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Abstract: With the use of ultrasonic-assisted diamond cutting, an optical surface finish can be achieved
on hardened steel or even brittle materials such as glass and infrared materials. The proposed ultrasonic
vibration cutting system includes an ultrasonic generator, horn, transducer, cutting tool and the
fixture. This study is focused on the design of the ultrasonic vibration cutting system with a high
vibration frequency and an optimized amplitude for hard and brittle materials, particularly for
moulded steel. A two-dimensional vibration design is developed by means of the finite element
analysis (FEA) model. A prototype of the system is manufactured for the test bench. An elliptical
trajectory is created from this vibration system with amplitudes of micrometers in two directions.
The optimization strategy is presented for the application development.
Keywords: optical moulds; steel cutting; FEA; control system

1. Introduction
Complex surfaces are widely demanded in various applications including optics, bioengineering,
and advanced manufacturing [1–3]. Ultra-precision diamond cutting is normally used for the fabrication
of complex surfaces because it allows a high degree of freedom for the structural design [4,5].
However, the diamond tool is not applicable for the cutting of ferrous materials, e.g., steel, due to the
graphitization of the tool and massive tool wears in high pressure and temperature [6,7]. With the use of
vibration-assisted machining (VAM), an optical surface finish can be achieved on steels, with significant
advantages such as smaller cutting forces, longer tool life, and easier chip removal [6,8]. Reducing
tool wear and improving the surface finish have been the key drive of the development of VAM in
past decades [9–11]. A review on the wear mechanism and existing approaches for the tool wear
reduction on diamond-cutting ferrous metals is conducted in [12]. Comprehensive review of VAM
of ferrous and brittle materials is also introduced in [7,8], including one-dimensional (1D or linear)
and two-dimensional (2D or elliptical [13]) vibrations. Ultrasonic vibration cutting (UVC) has been
widely adopted for fabricating the optical steel moulds, as experiment reveals the diamond tool wear
is effectively reduced [14,15]. Discontinuous contact takes place in the UVC process, so the cutting
fluid could lubricate and cool the tool tip, then reduce the cutting temperature.
To increase the system efficiency and reduce the heat generation, a design with a resonant vibration
is targeted in this study, which allows for the excitation direction of the supporting structure of the
tool tip to be arranged as bending or longitudinal, depending on the relative movement between tool
and workpiece. Bending vibration is referred to as the vibration in up-feed or cross-feed directions
while longitudinal vibration is referred to as the vibration in the depth of cut direction. Generally,
the transducer has three modes of vibration, i.e., longitudinal vibration, torsional vibration and bended
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vibration. Combined vibrational modes, such as the longitudinal–torsional, longitudinal–bended
or bended–torsional vibration, will occur when the transducer has a unique structure. If the
two directional vibrations have a phase shift of some degrees, the transducer will generate the
elliptical vibration [16]. The research on 2D elliptical vibrator development mainly contains two
ways of combination: (1) bending and longitudinal modes [9,17]; (2) Two bending modes in different
directions [18,19]. The normal frequency of two bending modes vibrator is around 20 kHz [9,17]
while a longitudinal and bending approach can be employed to achieve about 40 kHz [19]. In these
experiments, the amplitudes of the cutting tips are mainly around 2–4 µm in the application on hard
and brittle materials [17–19]. Surface roughness of the steel mould is reduced significantly by increasing
the frequency from 40 kHz to 80 kHz [15]. Most recently, designs of ultrasonic vibration cutting
devices have focused on increasing the operating frequency by typical commercial products, e.g., UTS2
(100 kHz) and ILSONIC (120 kHz), but with sacrificing the amplitude down to 0.1–2 µm [20–22].
Surface roughness of ferrous metal was achieved below 5 nm in Ra with these devices [23]. Meanwhile,
