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A Study on the Oscillatory Feed Cutting
Chun Kyung Park

Abstract

To investigate the effects of oscillatory feed cutting on the chip breaking and surface
roughness and circularity, A prototype unit developed for the experiment is used.
The results obtained are as follows.

(1) It is obtained the region of chip breaking as fimin <0.03mm (=0.31).

(2) The surface roughness becomes worse with increasing the value of A/f, but the type
of variation with respect to n/N differs from the case of A/f=1.

(3) The circularity of workpiece is increasing from the fundamental mode of n/N=1 to
the maximum value of n/N=i+0.5, and becomes worse with increasing the value
of A/f.

(4) From the viewpoint of above details and tool mechanics, the condition of A/f=1.0
and n/N=i+d (0.3<5<0.4) is recommended.

£ % R PH———————— H.o» : HEMHE
x BRHR B 6 Tl BEMA
f I BEE Rz :[EES Bk
fo o EEBRE PR
A 2IRE
a :iRIE o
N Tfetpe EdEE L& ®
. B 3T Treke wdgibet BBk ==} NCIIfE
S B L AR B R %%WLCNC Iﬁ;%%m'i £.& FMS(flexible manufac-
v EERHEY FHYEkEE 0 A
t R turing system)& fEALINTe] FUsHA o] Fojx

ek
ol ohre] HEML =& fEAJLINTe] ol Folxjs ol
o} ol ® Be MR HRsn e 2 F 5t
* E@E, A$+KER IS 7t Ao A EAol el

v A BUEE
R ITREEY 4K



IREIB R IRl A3 e 205

Z BETHIEE A4S EAE & 3o diae
2 Hilide] Trpfpal WHITRS A4 24 3§
o8& Buk ok MIREE HEMEEE A& A
257 et Abde] £o] Rl Hz g =9
S A7e s "ok

ol A& A 5H7 95k Worthington 3} Redford®*
= AL aunlAAA TR e AL Biks
3 gledd oA L YIHILTES Bl w2z =3t B
el vzl IHITE Y BEo= curl BRRY Aol
LAY A] Fm oA Ho| WA

X chip breaker & 2}&-3led AL fifsls Wil s
gdov AR 54T vl BEDHE EEBR
ol Slstel 4 @& Aol WAk,

Z Nakayama®2] Bgee] <3} chip breaker &
AHgEte = Ao ALK oetd] RABREE}
EAgeE Aol Sl la, BRE ol BR
HEA A= chip breaker & M43l = -2 B
A g3 HeiEohe Roln AAlz BEMkY NC IfE
BHE A4 I x od aid Aifdes a4t
3 gl 4Fo] e},

a8 BR A7 o) A& gl Yed PRI
Aol BRAMLRE EBES T o4& EBIBES A4
%iﬁl AEA L PHAZ =S st HBEE e

& REBREES Aztstd 1 RiES REHEEES
Tredpe] EEEHEES BRHEEC ddd d871x=
AstA 71" A e UMk mLEe XEHEE 2
#a HEEC @xe 9% Hed Tl

2, B i

2.1. TEOHILL EBlE

TrEWe) W ske) TR} sin wave ¢f] w2} rake angle
o T8 mE golsle skl Washe HHTAAe
B slata g3 BRHEY sine waveiREIE sefa
7 st o] BEHl) glel A WP RO A
3 BRAES B 1 & g3 3]

X=asin2rw —Gno—t €))

Tfegpel 1ENES 5 o] Kexlel glelAe 87
X =

xz=f+asin<27r%6—i+2 zT’:]—) 2

o] Ee, TT9 EEBE fi¥ oh&ad 2e] Ach

— ; n_, n_ O
fg—f«}-Aszer- cos(zn w0 t+w N) &)

BERRY BAEY} BMEE
Simax=Jf+ lA sinz % ‘

fimin=F— \ Asinz 2 , @

o]w, o] wl Fig. 1A finin=09 7-%d] wlul Hifgh
bialsl Eigialel § e el Fig. 1 (@)
o (bye} ze] LH3EHAC.

