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iRt t:asenic cutting process, tool erlodlcally Comes Inte; contact with
fle Workdigce:,

fl lJlFrrlJ CiCUtHNG Process, force, when tool meets the workpiece
EESES P 10 a maximum value anal decreases thereafter down to Zero,
oicates that the machining ferce in ultrasonic is less than that of the
reJ CUTing.

][f S ﬁic cutting process, the stress developing in the workpiece

[0 1ts maximum value and then decreases to zero, which implies
workplece S stress Is lower in ultrasonic cutting than that of the
ionalfeutting.

Ttrasonlc cutting process, machining force depends heavily on the
C ttmg speed. The greater the cutting speed, the nearer the machining
— force magnitudes would be to those of the traditional machining.

~_ ® 5.Tool clearance angle has no influence on machining force.

e 6. Tool rake angle inversely affects the machining force, i.e. by increasing
the tool rake angle, machining force decreases.

e 7. The time of contact between tool and workpiece in ultrasonic cutting
process is less than that of traditional cutting. This fact boosts tool cooling
and retards the creation of build-up-edge thus increasing the tool life.
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