a 3 DOF (degree of freedom) ultrasonic vibration tool for elliptical vibration cutting was developed for
steel sculptured surface machining in [24,25]. The developed tool can be used to generate an arbitrary
ultrasonic elliptical vibration in the 3D space so that it is suitable to machine the 3D sculptured surfaces.
Diamond cutting mechanisms for the fabrication of optical quality surface on hardened steel and
brittle material by applying ultrasonic vibration have been intensively studied by Fang’s research
group [26–30]. The ILSONIC device has been used for nanometric cutting of binderless tungsten
carbide, with ultrasonic frequencies of 92.9 kHz and amplitudes of 1 µm and 0.5 µm in cutting and
thrust directions [29]. UVC devices up to 65 kHz have also been developed in the past 10 years [26–28].
With the advantage of corrosion and wear resistance, high-quality mould steel is primarily used in the
molding of precise parts. Fabrication of mould steels with optical quality still requires a polishing step
after the UVC process. For the time being, UVC could be used to obtain surface roughness on mould
steels in 4–10 nm in Ra. There is an urgent need to achieve an optical surface on moulds with 1 nm in
Ra to remove the subsequent polishing. To meet this industrial challenge, a dedicated UVC system is
designed and tested, with high operating frequency and without sacrificing the amplitude, for mould
steel cutting applied in the intraocular lenses (IOLs) manufacturing chain [31].
2. Ultrasonic Vibration Cutting (UVC) System Design
The proposed UVC system is demonstrated in Figure 1, including PC (user-machine interface,
programming platform), controller (processing driving signal to oscillator and acquiring feedback data),
oscillator (providing vibrations frequency ranging from a few Hz to thousands Hz), voltage amplifier
(magnifying driving voltage from controller hardware to drive oscillator), transducer and horn assembly
(amplifying the ultrasonic motion generated by oscillator). The sinusoidal signal is defined in the
PC and software to set a given voltage and frequency, and the PZT (lead-zirconate-titanate ceramic)
exciter generates the vibration when it receives the sinusoidal driving voltage. In this configuration,
the vibration from the exciter is transferred and amplified by the cantilever-beam sonotrode into
vibrations in two directions, and the tool tip on the lifted-up horn could oscillate in an elliptical
trajectory. This lifted horn aims to increase the sagitta of the concave workpiece. This elliptical tool
vibration in high frequency is expected to create better surface quality by reducing the cutting force
significantly. The development of the prototype of the UVC system is schematically shown in Figure 2.
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2.2. Piezoelectric Exciter
The transducer of the UVC system contains a piezoelectric exciter and a seismic mass.
A longitudinal vibration at the desired frequency (around 100 kHz) is generated from the exciter and
transferred to the cantilever beam horn in the aforementioned way. Modal analysis of the transducer
was conducted in FEA. The three natural frequencies (89.760, 100.546, 121.769 kHz) with longitudinal
mode were found, and, the frequency of 90 kHz was selected for a better matching with the horn’s
resonant frequency. The fixation position is also confirmed at the smallest displacement area at this
vibration mode. Harmonic analysis of the transducer was carried out subsequently to find out the
specific displacement value of the transducer at a given harmonic voltage.
The excitation of the transducer was generated by the piezoelectric actuator through the inverse
piezoelectric effect. This PiezoDrive SA stack is a high-performance piezoelectric actuator with an
ultraviolet (UV) cured epoxy coating for improved mechanical and humidity protection. The actuators
(SA030305), data shown in Table 1 are matched to the range of PiezoDrive amplifiers and driver
modules. To reduce mounting errors, a ceramic or stainless-steel ball end can be used to interface
the stack actuator to the load. Flexural mechanisms are also applied to reduce bending moments
during service.
Table 1. The specification of the piezo stack selected.
Range +/− 10%

Length

Cross Section

Cap. +/− 20%

5.6 µm

5 mm

3 × 3 mm

140 nF

Mass

Blocking Force

Stiffness

Res. Freq.

