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Fig. 2.1: Green manufacturing by total optimization.
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Fig. 2.2: Trend of final energy consumption in japan [2].
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Fig. 3.1: Framework of energy-efficient manufacturing systems based on energy load profile
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Fig. 3.2: Typical power profile of a material removable process: milling of S45C on three-
axis vertical machining center with 100 mm/min feed rate and 1000 min~! [3].
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Fig. 3.3: Example of three different power profiles in milling process with a change in
the cutting conditions. Higher machining speed tends to require lower electrical energy
consumption but higher power consumption (peak power) [3].
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Fig. 3.4: Extraction of processing mode [3].
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Fig. 3.5: Representation of schedule in RCPSP by Gantt chart.
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Fig. 3.6: Workpieces [3].
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Fig. 3.7: Tape Center Model-D.
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Table 3.1: Processing mode of workpieces based on the results of cutting experiments (unit
of a time slot: 1 min) [3].

Processing Mode 1 2 3
Spindle speed 2000 3000 3000
Feed rate 1000 1200 1500
Workpiece A

Actual processing time (s) 241 208 175
Energy consumption (kJ) 281 276 230
Peak power (W) 2508 3605 3464
Predictive processing time (min.) 5 4 3
Predictive energy consumption (kJ) 299 313 235
Predictive peak power (W) 1192 1361 1354
Workpiece B

Actual processing time (s) 315 272 229
Energy consumption (kJ) 363 350 297
Peak power (W) 1882 1965 2143
Predictive processing time (min) 6 5 4
Predictive energy consumption (kJ) 402 379 310
Predictive peak power (W) 1179 1331 1318
Workpiece C

Actual processing time (s) 384 336 280
Energy consumption (kJ) 429 382 364
Peak power (W) 1588 1849 2046
Predictive processing time (min) 7 6 5
Predictive energy consumption (kJ) 465 405 386
Predictive peak power (W) 1133 1171 1323
Workpiece D

Actual processing time (s) 461 397 334
Energy consumption (kJ) 518 502 426
Peak power (W) 2579 2147 3231
Predictive processing time (min) 8 7 6
Predictive energy consumption (kJ) 538 527 455
Predictive peak power (W) 1155 1304 1306
Workpiece E

Actual processing time (s) 344 294 243
Energy consumption (kJ) 38 374 309
Peak power (W) 2490 3487 3374
Predictive processing time (min) 6 5 5
Predictive energy consumption (kJ) 402 380 340
Predictive peak power (W) 1154 1321 1293
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Fig. 3.8: Simulation results: operation completion time vs peak power [3].
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Table 3.2: Properties of obtained energy-load profile [3].

Instance 1 2 3 4 5 6
Peak [W] 3000 3100 3200 3300 3400 3500
Percentage of the number of operations with:
Processing mode 1 (%) 31.2 296 302 279 300 34.1
Processing mode 2 (%) 290 291 294 320 302 31.0
Processing mode 3 (%) 39.8 413 404 40.1 398 349
Electric Energy Consumption [kJ] 614.8 612.3 614.5 613.2 614.6 619.4

Specific Energy Consumption [kJ/unit] 599 595 596 598 6.01 6.16

6.20

615 ¢

6.10

6.05 e

6.00 |

595t ®

Specific energy consumption kJ/unit
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34 36 38 40 42
The rate of the use of processing mode 3 %

Fig. 3.9: Simulation results: higher machining speed (mode 3) vs specific energy consump-
tion [3].
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Fig. 3.10: Tool paths for rough processing [2].

Table 3.3: Results of measured processing time and consumed power according to different
tool paths [2].

Processing modes 1 2 3 4
Tool path Spiral Lines Morphing Circles
Processing times [s] 235 390 470 800
Total electric energy [kW] 5.7 9.0 10.8 16.9
Peak power [W] 455 449 424 445
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Fig. 3.11: Obtained processing mode from tool paths: The average power consumption
per 120s [2].
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Fig. 3.12: Example of energy-load profile for manufacturing system with four CNC machine
tools in parallel [2].
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Fig. 4.4: Switchboard [4].
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Fig. 4.5: Developed measurement system [5].
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Fig. 4.6: Connection diagram [4].
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Fig. 4.7: Diagram of program in LabVIEW [3].
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Fig. 4.8: Real-time monitoring by developed measurement system [3].
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Fig. 5.1: Machining center used for power consumption analysis.
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Fig. 5.7: Shear deformation stress by 2D model.
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Fig. 5.8: Theoretical energy consumption rate [16] on MRR vs SEC plane [1].
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5, ZOZEIF, BB ERBIAVXF—EFELRAXIUTHD, »OEHTFILX —DIEEIIC
EEEDL L EBTH L1206, YHEL L TERKEZLEI BV L2 BT 5,
PLEDZ Eh 5, ARIMETIE, €7 ARED RS L ONHEOBLED S, RIERBUC
kaEiFETN, Thbb,

c=alvy)? (a>0,8<0) (5.14)

DRRAZH72IcEZ S, KX (5.14) D B 1%, BB 2L X =D TAEEMEAEONEE T 2L
¥l D2 HEIED 217X =2 THY, 55HTHNS X ) ICEH T 3 )L F — 3
TEBIFENILBBICONT, B3 -1 ICHHRET . ZOE, o lZ_X—2XEH Ey IcHY
5,

X (5.14) ZHv3 &, KX (5.5) DMLEEN E 13,

E = av, P (5.15)

EHEMA LI EDTES, KT, FTZAANF—HEOEL 25 E LTH (5.14)
OFRAEEBE L, 20 TR (5.15) IR THEB N FHE T ILVOREZBGEET 2.
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5.4 tIHIKEEEEZEADEHA
5.4.1 SERERFEH

YIHIRE S E R 1 O FHlE 7V ORI B M BB I OB T — ¥ 25l 5 720D F 5
A T.0EEZ1T-7. 3B~y = 7% v ¥ (a-Tlde, FANUC) ZH\wTX 5.9
WART XTI =7 2448 A5052 (75 mmW x 75 mmD x 30 mmH) ~OEAIUINT.
ZITV, MBENTFT—22ME L, #o1lcxewsEsh, AMATH, BANORS X
OB, WHIGEEZ b Eic, Ait28 "y —vZHE L. £5.10 TEEBRA, 2L L
T, MERZEEZ B E L TEBRB), SHEEHTOMILER2 THBC) 252, KD
HEOZIIEL T, FEBABXOERB ClkZn i 10 H, £ C < 8 MUl %
1o, EBC TR EMPER ORI 6, IMEDORL 2 THZMM T2 L L7,
At (BREAM) 13351 THICEET &80, FRA Tld 2700 mm?, 5B & X 05 C
TIFZNZFN, 1350 mm? B KO 1500 mm? EVJEIHE X OV DAARRICK D EAEZ, =
FUXF—HEE L OMBBREROFHICIZ, s ofiz v,

Experiment B

Experiment A and C

Fig. 5.9: Slot milling for measuring power consumption data [1].
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Table 5.1: Experimental conditions.