*)

? /\XI t
| 2712 |- /Xl .
VA N

(a)

EE

PE—

7107 X
I H
Xg
I s
Ea i x
t ! ki xl s
— 2;;,"_—i:_
N

(b)

(a) continuous (b) intermittent.
Fig. 1 Tool path and variation of actual feed,

Fig. 1 (02 7%+ TAS H&EKreL ssd &
Euke] FIHI=E, T A EEsF Kls] Fo &Eket
2AE = A2 (DRAA

0=(K-1Df+Asin(K—1)

n

n n
x NCOS[Zﬂ'E—t—(K—I)zW:I
= S
Py (KD P _(E=DF/A
cos[Zn: 60t K-z NJ sm(K*Dﬂ_?V:
)

2. 2. Eo| UlEE
BT AR A & B4 ol DEEAR, M
FBIRAE A = Fig. 281 Zro] A UIES) FuKepko)
LA TO®,
Fig. 2014 % abe) BB m, WES v, UHE
2 v, A BEEHE kT T o)
d*x

m—-—gp—:k(voi—x) ®



206

Fig. 2 Mechanism of chip breaking.

dx

RS2 I=0414 x=0, 717'20% Apgshe

—f e
o [ B i
x=—vo‘/—% sin Tt‘f‘vot (7)
@n o= Zf olmz £2Y byt dic ] Bzl A &

W3 e dosle PEiEH od, o 4 YA
@ 9e whes 2ok

dv :LJUOZ—%(AI)Z

Fe=m =1

®

2.3. mImEe BRHEI

MIES AZ7E PHdEe Reoksl BREGRME
ol 4 &fBgye e File EAEAALY] H 3 built up
edge o A3 %) g4 A7e A7 H, T
£2] chipping 3 EREANA A7E AR7 H,, TAY
FEE 2 chatterd] A 471+ AA7 H, 282 A%
o} BB B4 47 ALY H;$9 8400 9
g WMEAALAY oz & 5 glHh

Z mIme ARY He

H=H,+ H,+ Hy+ H,+H; @

aex BEAALS H 2 FE1&E Roksl HEY
filgErE S =71 =k Fig 34 ohgsk 22
A7ER) B2 ] RE ¢ Y@,

BRI 9% Fel AR o] WHTEEY
B 2 ob-& EIOF A= ole]d A

Fig. 3 Configuration of surface roughness in adja-
cent cutting edge nose.

X

V]
&, S<2Rsin C, 4 wdi=
H1=R(1— / 1————45;2 ) oy
BRERET tha oA AAIY o] EFAA |
A5 EHRFSS 2 o2 B AR ool A
& 2 Rsin Ce<S<R[1—sin(C,—C)]/sin C. L =

o &

H1=R[1——cos C.(l—-%—- sin C,—sin C.)

«/ Z%Sin C.—(—% sin C.)Z] Qayy
BREERT Aol AQAY e ENd4 442 '
gaast 2 o2 BRdAY A48 BRESse] A=
oloj 7%
2 S>R[1—sin(C.~C)]/sin C. g =l
H=R+

(S sin C, cos C,—Rcos C;
—Rsin C.) 12)

ERTEd R S & EETaHREd A = EBIRF
o & &3ket.

o] & Hul AR7 B AR EHT do¥ Fig. 4
o} & flow charte] 4 MIES BHRAAZ #HRs
& 5 ek

[ compute X() - X(i+NA) |

1
ARRAY _ X(K)__ WITH SIZE |

S{U)=X{K) =X (K1)

1
cos(Ce—C)

2RsinCe s S{NAR(1-5ialCyCol} /sinCe

DX =DX+ADX

DXB=S(J)-DXA

DX=DX+ADX

YA=R({1-cosCe)
+{DXA-RsinCe)tanCe

YB=R(l-¢inCe)
+(DXB8-RecsCs)/tanls

STOP

Fig. 4 Flow chart for a theoretical surface rough
ness curve.