0.53 g

330 N

80 N/um

300 kHz

To meet the frequency and amplitude requirements, higher resonant frequency of the selected
piezo stack is preferred and ideally with a free-loading amplitude of 5–6 µm. There are mainly two
challenges when using ultrasonic vibrating piezo stacks: quick heating up and high dynamic force.
The quick heating problem can be overcome by using external cooling system as demonstrated in
2.3. Generally, 10% of the blocking force is recommended under static operation, while the maximum
recommended preload under dynamic operation is 50% of the blocking force. However, due to a high
dynamic vibration as in this project, a higher preloading force may be applied. The dynamic force
generated by piezo component can be calculated by:
Fdyn ≈ ±4π2 meff (∆L/2)f2

(1)

where,
Fdyn : Max. dynamic force, N;
meff : Effective mass of the piezo stack actuator, kg;
∆L: Displacement (peak-to-peak), m;
f : Resonant frequency, kHz.
In this study, the displacement is calculated to be 1.42 µm in the cutting direction, the frequency is
100 kHz, so the dynamic force per kilogram is ±14.2 (kN/kg) as (2).
Fdyn /meff ≈ ∆Lf 2 = ± 1.42 × 10−6 × (100 × 103 )2

(2)

The flexure and horn parts are 40 g, so the dynamic force is calculated to be:
Fdyn ≈ ± 14.2 × 0.04 = 568 N

(3)

A preloading force higher than this value is needed to protect piezo stack from tensile force.
Due to the limit of the amplifier bandwidth, the final vibrating amplitude is much smaller than 2 µm.
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Taking piezo stack SA030305 and amplifier PX200 as an example, the full voltage (150 V) amplitude of
the piezo stack is 5.6 µm, so the amplitude under 90 kHz (20 V) is 0.7 µm, and the dynamic force is
calculated as 223 N.
2.3. Cooling System
Piezoelectric actuators dissipate heat when driven at full range with a high-frequency.
PiezoDrive actuators can be operated continuously at temperatures up to 85 ◦ C, whereas operation
beyond this temperature may damage the actuator. Therefore, a gas cooling system is integrated,
as shown in Figure 3. The flow rate is calculated from the following equations. For a sinewave,
the power dissipation is shown in Equation (4) [33]:
P = π/4fCtan(δ)Up-p 2

(4)

where,
tan(δ) = apparent dielectric dissipation factor = 0.12;
C = apparent PZT actuator capacitance (Farad) = 180 nF;
Up-p = peak-peak drive voltage (V) = 150 V;
f = operating frequency (Hz) = 100 kHz;
Considering the extreme situation for safety purposes, the maximum heat dissipated from the
actuator has to be taken away by the air flow. According to the datasheet, the maximum temperature
this actuator could bear is 150 ◦ C, so given parameters of tan(δ) and C value as above. The maximum
power dissipation (P) is calculated as 6.49 Watt, which will be removed by the 20 ◦ C dry air flow.
The mass flow rate (Vc ) can be calculated as 0.18 kg/h, by Equation (5)
Vc = ∆Ecoolant /(Cpc ∆T)

(5)

