uni 2

nguuazeRBneIdag

1. faqﬁmtazauﬂﬁmma (Tool Materials and Their Properties)
mstugUisgnulasmsdadiay foslsznaufiddyuaziilumanelssms  feeilbinszunu
msufuanuduiulumuszuuldpgniiseaniam Fasingufiinanfamsdaidou (Metal Cutting
Theory) luifamientassna el [3]
1.1 ’S'Eiﬁgflﬂ (Tool Materials)
Saamhainlflumsiiiands Inanuia miie iemuminzaufunsznumsuda Tog
windhungaman qld 8 ndudail
1.1.1 winmfuau (Carbon Tool Steels) dnnaunanlsznaudie manfiumsusy luds-
WEL 0.6-1.4% LIDMIUNSLUIUMSIAANNSY (Heat Treatment) azvhlwilanaudis 58-64 HRe
(Rockwell Hardness Scale C) waznuanutauidennmsaaiouls 200-250 asenaded 1o
wasaiiadasmnldtunuly uazasly
1.1.2 wmanlavzuan (Alloy Tool Steels) ﬁa%aqﬁﬂm§nms"uauﬁtﬁudauwanmﬂi'aq‘éluﬁn
\&n1iae Ap Chromium, Tungsten, Molybdenum, Vanadium nuemudauiiennmsaaiiauled
250-300 avraed ldanuEiaalagenitiaaiia Carbon Tool Steels Uszannt 20-40%
1.1.3 dnAnui5isauge (High Speed Steel) fia Tagialansuan fifldumanyas Chro-
mium, Cobalt, Tungsten, L&rVanadium “18* 1.1!1]%&!1&!’;54 (2 Tungsten 8.5-19%, Chromium 3.8-
4.6%, Manganese, Silicon tazNickel Taithiu 0.4%, Molybdenum 0.3-0.5%, Sulfur 0.03%, oz
Phosphorus 0.030-0.035% Liluau nuemuauiiiannmsaaidiaulate 600 svenuaded e
i 62-65 HRe 18vhilande (Lathe Tool) finfia (Milling Cutter) Reamer waz Tap tudy
1.1.4 wanlanzufis (Carbides) Ynaniaqiienndiunaesisguananiia widdvang
NN 1A
1.1.4.1 wanlansudanagzioy (Tungsten Cemented Carbide)
1.1.4.2 wanlanzudelnmiilaunsasiau (Titanium-Tungsten Cemented Carbide)
1.1.4.3 anlansudalnmidioy Nadeiay unumaw (Titanium-Tantalum Tungsten
Cemented Carbide)

Saandguilnuanasauiithonamsdadaulate 800-900 avannaides i
enamnuiugalsane 9.5-15.5 niudegnunafifufiwes Hanaude 87-92 HRe Tdanusidn
ldgemnnta 2,700 wasannfilumsaaidsuminmimifisranusumuusefegeda  (Ultimate
Tensile Strength, G,) = 45 dlanfusamynisdes uaz 5,000 mmdamﬁ"lums&'ﬂLfiauﬁ'ﬂmmﬁ
fienuudaies wu agiidisy nawues 43 ilemnntaafianduiiienunznn Toendazrindiugu
&9 (nserted Tip) Aaunfuddiladahnntagiienumiisganiiaqumanlanzudiviiiuay

o

1212



1.1.5 ’Jﬂﬂuﬂmﬂuﬂ (Ceramic Tool Materials or Cemented Oxides) UsznaumadunE
vonAa Aluminum Oxide (A1,0,), Tungsten, Molybdenum, Boron, Titanium 8% nuanvm"ﬁ'.lum ne
uugﬂuazmauﬂszmumﬂmwmaumun‘ssmﬁ Sintering ¥hifuBudn  wilaufy Cemented Carbides
uainengnni muusenalagunnts 500 AlanSudamyniiadues firnauude 89-95 HR, NuUATIN
Luddennmseadeulas 1,200 senwades Wanuhdaldgaunnd 3,700 wasdnniilums
Sadauminuas uaiienuninzgunnuuii Aalianudmumuusiaa (Bending Strength) jERTET
45 Alanudemeniiadmes lasvmilddwmivnusdanieidids thessnanusldeinang
dlamnldenuidnlage

