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Prediction of Surface Shape in Low Frequency Vibration Cutting of Titanium Alloy Ti-6Al-4V

under Dry Condition
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Fig.1 Schematic of Low Frequency Vibration cutting (02.0, D1.5)
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Fig.2 Measurement method for the tool mark
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Fig.4 Each area with different spindle phase
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Table 2 Cutting conditions
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Amplitude/feed rate O 1.0,2.0 -
Vibration times/rev D 2.5,3.5,45 -
Lubrication Dry

Fig.5 Fig.3.8 Measurement method of profile of machined surface
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Fig.7 Difference in finished surface due to spindle phase change
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