where,
∆Ecoolant is the dissipated power calculated in Equation (4);
Cpc = 1.003 kJ/kg·K is the specific heat capacity of air (up to 250 ◦ C);
∆T = 130 K = 150 ◦ C − 20 ◦ C.
2.4. Controlling System
A high-speed amplifier/piezo driver which can process 90 kHz driving voltage is needed in the
proposed system. Accordingly, the bandwidth is the major parameter when choosing the amplifier.
The power bandwidth is defined as the maximum frequency of an amplifier under full output voltage,
while the small signal bandwidth (−3 dB gain bandwidth) is defined as the maximum frequency of an
amplifier with a small signal applied, usually 200 mVp-p. When the amplifier output is open-circuit,
the power bandwidth is limited by the slew-rate; however, with a capacitive load, the power bandwidth
is influenced by the values of (1) output voltage range, (2) load capacitance, (3) output voltage (peak to
peak), and (4) driving frequency. The authors did not find any existing commercially available amplifier
with a power bandwidth up to 90 kHz. None of the selected amplifiers can process a full voltage with
90 kHz, and the final output frequency is a compromise between voltage range, piezo capacitance,
and the driving voltage peak.
To meet the high-speed signal updating requirement, a PXI express chassis PXIe-1073 was selected
to provide power, cooling, and a communication bus for following modular instruments and I/O
modules. Waveform generator and multi-functional A/O were then selected to PXIe-5413 and PXIe-6361
(or PXIe-6363 with more A/O channels). These modules can be controlled by a controller PXIe-8301
that is remotely connected to an external PC.
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2.5. Harmonic Response Analysis of the UVC System
The harmonic response analysis was carried out in the FEA model to find the displacement of
the horn in the given frequency range (around 90 kHz). The model creation and mesh generation
are the same with that in the modal analysis. The coupled UVC system contains the horn, exciter,
and a seismic mass on top of the PZT exciter. The exciter generates vibration, which is then amplified
by the horn. The seismic mass has a function of impedance match to maximize the energy transfer
from the PZT exciter to the loading tool tip on the horn. In this way, the amplitude of the vibration
could be amplified as much as possible. According to the network theorem proposed for a high
power
transformer
forx impedance matching [34], the seismic mass of 80 g was tested in this8analysis.
Micromachines
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of 13
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3. Experimental Results and Discussion
An experimental rig and control platform were developed to verify the feasibility of the
proposed UVC system. The data needed were the displacement of the tool tip in horizontal and
vertical directions. In this system (shown in Figure 6), piezoelectric stacks are employed as core
oscillators due to their quick response, high acceleration, high accuracy and high stiffness. The
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3. Experimental Results and Discussion
An experimental rig and control platform were developed to verify the feasibility of the proposed
UVC system. The data needed were the displacement of the tool tip in horizontal and vertical
directions. In this system (shown in Figure 6), piezoelectric stacks are employed as core oscillators due
to their quick response, high acceleration, high accuracy and high stiffness. The following research
aspects were addressed: piezo-stack dynamic response characterization; system resonant frequency
identification; system nodal position determination and verification; and mechanical structure design
and optimization. In the system, a high-resolution displacement sensor was used to monitor tip
Micromachines 2020, 11, x
9 of 13
position and frequency.
In Figure 6 the devices in this experimental set up include: (1) Controller for Data Acquisition (DAQ)
In Figure 6 the devices in this experimental set up include: (1) Controller for Data Acquisition
and signal generation (National Instruments Corporation (UK) Ltd, Newbury, UK); (2) oscilloscope
(DAQ)and signal generation (National Instruments Corporation (UK) Ltd, Newbury, UK); (2)
monitoring amplified voltage; (3) piezoelectric voltage amplifier (gain 20); (4) UVC horn fixed on
oscilloscope monitoring amplified voltage; (3) piezoelectric voltage amplifier (gain 20); (4) UVC horn
isolation stage; (5) laser displacement sensor head; (6) laser sensor controller. (7) PC for signal
fixed on isolation stage; (5) laser displacement sensor head; (6) laser sensor controller. (7) PC for signal
generation; (8) monitor for laser signal sampling. The highest sampling frequency (392 kHz) of this
generation; (8) monitor for laser signal sampling. The highest sampling frequency (392 kHz) of this
sensor was used for the data acquisition with the repeatability of 0.1 µm.
sensor was used for the data acquisition with the repeatability of 0.1 µm.
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The voltage of sinusoidal excitation signals for the actuator was 140 Vp-p. Different seismic masses
were tested as shown in Figure 7a, by adding them on the top of the PZT stack in the dynamic point
of view. Measurements were carried out with a set of masses from 10 g to 100 g (Figure 7b). The
resonating frequency was measured to 89 kHz, while the amplitude has significant improvement as
the force could be transferred efficiently to the UVC horn. A large amount of data were processed for
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The voltage of sinusoidal excitation signals for the actuator was 140 Vp-p . Different seismic masses
were tested as shown in Figure 7a, by adding them on the top of the PZT stack in the dynamic point of
view. Measurements were carried out with a set of masses from 10 g to 100 g (Figure 7b). The resonating
frequency was measured to 89 kHz, while the amplitude has significant improvement as the force could
be transferred efficiently to the UVC horn. A large amount of data were processed for this experiment
with 10 groups of seismic mass from 10 g to 100 g at an interval of 10 g, and 5 iterations in each group
for the analysis of repeatability, with deviation of about 10%. Table 2 illustrates the amplitude of the
tool tip in the Z axis (vertical direction) and X axis (longitudinal direction). The amplitude of vibration
increases as the mass is added, and then reaches the peak in specific mass value: amplitude in the Z axis
achieves peak-to-peak 3.0 µm with a 100 g mass, while the amplitude in X axis decreases from 2.0 µm
with 50 g mass to 1.6 µm with 100 g. The deviations in 4 groups (60, 70, 80, 90 g) is two times higher
than others (10, 20, 30, 40, 50, 100 g), because of the combination of two pieces of mass were used in the
Micromachines
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(a)