1.1.6 (Wys (Diamonds) nJmam‘ﬂﬁmLﬂummnummummnnaﬁ luﬂaauﬂgﬂsmvm
wildunsauazans (anviuassiwinnse Sulfuric use Potassium Dichromate) fienu@eamue nu
damsduad Tanamedalann nuamaudauifiennmsdadiaulat 1,500 sswnwaldus ualide
Braanumnnuasfinmum Jiimswaaungsiiien (Synthetic Diamond) YINANSUBUMEIAUTIAY
wazanmpiiigunn thsnuarindusaiidly Abrasive Tool 1y datuidascly wisiuie eslu Au
t3er5vl197 Honing wazen Lapping (udu

1.1.7 wandwhila (Structural Steels)  Wulanzhmwnmdnasuesy #landudeaiia
darmniiamuniln wws usrtsasdmu nnmshsidmiiadeiagliadiu dasnniinemum
o

1.1.8 3Bmee (Abrasive Materials) Thaunniaasmonms@mmadiadng  Tupfli
Whugunssn demsnanasiinme (Bonding) fivaudnymgy WHUNaULUY NSensTUan uisd
wagy mae dlngllddadanTranuhdafidasmsamuourasinnunn g

1.2 gdmmmsvmtimmﬁﬂnﬁq (Lathe Tool Geometry)
fandudhuaisilasadauiliinudaidien (Single Point Tool) 'lt'f'lunﬁifugﬂi'aqnuﬁﬁ
Snvazidunsinstusn@se (Longitudinal Turning) MSNzUaN3EY (Taper Tuming) Funwlawh
(Convex or Concave Turning) wazunahemh (Facing) Wudu

1.2.1 3uiie (Tool Angle) ﬂaiﬂﬂﬂ'nmzhuwtﬂuﬁumnuanumvtﬂusﬂau gnaumshu
ﬁmz’lu'lwuqumunmuuﬂ m3iayaeslEiBifisuiussuueBeds Basic Plane, Plane of The Cut
oz Reference Plane

1.2.1.155WUMS6A (Plane of the Cut) AasvINuiduFaRuRI988@® (Cut Surface)
PNUNUUINTBUANAAMUTN (Side or Main Cutting Edge) é’qsﬂﬁ‘ 1
1.2.1.2 sxunuiugu (Basic Plane) Aasnunuiimnutunmsiedeufivasiia  vis
nufunuesduny  luns@mdumsnanlan  uasdmnfuunundsoulunsdizasnundahae
wh viaGenhsanuiduguduiiadudie szt 1 ues 2
1.2.1.3 3mdn (Main Angle) YnmsialasifisufussunudnBman (Main Refer-
ence Plane) -ﬁwzév'qmnﬁ'ussmunmuauauﬁ'muuszmuﬁugw Usznaumesaiws (Relieve Angle)
quéu (Wedge or lip Angle) yu@e (Rake Angle) uazau@a (Cutting Angle) 1ABUSAIIBMTIAM
e ) g 2



Work Surface

~.
~

Plane of the Cut

311‘7{ 1 Plane of the Cut, Basic Plane Wazfi7us 9 luunds (3]

SECTION ALONG MAIN REFERENCE PLANE

F ace
Nose | // i

\ \\ 7

End(auxiliary) -

cutting edge %/ P /
TR

End(auxiliary) flank /E - )\

Side(main) cutting edge
' Side(main) flank
Machine surface -7

Section along auxilialy Surface of the cut 7 /

reference plane A / /
p ~ o 1’ \
= ~—_ ~ N v
Y1 %\ —x
p1 T
{ —
! N .
&/ Work surface — )(2 b
:: 1 /4@)
& 05\' / ‘ A
. e

™ View facing arrow A

o~
o
S
X e for angle A=0
& :

& ;
) ”
& &
4 . \:,Q N
Fe & - 2=0
e

3UN 2 #3u (Workpiece Surface) wazagaiiandesing g [3]



1.2.1.4 yuWSeud (Side or Main Relieve Angle, OU) Aayuilagszwiessnuyas
EwWivan (Main Flank) umm%qagjuuﬂauané’mﬁuszumﬁgnﬁmaau

1.2.1.5 quﬁu (Wedge Angle, B) Aanuszviniamhiia (Tool Face) AuRINSHan

1.2.1.6 yuAIUIN (Side Rake  Angle , Y) ﬁaquﬁagiszwinﬁammﬂuﬁu
snuiissnnfussnumsdadau Fiiaapnan swau wazapniugud Faguii 2

