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FIGURE 1.2 Definition of manufacturing.
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Machining

chip is removed, a new surface is exposed

Motion of chip Cutting tool

Motion of tool
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Cutting edge of tool

a = rake angle ‘
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Turning
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Drilling
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Milling

Rotating multiple-cutting-edge tool is moved
0SS WOrk to cut a plane or straight surface
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Cutting Tools

(R Cutting edge
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Three dimensions of a machining
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Based on the geometric parameters of
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Shear Strain in Chip Formation

Chip = parallel shear plates ThEEhness of plate
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Shear Strain in Chip Formation

Chip = parallel shear plates Thickness of plate
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Magnitude of strained material/x/

(b)

ID formation
ach other,




Chip Formation
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Discontinuous Chip
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Continuous Chip
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Good finish typical
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Serrated Chip
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Forces Acting on Chip

¢, Friction force F and Normal force to friction N
gear force f, and Normal force to shear F_
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