(b)
Figure 7. (a) Schematic of the vibration system including an adjustable seismic mass; (b) experimental

Figure 7. measurements
(a) Schematicofof
the vibration system including an adjustable seismic mass; (b) experimental
the vertical displacement in a set of seismic mass.
measurements of the vertical displacement in a set of seismic mass.
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Table 2. Amplitude values in 10 groups of tests with seismic masses from 10 g to 100 g.
Seismic Mass (g)

Z (µm)

X (µm)

10

0.5 ± 0.1

0.9 ± 0.1

20

0.9 ± 0.1

1.3 ± 0.1

30

1.4 ± 0.1

1.7 ± 0.1

40

2.0 ± 0.1

1.9 ± 0.1

50

2.4 ± 0.1

2.0 ± 0.1

60

2.6 ± 0.2

1.8 ± 0.2

70

2.8 ± 0.2

1.8 ± 0.2

80

2.9 ± 0.2

1.7 ± 0.2

90

2.9 ± 0.2

1.6 ± 0.2

100

3.0 ± 0.1

1.6 ± 0.1

4. Conclusions
A 2D ellipsoidal UVC system was achieved using a single driven vibration actuator. The developed
prototype achieved micron amplitudes and ultrasonic frequencies. This UVC design was based on
a longitudinal transducer and cantilever-beam horn with joint structure, that transfer the vertical
vibration to vibrations in two directions. The design aimed to reduce the cutting force by creating a
high-frequency elliptical vibration on the tool tip with a unidirectional PZT exciter. FEA modal analysis
and harmonic response analysis were carried out to find the optimal vibration modes, frequencies and
displacement at harmonic frequencies. The two resonance modes in longitudinal vibration (X direction)
and bending vibration (Z direction) were coupled around 88 kHz. An experimental test of the UVC
system with a set of seismic mass was carried out to measure the scale of the elliptical trajectory, and the
voltage of a sinusoidal signal at 150 V was provided to the longitudinal PZT exciter. The UVC tool
tip vibrated with amplitudes of around 3 µm in Z axis and 2 µm in X axis, when the input frequency
reached 89 kHz. To further increase the frequency, the mechanical structure of the horn and the
piezo-stack preload mechanism will be optimized in future work. The numerical calculation of tip
displacement is within the range of the experimentally tested displacement, hence the FEA model has
been proven for horn design and modification in the future.
Author Contributions: Conceptualization, N.Y. and F.F.; software, J.L.; investigation, N.Y. and J.L.; writing—original
draft preparation, N.Y.; writing—review and editing, F.F.; supervision, H.M.D. and F.F.; project administration,
N.Y.; funding acquisition, N.Y. and F.F. All authors have read and agreed to the published version of the manuscript.
Funding: This research was funded by Science Foundation Ireland (SFI), grant number 15/RP/B3208; Irish Research
Council and the European Commission under the Marie Skłodowska-Curie Actions, grant number CLNE/2018/1530
and GOIPD/2017/899.
Conflicts of Interest: The authors declare no conflict of interest.

References
1.
2.
3.
4.
5.