1.2.1.7 uda (Cutting Angle, 8) ﬁaguﬁaéizwiwﬁwﬁwﬁﬂﬁuszmumiﬁmﬁau

Tunséifiya Normal Side Rake Angle (y) fenduwan azlaaumsyeanneil

a+f+y = 90° (2-1)
S5+y = 90° (2-2)
atf = O (2-3)
o = 90°-y (2-4)

dwnninag y Senduau awihliyu 6> 90 °

1.2.1.8 ywWiuaslia (End relieve angle, O) ﬂauuwaﬂsvmwmﬁﬂmﬂm
(End Flank) nus"umwmmuﬂumﬂmﬂuﬂ (End Cutting Edge) LLavmmnﬂusuumwuﬁm mml‘s
daede  azialussunugiesedy (Auxiliary Reference Plane) FadanniusINUAUINYBIANGR
danefia vussnuiugu Fesanudinanazldlumsinmeneumsiio (End Rake Angle, ¥,) gty

iy

1.2.1.9 uw@aLBeeAnda (Plan Approach Angle, () Fauiiagszniruuaduyes
audamutsuRugu fufiemamaduilauzesiionds

1.2.1.10 yuaugaUansiia (End Cutting Edge Angle, ©,) ﬁaguﬁaﬂszm’mtuué’u
yapudmlasiin vusanuRuy fuiiemsmaduiiausecdiands

1.2.1.11 aalaneiin (Nose Angle, €,) AayuiihannmsnafuasumaunYay
AudauUSINURUGIUE @ + £+ @, = 180 °
. 1.2.1.12 NNﬁTﬂLaﬂiﬂuﬁﬂﬁWuﬁ'N (Angle of Inclination of the Side Cutting Edge,
) ﬂauumnmmmsswnusumnLauwamumﬂnmauwmnmuﬂmﬂm warmnuAUTBINURUTIY
muu’luiumwmmuzxaummmumq uazmmnfusInURugIY Fagud 2 u,a.,iﬂw 3 Fadivanidiu
wniatmedia (Tool Nose) Lﬂuwmaﬂwmﬂaumm fhauilavaeiiadusadgarssauauda
Ltaztﬂuquﬂmaﬂavﬂumﬂﬂmunuszmuwuﬁm m;sﬂ‘n 3

+A
T T )
xﬁ

\ Y

o

[N
\
4

=0,
\ b))

c.)

.
J

51t 3 usnednYBIzaEl Angle of Inclination .) yaduan b.) anilugud c.) pniluay (3]



mMyiamnayey ¥ was o Tuseinuusaiid wdaan (Main Reference Plane) dhdeduivlums
WRaszluduanes lagdafisuluwinunuzeadia (Tool Axis) waztdumANNAULINUNUYBITR é’qgﬂf"i 4
friadisufuununuaiiouusiinu A-A uazyauadamuin s lviliayy v, ues o, Tuauzi
Tuszwnudaene B-B asifiaa v, wox o, Tasflenuduiusszuig o uaz a,, udagud 5

U 4 myIauuiiandeluszinu Longitudinal [3] 3UN 5 ugaemsmenyu o, [3]

d! ¥ A =4 ar od Lod o v dv
Faenaguene o Senadunusiudsealyil

tanc = OE/OD (2-5)
tanQ, = OC/OD (2-6)
tancx / tancx, = (OE*OD) / (OD*OC)

= OE/OC

= sing (2-7)
tan@ / tanQ, = sin@Qtanqx,

= tanc/ sinQ (2-8)
tanQ, = tanQ/ cosQ (2-9)
tany, = tanycosQ - tanA sin@ (2-10)
tany, = tanysin@ + tanA cos@ (2-11)
tany = tany,sin@ + tany, cos@p (2-12)

2. 29AUTENaUYBINTEUIUNISAMRBN UIUNEY (Elements of the Cutting Process in

Turning Operation)

nssnumsaadiay tiiamstiugiidanulasmsnds axdssnaudisssdilssnaufidhAgadaluil
a4 o od a o

2.1 MsAdaunitia litnamsaniau (Cutting Operation)

Y]

Tunszwumsil insiedaunizasBudiunsan INUTBSTUUEN 9 91
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2.1.1 MsIAABUTMEN (Working Motion)  msnefamsiafauiiialiiiamsaaidauasn

datilas Usznaudismsiadauiindpufurasszuumsinay 2 ssuude
2.1.1.1 msmgusauqﬂguéﬂmwaq‘?;m“uu (Primary Cutting Motion)
2.1.1.2 MsAdauiizasiiands (Feed Motion)