A B C
e Cutting tool 2-flute TiN coated solid end mill
Diameter @12 P12 ¢10
e Spindle speed (min~!)
1500 1500 5000

e Feed (mm/min - tooth)
0.02-0.20 0.02-0.20 0.012 - 0.096

Interval 0.02 0.02 0.012
e Cutting volume (mm?)
2700 1350 1500
Width (mm) 12 6 10
Length (mm) 75 75 75
Depth (mm) 3 3 2
Sample size 10 10

5.4.2 SRERIER

HIET TR EBRGEF I L 723> T 28 R — v DI AN T 24T\, HEENZ2HE L
72, WTNOHEBIZE LTS, LabVIEW 71 275 A LCoENHIERKROERIC NC 71
77 LBESE, NC7u 77 L0 THT CICENIEZKT L, EFERo—pl L
LC, K510 B (X0 #E 60 mm/min) &) 2 EEIFTCOMEE (FH) ,
FHTE— 7 TOMBEEN B , B XOWHEEEIT () oZEzRT. 51018

1200 T T T T T 60
Power: Power supply ——
Power: Main spindle ——
1000 L Cutting force {50
= 800 140 %
5) 2
2 £
oy 130 2
£ E
= MMV’\V\MMN 3
g 120
@)
Actual machining time
110
s . N

L 1 0
0 20 40 60 80 100 120 140
Elapsed time s

Fig. 5.10: Measured data of power in experiment B with 0.02 mm/(min - tooth).
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WC, FHIIBHIRE R & 2 17 BPRICR SN 3 FEFHB O 1000 WL (Fili€—4 o
500 W ) DR E 28N R TEOREEIEOIKRE D 28K 2. £, T@e—2#7T
DOWEEH O 1) K E X OV T DRI 2 02, YIHIHEY O 277 1 ) o E X
OV T ) ORI EIZIE—KT 2 2 LD h 5. AW, WHEESTHIO R LIRS
DMIKR & L, ZDhiaE X T &R, FHIE S 2 —)b N19205 THIE S #1172 Y)
HIIEHTI DN ED B XUV T h oy PRE L, X5.10 ol WNRXMEIZ [40,107) T
HY, EMTHENE 77 BHTh 2.

Xl 5.11 12, R RIBRERZ IS 728560 (a) FEIEHE L & (b) L€ — 2T

BN (E) OFEER2EE0 %, K5.11(a) 8L (b) 13, TIEEEMRICE T 2Bk
HEERE Ok 28] X (5.6) , ThabE, MEEREROBINNICHEOIEE I35
Bims 2@EmIcH 3 L, ZOERITEET—F T TCOBNEEICHL I LEZRL TS,
B 5.11(c) 1, &FEBRICB W TEERTTCOMEEN L EHE— S HTOZNLDEZ-
AR TH B, M5.11(c) ICH SN2 MBRERO K E S ITHE) WEE O, &

TROEERICE2bDEEZGNS,

B 5.11(b) 8 LUK 5.11(c) DZNZNDFHIT—Z 1R L, #I R Z @ LAARIER 2%
LOWMIZAE ) HEE ) OB (MR Z#~7, ZOfEE, X 5.11(b) TORMZEK
13 1.04, ®5.11(c) TDZIUF0.25 THo7z, LEWoT, Flile—sHoHEEIT
% ZNDINCOHEEE I OMHRIBIEMEIL 1/4 BRETH 5. RFEEL S CITBIBO T
JEMGETIE, 50 BREIRIE 1O ARDBEIEZRRE L T2 I 06, AETIIEEHT 2L
¥F—L L CHFME— M OHBEINE AN —DAEZEETLLDLET B,

X 5.12(a) 12, 28 /%% — v OXYIHIEE TR & 17 HEFFECEHI L 7 LIEMEW AT
IFVXF—EEB IV FHE -V TORNX—KEZRT. X5.12(b) (ZFHE— 7
IANX—HEPEBEB LAV T —FEICHO2EEGE2R L T0d, K512 Tk, HE
BRERDBNMICHE RS DL 2L X — 3 & ICHERIE TP T2 2 L bh s, TE
PEER 1 )L X — B LIS LT Hle — 4 e 1oL X —E IR, JAUI TAE O E §
ZIFNF =D)LL BEHIFNE—TH B L 2RMT B, —F, WRERERDK
E B2 LD TEH IRV —D O ZEEDVEE S E3by 5. BN,
5.12(b) DFEHHE— S L AN X —HEOEEGEZ S L, v, > 300 mm3 /s OFEIRTIE 40 %
Rk Z, AREBROFPTIX 50 % W IHET B,
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Z OFERIZ, HEUIHISCEEN L2 EE ORI AR L2 T 2R T, TR
TOIZFNLF—DI) LbEHIRILF—DHDIE)HEVLREEF- TV ZE, Thbb, U
HlIcEEMEOL 2 T2 VX —ORMEZ2EO 5 5M03H 5 2 L Z2RET 5,
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Material removable rate v _mm?/s
(c) Residual of (a)-(b)

Fig. 5.11: Electric power consumption [1].
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W
o

e Power supply in Experiment A
m Power supply in Experiment B
s Power supply in Experiment C
oMain spindle in Experiment A

\o}
()}
| |

i

£

)

Q

g . . . .

220 oMain spindle in Experiment B
g« aMain spindle in Experiment C
Z 15

g L |

o

810 - .

O | |
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‘5 o B g ES 0%..® | B o °
>3 B0 mo 948 Bo, D 0,0 oA 0 @ o i'_‘?_..
»n 0 4
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Material removable rate v mm?/s

35
E oMain spindle in Experiment A
£30] ® oMain spindle in Experiment B
= aMain spindle in Experiment C
gas| &
2 o o “a
£ 2.0 2 ! a
815 a o
& ¢ ko 4 °1 °
g1.0 4
5
2
=05
3
=9
“0

0 50 100 150 200 250 300 350 400
Material removable rate v, mm?/s

(a) Specific energy consumption both at main supply unit (total SEC)
and main spindle motor unit (spindle motor SEC)

e N o
8 = n
o
>

>

£

o
[N}
O¢
o

oExperiment A

Rate of spindle motor SEC to total SEC

0.1 oExperiment B
aExperiment C
0
0 50 100 150 200 250 300 350 400

Material removable rate v, mm?/s
(b) Rate of spindle motor SEC to total SEC

Fig. 5.12: Specific energy consumption [1].
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5.5 ERDIAETIVEZDTFAEE

ATk, FERB ORIV —FEIFEHL, LB TIHE T 58O FHIME
BaHEd s, 51, HEIRLXF—DFHICOWTHEZEZINA 5.

