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Fig. 2 A schematic diagram of cutting in the transi-

tion area
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Fig. 4 Machining site of harden steel split workpiece
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Fig. 6 Workpiece elastic strain curves at different speeds
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Fig. 7 Cutting force and vibration in the x direction
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ig. 9 Machined surface quality in different milling directions
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Fig. 10 Micrograph of machined surface quality under different milling direction
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