2.1.2 M5@IBNNU  (Auxiliary Motion) WINERIMST AR IoNAMNWIDYBNATEIENS
wiavile wargunsaitniuadldlununds Humimseseaauanw WoEAMNTIENATIYBALA3BIINS
wazgunsaidn Tlidenuwioy e limsuidnuiiuluagiiszansmmn

2.1.3 duuslumsaniiay (Cutting Parameter) wangfamalSuauaiasdnsiammunen
amnucade sanilay uarANANTANED (Cutting Speed, Feed and Depth of Cut) lagasdusznaumg
3 Uszms (ududdfidianswadessuumsaadiou ez linszrnumsioutiu g duiiuldeths
fivseansmwiienle
2.1.3.1 ANNGE100 (Cutting Speed) MaNBT msmﬁauﬁnmqﬂﬁadszwhqﬂuﬁmEN

L7

I a

o @ oo = do v oa 4 o a @ a
fiafuivadunu Amhsuiemsindsunissvanqudnaneasiionsdadiey lagdnfinunainuuen
g0 dnamalanngasaallil

v = D n /1000 WAsEsUN  (2-13)
v = anusea Wwasaanh

D = mnﬂLﬁumuﬂuﬁﬂawwm%mm Hadas

n = mwt‘%asaumswquwm’?;mm SaUADINT

amuidaiinaiulunudadiouiivarasnyas wimunssuumslaged
(1) undan (Longitudinal Turing) vanedenundsfiaudazasiiande
wdeuidadeumilotuny lufiemannuivwnunurasyaguinandunuiimdmg henuddai
afimnaailunsaifouiusnsinssuenuazlildmsndeden  dlatunumpseanuiseuasd
mamuisaggaennunaduhuguinaasiuengauasiuny
(2) undathami (Facing) wneinundiaudaraciondy daud
Fadtawilatunilufismemniuununmaqeaguinasiunuiiidmgu (@uuniad and
vanidhgaaguinens  viavngaguinaaaninduen)  lunsdiienudidassndsuwadlia
wnavesdaiiiuny  ddnnniigafiduusnuaniiuguiiqaguinas  uimsinsanldanudhdn:
ANTINNINANGEFR
(3) “uANu (Boring) wmﬂﬁmunﬁmmmmﬂ@m?;mm Tmﬂ'ﬁﬂﬂa:
ifuuuy Longitudinal anshidadafimneduinugudnanamelulagauazimsdaiday
2.1.3.2 Santlau (Feed) winpdiszozmslumsiadauiivasiiaivhmsdadauiu
udamhenm § 3 dnvasdail
(1) mstauaues (Longitudinal Feed) wineinndavasiinnduedaud
dodouiiatumilufiammnusunnunussgegudnadunuiiidmau
(2) mstlaumurin (Cross Feed) wanpivandausiinndaadauiicn
dowilatunu lufemedimnduununurasgaguinaiunuiihdmagy



o

=d I3 = Id <h =S dx d‘
(3) mi{lamammqu (Angular Feed) wiN8NANAALBINANTLAIBUNGA
) ‘3’ ‘:l < o o : c}o o 1 < «l L
maumaﬁmm’lummqmqunvummenaqqmquﬁnmwuﬂuwmawqu wunundusen Wudu
sanilau Mnamdlanngasealuil

s = s _/n Haawasssau (2-14)

d td' = < a oo =
FEHCMNAMILAFDUNYINA/UIN NBALNAT/UN

S

m

n = enud HmsmyueasBunuand sau/ni

Y

2.1.3.3 ANNENIBEGA (Depth of Cut, 1) MANBTNANNVINYNTUENNNTANINGR

L]

¥
<t

dousanluluusdazsaumsvay Samudienuaanfufinguny uagiudnuoasnu figasdaluil
(1) qwuﬂgwmmmmnu%wmm (Longitudinal Turning)
t = (D-Dy /2 yades (2-15)
D - Wuhugudnantunudeumsdadion  Hadums
D, = Wushugudnasfununiimsdaday  faduas
(2) AU (Boring)

t = (D-D)s2 Hadns (2-16)
D = ushugudnasdunudeumsdaidoy  fHadwas
D, = durhuguinantunundimsiadou  Haduas

(3) nundsthevd (Facing)
t = L-L, Uadluas (2-17)
L = enwemiuvnusaumsdaiiou HGEIHOR
L, = emugmiunundimsaediau ladwag

