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3.1 Introduction

Inthe previous chapter, we have only discussed about
the composition, properties and uses of various materials
used in Mechanical Engineering. We shall now discussin
this chapter a few of the manufacturing processes, limits
and fits, etc.

3.2 Manufacturing Processes

Theknowledge of manufacturing processesisof great
importance for a design engineer. The following are the
various manufacturing processes used in Mechanical
Engineering.

1. Primary shaping processes. The processes used
for the preliminary shaping of the machine component are
known as primary shaping processes. The common
operations used for this process are casting, forging,
extruding, rolling, drawing, bending, shearing, spinning,
powder metal forming, squeezing, etc.
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54 = A Texthook of Machine Design

2. Machining processes. The processes used for giving final shape to the machine component,
according to planned dimensions are known as machining processes. The common operations used
for this process are turning, planning, shaping, drilling, boring, reaming, sawing, broaching, milling,
grinding, hobbing, etc.

3. Surface finishing processes. The processes used to provide a good surface finish for the
machine component are known as surface finishing processes. The common operations used for this
process are polishing, buffing, honing, lapping, abrasive belt grinding, barrel tumbling, electroplating,
superfinishing, sheradizing, etc.

4. Joining processes. The processes used for joining machine components are known asjoining
processes. The common operations used for this process are welding, riveting, soldering, brazing,
screw fastening, pressing, sintering, etc.

5. Processeseffecting changein properties. These processesare used to impart certain specific
properties to the machine components so as to make them suitable for particular operations or uses.
Such processes are heat treatment, hot-working, cold-working and shot peening.

Todiscussin detail all these processesis beyond the scope of thisbook, but afew of them which
are important from the subject point of view will be discussed in the following pages.

3.3 Casting

It is one of the most important manufacturing process used in Mechanical Engineering. The
castings are obtained by remelting of ingots* in a cupola or some other foundry furnace and then
pouring this molten metal into metal or sand moulds. The various important casting processes are as
follows:

1. Sand mould casting. The casting produced by pouring molten metal in sand mouldiscalled
sand mould casting. It is particularly used for parts of larger sizes.

2. Permanent mould casting. The casting produced by pouring molten metal in a metalic
mould iscalled permanent mould casting. It isused for casting a uminium pistons, electriciron parts,
cooking utensils, gears, etc. The permanent mould castings have the following advantages:

I. Shaping the Sand : A wooden pafttern cut to 2. Ready for the Metal : After the wooden pat-
the shape of one half of the casting is positioned  terns have been removed, the two halves of the
in an iron box and surrounded by tightly packed  mould are clamped together. Molten iron is poured
moist sand. into opening called the runner.

*  Most of the metals used in industry are obtained from ores. These ores are subjected to suitable reducing or
refining process which gives the metal in amolten form. This molten metal is poured into mouldsto give
commercia castings, called ingots.
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(a) It hasmore favourable fine grained structure.
(b) Thedimensions may be obtained with close tolerances.
(c) Theholesupto 6.35 mm diameter may be easily cast with metal cores.

3. Slush casting. It isaspecial application of permanent metal mould casting. This method is
used for production of hollow castings without the use of cores.

4. Die casting. The casting produced by
forcing molten metal under pressureinto apermanent
metal mould (known as di€) is called die casting. A
dieisusually madein two halves and when closed it
formsacavity similar to the casting desired. One hal f
of the die that remains stationary is known as cover
die and the other movable half is called gjector die.
Thedie casting method ismostly used for castings of
non-ferrous metals of comparatively low fusion
temperature. Thisprocessischeaper and quicker than
permanent or sand mould casting. Most of the
automobile partslike fuel pump, carburettor bodies,
horn, heaters, wipers, brackets, steering wheels, hubs
and crank cases are made with this process. Following are the advantages and disadvantages of die
casting :

Advantages
(a) Theproduction rateis high, ranging up to 700 castings per hour.
(b) It gives better surface smoothness.
(c) Thedimensions may be obtained within tolerances.

(d) Thedieretainsitstrueness and life for longer periods. For example, the life of adie for
zinc base castingsis upto one million castings, for copper base alloys upto 75 000 castings
and for aluminium base alloys upto 500 000 castings.

