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Table 1. Specifications of developed elliptical vibration cutting machine

X830, Y410, Z460
X800 x Y410

(b) Experiment setup

Fig. 4 Elliptical vibration cutting machine developed in the present research
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Table 2. Stiffness and accuracy of developed machine

1.7 N/mm
X:14mmpp
Y 44 mmpp

2.8 mm

0.023 deg
8.3 Nm/deg
2.5 mm/
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elliptical vibration planning with single crystal diamond tool
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