5.5.1 FREFILOEH

512 DFEFICHEED VT, K (5.14) DEYFET VDT A =8 a BLL B 2HET 5.
A Clx, FREOBED S, RNREEICLZRRANEITI. 359 — v DFELA,
B, 8L CznznTlRonFBRF LAV —FEDT—F Ly b L, TNHTART
ZiiHE LT =%y PORMAREEOT -5y b2XWRLET S, ChonT—%ky %,
A, T, To, BIW x,y TRITZELET S,

FEFL LRV F —BEETD T XA =5 o, f DHEEMEE X RBYFOHHRE RO UE R R?
%#7% 5.2 (Main power supply) 1Z/R T, F7BZBDHKERD 720, FEFTBL 2 LF—
EEDMYFE TIVICE T 587 X — 5 HEEEORHER 2 (Std. Dev.) 2/ LTWw3, I
5488 = OEFE TV TIE, WERE B2 Bdhnd 099 L EThHbh, K (5.14) Ick
52U TIIOBMD TRIFTHL VRS, BT -y PTRONLIFVI—HEET NV
BIXOHBEBENOTFHETVEIXRDEED TH S,

xp ¢ =187.4(vy) 08, E = 187.4(v,,)"?* (5.16)
xp : c=200.1(v,,) "™ E =200.1(vy,)"%° (5.17)
xo: c=248.9(vy,) 0", B = 248.9(v,, )7 (5.18)
T = 234.1(vy) 0T E = 234.1(v,,) %2 (5.19)

EROZINF—EEE TV THEHITRNE R, RERSEAET T, 7 X =% 3 ol
FERDS, —0.8 225 —0.7 DHFIHNICE E -T2 2L TH3. Thbb, X (5.7) ONEHIE
FTNDEIIC, TIEEMAAED 2L ¥ —HEPNT L O MEEREROPEH (3=-1) T
KINzblFTldiwe, TOHERICOWT, BUFERAE X538 TEAL 72 MRR-SEC i
DZODMIAID 6 HHET 5,

9, X512 ® 28 FFHOFHHED 2 N Z U2, FEFBI 2L F—8H L F0)
TV ANX—FELDAEZID, FiekhT =Yy b2#BLA. 2OoT7—%€vy b
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Table 5.2: Results of regression analysis on SEC vs MRR at main power supply and by
total consumed power excluding main spindle power (Residual) [1].

Main power supply Residual units
Data set Q I3 R? Q I5; R?
T 187.4 -0.718 0.991 | 303.5 -0.897 0.999
g 200.1 -0.711 0.993 | 318.2 -0.891 0.998
bile 248.9 -0.783 0.998 | 373.3 -0.944 0.999
T 234.1 -0.759 0.986 | 358.7 -0.927 0.996
Std. Dev. 24.9  0.030

B 25 .
£ o oExperiment A
= 20 o Bxperiment B
.5 aExperiment C
£
3 15
g
> =]
Q
Z 10
g o
o s %}
"
g A B0p @ 0,0
(2- (Y Qa o AO

=)

(=}

50 100 150 200 250 300 350 400
Material removable rate v mm?/s

Fig. 5.13: Calculated MRR-SEC values excluding power consumption at main spindle and
auxiliary units. [1]

ICBT 2RV F %I, 542HOBERICINEER LRV X —OEEIHY T 5,
NZEHIRNVXF—HEEFRZ L LTS, Iz MRR-SEC FHIIC 7y FLAbD%E
X5.1312, E5ICIDT =%y MEED CRITHIRZ 2% 5.2 DA (Residual) 1R
T, M513BIVES205, EHIRLF—HEDMHET LTI B~ -0.9 LE>TWw
%, RO ERERCTOMBENIOMELZBRNAT 2 E, BIFIBHIT -1 1T I EMHEREIN,
fiR & L TEWN T ANV X —HE 2 MR ER O (8 =—-1) TEBT S I L TE 3,
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Table 5.3: Results of regression analysis on Kara&Li’s equation [21] [1].
Data set 4 Co
A 996.2  0.293
B 530.6 0.494
xc 607.3 0.162
Tall 482.1 1.788
Std. Dev. 50.8 0.648

5.5.2 LB

THETNVOREZBGEET 2570, HBoWRE LT (5.7) Z2RX—R &£ § % Kara&Li D
IERNVXF—EEET L [21] ¢

c=Cpt & (5.20)

Um
ZHD B2 (MU, Kara&Li €7V) . R (5.20) D Cy B LW Cp (FUIHIGEM KT T2
NIRA=FTH?5. Kara&kLi €T NMIC K B HEEHOFHAL, X (5.5) ZHWT,

E = Covp + C4 (5.21)

THs. 727201, Kara&Li €7V TlE vy > 1000 OFEE D R E LT 508, KEETIE
BRI E X M Lo 0 < v, <400 IKREIND, ZDODR7X—% Cy B &
OOy 1, FRLORUGFINT & FkIC, 5.4.2 TR SN REFLCOMEIREE, =21
¥—HEEDT— R % b LITR/NRETRD 2, Z DEDFIHTOMR & B REZ K
5.31TRT. NI X =% Cp BLO Cy DHEEMEIZFE 5.2 DFFR L HRT, 5 2ENKRE W
ZEDbPDL, Thbb, KFATRET 22 VX —%EE 7L, Kara&kli €7 VIC
AT, YIHIZAE DN I W E W 5,

Kara&Li € 7IUVIZHED C MR HHiI R IZUL ISR T £ 8D TH 5.

T C—JJ%B—%§%if E = 0.293v,, + 596.2 (5.22)
m

mB:c:OAMAﬁEQGPE:04wwm+5mMS (5.23)
m

xc:c—OMﬂ+6T3 E = 0.162v,, + 607.3 (5.24)
m

T c=1.788 + %%%31 E = 1.7880,, + 482.1 (5.25)
m
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5.5.3 FRIREDOREE (1) HEES

Tl TN ORLWEMAT 2, EROFIHIXOLE) THS : £7, 541HEH—
D3I~ = ey d (a-Tlde), TH (G2MS, ¢10 mm), #HIM (A5052) Z >
T, M54 R THE 2mm DR 7 v MEROIM 21T, MEEZE L 7. bIE%es:
(&, FEEHREHERECEZ 2000 min~!, 3D EEE 350 mm/min & L. RIZ, Ry ML
VT, TV RIS EZMIASRZ IEDIXE (BT, 74 —F %) Ica%lL, Zhzhic
DLTHREARE, MTRME X OMEREEZ R L2 BT, REETAE X0 Kara&Li
DETNIHEEDCT, 74 —F v T EDVEEEEIOFIMEZ B L 7. BREERE, ML
W13 & OMRHR R 0 IS EZ 26 5.4 12, &7 )WICHE-D W EE /T PHIE & BB 0%
HHEZ LS5 ICE LD, I61, K55 TRICETHIEO FHIKEZ RS, FPHIKEE » X
MRETHHEBNOFNE (6) L TFHHE () ZHWT,

0=(1-

EEFET D, RPTIE, E74—FrB8IOKERINT LI, PHKEDOE W ZKTFTHRL
T3, £5506, ZA, BEXONC TOBEEBRNITFHNIZOWT, 2L T VICL 5 FH
TEEIE Kara&Li €T VIC X 2 Z N ERTIEFICE 2 3005, TR TOEMERIN %

eE—e

e

)le)(%) (5.26)

BELTTFHLZEE () TEIZ74—=F*DIB6 74 —F vIiZo0TE Kara&Li €
T B2 TPHPRIETH L, EET VO FHREEIEITRTD7 4 —F vIZBWT > 90
TH Y, Kara&Li €7V EIZEFAEOTFHEE L WA S, UMEDI Ehs, REZRLY—
BEETVICHEICHBEENOFMIZEHATH L L VA5,
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Fig. 5.14: Workpiece for benchmark [1].

Table 5.4: Estimates for each features in pocketing process [1].