(4) UNBAA (Cut Off Turning)
t = w yaduas (2-18)
W = anuniNeNen RIS

3. 5’ﬂumwamﬂﬁnszﬁmuﬁmn§a (Force Acting on the Cutting Tool)

angThmsiadauasiausinssiietusswhefiafuiunu daguil 6. Tasussiinssiuuiiands
Bonnunmumsaniiau Toausadwyt R (Resultant Force) i@NKNATINTEIUSI LUsTUURNAN Mu
wwaununa 3 un laud

3.1 MuUUIUAU Z  (Vertical or Cutting or Tangential Force, F, ) Aousefinseiemuunduds
Rutnmsaadau Tufiema@eaiunisnayuwas Primary Cutting Motion

3.2 @uuwunU X (Side or Axial Force, F,) ﬁmmﬁnszﬁmmuﬁuuu’nmuﬂaﬁ;mw Tude
mesumsiadauiizeciin

3.3 MWWWIUAU Y (Back or Radial Force, F) Aoussiinssheussnuwnuey Tufiemad
mnfusnuzasdunuluwinusy wisusifinsemaneiivaduny

dammsmuusaisuuss WiuSinauuunewss (Vector) elousaanyl (Resultant
Force, R) 4dans u,azgﬂﬁ 6.
R = (F +F+F})" (2-19)
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3UN 6 uaRIBIAUTZNBUYBILSIAWY (Resultant Force, R) Tusznaume F,, F, uat F, [3]

MBENNITANNIMMITNIALSISNT (Resultant Force, R)
Tunundalentunuifiuisnnuminmisy @usiuguinonnne 38 edwes deila
N34 High Speed Steel TAMNANTDEGA 1.25 Nadiuns fiemuada 38 wasdand Saussdanheny
¢ Lathe Tool Dynamometer ldussluwwunuia 3 unuildis F, = 14.91 alansu F, = 9.76
flanin wazF, = 6.65 Alanfuusednwiifidatuiiennle
PNFUMS (2-19) R = (9.76° + 6.65” + 14.91%)
= 19.03 flan3u

0.5

4, qmmwﬁa\nu (Quality of Machine Surfaces)

msmugﬂ‘[ﬂﬂmsmmau Lwa’lw’lﬂgﬂtmwmmmummms wansmikivlatouaznanaziiae

[ 2 ]
< e I - a

FufuOuihsIE ‘z’;\iwaf";Lﬁﬂ?]vuvié'qmsﬁmﬁauaiimsﬁmaqmmwmqm Tatun@uesmsudnim al
ﬁnazﬁ'mmsmuﬁﬁqmmwﬁ'sﬁﬁ Li’immnﬁquuﬁﬁqmmwﬁ'muﬁﬁ srilnadarnumanuiains
UsznauBudu uazdaenudsamuiladasiimsindaufiasiududisuiana (4]

v lvsasinnuiidumsulssuszrhumsdaisu ﬂuﬁ%mﬁﬂsznauwﬁn']'umamwﬁa
o dludaguil 7 wes 8 Téud

4.1 29 (Surface) ¥uNBiNYBUANIBUSHM ﬁttﬂnaanmndamﬁai’aqﬂu sUTNUBsAN YL
A seyldemsgunw (Drawing) w3afmaBuemsinaaana (Descriptive Specifications)

4.2 UnseEn (Profile) wingdaduiiuaasdnunfufinnu ﬂaaﬂmﬂﬂﬁﬁé’fﬂﬁgnﬁwmﬁmsm

4.3 AUNEIUDRIRY (Roughness) wanaivamufiaundrasfinuiithunssinumseadousy
dlasnnnaudezasiia wasnnsaniley
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q a ~ - a 4 = FY 10
44 AAUYBIAII (Waviness) My anuAnUnAvesiiam Aliszes lumsiasannnem s
a o d o 22 2, - 2
ANUNEURD RTINS IAeFUe e U tazmsvaluRauYesTudIAIednsne SIS
Fuaziouvaeinmsdanou
& =Y o =Y nia 3 d' A o ] <4 '
45 ylae (Flaw) nunedannuindnfvediinau Nifasuiya laganistu/Inu [wusssyatiu 500

9
uan grgu Hudu
4.6 8¢ (Lay) naneds winfianeyassassduy FIUHDAANNVEIVBBIRINNINTATINFDY

Roughness
Height

WA

d
—
| /" Waviness

f /" Height

U 7 mwanufifinunaimsdaiiay (4] 3UN 8 MNUTNENUBIMSANRaY [4]