REBEDE S5 HeE 207

2.4. EEEN et 28
PHITRES Eolst TEHS T4 Holst 435
3 chatter B¢ <ol RAYH Ael=2 ¥4 g+

e EHREE PO« th3t ol vebd + gt

HFETENRREA A =
P.(t)=Phreen+ Psin ot 13
HRESIREBA A & 27 P, CBRKH . 9 BH
T &) EMAR pulse 2 717 5o

2 = 1 o, te
%Pcrgx r T

[

as

o] # Fig. 59} 22 #EEyRolA THel A% TIF

#e FEEME vyt ot3, K=Kw+Kieglz 53 #
t ohest ol delAlsh

& d
M Z5+C -+ K.

y=P.(t)

R (1)

#n

Fig. 5 Dynamic system between tool and workpiece,

EHBIRREA A =
szan p 1
y= + 2
FE e
sin(wt—o) (15)
2y -2 1
¢=tan-1_‘;’;_, v=—5C/ VKM, w,= VKM,
1- 7
o

BRI A =
P, 2 . _F

o> £ K 7o' T”
T K : WP e @
Rt R o
sin(rowt-+¢.) (16)
1-r2- ¢
¢r=tan'1 __—wl__o] t},
er__w_

r

a2l4 Tiedpe] sk dR &
4dR= yR*—yi_R an
2 vehd 4 3l

3. B &

3.1. ERHEE

Bl AH8-T fEEe Okuma CS type o)z fefg:
Hhel EEEES RHBRER] BEEREE A H5A
27 3}7] $]5te stroboscope Sugawara S—3 A & 4}
Sslg 3 R KB pulsed & Fig. 63 7ol
universal counterd] Yo TEIREIES Ly @
EBHE T ¥ UHIERS g

Fig. 6 Strobo scope and universal ¢

it

Surface roughness tester = Kosaka SE—4 A & 1
2] 3 circularity tester = Tokyo Seimitsu IC-10 Cl &
Agsigeh,

o] Hig $ldld A=Y KEBRERE Fig. 734
Zro]l HREIBE AH¥d A 4 YR F EREEEH

+ A8stglon o] BEIK FEl ERERS 24
A7l o] A F Bl ring T BEMAIF =t

{ERIERC] Bt B ring o] BHHE F oA
< LHEA &4 Ly @EHmez $1EITaL
EHREERES =% 183 E# ring & EREIKR
o] FLE EEAZE Aol Bl QA g2

FLEE A Held 5 EiFel HlAEE S o
BT A AL £ A A




208 £b

3.2. BEREH

YRITA: ABELCHESRIGMLE P20 EEE E
4 £ SNMA 120408 BETAE AH-§sl9 o T
HEE SM45C, 452 85 mm, HFl#EE 150 m/min,
Pf Zol & 0.6 mm, BREEE 0.1 mm 2 35tk

4. ERHER Y 2%

1. &o| giEBEE
ko wkeb e HEfelA BEREHHOR REE F
I TYES FEBIRE #53 chip radius p== 3.5 mm
“3o] BEHi=lgla chip breaker 7} gl= YIHIT
AE3l = R S e HA st

a322 &k ERdAde T2 EHBREEE AL
ol A/f 4 n/N g =7 =& 3 YRGS 3
gz Fig. 83 2¢ A& dgleh

% Fig. 8414 Ao YIBHEEL 0 R2 BRT Xol
H EHS 2 (ORIAA fm,.:f—lAsinz%‘:'osq
Pepbe sl o] phkRel 1%L Ergbialel
W o] wiele FAA Hol ﬂJ@?EJ.\#. ™

22 o] fhEES ol F- EELIAURAES 7 ol
=5 DRAA Ferk A BhTAd AR E
@ 0<f: min<0.03mm &] FFiHe 4 uko] o] YT =,
Sfemin=0.03mm ¢} #ifg Lol A= Ao Y] REE
T EEARER o

w2t n/N=i(G=0,1,2,+)d #HF=3 wave on
wave cutting o] A4 = A/f 3y Z7ldl @A glo] Aol
EE A god, n/N=i40.259 7$d& A/f>
1.0 a4 Ho| YA = n/N=i+0.52 7
Lol A/f>0.79 #HigAA He) HEEE s

N

4.
#i
1%
1

£

s

o
=
=

(] ‘I‘OI

A/f O Yrecking
@ unstable
X unbeaking

[ o] VIR
& K=¥=X

— /N

Fig. 8 Region of chip breaking.