Removal volume Processing time Material removable rate

Feature [mm?] [s] [mm3/s]
1 800.0 6.9 116.7
2 789.3 6.9 115.1
3 789.3 6.9 115.1
4 621.5 6.9 90.6
) 600.0 6.0 100.0
6 89.3 1.7 52.1
7 510.7 5.1 99.3
8 89.3 1.7 52.1
9 510.7 5.1 99.3
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5.5.4 FRMEORE (2) HRTXILF—

HWHEEIRE, X (54) &0,

E=cV=c (Xt) At = cv,, At = EAt (5.27)

ThHD, MEES EICNT 2 PHIEREIC O WT 552 HOM R AR E T2 &, HET R
WX —DFHNZL, BREAE V L IZMLRHE At O FHIRSEICKRESEAIND L E
b, Thbt, ROT—RITITTEZIBLIENTE S,

1. WEBNEOTYHRED FIRIZ, £550Z2nEMA%THs. Thbb, NLKMD
FHE & FHE & oI r ThIuE, HEEBENEDO FHKEMRIEIZR 5 IR TF
HIKSEE & EiTH 5.

2. LR E O FHRG LML 72 2 (B D & FEBUEDTREET 2) I L7235 T,
HEBENROTHREEZ ST 3.

Fid2. o—flE LT, £54 IR TMIRHOREELZHOTENLAZE 74 —F v LD
HEBENRORBY E X OTFHREE » ORRZE56ICE DD, £5.6 TOTMRELDK
Rix, B ELS 5 DZUCHRD L, X5 D2EDIEFHITKREL, HlZIE74—F 8T
O PR 3860 TR, IHBEE R 2 REER RS 2720120, MLRRFE (L < IEER
AR ZRBUICHED 2 2 LBIHETH 2.
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5.6 EE: TFI)IoONXME

#52 TR LI, BHMBOMEMIZER = 2L X -2 TH 2, Z OMHIIAHE
7% 51220 T, (Kara&Li € 7I)VOREDZ 9 TH 5 K I 12) A (5.5) THERIEMRIT 2 2 &2
AEECH 5. —J, 542 HOEBRMER N XIS, MEBREEIZ 21co0T, T
TR AR CIHE T 5 22N — D) EAB XL X —D o 2HAEVEE S, 0L XA
T, PHKELIAMT 2 MIERD 5. InE2BEIT 272012, X5.12(a) DFEHRIC
HEoOWT, ZXVX—EEN5 K (c<b) B2 7—s0AHzihitL, BRI 2757,
WNRERDZT—F2y FORESIZ14THY, ZEHZRILX— (¢5) DB 2L X — 224k
i 28 G (cs/ex 100) 1% 33% 226 48% TH 5. DT —F kv Mk B iai%
o, RoOZFAX—HEoNFERE L ONEEN B oPHIRBE sk

> RE T

c=173.4(vyn) %  (R? = 0.869) (5.28)
E = 173.4(v,,) %22 (5.29)
> Kara&Li O FHIZ :
827.1
c=10.0631+ —= (R?=0.932) (5.30)
Um
E = 0.0631v,, + 827.1 (5.31)

5.5 2HIZOWT, K (5.29) BLOR (5.31) I X 2WEEHZFH L MR %2 £ 5.7 1R
T, £5.706, REFHURNOPHEEIL 92 % DL EEHERL T34, Kara&Li O Fill
KTOZIUTAT %225 80 % ERIRIZHILL T2 EEbIZ, BEDIME (F625F) 25K
EVI bS5, Fi, Kara&Li O PHIRCTIIHEE 2% AL 20235 D, o
830 W AHiL & (ZIFF—DFHIfETH 5. T4, HEBHOFHX1BEEETHD, M
R ER OB ORI Tl T 2L ¥ —BEOZLHRINTNE W 2 EDERTH 5. JERE
Mgz A3 2 RE TP TIE, Kara&Li O PHIFICHARTT =72y MCERKIC7 49 P L
TED, FHUEEOR AR MEXEWEWVWZ S,
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Table 5.7: Estimated power consumption and prediction accuracy with SEC < 5
(Eq.(5.15): Proposed model, Eq.(5.21): Kara&Li’s model [21]) [1].

Measured | Estimated power [W] Accuracy [%]
Feature power [W] | Eq.(5.15) Eq.(5.21) Eq.(5.15) Eq.(5.21)
1 697.5 695.8 834.5 99.76 80.36
2 672.3 693.0 834.4 96.92 75.89
3 700.4 693.0 834.4 98.95 80.87
4 696.4 646.3 832.8 92.80 80.41
5 687.3 665.2 833.4 96.78 78.74
6 567.8 549.8 830.4 96.84 93.75
7 637.2 663.8 833.4 96.83 69.21
8 545.2 549.8 830.4 99.15 47.69
9 697.1 663.8 833.4 95.22 80.45

5.7 REIMICL BEEDDH

ZITIR, Y RFIVEHOTHEANUNLZITOIHEE 25 - ohds LT, %
72 2R R R oMM B L O TR Z V7 & FIciREE T (5.14) DBMRMEDE S
NDPHGEES 5. LAFEAKRIE 5.4.1 SO FEBRCTHET L 72 o - Tlde EH72IC 3B~ =
v 7w ¥ ecoMill Z 72, TEAZ 10 mm D 2 A NA AL F 2L G2MS % w7z,
PP IR 58 IR T 7 S =7 had:, REM, RETEM, n¥aikgk srnse) 7
FUHE XA T L A A 11, TR 5.9 FEER A L ERR, X @l
DWEANINL 2T > 7, TR X OR D IR 58 IR T TH D, £/, 3%
S FELEMBREECOYIEIZIT ) B 6, £58TITRT LI L, THX—7—oifsE
b % 100 % & L, EDHEED 70 %, 80 %, 90 %, 110 %, 120 BDELEITE W TDFHEED
fTo7., TNHDEMLEDS L, 366,59 —vDILT2T, YIHIEEEE %21 5L
FHIIL 7z, S c LRk, FHIPNRIXENIBNEHI OB H 5 X[, §ab bYHEIRD X
o e L., FHI%ERICE T 5 ROBODRILL I X 2 #IM & & o UM F-4434 22
%X 5.15(a), ecoMILL I & 2 #HIM Z & O UIHIRFF M EE %X 5.15(b) ISR T, 7,
X 5.15(a) ROBODRILL (2 81} % 3% b 3#EE 100 mm/min (HECOWHBEENITHEHT 2 &,
FC250 2% D 3 E 104 mm/min T 534.7 W OESIHE & DIZHAR, SCM435 Tldik b s L
108 mm/min T623.9 W DEHE L, ZD#1E89.2 WICb%ih, #HIMBRLIEZD
Rt D20 535 ) ISR E 52037 L O IBE NPT 258 E o7, —H, K
5.15(b) ecoMill # i.% &, [X5.15(a) ROBODRILL & [AIBRICBHIMIC & D IHEE 1 H 7%
250D, %HEE 100 mm/min [T T FC250 25 h 3 104 mm/min T 481.4 W @
EIHE DI, SCM435 TiFik h #EE 108 mm/min T472.8 W DENHE L %> T
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Table 5.8: Processing conditions for analyzing the influence of the workpieces.

Rotation speed Feed rate
Workpiece [min~?] [mm/min]
AT7075 2200 245 280 315 350 385 420
SS400 1000 80 92 103 115 126 138
S45C 1000 80 92 103 115 126 138
FC250 840 91 104 117 130 143 156
FC300 840 91 104 117 130 143 156
S55C 770 63 72 81 90 99 108
SCM435 770 63 72 81 90 99 108
SCM440 770 63 72 81 90 99 108
SK3 560 35 40 45 50 55 60
SUS304 460 31 36 40 45 49 54
SUS316 460 31 36 40 45 49 54

¢ The underlined parts are the recommended value by the tool maker.