8ANFIUIENINT /7 h andlumnuadnyazanufiondsssfinudadaluil

1, /h, > 1000 wneds nuBuiiliinsaenan (Out of Roundness)

1,/h, 2 150 <500 winei fnnuiisnsaziiuadu (Waviness)

I, /h, <50 wnei fhnuiiansaiadannaseumenuourasianuled

5. a9aUsznaunsiuanamNEauRINIY

aummiuashmsaaday sunsafmualdnaamslitnouild fnvaraduls See
mnzanfumsldny Seandadinanesiuagfussdisznauddaluil

5.1 AnauBausaNaiasing uaeuiiensaesTagseeau (Bearing)

5.2 gasndanmanzandemssadauduindidanasiagnu

5.3 oiie UszLnn uazansuzueidnia

5.4 madanldamhiudaiiou

5.5 BNHMLYBIMIANLAY

5.6 wuilaiild

5.7 dulsilglumsaadou ldud dasilau anudnssedn uazamuice

6. anvayaIMsiaduaiu (Waviness) 2892974

TagUndenufaUnduasinnudingn szfennmssuasifisussninimsdadiey  Slidung
nnndadean el
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& d o
6.1 MITUFNBUNNMNIUBNLATDIINT
6.2 MnMsisniigudvesBudumeluraa’ains
6.3 ANNUANIBITINTZUUMINIUVBILATBINS

6.4 (iannmsauaziiioumeluzesigas

7. 29AUsENBUABIANINGHUYAIRINY

szienniladefiddamsn 2 Uszmsde daniau uas SnvazuasduauGe deRasannnms
godouniluiimsiiananilafianda (Built Up Edge, BUE) mwz;mlmaaﬂﬁawuﬁu;mzwﬂﬁmnau
msasluil

7.1 Tunsdivasdiandaareuy (Single Point Radius Tool) ﬁaqwuazﬁﬁnumzﬁq;sﬂﬁ 9

Ui 9 MwsenganszENunaNNMsaniiau
maianduuUaisny (Single Point Radius Tool) [4]

H_= s /8R fiadluas (2-20)
H ﬂaﬂgqqﬂﬁwmﬁﬂqmz Haalng

s = aaniaussay Hadwnsaassy

R = Safidarseuaa Taduas

7.9 lunsaivasiiandeuuuimeunas (Single Point Turning Tool, Nose Radius = 0) B uazdl
anvaueaIgun 10

Single | ; S
! i |

Point \ i ‘ 1 =1
Tol | <
00 : P

i~ J//\\

N / AN

1/_' 0, \\V/ ¢ \‘

iy
% ////// 7 /////42 7

3uh 10 Snsacinnuiisnnmsaaiiaumeinnaaiuudaeunan (Single Point Tool) [4]

=)
1

s / (cot$ + cot@;) HOBLNAT (2-21)

dantau 7 91 NadLNAIABIBU

17
]
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& = yueuaamud (Side Cutting Edge Angle) 86
o = swanaeUaedie (End Cuting Edge Angle) 836

7.3 lunsalasiiandalarsaaniwdn (Complex Point Tool) Anuasiianumeasgiii 11

Complex ——

Tool

Ui 11 SnwainnuiRennmssadaussiiandalasuuuasuwan (4]

H_ = stang;+ (R/2tan’P;) - (2sRean’$)°” (2-22)
s = sanilaussau HadluaIeasay

R = Sealidsweuas Nadues

o = yuewdaUmsiia s

8. thssauiisinansznudannaGauingu

wennniighillasiu qfiinadsamuEeuinny nnmsdnsdemenudauinnuildnnms
Gadau isaniau 0.15 Haduesdasay ANNANIBUAR 3.8 NadwAT Aenuisavnaa g asle
mmﬁauﬁwmé’qnﬂw"?{Ltam'lugﬂ"?; 12 [5]

[wal

§

| _Top View
A 45/ ]
i \ g P 5

h
i

A

‘Rake 0°

/

Surface Roughness, micron

: 1 ]
0 60 120 180 240 300 360

Cutting Speed, m/min

3 <t a

sun 12 HANSENUTNANNENAARNABANUEURNIY [5]

i dyfifinadeanuissurasiinudndsemvikaedanmsilau (Feed Rate) Halogund
udsanmstausm awhimenuGsvihnudnhianileuiinani dwgu 13
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H g, micron
3

