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Tool life criterion given
< 0.50 mm (1)]( (2/ as flank wear level (3)
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Flank wear

/ bandwidth (FW)
Notch wear

Flank wear

Nose radius wear

Crater wear
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Chip

Temperature
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file:///H:/Teaching/BSc_Metal Machining/Lectures/Video for Lectures/L4 Metal Cutting Fluids - YouTube.MP4

b plo g

Sy, Y 2 Sl = Tp y gy B B e

Ff = A'[7n17\ T (\ - 7m)TY]




:ui’:)g JLuw }‘ odlaiwl 9o u&o.o yyﬂa.ob’ ub)b.c

oS c>lyb 592 b g (oo Hlom 090 obmy| -

axbd 59) p Colll Ol il -0

Mploedle 59) 2 @ellaol OISl -o

39 (S Wz Olmsl 59 5 ST oy Tz Jud 51 K0 Wil -
- g B o g




o Jbw Lol slavs (Sloce

gemmwdw;M&omb)|&5)MUTww&Ub .
L;Lb&scrn)ogwﬁ:ﬁuﬁﬁgsj&bo"jwlf&ﬁb:@ﬁﬁ‘shwr»)o .
)10 (6 ke il o (SIS OSB3 YL Sy




e o SYLs g Ol >

\}e\,&&

oo (G e (5 Klgy Jos (595 3 (o p sy ]

ft/ min v U:'lJ: l:n"’d

- 05 1.0 5 10 50 100 500
I B | T T T 1 1
-
3 o—
d wf |
)
!l
B
2 30
‘} 0 Suis Ll s iy
¥ ® CCly L (s)\SSly,
20 | L1 | - | L1
0.000 5 0.001 0.005 0.01 0.05 0.1 05 1.0 5.0

m/s v il e pm

bl el s s ) \Sanlss o Sl Bl 51 2 15 5 oy 215 e 1 YOS
W] TOP '5.')3 :'A'a_)!) ) ;°erm QSL.! - ‘Js u-ol.J i-_.»l: J,L 0°J'°mm ‘:’t:' JS*-:'J:':‘:




Be\ﬁ&

oo (G e (5 Klgy Jos (595 3 (o p sy ]

mm/s .2l e

e o SYLs g Ol >

8or
25 2
40 r &
. i
d ol _
9 ¥
L‘_ Il
1
N
T 20 =1
Q
; [
10 |-
0— J — = = ey S
o o = a - o
: § £ 8 7 5 9§ z
o © & o 5 3 o O o
N~
u‘-.)l-‘.‘:dwl':-'

G JS2 i baly Culins tpmn (82l B )5 il sl () Sy Jor FLOUSS

) FO° 03l 445 5 °, YOmMm



[\] u' l’ L J!l'; (.SJlS"';Ij ULGJL_-— Wl shaarn-. \.0 J).b

baaria

s s 5 5 b6 sl

Sl ool ety 3yt Bl DTL R U T e
3y B8 g ) Ble

ol s a gt ol ST L g bR crda
sy olis b olidas Al glapgmd gl ol ) laas
Sy S ame 2l L S8 )

PRYCHERET R Sl b olas [, alie Gl b
e 01 23 29290 27 XS0 Sl e il Sl
ol 5 bt O il s ah g b3 e
01l 035 KL il g t)'u" ol lis (53580 sl L;J-
b oS b 5358 a 53, ST L b el 401
oy Ol o)l lyl anl 5l S b )y,
Sy sa o3lizal S0y, eul 51l 5L oS e )l

bt e 4 il )3y Sijan slglsbne Ll
Vg b ool 8 Slblae 3 5 S0 53 ol T2
Ly )B4

LS oyl slys 5 Kjas Gl 1 0das sbe
S sl 5 B2l Gly 7 B G b S
68l (sl el Ly a0 S8 sl ) (S
Shdlis ald o 2ol Sl

Sy 1l 0)Ban £lo sllle s Wl sbaaria
;JI}L; (_SJlS\;a:IlA r&'..b J) t -\;_)I) .\l:j —JL.:-.’ &3)};' )l}d
Al 22l s 3, Shes ol

lJts‘—l

ol

e o

sk -l

bl slglglna
e Pl

.JlSA..A U“L“ Ul,‘]l:..,

e sl
sbj - s

5 5> ‘,ge\,o&

oy s Jbw glgil



o5 Jlw ol

V) oI b Ldesl BB el sl ol slaal, ¥.0 g0

SSaski s
Sl e e Rl el e PR
A e S bl o S Sl 3 sl o) Lo Sian A
gL ol e ol - LS e J=L ol ) Jdyla )5 aaa ol Joboe i b oS aaal s Syl o, ama Y
sl al2) ebo L o o Sy ol - L[ 5 Jaboua ol LS 3 Jyos oz b gyl aen o @58
e s i U;L.:L;L:Jt-‘.:ljij},“ 2l Jibs oz Loy e )] g
Lymgm b pm s s gl e L ol s Johou b - Les weliediis >
Lyt 03l pem s Al Glely, GEo b ol s i ol -l ol
e Lol s S ol - L
b s el slpy, 4Ll2) S0l
g 3 p g Al Ll (asL
4L) gFle L ol o 0l - L wlz) o s e o b oS aan .
(b2l 2l s s palls sty (g 0ol o palls syt i




e o SYLs g Ol >

\}J,o_c

to 2 Jbew ol o g0 b ol yly
)‘S‘\.&Jﬂﬁ M i

IRl
oy s olyl g 6yl Oldoc £45 ¢






file:///H:/Teaching/BSc_Metal Machining/Lectures/Video for Lectures/L4 CO2 Machine Coolant for Titanium Milling - YouTube.FLV
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Contrasting tool
wear patterns




