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Fig. 4.7 Simuiation of actual machining processes.
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FIGURE 8-4 The process of chip formation changes with cuiting speed. When cutting steel, the chip (a) is
discontinuous at speeds below 2 M/ min, (b) is continuous and slides on the rake face at 7
m/min, (c) forms with a buit-wp -8 20 m / min, and (d) develops a secondary shear zone
st 40 m/min. (After M. C. Shaw, in nability, Spec. Rep. 94, The Iron and Steel institute,
London, 1967, pp. 1-9.)
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