN)

B I6TIAIN 4k &8 7 Rle 2 d@ BT > 2 Fi&7 £ 2 kR v R

105-349

Uil



% % 57 105P-025

Surface roughness( pm)

Surface roughness( pm)

BT D 7 S R B R ]

6
Cutting speed 78.5m/min  Material-removal volume 31416 mm?®
Feed rate 0.1mm/rev Cutting fluid concentration 7%
51 —m—W —o—TiN —%— TIiAIN
4 4 ﬂ ‘-_
] \l
",
34 [ ] od®
T T
L] [ ] *\' N
\/ [ */’ 9
\[ % @
2_?\ ) \“.~‘ w*./.‘\k
g )
b, o ' )
ke 3 3 * e
1 %M*kf *’\ PR Yo 2 *
w F T X %
T T T T *&i* T f| T | *M |

Workpiece No.(feed 1mm)

B 17 Az FT™ o 1.0mmie7 71 2ot i

6
Cutting speed 78.5m/min  Material-removal volume 31416 mm®
Feed rate 0.1mm/rev Cutting fluid concentration 7%
1 —m—w —e—TiN —%— TiAIN
Ne
4 - .’-l .~.\ /.. ¢
u g "o“s d
|| \"ﬁ...s o Y °
PR W o 'L “:S
| |
3 / \ ... °
]
/ t
A A W
o FN

I I
0O 10 20 30 40 50 60 70 80 90 100 110
Workpiece No.(feed 1.5mm)

Fl18 Elar h] T > 15mmie 7 £ 7 1 @ kit i

105-350 W &



% % 57 105P-025

Surface roughness( um)

Surface roughness( um)

B L LR T - Ny

Cutting speed 78.5m/min  Material-removal volume 31416 mm°®
Feed rate 0.1mm/rev Cutting fluid concentration 7%

—a—W —0—TiN —*— TIiAIN

Workpiece No.(feed 2mm)

B 19 B d|xT > 20mmier 7 1 3R ant i

6 —_
Cutting speed 78.5m/min Material-removal volume 31416 mm?®
1 Feed rate 0.1mm/rev Cutting fluid concentration 7%
1 —m—w —e—TiN —%— TiAIN
4 -
R T
34 ﬂ h. ‘“
. e ek
o & el
P *# .f.. *** b X
24 **;"& g S *:
[ g F N o
* %' *‘*w**
14 %
T T T T T T T T 1
0 10 20 30 40 50 60 70 80 90

Workpiece No.(feed 2.5mm)

B 20 Bz r 45T > 25mmie7 €7 1 2ekER a0t

105-351 W &



% % 57 105P-025

Surface roughness(um)

Surface roughness( um)

(VIR Er YRR RTINS A ERr

Cutting speed 78.5m/min Material-removal volume 3141Gm®
64 Feed rate 0.1mm/rev Cutting fluid concentration 7%
—m— Feed(1mm) —® Feed(1.5mm)
54 —%— Feed(2mm) --@-- Feed(2.5mm)
Gt
1 q*-_,'!!,(\._ TR Q
.q./ ;r £V () ’“~’W
3 u™* LI ot
P IS W, oo
K i o ~
\ (
2-%’“ o W WK ...\
¢ *::f .. \ ik m...... Py
* O "= '3.*::0“. e
1 4 Rl
[ |
1 1 1 1 1 1 Ll
0 10 20 30 40 50 60 70

Workpiece No.(W)

B2l g4t 7 B o370 A it £2 iR R

Cutting speed 78.5m/min  Material-removal volume 31416 mm®

64 Feedrate 0.1mm/rev Cutting fluid concentration 7%
-l Feed(1mm) —®— Feed(1.5mm)
54 —%— Feed(2mm) --4-- Feed(2.5mm)
o’ o
4 - (4 \ /
o - "'"0“’,“;:& O
S ;0..* o * x @ "ﬂ*.ﬁ \ ./.
3 o W ﬁ*;f(w* LYy %.: -
| ***# o i
I - l' ’“'g .p-"'.’- e
o kv .,b W‘W
un, T
1-e "”
1 1 1 1 1 1 1 1 1
0 10 20 30 40 50 60 70 80 90

Workpiece No.(TiN)

B ISTINAEE & 7 e i3 T > 2 FiE7 22 R R

105-352 W &



% % 7 105P-025 B4R H T s D 7 S T B g

w

Cutting speed 78.5m/min  Material-removal volume 31416 mm
6 4 Feed rate 0.1mm/rev Cutting fluid concentration 7%
—m— Feed(1mm) —®— Feed(1.5mm)
T 5- —%— Feed(2mm) --@-- Feed(2.5mm)
3
I3
n
QO 44
c
<
o
3
sl 3 4
)
(&)
3
2> g
(7)) 2 V'S ¥,
[

40 50 60 70 80 90 100 110 120
Workpiece No.(TiAIN)

®l 16 TIAIN 4x & & TANFT AR E2 kR R

T)ATBFREEATSNFT > L1 2RV R

Uk B 2 48 B a2 1000rpm bk""] A & 78.5m/min T % e 4k 7 fL hrer B
1 R GofeRER o Aok 5T 0 T OUB IR ARG EER 4§ 4R 4Ry R
iz’ £ 1.0mm ~ 1.5mm ~ 2.0mm ¥ 2.5mm %-#T - B 77 )i# B 78. 5m/m|n i+ 4

a1
L%«iﬁfﬁé P X F) 7% B # 1000rpm 2 1 2 £ & %B%{E{(V TAKF 4K £ 1.5m
EET 21 Eh g ek R)