Aluminium die casting component

Sand Casting Investment Casting
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(e) Itrequireslessfloor areafor equivalent production by other casting methods.
(f) By diecasting, thin and complex shapes can be easily produced.
(g) Theholesup to 0.8 mm can be cast.
Disadvantages
(a) Thedie casting units are costly.
(b) Only non-ferrous alloys are casted more economically.
(c) Itrequires special skill for maintenance and operation of a die casting machine.

5. Centrifugal casting. The casting produced by a processin which molten metal is poured and
allowed to solidify whilethe mouldiskept revolving, isknown as centrifugal casting. The metal thus
poured is subjected to centrifugal force dueto whichit flowsinthe mould cavities. Thisresultsinthe
production of high density castings with promoted directional solidification. The examples of
centrifugal castings are pipes, cylinder liners and sleeves, rolls, bushes, bearings, gears, flywheels,
gun barrels, piston rings, brake drums, etc.

3.4 Casting Design

An engineer must know how to design the castings so that they can effectively and efficiently
render the desired service and can be produced easily and economically. In order to design a casting,
the following factors must be taken into consideration :

1. Thefunction to be performed by the casting,

Soundness of the casting,
Strength of the casting,
Easein its production,
Consideration for safety, and
. Economy in production.

In order to meet these requirements, a design engineer should have a thorough knowledge of
production methods including pattern making, moulding, core making, melting and pouring, etc. The
best designs will be achieved only when one is able to make a proper selection out of the various
available methods. However, afew rules for designing castings are given below to serve as aguide;

1. The sharp corners and frequent use of fillets should be avoided in order to avoid
concentration of stresses.

2. All sections in a casting should be designed of uniform thickness, as far as possible. If,
however, variation is unavoidable, it should be done gradually.

3. Anabrupt change of an extremely thick section into avery thin section should always be
avoided.

4. The casting should be designed as simple as possible, but with a good appearance.

5. Largeflat surfaces on the casting should be avoided because it is difficult to obtain true
surfaces on large castings.

6. Indesigning acasting, the various allowances must be provided in making a pattern.

7. The ability to withstand contraction stresses of some members of the casting may be
improved by providing the curved shapes e.g., the arms of pulleys and wheels.

8. The stiffening members such aswebs and ribs used on a casting should be minimum
possiblein number, asthey may giveriseto various defectslike hot tears and shrinkage,
etc.

9. Thecasting should be designed in such away that it will require asimpler pattern and its
moulding iseasier.

10. In order to design cores for casting, due consideration should be given to provide them

adequate support in the mould.
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11. Thedeepand narrow pocketsinthecasting should invariably be avoided to reduce cleaning
costs.

Manufacturing Considerations in Machine Design

12. Theuse of metal insertsin the casting should be kept minimum.

13. Themarkingssuch asnamesor numbers, etc., should never be provided on vertical surfaces
because they provide a hindrance in the withdrawl of pattern.

14. A tolerance of £ 1.6 mm on small castings (below 300 mm) should be provided. In case
more dimensional accuracy isdesired, atolerance of £ 0.8 mm may be provided.

3.5 Forging
Itisthe process of heating ametal to adesired temperaturein order to acquire sufficient plasticity,
followed by operations like hammering, bending and pressing, etc. to give it a desired shape. The
various forging processes are :
1. Smithforging or hand forging
2. Power forging,
3. Machineforging or upset forging, and
4. Drop forging or stamping
Thesmith or hand for ging is done by means of hand toolsand it isusually employed for small
jobs. When the forging is done by means of power hammers, it isthen known as power forging. Itis
used for medium size and large articlesrequiring very heavy blows. The machinefor gingisdone by
means of forging machines. The drop forging is carried out with the help of drop hammersand is
particularly suitable for mass production of identical parts. The forging process has the following
advantages:

1. It refinesthe structure of the metal.
2. Itrendersthe metal stronger by setting the direction of grains.

3. It effects considerable saving in time, labour and material as compared to the production
of asimilar item by cutting from a solid stock and then shaping it.

4. Thereasonable degree of accuracy may be obtained by forging.

5. Theforgings may be welded.

It may be noted that wrought iron and various types of steels and steel alloys are the common
raw material for forging work. Low carbon steelsrespond better to forging work than the high carbon
steels. The common non-ferrous metals and alloys used in forging work are brass, bronze, copper,
aluminium and magnesium alloys. The following table shows the temperature ranges for forging
some common metals.