BY, Z20AEIF 114 W MO TS, HOEHIMICOWTHATY, #4500 W Hi#E T
% LTk D, ROBODRILL & N2 LHEE DL EI/N SV, ZORIRIE, TIEE
WIS & > TR DOEE T 2 )L X — BN SRS 2 2 L 2R LTED, i4 DT/
WKIBU BB NE T VERMET 208 H 5 2 E2FRT 5. RIZ, KHHIM I L ol
7—%% MRR-SEC ¥ Eic7my b LbD2y, K516 TH5., 8, MEEREFEILFHE
Ui E 2z b LICE SN Twa 2 L, MR 1 TH 5 2 L2 5, ROBODRILL &
ecoMill TMARIRERDEIZHT L HFUME & 1374 5 %\, X 5.16(a) THHAIM 2 L D42
BHOIXS O EWHERTE 5132, &AL L TROBODRILL O lZE 123X 5.16(a) 1273
T ecoMill DIHEBI LD b RE VI LA E, K 5.15 L AKOMHEITEZ MRR-SEC “FiE LT

ATE%. 2L, MRR-SECFHTINSDHEENZ AL LICL>T, TRLF—
I EMRIRERITE GBI H 5 2 b a5,

5.16 127~ L 72 ROBODRILL £ X O ecoMill ® Z L Z 3 Cilll S 417242 66 D 7 — %
L, PRSI ZT>7%, ETVRPRERK R EIZELFIICRTEENTHS, £
7z, Kara&Li €7 VI K 2 0RO FEI L K598, £, WBEECHELED, %
HAELUT B W T HIRERE R? 1% 0.8 ZBZ T 5132, Kara&Li €7 VICEWTIE,
R2 {ti5 ROBODRILL 7 0.974, ecoMill T 0.995 & JEFICE WEHE 2> 72, Lo LADIS,
ROBODRILL & & O ecoMill D5 TRFEFIENC Kk 2350030 > & ¥ TUEE D NRL, R
SEFREL R? fitiiZ ROBODRILL T 0.983, ecoMill T0.997 £ WIHFEHRE o, THUIHHk
EREIR SR, 570 2 TAEREMZ VT O IREE T VOB TH 5 2 L 2HKT 5.
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Y 4 28 L
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2 L L
3500
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E 400
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300 S45C 1« FC250
O SS400 eFC300
200 oS55C oSCM435
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0
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Feed rate mm/min
(a) ROBODRILL
800
700
Z 600
2 3 !
%500 ‘3.:3:%’;‘. oA a' =
£ 400
5 = A7075 ' eSUS304
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0
0 100 200 300 400 500
Feed rate mm/min
(b) ecoMill

Fig. 5.15: Average power consumption during milling for each workpieces.
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Fig. 5.16: Measurement results on the MRR-SEC plane.
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Table 5.9: Regression equations and coefficients of determination R2.
(a) ROBODRILL

Model type Model equation R?
Power approximation ¢ =612.36 X vy, 1002 0.983
Linear approximation c = —0.3351 X vy, + 36.591 0.494
Logarithmic scale c = —20.68 x logv,, + 94.396 0.834
Exponential c=41.381 x ¢ 01%m 0.810
Polynomial approximation (2 terms) ¢ =0.008 X vy, — 1.4469 X v, + 59.884 0.857
Polynomial approximation (3 terms) ¢ = —0.0001v.,* 4 0.0295v,,,2 — 2.5173v., + 73.508  0.932
Kara&Li’s model [21] ¢ = —0.583 + 628.106 /vy, 0.974

(b) ecoMill

Model type Model equation R?
Power approximation ¢ = 352.913 X v, 903 0.997
Linear approximation c = —0.2598 X v, + 28.349 0.563
Logarithmic scale c = —15.05 x logv,, + 69.927 0.896
Exponential ¢ = 32.789 x ¢~ 0-01%vm 0.868
Polynomial approximation (2 terms) ¢ = 0.0052 X vm? — 0.9741 X vy, + 43.353 0.889
Polynomial approximation (3 terms) ¢ = —0.00005v,,° 4 0.0194v,,% — 1.6823v,,, + 52.374  0.959
Kara&Li’s model [21] ¢ =1.705 + 432.736 /vy, 0.995

RIZ, FHT— & 2 8HIb & L L, RREBEECTRYR T L 2R 0E 5.10 Th 5.
5.10(a) 1 ROBODRILL I2 & F 22 RETND o 1M T 5% 5% £, ROBODRILL
2BV THRAMET AT075 D o = 165.26, FeKIE SUS316 D o = 416.89 &, RELEVBH LN
5., ¥, BERETNLVD BITHBT 2% H % £, ROBODRILL IZE W TiAl: A7075 D
B=—0.715, FB/NMESK3D B =—-0.839 £7%>T\3%, —J, #5.10(b) D ecoMill ICE 1}
5 alTHYT2fHZ LS L, R/ME FC300, S55C D o = 284.38, ieAl: SK3 D a = 429.82
THY, ZDEIZ145.44 &, ROBODRILL ICHRTNS Rk aote, £, HEETILD
BICHMT2EZ RS L, HKRIZS55C D [ =—0.828, I/IMNISK3ID B =—-0982 740D,
—LIGEWEDS R N5, DL EORERIE, K515, M5.16 ISR I NEHIM L, &5
ETAERE S L IC B 2 BN EEHAZ D, o BXOBTRINT 22 LI2X->TC, REET
W (5.14) TREIWHETHZ 2 LEREL TS, F/, #£5.10(a) FO ROBODRILL IZ
BB RERBMR iz L% &, S55C TIEHRERTET R? A% 0.989, ZAADHHIM T
\E R? 23 0.993 Z B2 BH5HR E A>T 5, £5.10(b) HD ecoMill IZE 1) 2 PRE FREL R?
filiz % &, S55C TlERFEMFT R? fH2Y0.989, ZNLANDOHHIM TIF R? 641 0.992 %
HZLHEREL->TED, 8B XLZ ROBODRILL ICEIF AR EFUCHEHIE VRS, i
LERLICBIIZR66MHDOT—5% % &0 TREMETHN L 72 & EDOPEREE R
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28, FDRVHTIED EA->TwE, 2%D, JVEVCTFHREEZRD 2% 51, fid%
DHHIM Z LTI LR Z V2 13) DRV ED3bh 5,

Table 5.10: Regression equation and coefficient of determination for each workpieces.
(a) ROBODRILL
Workpiece Model equation R?

A7075 c=165.26 X v, %5 0.993
FC250 ¢ =286.03 X v, %3 0.999
FC300 ¢ =283.55 X v, %% 0.995
S45C c=285.42 X v, %7 1,000
855C ¢ =301.00 X v, %7 0.998
SCM435 ¢ =323.11 x v, °¥17  0.999
SCM440 ¢ = 342.52 X v, 2829 0.999
SK3 ¢ =372.24 X v, 9849 0.999
SS400 ¢ = 263.68 X v, %7 0.997
SUS304 ¢ =416.89 x v, %8 0.999
SUS316 ¢ =391.08 x v,, %"  0.999

(b) ecoMill
‘Workpiece Model equation R?