105-353 B LR &



% % 7= 105P-025

%5 AR EMEL AL NG T

3R D 7 S N B R ]

-

£ PR R

7 A% F & 1000rpm 2

H 2t Vi 2 78.5m/min

7 B

7Y v E

. T2 1A G A 21 A G R
LRy
B % (pm) B | (pm) B = (um) B | (pm)

1.0mm 3.71 1.55 4.07 0.55

, 1.5mm
o b 456 1.24 4.12 1.47
#K | 2.0mm 4.13 1.73 4.08 0.92
2.5mm 3.47 0.64 3.40 1.90
1.0mm 4.86 1.85 3.04 1.23

— 1.5mm
e 3.87 1.32 4.46 1.03
SRy 2.0mm 4.31 0.88 3.97 1.25
2.5mm 3.63 0.77 3.01 1.00
1.0mm 2.52 0.47 2.49 0.30

.~ 1.5mm
iR 3.67 0.96 1.93 0.61
SR 2.0mm 3.12 0.62 2.34 0.67
2.5mm 2.59 0.43 2.90 0.91

105-354

Uil e | S




AT

6“5

% % 5= 105P-025 (Y R R T R

mk

M~ B

MBI ESY KT BEEEETHEEE I RH T Og s 2B 1
O.lmmirev enig 6522 g7 £ > AN AR TO NEFEFEHIL > NERT I
S45C 1 i » Bd F L% A #%Lfi’ﬁff}ﬁ\ » BRI T B

LG5 F 4% S 4Rac F SRR 1 enghdn 7 B R A 1,000rpm s Ml T VR F &
e F & & u) G 27.7% 59.72% ; & F €. 78.5m/min & Al F T3 V4R 7 &
V& A ul G 16.2%2 44.7% -

2.7 0|1 Behd G AR R R §EF 7 Eedfden FOBE S LR gEFE £

miﬂ%tmdg& 2 o
3L FRERER L RN AR F TS B A AR IIEET D
7 EEEE

é’%”@ii%* fefim = > HEBMIor RS2 AZ 3 FEF P AR > AL
AAEFARHAETLARFE S ASE N o p N T Gk R R T A4 G
7 M m‘}%@t FAAER BEF 87 07 BRI 7 ZaRR AL R e

FJb A R 3 T AT S g i T

A

Lesgasn #weﬁmarwﬁ’u%%ﬁ?ﬁ’ fod 7 gl iz e 0 Ga
B VR S AN AT o ol AR SR 2 NaE R
z?yﬁig&&w’aéi,*ﬁﬁw’ FRen v R HRRFERE N G E o 0
TR~ 27 7 EHFRBF AR Sl RG24 E Sdkes o

34

1 ¥ % B p = 105 £ & £ 3% > http://idbpark.moeaidb.gov.tw/Report  /Default -
THE N EEY 3T R EF “"%F»”‘ o5 2001 -

o o “% K dZ TICN 2 TiN 22 SWC 8 ﬁﬁﬁﬁﬂﬂ 7 7> Journal of Technology
\ol. 8 No. 2, pp. 119-130 - 1993 -

4. R. Baptista, J.F. Antune Simoes, “Three and five axes milling of sculptured surfaces,”
Journal of Materials Processing Technology, Vol.103, pp.398-403, 2000.

5. Tugrul O zel, Tsu-Kong Hsu, Erol Zeren, “Effects of cutting edge geometry, work piece
hardness, feed rate and cutting speed on surface roughness and forces in finish turning of
hardened AISI H13 steel”, International Journal of Advanced Manufacture Technology,
Vol.25, pp.262-269,2005.

6. J. Paulo Davim , Lur’s Figueira, “Machinability evaluation in hard turning of cold work
tool steel (D2) with ceramic tools using statistical techniques,” Materials and Design,

105-355 W kP &


http://idbpark.moeaidb.gov.tw/Report%20%20/Default

% % 7 105P-025 3R H s B 7 S N B ]

Vol.28, pp.1186-1191 ,2007.

7. HhGds o TR 4B 7 ST R e N B 2T R B B R
g Iﬁﬂpmv » 2011 -

8. J‘éhh:ac BN L A BN S B L ZFAL- HWCNC P e g2 7 4 F G
B> #Jﬂ: BopaP T AET L TARL%m 0 2013 -

9. 3 SR EN SN SIS T MR PR SR SRR R 2 L
Byt L g =%, > 2007 -

10. http://www.ffs.url.tw/cutC.htm

11 5 5 g > "$TA At 4520 7 2 a2 2 N4 Fy7 T RE2Z R EHRE
TAIARE kMLm= 02013

12,58 20" | S fcishde s 1 Lo ek R 2 B A7 B RE T g
B iRl AL ruR L s 0 2013 -

WBAYARE "I RERHTARELE 7 $o VG BB BB A IS 8
IR AW HRENT I RALIIA LG 0 2015 -

13‘_
%
3
&3
[}

105-356 fo kM &


http://ndltd.ncl.edu.tw/cgi-bin/gs32/gsweb.cgi/ccd=1fcNB1/record?r1=95&h1=0
http://www.ffs.url.tw/cutC.htm