Table 3.1. Temperature ranges for forging.

Material Forging Material Forging
temperature (°C) temperature (°C)

Wrought iron 900 — 1300 Stainless steel 940 — 1180

Mild steel 750 — 1300 Aluminium and 350 — 500
magnesium alloys

Medium carbon steel 750 — 1250

High carbon and alloy steel 800 — 1150 Copper, brass 600 — 950
and bronze
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3.6 Forging Design
In designing aforging, the following points should always be considered.

1. The forged components should ultimately be able to achieve a radial flow of grains or
fibres.

2. The forgings which are likely to carry flash, such as drop and press forgings, should
preferably have the parting line in such away that the same will divide them in two equal
halves.

3. Theparting line of aforging should lie, asfar as possible, in one plane.

4. Sufficient draft on surfaces should be provided to facilitate easy removal of forgings from
dies.

5. The sharp corners should always be avoided in order to prevent concentration of stress
and to facilitate ease in forging.

6. The pockets and recesses in forgings should be minimum in order to avoid increased
die wear.

7. Theribs should not be high and thin.
8. Too thin sections should be avoided to facilitate easy flow of metal.

3.7 Mechanical Working of Metals

The mechanical working of metalsisdefined asan intentional deformation of metalsplastically
under the action of externally applied forces.

The mechanical working of metal is described as hot working and cold working depending
upon whether the metal is worked above or below the recrystallisation temperature. The metal is
subjected to mechanical working for the following purposes :

1. Toreducethe original block or ingot into desired shapes,
2. Torefinegrainsize, and 3. To control the direction of flow lines.

3.8 Hot Working

The working of metals above the *recrystallisation temperature is called hot working. This
temperature should not be too high to reach the solidus temperature, otherwise the metal will burn
and become unsuitable for use. The hot working of metals has the following advantages and
disadvantages:
Advantages

1. Theporosity of the metal islargely eliminated.

2. Thegrain structure of the metal isrefined.

3. Theimpuritieslike slag are squeezed into fibres and distributed throughout the metal.

4. Themechanical properties such astoughness, ductility, percentage elongation, percentage
reduction in area, and resistance to shock and vibration areimproved dueto therefinement
of grains.

Disadvantages
1. Itrequires expensivetools.

2. It produces poor surface finish, due to the rapid oxidation and scale formation on the
metal surface.

3. Dueto the poor surface finish, close tolerance cannot be maintained.

*  Thetemperature at which thenew grainsareformed inthe metal isknown asrecrystallisation temper ature.
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3.9 Hot Working Processes
The various * hot working processes are described as below :

1. Hot rolling. The hot rolling
process is the most rapid method of
converting large sections into desired
shapes. It consists of passing the hot ingot
through two rolls rotating in opposite
directions at the same speed. The space
between the rollsis adjusted to conform
to the desired thickness of the rolled
section. The rolls, thus, squeeze the
passing ingot to reduce its cross-section
and increase its length. The forming of
bars, plates, sheets, rails, angles, |-beam
and other structural sectionsare made by

hot rolling. Hoft Rolling : When steel is heated until it glows bright red, it
becomes soft enough to form into elabrate shapes.

2. Hot forging. It consists of
heating the metal to plastic state and then the pressure is applied to form it into desired shapes and
sizes. The pressure applied in thisis not continuous as for hot rolling, but intermittent. The pressure
may be applied by hand hammers, power hammers or by forging machines.

3. Hot spinning. It consists of heating the metal to forging temperature and thenforming it into
the desired shape on aspinning lathe. The parts of circular cross-section which are symmetrical about
the axis of rotation, are made by this process.

4. Hot extrusion. It consists of pressing ametal inside
achamber to forceit out by high pressure through an orifice
which is shaped to provide the desired form of the finished
part. Most commercial metals and their alloys such as steel,
copper, aluminium and nickel aredirectly extruded at elevated
temperatures. Therods, tubes, structural shapes, flooring strips
and lead covered cables, etc., are the typical products of
extrusion.