Fang, F.Z.; Xu, F. Recent advances in micro/nano-cutting: Effect of tool edge and material properties.
Nanomanuf. Metrol. 2018, 1, 4–31. [CrossRef]
Fang, F.Z.; Lai, M. Nanocutting techonology and progress. Sci. China 2014, 10, 1052–1070. (In Chinese)
O’Hara, J.; Fang, F.Z. Advances in micro cutting tool design and fabrication. Int. J. Extreme Manuf. 2019, 1,
032003. [CrossRef]
Fang, F.Z.; Zhang, N.; Guo, D.; Ehmann, K.; Cheung, B.; Liu, K.; Yamamura, K. Towards Atomic and
close-to-atomic scale manufacturing. Int. J. Extreme Manuf. 2019, 1, 012001. [CrossRef]
Li, Z.; Fang, F.Z.; Zhang, X.; Liu, X.; Gao, H. Highly efficient machining of non-circular freeform optics using
fast tool servo assisted ultra-precision turning. Optics Express 2017, 25, 25243–25256. [CrossRef]

Micromachines 2020, 11, 522

6.
7.

8.
9.
10.
11.

12.
13.
14.

15.
16.
17.
18.
19.
20.
21.
22.
23.

24.
25.

26.
27.
28.
29.
30.

12 of 13

Moriwaki, T.; Shamoto, E. Ultrasonic elliptical vibration cutting. CIRP Ann. 1995, 44, 31–34. [CrossRef]
Guo, J.; Zhang, J.; Pan, Y.; Kang, R.; Namba, Y.; Shore, P.; Yue, X.; Wang, B.; Guo, D. A critical review on
the chemical wear and wear suppression of diamond tools in diamond cutting of ferrous metals. Int. J.
Extreme Manuf. 2020, 2, 012001.
Brehl, D.E.; Dow, T.A. Review of vibration-assisted machining. Precis. Eng. 2008, 32, 153–172. [CrossRef]
Shamoto, E.; Suzuki, N.; Moriwaki, T.; Naoi, Y. Development of ultrasonic elliptical vibration controller for
elliptical vibration cutting. CIRP Ann. 2002, 51, 327–330. [CrossRef]
Zhang, J.; Zhang, J.; Rosenkranz, A.; Suzuki, N.; Shamoto, E. Frictional properties of surface textures
fabricated on hardened steel by elliptical vibration diamond cutting. Precis. Eng. 2019, 59, 66–72. [CrossRef]
Zhang, J.; Suzuki, N.; Wang, Y.; Shamoto, E. Fundamental investigation of ultra-precision ductile machining of
tungsten carbide by applying elliptical vibration cutting with single crystal diamond. J. Mater. Process. Technol.
2014, 214, 2644–2659. [CrossRef]
Li, Z.J.; Fang, F.Z.; Gong, H.; Zhang, X.D. Review of diamond-cutting ferrous metals. Int. J. Adv. Manuf. Technol.
2013, 68, 1717–1731. [CrossRef]
Zhang, J.; Cui, T.; Ge, C.; Sui, Y.; Yang, H. Review of micro/nano machining by utilizing elliptical vibration
cutting. Int. J. Mach. Tools Manuf. 2016, 106, 109–126. [CrossRef]
Klocke, F.; Heselhaus, M.; Puellen, J. Ultrasonic Assisted Diamond Turning of Hardened Steel. In Proceedings
of the 5th international conference of the European Society for Precision Engineering and Nanotechnology,
Montpellier, France, 8–11 May 2005; Volume 2, pp. 517–521.
Bulla, B.; Klocke, F.; Dambon, O.; Hünten, M. Ultrasonic assisted diamond turning of hardened steel for
mould manufacturing. Key Eng. Mater. 2012, 516, 437–442. [CrossRef]
Li, X.; Zhang, D. Ultrasonic elliptical vibration transducer driven by single actuator and its application in
precision cutting. J. Mater. Process. Technol. 2006, 180, 91–95. [CrossRef]
Xu, W.; Zhang, L.C.; Wu, Y. Elliptic vibration-assisted cutting of fibre-reinforced polymer composites:
Understanding the material removal mechanisms. Compos. Sci. Technol. 2014, 92, 103–111. [CrossRef]