‘
2.5 |

1.5

] ‘

14 =

i

I
0 0.075 0.105 0.135 0.165 0.195
Feed, mm/rev

Ul 13 wansenurasdanilouniidesmuGouiian (3]

R, = f /(32-R) luasau (2-23)
f = aastlausseu Nadiuasasseu
R = Sadidswiie Jadwes

9. MIANKIBVINANTY (Tool Wear)
e fyadamilsifiaiussrimsaadiau %qﬁwansxﬂuatiwgwiaﬂszmumsﬂﬁﬁ'aqm uaz
nsznudakondaild ARamsdnusarainudn "z’hﬁmme}uazmﬁﬂﬁznauﬁtﬁmﬂmﬁm&ﬂﬁ
9.1 suWAYAIMIINYID (Causes of Wear)
infaanuiiaiamsdend ashldfrnusouiudensdonse Suilasnan

T
LY T

9.1.1 mnm'symlENﬁa'*?;u'zdmﬂ'imuﬁu‘?iiiaunhl,tazmswaam%’awmﬁaﬁauuanu
(Abrasion and Adhesion Process)

9.1.2 MNMSUNWIENazaax (Diffusion) Nninfiienumnuwiveasazesuannnh Wi
Aufidenuwnwiuisend Teeiusinauazanusauiudiea

9.1.3 (AONNATEVIUMSIMLAN 18U Oxidation (Msthnasnlodviaiuaiiy) uaz Galva-
nization HuMaNaUfNS M NLATiszwieian wulia High Speed Steel fuidnsiauladonsay (16-
25-6, S-816) (udu

9.2 anEMzMINNVIBYBITUANGY (Geometry of Wear Forms)

msdnnsarasfiande afedud 2 USnn Aafifawieudre (Frank) (S8nd Frank Wear
wazAAIMeLeY (Rake Surface) (3807 Crater Wear é’qgﬂﬁ 14 Taems8nnsaiusin: Frank Surface
Sniedunauussiimnelvgind asmnhenudnaimsdeedsenininuiuaudaiionnnni
e imeuay fnsenuiinlidemsinvsa o nanle qiieuhiuesldaumsesamsdnvsasaluil

r, = hiana, /7 (1- tan),tanc,) (2-24)
eattime T = r,attimeT
= h tandy, / (1- tany,tancy,) (2-25)

fwnni Y, = 0 83N, o, = 8 I WAz h, = 1 Tadwes

AUY eattime T = tan8 = 0.14 UaRLUAS < h,



JUf 14 udaszuem

9.3 AATINTANHIDYBY

PoENsaRRBY

]
o o

wsaluaeil Gagun 15

Frank Wear

17

58139984 Frank Wear (h,) UasCrater Wear (e) [6]

10 (Growth of Wear)
ﬁmztﬁﬂmsﬁﬂmamaaﬂnm ‘[G\Elil‘5@51“%8ﬂ'31“l%’3?13\3ﬂ']‘5§ﬂ

|hs =inf.

///

‘_ """"""""" el

e T* TH*
Time

U 15 uaadnINSANNI8Y89 Frank Wear 4 F NN ) [6]

I Q’ ' - d” @ T d ar @ d’ L]
vl msdnnselutniEuduszideiuludandeuthum dismnmsauaudailugneas

Y ¥ o =t o
LASHIMUINANIDEYFYITZAINNTAUY

v o o = d o \J L4
ﬂ?ﬂﬂuﬂﬂﬂ'ﬂiﬂunﬁlﬁﬂ.u IULNDTDYYFVILN nm’mum'lﬂ AT

PN < a a e =t " o
fnuseauGuanas uasilafaningd (Sugaveuiezes T* wIeNNMsINYspUaY Frank Wear Lnu

ar ﬂy T Q" = ‘!‘ =3 =l ’ <A 1 g =4 dlﬂ'
hf*) E]Gl‘i'lﬂTiﬁﬂﬂ?BQ%Ej\i‘ll‘NElEl'NTJﬂL%'] UNTEMNINIONLNAANNLFLIYHDUALINUY ‘[ﬂEINYlﬁ]‘HQ‘YI

AENAUNSINUANANUUFIFNEE (Residual Energy Over The Surface) aaaumsaallil [6]

h =
h =

-5 R 0O
'*
~

*

[ I

K=V T (2-26)
MNAMTANNTDYDY Frank Wear o4 128110 4
(8K*) 7 (2C*)(1- ) (2-27)

