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Cutting on a flat plate
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Shearing-off a strip of she et metal
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a hole into correct position when it has
been set out inaccurately in drilling.
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inlet, 3 = chisel.
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5 fingers
2 ﬁniic: 1 - medium chisel
small chise ;

3. PROCESS OF CHIPPING
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correct incliuap’on of the chise] inclination too small, the chisel
gives equal chip thickness. penetrates too deep into the
aterial.
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Tables for Chipping
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L L d in.a Vise, always

) _chJ P toward the movable Jaw. Wher
jaws.

ip toward the solid jaw-of the vise. Never
€ possible, avoid chipping paralle] with the
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1 = comrectly ground chisel head, 2 =mushroom h a3 = i . d
hammer head in proper working condition, 4= very dangerous hz
practice of fastening hammer hc_ads- -
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If the ent is long, or the material to be cut is

removed. Ta avoid clogging of the space betwee .
must be large enough. = o th, the pitch of the saw b
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Hacksaw, p = pitch

The angles of a saw-blade tooth, used for cutting metals, are.
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The comparatively large clearance anglu @ is necess: i

teeth large enough for the chlps By addmg i’?” ke the ¢ 3 b
weak for cutting metals. - i ofied 5
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The teeth are “set” so as to

204 L make Wi
binding or sticking of the blug a cut wider than the saw blade and so prevent

o iD the cut or kCIf.

The set is obtained by having ajt

being curved to a wavy form near the ey feeth cdz?t slightly DII_I‘W_ard, or bY the blade
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For circular saw blades a set is obtained either b ;1tcmate fting inding 1
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Circular saw blade ‘Tap_eredf shape
Sawing is used for cutting blanks to rough length, for maklng thin
" other chipping, filing or machining operations, and for cuttin

Sawing may be classified as hand sawing and power s
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M +eel o alloy tool steel. Thm :
All hard blades are ha.l'deped s
hardened. . -
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Tables for SawinE'
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Hacksaw blades are m
mm.

The harder the material, the finer the tooth-pitch,
~pitc

p.
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Medmm bard materjals |
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T e
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Soft materjals aluminum_ 6
coppcr plastics .
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They are used in filing soft metals which offer little resistance to cu »
babbitt, lead, aluminum, bronze, copper, etc.). These files are also
of saws as well as in working on wood or cork.
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The spacing of the firgt _
# teeth one behind the ;:E::ndthﬂ Secong o
scratch deep grooves op the wn:rk"‘@ﬂon of the

“ ™ he cutting edge into" Smaller par
i D> pointed teeth of a double-cut file.
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The accuracy of metal filing ranges{from 0.1 mmto 0.01 mmJ
parts together there are occasions when a SHERT Feize i

use of 2 machine tool is impracticable. In such cases the file is most
many classes of work such as diemaking, experimental work, and | ml.f; o
~must be finished and parts fashioned by filing. Filing may be clz
and machine filing, _ o
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Most files areiide Wi

reasons for this. I hen £1: . aCes sliphy =N

require too much pr“sul-eﬁtl:}ﬂg a bma.td Surface);ﬁ:?rhl:ix lengthwise.
and also make it mora g; Make it i sth
to produce a flat ace e .
This is impossible. VErY part of the stroke woyg i
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1, oY) <2 See ﬂxat thc bcnch 1S stable -

3 When filing objects with sharp edges_
don't hold the fingers of the [eft hand under
l.hc file t:l ing th rctum stroke.
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Tables.for Filing:
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The terms rg co :
distance apmui% th:;s:ml?;-?t;lrd. second oy g o
refer to the Same T-hings, No CUts on files and the Nog ggd dead'stOth refer to the.
depend on the length of the fi]o °_° being the o e, ogt:rgs 4,5, ?a. 7 and 8 o
) St § - Aerelative and : 92
Rough %m
Coarse 5 M
. Bastard 1 5 - 10
- Second cut 2 12 - 13
Smiooth 3 G S, 3 X
Dead smooth 4 ‘:525 = gg . i
Super finish ST 120 '

Tool marks can merely be seen with the
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