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Abstract

The tungsten carbide tools are ground by us, which make them be various specifications.
The variations in shear plane areas occurring in turning situation are used. A three
dimensional force model for a single-point tool is proposed by minimum energy method in
the present study. The results of the turning experiments show that the experiment data are
close to the theoretical values. Cutting experiments were conducted by using medium
carbon steel to study the mechanism of main chip formation; the surface roughness of
workpiece and the ideal tool geometries were observed. Among the various sets of cutting
experiments designed and performed in this research, it shows Cs = 30" would be an ideal
tool geometrical.
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