A7075 c=345.04 X v, %17 0.993
FC250 ¢ =375.63 X v, 2%%%  1.000
FC300 c=284.38 X v, %% 1.000
S45C ¢ = 365.80 X v, %99 1,000
S55C ¢ = 284.38 x v, 982 (.989
SCM435 ¢ =416.68 X v, 2% 1.000
SCM440 ¢ = 346.61 x v, 983 0.992
SK3 ¢ =429.82 x v, 79?2 1.000
SS400 ¢ =386.28 X v, %923 0.992
SUS304 ¢ =330.77 x vy, %87 1.000
SUS316 ¢ = 349.95 x v, 8% 0.999

58 F&oH

AWFZETIE, 3Ny = 7y ¥ —ICB 27V I AGEMLENRE LT,
WL 3L X — B EMRIBR LR L OBENE» SR O N MBEENOTFME TV Z2HIC
RELZ, ZoPHET IV, BSGRNT 7a—FIc k), REMBOMELZR>Z L 2R

JRAFHCE D FHETILE L TCOMEEMEDOE I 2R L, —HOYIH] - FHl%EE % @
UTC, RO e ohrtizol,

> LAFBROME T 2 22V F—DE FEHZALX—TH Y, & bIMEERER
DR NTAR S (RIFZE T vy, < 100 mm3/s) &, YIENCHRT 228 %)L
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FoBMATE 212 LD, BT, MEERERBEZ 21250 T, HET LY —
RO LEFHIFLX—DHDZEAIEEE D, MEEREHED 300 mm?/s DLET
150 % 1I0ET 3,

> HEBRNOFHICBIL T, REFURZHEATOREN L FHA (Kara&Li €7V [21])
LREDTHEETSH 3.

> MRIBREREIE ORI (LB 2L ¥ — S LMK O E = 2L X —12 5 2
H0333 % A B, AR TIE c<b) TIE, FHKE 92 % ~ 99 % ZHERT
577, PEMiPMRXDZND47 %55 80 % ERELSHILTEHLELDIL, B6DE
bREWV, L7edioT, MERTE T ICHRTRETHE T LD N2 MMEEE W,

> HIM E X O LM R 2 28 TICE TS, RETT VOBV TH 5.

MO 2 b6, ATFETH) LSBT s T, SRETURIMNEED O Tl
FILELTHMATHS LWVZ .

AR CHEBNR E LTIY EF7: Kara&kLi EF A% U0 & T 2BBEFHE L (5
703 [23,28)) T, FREAREHNTE X7 74 AMTICE LT S RSO PR ZR L
TED, REETIVICOVLTH ZOHREEIWIFCE 2,
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B6E EDREBRHEBEANDORA

HBETIE, TRVXF—BEICHED T OMEENE T VML (1), 3 #inE
RSV EROTTIVI =7 L6448 A5052 OUIHIZ T, BHllT S 2 LT L
T-UIHIRESEE %, MBRERB X2V ¥ —%E D 20t I N2 FH (MRR-SEC
Vi) ETANTT 52 LT, TRAX—FE EMRIREARICHBENH 5 2 L EHS 2T L
ZLT, ZoOBRION U TRERLIC X 2RO Z21T> 72, [BlEE 7V O PRI eAT
W% [2] & RO S 2 HED 120, SHTNR L 74 27— ¥ ROSEIC & 2 FED L
ZEpounZA MEOEI DRI N, L Lo, WRE L ZUIHEIZGEM I X ilbKE)
RGO UHICRo N TE Y, X OEMABRZINLT 215 7-> T Y fllbKER
DH 6T OO D KSR Z FRHCHV 25665 %, AT 22X D BKERICKDE
DOWEEA S 7 2 T EPRATIIE Bl IcB L THEINTED, MEEREEL I HHE
B DHERTDIRE T T N TR D BEIRDEWIC X 2HBEE O Z I TE R, £
7o, BEHIMIC X D UTHIR O AMOKRE I I3RR D, TR ONEE 2 T
EBbProTWwD [4,5]. 2D, HHIMOUIEIPESNE D BRE)R % /i~ L < RIXd LI
AR DWE B ~DFER N L1z [6]. AETIE, ZORBICOWTHERS,

6.1 ZEDEREIRICLSHHEEN

AWHZECIE 3 Rl~v> = 7+ >~ % ROBODRILL a-Tl4e ¥ X O ecoMill O 2 fili%
W5, FHLAERENIE 3 DDk D KSR (X @h, Y W, Z W) 285, 2odhTd X ihE X
Y BEREIRIE T > R S OUIITRIER 7 74 ZAMTO & 9 2T W T IR BN R
il & SN2 2 EDH NI EDS, AT TR & LT X BB XY filik b BRd)%
WD, MBENOEAZSN TS, 41 THORLLEED, 2>y ey PICEBVT
%, NC 7’01 2" L% FHAAATR NC B & FlO IRt % 2% ) BEEIR 02 HD, ¥ —
RE—FZEHIE TS, ZDLE, CNCEEPY —RE—FI135% DI h D % Al
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ZJE L DOWE ) OFE A HEAT> T\ 5, ARSI TR OYIHHRGiO 0, ERIICH
5b0 L L THEICER T 28MBEZ 65, e Z21E, K6.1ITRT &I ICHKED il
PEREDTERIE S T 2N TAFIEIIC X > CTHRAL 2. K61 (a) TIE, X Bk D BXEIR X
Y 6k O BRER O B R ARG L e o T D, OB, Y EENEIR IS 13 X Bk D BXE)
ROERPMb IR D0, XAMBDL2-> TS Y filnk b BEIROMEE /15 X
ik O BRENRDOHBEBBN LD B RES KL ENDL>T0S [3]. —J7, K6.1(b) TIEY
ik D BRE) R B IS > TR D, X WX ) BB R OB ROMEILZIT B\, Ll
B35, FHE—FMIE YR BEHREAC 2=y MICHAAENTE D, Tlie—%
WOERD Y WEKERIC A E L ThroTwd, 20 k) ICHEBEIC XD afiorrd
DD E B0, FUTEEKTH-o T X e Y filnk b BXS) % o8 A7 g 73 51
%%, 22T, AETE 2 Mo 3 ey v ey ¥ EAOTXEOR, YEIOA,
BXOX e Y il R BB O 2 2 G Ll - ahT L, A oMEH S 2T
%, LT, fERRZECIRE L BB E T A~OMNWEEZ S L, €7 UBED
DD PFEIRICB N TED K ) REFZITIXNENEET 3,

(a) ROBODRILL (b) ecoMill

Fig. 6.1: Structure of feed drive system [6].
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6.2 FHAISRER

X il & VY itk ) BRE RIS E S & T 272, LR O EE ) 2 FHI L
7o, THIZERE 10 mm, 2KBHD TIN 3—74 Y INA ALY FIN (ZEST YT
ZEEA L, YLAAIME 10 mm, YIDAAFES 2 mm DA T 21T 7. S U
PD3H—7: 5 S45C,  AT075, FC250, SK3 £ XU SUS304 D 5 iz w72, #HIM o~k
W X H =100 mm X 100 mm TH 1, JES1Z 15 mm 5 30 mm OHPHTH 5. AEKRT
IRV L ITHBEE N 2T 52720, K621 T LI )X DA, (i)Y filo A,
BLOGi)X fih e Y iz WSS S 2 2 /O 1D 388 — v DA LE2 T 7%, 7%
B, (i), (i), BL (i) DV TNOGE LM 23K D BERRDMEFRSEFE %2 X912
570, XY RIS X 200811E, X6.2(ii) 12 AT &) ICHHEIM 2 [EE L Twv 236
B 45° 1 CRRIE L 72, 58l Ol & Flhinisgus, RellcnTeshELL, &
L 6.1 DfEIE, BHIMOMEICAbE I THA =7 =32l 2 7, 7, HESESRME
DX HEZ 100 %L L, 70 %, 80 %, 90 %, 100 %, 110 %k LT 120 %D 6 /35 —
ZMOCTHBEE N ZFRNL 72, 7, YIHIARIC X 2 HEEI~OEZT 5720, YIH
ARTDDH 6 T\ ZEYNEIIRF O W B & YD HIIRE e — & S0 B A ) b FIRHCEHI L 72,
7272 L, ecoMill IZDW Ty EBRNOEFRDOHEIK L, TlhE— & OHEEFFHITE
ot HFHBEHOHMOY Y 7Y v 7L — ME 1sps TH 5.