Tan, R.; Zhao, X.; Zou, X.; Sun, T. A novel ultrasonic elliptical vibration cutting device based on a sandwiched
and symmetrical structure. Int. J. Adv. Manuf. Technol. 2018, 97, 1397–1406. [CrossRef]
Suzuki, N.; Haritani, M.; Yang, J.B.; Hino, R.; Shamoto, E. Elliptical vibration cutting of tungsten alloy molds
for optical glass parts. CIRP Ann. 2007, 56, 127–130. [CrossRef]
The Ultrasonic Tooling System. Available online: https://www.son-x.de/en/son-x-systems/uts2/ (accessed on
9 May 2020).
Ultra Sonic Machining. Available online: https://innolite.de/ultra-sonic-machining/ (accessed on 9 May 2020).
Hannig, S. Ultrasonic Oscillation System and Sonotrode. U.S. Patent US9849519, 26 December 2017.
Gaidys, R.; Dambon, O.; Ostasevicius, V.; Dicke, C.; Narijauskaite, B. Ultrasonic tooling system design and
development for single point diamond turning (SPDT) of ferrous metals. Int. J. Adv. Manuf. Technol. 2017, 93,
2841–2854. [CrossRef]
Shamoto, E.; Suzuki, N.; Tsuchiya, E.; Hori, Y.; Inagaki, H.; Yoshino, K. Development of 3 DOF ultrasonic
vibration tool for elliptical vibration cutting of sculptured surfaces. CIRP Ann. 2005, 54, 321–324. [CrossRef]
Suzuki, N.; Hino, R.; Shamoto, E. Development of 3 DOF ultrasonic elliptical vibration system for elliptical
vibration cutting. In Proceedings of the 2007 ASPE Spring Topical Meeting, Chapel Hill, NC, USA, 16–17
April 2007; pp. 15–20.
Dai, T.F.; Fang, F.Z.; Hu, X.T. Tool wear study in diamond turning of steels. J. Vacuum Sci. Technol. B
Microelectron. Nanometer Struct. Process. Meas. Phenom. 2009, 27, 1335–1339. [CrossRef]
Wang, Y.; Gong, H.; Fang, F.Z.; Ni, H. Kinematic view of the cutting mechanism of rotary ultrasonic machining
by using spiral cutting tools. Int. J. Adv. Manuf. Technol. 2016, 83, 461–474. [CrossRef]
Li, Z.; Jin, G.; Fang, F.Z.; Gong, H.; Jia, H. Ultrasonically assisted single point diamond turning of optical
mold of tungsten carbide. Micromachines 2018, 9, 77. [CrossRef] [PubMed]
Wang, J.; Fang, F.Z.; Yan, G.; Guo, Y. Study on Diamond Cutting of Ion Implanted Tungsten Carbide with
and Without Ultrasonic Vibration. Nanomanuf. Metrol. 2019, 2, 177–185. [CrossRef]
Yu, N.; Liu, J.; Durand, H.M.; Fang, F.Z. Design of a dedicated Ultrasonic Vibration Cutting (UVC) system
for Intraocular Lenses (IOLs) manufacturing. In Proceedings of the International Manufacturing Conference
(IMCC), Shenyang, China, 9–12 October 2019.

Micromachines 2020, 11, 522

31.
32.
33.
34.

13 of 13

Yu, N.; Fang, F.Z.; Wu, B.; Zeng, L.; Cheng, Y. State of the art of intraocular lens manufacturing. Int. J. Adv.
Manuf. Technol. 2018, 98, 1103–1130. [CrossRef]
Lawrence, K.L. ANSYS Tutorial Release 13; SDC Publications: Mission, KS, USA, 2011.
Zheng, J.; Takahashi, S.; Yoshikawa, S.; Uchino, K.; De Vries, J.W.C. Heat generation in multilayer piezoelectric
actuators. J. Am. Ceram. Soc. Incl. Commun. Am. Ceram. Soc. 1996, 79, 3193–3198. [CrossRef]
Chen, Y.C.; Wu, S.; Chen, P.C. The impedance-matching design and simulation on high power elctro-acoustical
transducer. Sens. Actuators A Phys. 2004, 115, 38–45. [CrossRef]
© 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).

