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Fig. 5-13 Measures for reducing chatter tendencies
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Lobing Effect
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Spindle Speed, rpom

Fig. 5-15 Lobing diagram for a system with a sin-
gle dominant structural mode.
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Fig. 5-17 Stability Diagram. a) End mill with f,=
1880 HZ and m=4; b) Face mill with
£,=600 Hz and m=10.
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