<C--------- Cutting direction

X

Fig. 6.2: Cutting directions which using respectively or simultaneous with X-axis and
Y-axis [1].

95



56 B XD BKERINEE 0T

Table 6.1: Cutting condition.

Main spindle rotation Feed rate[mm/min]
Workpiece [min~!] 0% 80% 90% 100% 110% 120%
A7075 2200 245 280 315 350 385 420
S45C 1000 80 92 103 115 126 138
FC250 840 91 104 117 130 143 156
SK3 560 35 40 45 50 55 60
SUS304 460 31 36 40 45 49 54

ROBODRILL & & O' ecoMill I &1} 2 WIHIREZE I OFHMF R %2 2 121X 6.3(a) B
LUK 6.3(b) 12T, [X6.3 HOBROME M I3 TAEBEM R O VIR EE S, Tt —4
co YIBIREEE ), £ X O TR0 OWEE O 3 MEOEEE ]
IN—=7ML7bDThs. £ 6.3(a) D ROBODRILL 128 1) % UIHIR TR D
WEE %2 EATORHEIMICENT, %) BHEDRINCEOFHEE N B L Tv
%, R0 WhEKER D EE IS OWTHEMHIM Z &2 5 &, S45C 23X D £ 80 mm/min
TUIHIL 71, X i ABREIIRGIE 512.9 W, XY BiBXB)IR X 524.3 W £ %> Tw3, 22
D 53R D % 138 mm/min F THIN S B 72, X i AEKEIREE 581.9 W, XY #ili§KE) R
5786 W &, WTIUTEBWTHIHEE I ORMITIZ 69.0 W BXU 543 W & KE L%
E v, T AT075, S45C B X U FC250 I8 W THBRICHE S0, X filid 2508, Y
fifi o> AEKE), XY FREKEIDO W FNOLETHE D BEHF L ThiudiHEE12IZIEH
LThsb. LrLEHS, AT075 % S45C, FC250 1t L CYIHIEDE W & I3 SK3 &
SUS304 12T, X B AERER: &Y fif D AEREIRFOUIRNC N, XY §ili[F R EREh R
DIHIRE 3 DD SIHBEBINCRKREREDH 5. 7oL ZIFSK3 ITE T 53K D ML 35
mm/min DRFONEE ) IE X @fEHRC 493.1 W, XY KT 542.6 W &, 495 W O
AETHD, iz, EDEORIMCE D RWEEBENIIAL, %D HE 60 mm/min DR
HEEE X BEEARC 547.1 W, XY iR T612.3 W &, ZD#365.2 W TH 5.

ZUHIREEEIER T 5 &, FUHEAIM 23R e L22UHNC B T X i, Y i,
XY B WTIUCE O THHEEBE N IZIZIEHEIT L RoT0E 2 b5, 2%, YIH

EEATE R TRV X —DNE D D&% ZBREN T 2 72 0B S 1, KR E L CLIEEMNA
ROWMBENHELZUTL TR E VRS, B8, HHIM I L ICHEBEIOZNDL D 2D

FICEMPESE ORI X 2L R ons, Tt — 8 HovIEIRNHEEIIc oW T

L, ETOWHEIMTEY BERKE &2 I ONYIEIAMBAL, File— 5o

BHBHAL T2 500, T 5% 0 BMEKELRIC X 2RMEOEIIZIZEA LR, DL
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Main supply

700 0A7075 X-axis

600 XA7075 Y-axis
= AAT7075 XY-axis
o 0S45C X-axis
2 500 XS45C Y-axis
g AS45C XY -axis
g 400 oF(C250 X-axis
S XFC250 Y-axis
g 300 AFC250 XY -axis
2. SK3 X-axis
9 200 SK3 Y-axis
g SK3 XY -axis
z

—
]
S

oSUS304 X-axis

XSUS304 Y-axis
ASUS304 XY -axis

(=)

0 50 100 150 200 250 300 350 400 450
Feed rate mm/min

(a) ROBODRILL
700 0A7075 X-axis
XA7075 Y-axis
000 Main supply AA7075 XY-axis

0S45C X-axis
XS45C Y-axis
AS45C XY-axis
oFC250 X-axis

. . . XFC250 Y-axis
Main supply (air cutting) AFC250 XY -axis

W
=
S

Average power consumption W

300
SK3 X-axis
200 SK3 Y-axis
SK3 XY-axis
100 oSUS304 X-axis
XSUS304 Y-axis
0 ASUS304 XY-axis

0 50 100 150 200 250 300 350 400 450
Feed rate mm/min

(b) ecoMill

Fig. 6.3: Measurement results of In-process power consumption [6].

kol Ens, Xiid 5 \VI3 Y oA AR IR A OB S WY, XY B
IRFICIZE D BN 4 2 VI HI AR BB ISR E (B L Tw b 2 Ladbro iz,
PLEDMEIENZ 6.3(b) D ecoMill 121 MR THFMRICH 6z, 727 L, ROBO-
DRILL (28> SK3 %3 D 3 35 mm /min CTYIHIRFIC 13 X $iliod AZEREIRE & XY i 7R3 BK
BT 49.5 W(X SHEKEIRHEEE 1D 10.0 %) DA H 572 b DD, ecoMill TIEFASMET
HZNZFNA3TAW B LN 446.4 W £ 9.0 W(X SEXEIRHEEE D 2.1 %) DAL H->TE
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D, KD 2 YIHI RIS X 2 WBEENNOFE I LD NI DD E kot 2
M2 W R TR AR O Y HIRE E ) & 22UIHIRH & E 0242 L TH, ROBODRILL
TP T202.8 W DL 25 T2 H DD ecoMill TR TE8.7T W DHEEAR->TVRS
TED6 D, ecoMill IZEWTIIYIHIARIC X 2 WHEE T~ D23 ROBODRILL I~
NSV EDPHERTE S, THIEK 6.1 1R L7z & 9 23K D BRE)R 2 & RGO 724 2
PoAL BHIMEDE NP, EDEHY —RE— Y DWREPFEL T LEILND,

6.3 ETIBEICHEITZIEDEESHROTE

HIEfi OFHIESRIC X 0, SIHMEDSE O BAIM 2 UTHI 3 2 & E 13S0k ) BKERIC Xk 58
TIMBICKREREDEL 2D 5 2 Db oT, 22T, {EHFETIREL T\»aY)
MRS EE )€ 7 VISR T 238 0 BREIRIC X 258 2 0TS 2720, HEEEOMEE T OFHI
il & €7 WIC K % Pl % i d %,