X B

FE 3 7 fol vl

' n/N=i+0.759 A+E BEREE Bfttez
sl ke §40.259 73-%% e zA ol

283 oke] @)RE AHgshd Al AUl BuEE
718l FAAA A BRESS A BES
KB A8 Bugs Ae] 4yl RlEE Fl=

2L Joe—E canp o1 =2 wmmn e 0=

F.L 24 T3

—6—
d ftzmin

4.2. MIE HEYI

C.=C.=15°, R=0.8mm 9| YHILALE Z+ IE
PfaT tip insert & A-g-ste} WEBRIAE & A3
B3 A2 WIE ARA S48 Qg

¢l Fig. 49 flow chartell 4 BigA 7] Hiks) =
4ol RS o=, ol & R Bdl gl KR
e & dAsgth

Fig. 9ol (@)% 27 =90, (D)% 180°% + 7
ol ssted YA MRS THRY AL EY
Je) HBBGE e Aels, EAMEC etk
o2 Hugelst AR ¢EHn e 2

)
B
‘/" Vv 'LN Y J e NWVWWW\NW\/ !
\ 08
E
E 0.6
3 ]
& 04 T
T e
0.2
00 9'0 1'80 2'70 360
Circular Angle (deg.)—
(a)
w[” ”” ‘ \‘ \/\/\)\/'\ [ V N\N\/\/\/\ ,{fofwﬂ‘l
08
! :
E 06 lT
3 1
[y % 7
0.2
% % 8% a2 360
Circular Angle (deg.) ===
(o
(a) n/N=1,25, () n/N=1.5

Fig. 9 Configuration of surface profiles due to adj-
acent tool path intervals.

o] ol A iR BILKES 4 n/N=i



REVRR GBIl

o Aol A/f S 276 FAIYe] F4¢ S=/(=0.1
mm)E FA 5= ke YR ] 2 BlEe

+ BB 23 MIEALE 7Y R
AL PEiEA et

n/N=i+8(0<0<D9 Aol A A/f=14] w2}
Az b BRE e dado] wsE g

ol & o YA Wa&d] TFHE peak s +E
mekspd 27 Gem=2xi’ (mi' = o] A% dFAE
saAdplnzs m=Nie P,

¥ HAEMA = EHE ALS RS A3E
§=09 AellA 0=0.59 A2 #+F A
vehte] 0=0.59 AlAE z e HAEM v

M 42 25 @) FHFa=E $dozs 4
W3 4 gdglen ol ML AAS S AR REF
T FUE Y3t

olx ¥ MIEAAZ iR HEL 08 =27 ¥
ol gt 22 TR A = HEMAN =zl A& 27
2o ol Eo] AL ZE Yell = Ho] g Aolwl.

Fptat (10)Rel A IBBEESE 150 m/min 2 3131
7] wigd built up edge & LAY 3}A| YIE LA
£ A2E ALE 44 mAFe A-EEgoB2 chi-
pping 3} Bl H ¥ HE= ¢low, L flow type
olm B phBle] HBAMEEA 2T BEL Ao Yl
E burr o] &L tha WASHEE HEALAE F
2 THS chatter i8] 3 Az burrd FFTE
uh2 o] Hrep®,

2822 Fig. 10014 ®eubet Zo] Fig. 49 flow
charto] 4 ololzl EALs] 2ol T4 Q- K
BAAZ L AA g & + U4

o714 EEE HRfES] ozt 47 WEAAT]
= A/f=0.59 = 3.0pm, A/f=1.0d = <F 4.0
pm 2 A9 AFAE fAez glod A/f=2.04

ol & 4.5~8.0 um, A/f=3.0 =ell& 6.0~10.0 #m
24 /N gl =ek 49s) 24 dsel gk

ol & EiEVIRIS #RREAL EEAIVIAIS A} 2o frfEe

&1,

& TARES W37 Asks] dEq A 2= g

E o] F Ao W&l n/Ne el =& mIEA
Ave gbgEs deElAed A//S19 Fede
0=09 = stz 2z Bk B\idcbt 6=0.5¢ =
BXREE #AA, A/f>18 ASde =049 & 7
& 2z, 2 F F53) Frb8e &XfE =2 o
& oA F4EAl =

ol & sFell Al Yalupe} Zo] Smize] AAYE KK

A3+ 209

201

Surface Roughness {um)

Surface Roughness (um)

05 10 1.5 20
n/N -~
(b

(a) Theoretical value (b) Experimental value
Fig. 10 Surface roughness variation.

