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of hardness is mexioum ot a radius of 0.6 in. secording to the
nanufagturing process of the steel bars,
The result of the series 5 tect is showm in Fige, 5.8, Thece
chow that the cross-gectlon arec ratio of chip before cut and aefter
cut inercoses with increacing speed, which meens that the foree at
the chip due to fiiction between chip and tool decresses while cutting
speed is inerecsing, For ideal friction-less ocutting the crocs seetion
aren ratio of the chip should be unity, which meuns that the length
of the chip would be equal to the distence moved during cutting.
Fig 5.8 aloo shows thot the srosu-Gection area rotio of ehip is in-
cruaﬂud;hy the use of njiéﬁtiﬁ& fiﬁiﬁ;]ngnin indicating a reduction
of friction., Thus the ﬂiipprddnoad when cutting with a fluid will
be lerger than withouts ///
The result of murilaﬁu. tosts chou that the muplitude of
vibration of the %tool ha:l.dnr ma&n& with cutting specd. The
nnturnl frequency of the twl hol&nf as Ohtaitmd in tests 6b is about
9U5 efs, vhich is m.ﬁ m_gmgpm recult in Shapter ILI
of 1,230 efs. The discrepancy between these two valuec may be caused
by lack of rigidity « the steel table which supports the dynsoometer,
and the mass of the comnecting rod betueen the tool holder snd the
vibrutor which will reduce the meturul frequency of the system, and
in the recult of series 6 b, shown that after correct the uass of
the system ond recslculating thenget the pure naturd frequency of the
secsuring bar of 1,7/ 0 ¢/s, which is in good sgreement with the theo-

retic:l velue of 1,230 eye,.



Conclus
The conclusions from this study msy be sunmarised as follows
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The least reading of the dynancueter is 0,42 1b, in both
vertical and hordgontal bridge eircuits

( loast reading = t b'g b )
total number of divisions on veasuring diel

The erosc coupling of the dynonocueter is 1,204

The natural frequoney of the dynasemeter toul Lolder ils about
1,280 o/a

The nexioun rem:ltant :‘.’argg/tn be applied to the ngaumter
tool should be aiwc& 150 ‘%

The frietion forfu /l:{etmen tool ond chipireduced with ine

erecse of mpaca,,( 2= )( ‘

Both Fy and Fg ﬁpmwp ﬂith fead/rev,

Trition i= mdnnu;l h;,r t& wce of a cuttlng fluid, this reduction
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being more ma.rkuﬁ st mw spleda ;hnn at high speeds,

YMH




	CHAPTER VI DISCUSSIONS AND CONCLUSIONS