5. Hot drawing or cupping. It is mostly used for the
production of thick walled seamlesstubesand cylinders. Itis
usualy performed in two stages. The first stage consists of
drawing acup out of ahot circular plate with the help of adie
and punch. The second stage consists of reheating the drawn
cup and drawing it further to the desired length having the
required wall thickness. The second drawing operation is
performed through anumber of dies, which arearrangedina
descending order of their diameters, so that the reduction of
wall thicknessis gradual in various stages. -

6. Hot piercing. This process is used for the coqRolied steel : Many modern prod-
manufacture of seamless tubes. In its operation, the heated ucts are made from easily shaped sheet
cylindrical billets of steel are passed between two conical metal.
shaped rolls operating in the same direction. A mandrel is provided between these rolls which assist
in piercing and controls the size of the hole, asthe billet isforced over it.

*  For complete details, please refer to Authors popular book ‘A Text Book of Workshop Technology’.
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3.10 Cold Working

The working of metals below their recrystallisation temperature is known as cold working.
Most of the cold working processes are performed at room temperature. The cold working distorts
the grain structure and does not provide an appreciable reduction in size. It requires much higher
pressures than hot working. The extent to which ametal can be cold worked depends upon its ductil-
ity. The higher the ductility of the metal, the moreit can be cold worked. During cold working, severe
stresses known as residual stresses are set up. Since the presence of these stresses is undesirable,
therefore, a suitable heat treatment may be employed to neutralise the effect of these stresses. The
cold working is usually used as finishing operation, following the shaping of the metal by hot work-
ing. It also increasestensile strength, yield strength and hardness of steel but lowersitsductility. The
increase in hardness due to cold working is called work-hardening.

In general, cold working produces the following effects :

1. Thestressesare set up inthe metal which remaininthe metal, unlessthey areremoved by
subsequent heat treatment.
A distortion of the grain structure is created.
The strength and hardness of the metal are increased with a corresponding lossin ductility.
Therecrystalline temperature for steel isincreased.
The surface finish isimproved.
6. Theclosedimensional tolerance can be maintained.

oarwbd

3.11 Cold Working Processes
The various cold working processes are discussed below:

1. Coldralling. Itisgenerally employed for bars of all shapes, rods, sheetsand strips, in order
to provide a smooth and bright surface finish. It is also used to finish the hot rolled components to
closetolerances and improve their toughness and hardness. The hot rolled articles arefirst immersed
in an acid to remove the scale and washed in water, and then dried. This process of cleaning the
articlesisknown as pickling. These cleaned articles are then passed through rolling mills. Therolling
millsare similar to that used in hot rolling.

il = 1 "‘L'
Gallium arsenide (GaAs) is now being manufactured as an alternative to silicon for

microchips. This combination of elements is a semiconductor like silicon, but is electronically
faster and therefore better for microprocessors.

Note : This picture is given as additional information and is not a direct example of the current chapter.
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2. Coldforging. Thecold forging isalso called swaging. During this method of cold working,
the metal is allowed to flow in some pre-determined shape according to the design of dies, by a
compressive force or impact. It iswidely used in forming ductile metals. Following are the three,
commonly used cold forging processes :

(@)

(b)

(©

Sizing. Itisthe simplest form of cold forging. It isthe operation of slightly compressing a
forging, casting or steel assembly to obtain close tolerance and aflat surface. Themetal is
confined only in avertical direction.

Cold heading. Thisprocessis extensively used for making bolts, rivets and other similar
headed parts. This is usually done on a cold header machine. Since the cold header is
made from unheated material, therefore, the equi pment must be able to withstand the high
pressuresthat develop. Therod isfed to the machinewhereit is cut off and moved into the
header die. The operation may be either single or double and upon completion, the partis
gjected from the dies.

After making the bolt head, the threads are produced on athread rolling machine. Thisis
also a cold working process. The process consists of pressing the blank between two
rotating rolls which have the thread form cut in their surface.

Rotary swaging. Thismethod isused for reducing the diameter of round barsand tubes by
rotating dies which open and close rapidly on the work. The end of rod is tapered or
reduced in size by a combination of pressure and impact.

3. Cold spinning. The process of cold spinning issimilar to hot spinning except that the metal
isworked at room temperature. The process of cold spinning is best suited for aluminium and other
soft metals. The commonly used spun articles out of aluminum and its alloys are processing kettles,
cooking utensils, liquid containers, and light reflectors, etc.