HEDRNE A FHESI A=Y e Fol B
19 BRREAN AL 6=0.52F ¥XEE Snx=2f2A
Be BiFg =9 A7 E YRl e 2 o) f7F sleh

4.3 EEE

BEAHLE TAE EHAZA dx A% T
Hel HEEE BEVo: BAMS BIMET £% T
|4 ek,

THEE o] RREERNA BHSAE REES %
% mode £ R.sin20 2 viehis BEBRUEIE
W 8 ADRel S7 TR LEARS Bt B
B=l7) wEel /N 9 A/f %) 271d) =2} Fig. 11
R SIEECELE

Fig. 11@@)E A/f=3.0¢ = n/N e =274 =

tg.§4 o] & e ZHel®, n/N=1.59 A
= EEARE 71 ABRSm n/N=i 2 2 <% @ik
Eﬂo}ﬂl = gl

ol= n/N=i+del4 =022 Xy §=0.59 4
W2 245 ok (1R g4 pulse o] FERFR
L7t Folx|x pulse & =7 P.rt AX7] s Ed] °]
o el (16)Re] W7t AX = Aoz ExHH, of



210 #h

X 2 chatter EEo) & A burre] & €4q
oz BFY WEARY &9 B #Rs BUT &
g Bolm g, 4?

=% Fig. 11(b)E n/N=1.59 = A/f 34 =&
BEESY A3E Jebd Aole A/f 9 Fe] AdTF
BEE JetxE 48 2ol e

A/f<19 A%de &9 ADR A Pmean>
2P0l (14)x7 ¥ 3sld £ & Paean<lPcoli &
= B@Eyaldaacg 2 oz S

a2 o] EREERA (15)%d 3 By
BAEL BEDAA 2 Jubd ez ol A v
e A4S A/f=0.59 7% EEES] H3= 8
B 5 A+t

Alf=2.09 7ASdE R.=1l~12m% YehlE
giddd] A/f=0.59 A% R.=5~6umEBA vi$ R
ek EEES Jeh 2 gleh

28z n/No| 45 =} A/fge]l #AXAd Fig. 3
o 4] mEuls} 7ro] uncut chip shapeel s & 4 3

f =0.1 mm/rev
2k A/f=3.0

X B

Xo] (1)K A8 pulse@el7t L= Fotxlzm P
AXE AAE HAZ U7 HAEN AR AT B
2 AXz BEEEE duAE s veldz gl

o) s}7ko| HEEREE TH—TIfeir%Re 7] & mode o
PBlS B =8 KBRS BAS HBstd 23
T 4 &S EBEY o BREHR] B8ELEE n/N
o A/fd =El Az sz velbdS Fig 11014 ¢
7k etk

o] & (16)Aell slel4 pulse o] RBAFMH .7} =o]
ALE Bz FEHZE A= 44 LEE 5
ek

Z Fig. 11(a)dl4] 0=091 HETARBIAE B
EIEE o) #A& mode o] A A —FKstz -+
+ Jehdfa glow 6=0.5¢ 7irtel A% BEEHE
e AHASHA Jelda gl

o] s} 7ro] EERIERE AL E sl &
BRG] 1A He T, mIEAAA 2
HEHEE o] Ei=El® HETb BHYARREANA =
n/N=1.0
n/N=1.25
n/N=1.5

n/N=1.75
n/N=2.0

Circularity (um)

L L

0 30 €0 20 120

L 1 ) L ;
150 180 210 240 270 300 336 380 (deg)

Circuiar Angle (deg)—=

f =0.1m/rev
n/N=15

£
2
>
=
O
=]

e

c °® e P

0 30 60 30 120 150

@) Alf,

s L s s L
2i0 240 270 300 330 360 (deg)

Circular Angle (deg)—

(b)

(b) n/N.