6.3.1 HEBESHETI

PENTIZE (1) CIRE L ZHEE T TV 2 IICUIMIREEE 2 FHlT 2. v F Il
TIC X 2 HEEIE T NI TOHHIMICE T 2 VIHIRESEE ) 2 MEBREE (v,) B L
INXF—HEOBR» SMRINT 5 2 Lo on, BREFBOTRING, T ITH,
75 6.2 fii D EEHETE S 117 ROBODRILL D4 T DI 2 X4 & L 7= LA AR D Y
F 2 RS e S L 226 D ERENR Z L IS T DB BT TV 2L 72,

> X HEREIR OUIHIREH & E 2 b L L X &EENE TV (U, XiheT)

E = 460.51v,,%04 (6.1)

> Y WSREIR OUIHIIRHEE 2 b Ll L YERHEE €TV (T, Y#ieT L)

E = 465.640,,%016 (6.2)

> XY il [FIE KB O WISIRS 2B 2 S L1 Lz XY i EE T 7L (LUF, XY il

EFIL)

E = 554.380,,%903 (6.3)
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> X0, Y, XY @hEREKBINGOZ N ZNOU)HIIREEE T2 b LI L7 XY il
HEsEhET Y (BUF, ALLE7)V)

E = 256.660,,"21 (6.4)
INSDETAZHCT, WEENZFHL, FHMMEE T 2.

6.3.2 FHHBREFUEE

R 13, 6.2 BiDEERIC B 1T 2 B6HIM 2 100% D% D EHEZHWTYH L7 &L E D
PRI TH B, Kk 0 BRSNS % o 22 U HIREY 2 o FHIME (BIEI (X), BT (Y),
Bl (XY)) &, R (6.1), X (6.2), X (6.3) BLOKX (6.4) TREINZMBEITT L 2H
W PIfE, Z LT (PHMEICN T 2 EHIEDHRNEAE) 2% 6.2 108, X i€
TUB LY WE TV L Z2WEEBE N FHOMIEIE, T NOBEIMIZE TS X
RENE B & Y B RS EE IS L 91.47 %L EOFPRIRSEE & 7o 7. XY s 2

ICD W TR IV EIHIE S R v & S35 AT075, S45C 8 & OV FC250 Tld 94.81 %2 I
DFPUEED A SN 5%, HEYIEIE2 Y SK3 & & 1 SUS304 Tl 85.04 %4> 5 88.58
% & D BEHII I LR TR FRIEEE & o7, 6.28iThfilidns X 51, A7075, S45C B
LOFC250 Tl X ilid 2\ 3 Y filio AR O EE S &, XY B HRHEE ISR E
5, BRRTS FC250 O Y Bl IIREE T & XY (ERREEEIICB1T % 16.2 W
DFETHZDIH L, SK3 T 92.8 W, SUS304 Tld 49.7 W D223 X Bl FHRFHEE /) &
XY fEHRHEEE I ORICEC T0 S LB L Tw b EEZL6NE, RICXY BIET L
k2 HBEN PR EZAZ L, OTHOHHIMICE VTS X RS EE Y il
FEFIRE 120 LT 90.02 B Lo FHIKSE 2 R> D A7 69, XY Bl I HE 2 /)
XL TH 92.30 %925 99.73 % L\ FHIKGEE & e o7z, XY filie 7V (6.3) TIRFEREL
250.003 £ 72> TED, MERER v, OEPSHEBIFIMEICHL T LA LEEL2 KT
IV, FHHEIZBEHIM 2 Z D > TH 558.9 W 225 562.4 W OEICNE>Tw5, 20
T EM, REFTICE T 5 HNE O TFIRBEIC DB FEZ 615, ALLETMICK
ZMHBEBEB I PHEEFICOWTAS L, S45C IR L Tid 99.24 %DLE & FEH I E D PRI E
EoTwa, L Lahs, AT075, SK3, SUS304 Tl 76.05 %> & 89.28 %D FHIKSEE &
%o TED, O FPHETIVHR TR PIIBE & o7, ALL €7V (6.4) DFAEE
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120213 TH D, OETVDOEREE (0.0032>5 0.046) LINKELRHLEL>TWVS, Z
D7, MEREEDOKRE ST L > TOHEBE N FHESKE LB L, SUS304(v,, = 14.6)
T3 454.4 W, AT075(vy, = 117.6) TIE 708.6 W & GHHlfiE & K Z { B 7 {23 T,

D EDFER LD, MO B & S0 2 8E T X il X OY filnk ) BXEIR o
AEHT 2UIHIDOBGEICE W TIE X §illd 2\ 13 Y EEKESROUINIREEE D £ & —
TR N—ZICEEBHNET AV ZBETIE R EWR S, —J5T, XY iz R 5wl
S, FXIICUIEITE D EGHEHIA ISR L Tid XY BlE 7L X 2 BB FHIPEE LwE
EDbhots, LoLuDS, XIS TS 2 13l oRiE (BIHEIME) 2ZEL 7«
Wi T T NERFLEOMNPIBIETH 5.
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6.4 F&oH

ARWEZETIEYTEIRFE 2 o 1 1R 2 FH DHERTE 7V ISD W T, 38 D BRE) R o BRE) 755
X BWMBENNOEL N LT, WEORL 2 2D 3§ vy = /e vy 2 v
TH5ROBHIM 2 X o A508), Y @i A8E), 2 L TXY BFEKKE O 385 — > TlY]
HIL72EZ A, UMTDZ &bk,

> BIHIVE DS I Bvs A7075, S45C, FC250 IcB W TR T3~y v e v ¥
B H ST EKERDEOCIC X ZIEBEEOEVIZIZEA RS0 T,

> UTEIEDSHR I HE <, UIEIERIASK E 7425 SK3 & SUS304 I2 B\ T, XY HililH
WREERED X & 2 UJHIC, X fiho A8RE) & Y fiho AEREIRF O BIEIIC LW EE D o hE
FREL o7,

> FHhE — SO UIHIRHE SR & TERR k022 UIHIRE & ) 2, TRk
DOYIHIRHE R & B L K51, UIHIAMIC X DL 72 &E N1, Tihe—25
T TR A EERTOHEATE L VIZEHEPINT VRS EALNS,

Ere, HEBNET V2R BRI LIS, E7VIC X 2HER O FHME & S
DIEEENFHMEZ L L 72 & 25, DU ORIV S L,

> X il AEXE)E X VY il AEREIRE O U HIR S EE1Z, XioAaF-1ZYiioAZ
i L -l 5 o N ETF LTI %5 99 %iE EDOFHREENE NS,

> XY il % [ O 72 VT EIERE EE oW TE X Bl &, H 20 Y o A L
U D 515 S ' T ILTE, YIHITED A HEEIA I B T FHIREEE DY 85 %1%
WCETIEKTT 5,

> XY #ilfi & BRI O 22 BTN BT XY filEIREREIR S &S 2 b L ICE T2
T LHZET, RRIFIEOTHREZE NS,

PLEDZ &Ehs, KOKBEHEEERENFIZHEL 256, WHIMORIEZERE L 2T 1udk
SHRVWI ENbhol. SRIZTHOFEMPHE L S UHIEFIC L 2000 &0, VA
AL D BREN R OWEE NG 2 B2 T 2 0 EBH 5,
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