4. Cold extrusion. Theprinciple of cold extrusion isexactly similar to hot extrusion. The most
common cold extrusion process is impact extrusion. The operation of cold extrusion is performed
with the help of apunch and die. Thework material isplaced in position into adie and struck from top

Making microchips demands extreme conftrol over chemical components. The layers of conducting
and insulating materials that are laid down on the surface of a silicon chip may be only a few atoms
thick yet must perform to the highest specifications. Great care has to be taken in their manufacture
(right), and each chip is checked by test probes to ensure it performs correctly.

Note : This picture is given as additional information and is not a direct example of the current chapter.
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by a punch operating at high pressure and speed. The metal flows up along the surface of the punch
forming a cup-shaped component. When the punch moves up, compressed air is used to separate the
component from the punch. The thickness of the side wall is determined by the amount of clearance
between the punch and die. The process of impact extrusion is limited to soft and ductile materials
such as lead, tin, aluminium, zinc and some of their aloys. The various items of daily use such as
tubes for shaving creams and tooth pastes and such other thin walled products are made by impact
extrusion.

5. Colddrawing. Itisgenerally employed for bars, rods, wires, etc. Theimportant cold drawing
processes are as follows:

(a) Bar or rod drawing. In bar drawing, the hot drawn bars or rods from the mills are first
pickled, washed and coated to prevent oxidation. A draw bench, is employed for cold
drawing. One end of the bar isreduced in diameter by the swaging operation to permit it
to enter adrawing die. Thisend of bar isinserted through the die and gripped by the jaws
of the carriage fastened to the chain of the draw bench. The length of bars which can be
drawn islimited by the maximum travel of the carriage, which may be from 15 metresto
30 metres. A high surface finish and dimensional accuracy is obtained by cold drawing.
The products may be used directly without requiring any machining.

(b) Wiredrawing. In wire drawing, the rolled bars from the mills are first pickled, washed
and coated to prevent oxidation. They are then passed through several dies of decreasing
diameter to provide the desired reduction in size. The dies are usually made of carbide
materials.

(c) Tube drawing. The tube drawing is similar to bar drawing and in most cases it is
accomplished with the use of adraw bench.

6. Coldbending. Thebars, wires, tubes, structural shapes and sheet metal may be bent to many
shapes in cold condition through dies. A little consideration will show that when the metal is bend
beyond the elastic limit, the inside of the bend will be under compression while the outside will be
under tension. The stretching of the metal on the outside makesthe stock thinner. Usually, aflat strip
of metal is bend by roll forming. The materials commonly used for roll forming are carbon steel,
stainless steel, bronze, copper, brass, zinc and auminium. Some of its products are metal windows,
screen frame parts, bicycle wheel rims, trolley rails, etc. Most of the tubing is now-a-days are roll
formed in cold conditions and then welded by resistance welding.

7. Cold peening. Thisprocessis used to improve the fatigue resistance of the metal by setting
up compressive stressesin its surface. Thisisdone by blasting or hurling arain of small shot at high
velocity against the surface to be peened. The shot peeningisdoneby air blast or by some mechanical
means. Asthe shot strikes, small indentationsare produced, causing aslight plastic flow of the surface
metal to a depth of afew hundreds of a centimetre. This stretching of the outer fibresis resisted by
those underneath, which tend to return them to their original length, thus producing an outer layer
having a compressive stress while those below are in tension. In addition, the surface is dlightly
hardened and strengthened by the cold working operation.

3.12 Interchangeability

The term interchangeability is normally employed for the mass production of indentical items
within the prescribed limits of sizes. A little consideration will show that in order to maintain the sizes
of the part within a close degree of accuracy, alot of timeis required. But even then there will be
small variations. If the variations are within certain limits, al parts of equivalent sizewill be equally
fit for operating in machines and mechanisms. Therefore, certain variationsare recognised and allowed
in the sizes of the mating partsto give the required fitting. Thisfacilitates to select at random from a
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large number of partsfor an assembly and resultsin a considerable saving in the cost of production.
In order to control the size of finished part, with due allowancefor error, for interchangeable partsis
called limit system.