Fig. 11 Experimental values of circularity according to n/N and A/f.



EEBBRIEE AT He

MIE AR5 dukd Bad ohish TRAEHS 49
o & TARE B3 Yopan,

W A/f=19 A%l & Fig. 10614 2Evtsl 3
o A8 WHMES BAHe] Ax =% MIEAR
= ¥z BfFeh

28} o] Wel: n/N=i+0.59 FZJA4E TF
el MAEHFC e ALY W3t Ashn REE
£ el nz o se 4t A sA R

Hebd didoE BERBRINS SEHoE oY
W Alf=1, n/N=i+3(0.3<3<0.)% FZol4 4
filsh e Aol whgA ek

5 %% ]

REBRUAIRRS B4 A9 U mIES A

27 4 BEE "Ae 9% Astd i 2

& d9th

(1D & #EEA o] YR1= & B/IRS /+ mia<0. 03mm
(=0.3f)°] =

(2) mITE A7 A7 AR =2k SAFAE
Bolx n/NE14l Aol =1(i=0,1,2,+) 4

Hagdg AXN A3 S g=i+0.5< =4l 2
2 sE gxeg wis debiAg 4//=14 73
%%%%=M4ﬂ¢a%ﬂﬁéﬂ%ﬂﬂﬁaﬁa
o) ==sta oA %=i+o.5oﬂ o] & wl7}A] &y
12

(3) MTHS BHEE 2=i9 7]2& modedl 4 A3
el z =3k A/f gkel Fobgel wheb ohA v
A =t

@ A st mIm ARY 9 BEHES A% 54
< 2% & REBRYBAAE A/f=1, n/N=
148(0.3<6<0.4)8 2o A flst= o] ¥igt
= 3ok,

®

C

AR e 1982 =E3LHE HER g 935
o e} Rejal Aojwh. ZELHES] BAGR FELLANA &
#HE =l m =T K WS Hiel B Bahst F4

KBEAFEGX G Bk B4 #HEE KU

Reference

1. B. Worthington, A.H. Redford, Chip Curl

10.

11.

211

and the Action of the Groove Type Chip
Former, Int. J. MTDR Vol. 13, pp. 257~
270, 1973.

G.R. Ponkshe, A New Explanation of the
Phenomenon of Chip Curling During Ma-
chining, Journal of Engineering for Indu-
stry, Trans. ASME, pp. 376~379, 1967.
K. Nakayama, A Study on Chip Breaker,
JSME, 27—178, pp. 833~842, 1961.

N.H. Cook, P. Jhaveri, N. Nayak, The
Mechanism of Chip Curl and its Importa-
nce in Metal Cutting, Trans. Journal of
Engineering for Industry, ASME, pp. 374
~380, 1963.

J.K. Russell, R.H. Brown, Deformation
During Chip Formation, Journal of Engi-
neering for Industry, Trans. ASME, pp.
53~56, 1965.

R.C. Skelton, Surface Finish produced by
a Vibrating Tool During Turning. Int. J.
MTDR, Vol.9, pp.375~389, 1969.

A.]. Pekelharing et al.,, The Exit Failure
in Interrupted Cutting, Ann. CIRP, 27—1,
pp. 5~10, 1978.

R.C. Skelton, Turning with an Oscillating
Tool, Int. J. MTDR, Vol.8, pp.239~25
9, 1968.

C. Rubenstein, An Analysis of Dynamic
Cutting when a Plane Surface is Cut with
an Oscillating Tool, Int. J. MTDR, Vol
12, pp.176~191, 1972.

W.K. Luk, R.C. Brewer, An Energy Ap-
proach to the Mechanics of Discontinuous
Chip Formation, Jour. of Engineering for
Industry, Trans. ASME, 1964, pp.157~
162, 1964.

P.K. Philips, Tool Wear and Tool life in
Intermittent Cutting of Hardened Steel
Using Conventional Hardmetal Insert, Int.
J. MTDR, 18, pp.19~28, 1977.