@AA9A7 (Constant)
yuWIUIN (Side Relieve Angle)
nankglumseaiiay
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10. msihisiusatiausn1dluauedn (Cutting Fluids in Machining)
mahihiudadaunlflunugammnssumsudamly ffagUsssdnaelssmsnu aagms
TFrwuesiie angampiissninmadaiau Freliaumwinnudtu uazhessnaassa udy &
seasdoadaluil (7]
10.1 Ussinmenthiudeaiiou
“1uf]mgﬁ'uﬁms1hm°l'§ﬁu'luszuuqmawmssunwswamﬁv’wuﬂ 4 Usuanha
10.1.1 wuvlinawh  (Straight Oil) Fusdesasinudannilosdes  (Petroleum or
Mineral Oil) 2wnlzsiy (Fat) wazsnmaiuiy (Vegetable Oil) TﬂaﬂnaamaumsmﬁLﬁaﬂ%'uﬂqﬁauﬁa
¥a93a9 15y Aadiu Fawasd uazwaavedd ihilssanilfaiimvdaduings udssnsanudou
fennmsdadauldipeiign
10.1.2 WUUKENTH (Soluble Oil) Fhurdasarmnaennilas@aunauiuasisazmnh
(Emulsifiers) faumsldnudasanhuslusandunhiu 1 G 10 84 30 dw thiudadau
Usailiealdnunniige fauiamsldnumaumamuninmsudoduuasszinganuiou
10.1.3 wurthsiudaased (Synthetic Fluids) fundadneinlilidlosdon  Tasndann
msﬁun’%‘sﬁmzaﬁuﬁifﬁn‘Juehq (Alkaline Inorganic and Organic Compounds) ﬁwauaﬁ{lmﬁumsﬁ’ﬂ
nseu  reumsldrudawmmnhwalusandwhiu 1 dudath 10 0 30 dw hifudadeu
Ussimilfiaudamssanaenudoulfidinige
10.1.4 wuuihsufedaesey (Semi-Synthetic Fluid) hnhiudadauiitennduuam
yoauuuFuansiTuLUUHEND  TaRRENE U BIMIEBILUUTITIAIUTIN  UAEMIIANEANY
Jau
10.2 naqﬂﬁ’msﬁﬂﬂ‘l‘ﬁmu (Application Strategies)
hifudauiauis 4 Ussiom Ssmsnluldoy ddaluil
10.2.1 wuuvIaas (Flood Application)
10.2.2 wuudawuilud (Jet Application)
10.2.3 wuudawuiuazane (Mist Application)
10.3 Wansznuaamsaaiay (Effects in Machining)
mstmhifudadaunldou Tiaqussadfemshalimsufianuialssaniow  uas
I@sanmsuangage Seiinadetiadovdndsil
10.3.1 vmhilumadumsvdeau uazsnneanudou
10.3.2 helumariarseanninudnadimnadaiiay
10.3.3 {asfuiruianmsiansay
10.3.4 hliaumminaudiu
10.3.5 {asfuBunuiasaidesy aennanuiau
10.4 matsmiuandimhiudadauiilénnii
nnmsfneiseamalssdinaiiranhiudadiou 6 pile lumsneiae Austenitic
Stainless Steel BABATIU HSS-Co  tmmagmsliny msdnuse ussdaidou wardnunizuas
wudin Tagldnanadhu 7 ¢ dmduhiuudasiia  Wnuaunssisdnedidesndoms Tasms
Wisufsuszwnahiudadauiivhanilasdoy (Mineral Oil) Surhiusadaviilennis (Vegeta-



19

ble Oil) TitduasaivsiamaUlsad Aadaas  wazvaanedd TuBanaein 9 Falawa

MINABRINIgUN 16 (2]
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RM C D R
Cutting Fluid
Ut 16 nnludasegmsldnuasmsnahuitlfihiudadauuuusi g
RM forhsdunnillasiay  C, D, B, RV uaz A fsthisiuainig [2)

msnnserasnanahuusznalniihidaenudsme  dasnamsldnudmhidadauwuy
e asiiziuuuaaie 9Ny msdnusaesihatuilaenn Plastic Deformation ¥ae¥dg annnhimsuan
WAUWUY Britte Fracture avgmsldnuzasaenaiudaguil 16 anwemsmasssnuhegmsldnues
aonahuiilihiuimts 5 vlie Tegmslinuganimbiuinanntlesdon lussoznmiinnni 2-

3 m