It may be noted that when an assembly is made of two parts, the part which entersinto the other,
is known as enveloped surface (or shaft for cylindrical part) and the other in which one entersis
called enveloping surface (or hole for cylindrical part).

Notes: 1. The term shaft refers not only to the diameter of a circular shaft, but it is also used to designate any
external dimension of a part.

2. Theterm hole refers not only to the diameter of a circular hole, but it is also used to designate any
internal dimension of a part.

3.13 Important Terms used in Limit System
The following terms used in limit system l— Tolerance

(or interchangeable system) are important from Allowance
the subject point of view: I Tolerance —

1. Nominal size. It is the size of a part 7y
specified in the drawing as a matter of conve- N
nience.

2. Basicsize. Itisthesizeof aparttowhich Hole Y
all limitsof variation (i.e. tolerances) are applied o

. . . - . Lower limit —
toarriveat final dimensioning of the mating parts. -

. C . Lower limit Uvpper limit —

The nominal or basic size of a part is oftenthe | Upper limit pp

same.
. . Fig. 3.1. Limits of sizes.
3. Actual size. It is the actual measured

dimension of the part. The difference between the basic size and the actual size should not exceed a
certain limit, otherwise it will interfere with the interchangeability of the mating parts.

4. Limits of sizes. There are two extreme permissible sizes for a dimension of the part as
shownin Fig. 3.1. Thelargest permissible size for adimension of the part is called upper or high or
maximum limit, whereas the smallest size of the part is known aslower or minimum limit.

5. Allowance. It is the difference between the basic dimensions of the mating parts. The
allowance may be positive or negative. When the shaft sizeislessthan the hole size, then the allowance
is positive and when the shaft size is greater than the hole size, then the allowance is negative.

6. Tolerance. It is the difference between the upper limit and lower limit of a dimension. In

other words, it isthe maximum permissible variationin adimension. Thetolerance may beunilateral
or bilateral. When all the tolerance is allowed on one side of the nominal size, e.g. 20i8_‘$ , then it
issaid to be unilateral system of tolerance. The unilateral system is mostly used in industries as it

permits changing the tolerance value while still retaining the same allowance or type of fit.

-

+0.000
=0.004

=)
Q

4
(a) Unilateral tolerance. (b) Bilateral tolerance.

Fig. 3.2. Method of assigning tolerances.
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When the tolerance is allowed on both sides of the nominal size, e.g. 2ot8;88§ ,thenitissaidto

be bilateral system of tolerance. Inthiscase + 0.002 isthe upper limit and — 0.002 isthe lower limit.

The method of assigning unilateral and bilateral tolerance is shown in Fig. 3.2 (a) and
(b) respectively.

7. Tolerance zone. It is the zone between the maximum and minimum limit size, as shown in
Fig. 3.3.

—— Upper deviation
Lower deviation

Tolerance

Lower deviaiton
Upper deviation

AL
A *_[ Zero line
/

Min. size — |— Basic size
Max. size

Fig. 3.3. Tolerance zone.

8. Zeroline. Itisastraight line corresponding to the basic size. The deviations are measured
from this line. The positive and negative deviations are shown above and below the zero line
respectively.

9. Upper deviation. It isthe algebraic difference between the maximum size and the basic size.
The upper deviation of a hole is represented by a symbol ES (Ecart Superior) and of a shaft, it is
represented by es.

10. Lower deviation. Itisthealgebraic difference between the minimum sizeand the basic size.
The lower deviation of a hole is represented by a symbol El (Ecart Inferior) and of a shaft, it is
represented by ei.

11. Actual deviation. It isthe algebraic difference between an actual size and the corresponding
basic size.

Y Tolerance
zone

|
—
.

|

l«— Max. size >
leMin. size>]
|

12. Mean deviation. It isthe arithmetical mean between the upper and lower deviations.
13. Fundamental deviation. It is one of the two deviations which is conventionally chosen to
define the position of the tolerance zone in relation to zero line, as shown in Fig. 3.4.

— Tolerance
Tolerance zone v

| U*

A + deviation
Max. Fundamental deViatiOn Lower deviation l
size & 7 .
. ero line
Mip, - \on -————-——— ——— — + +
size o
l Basic size

Fig. 3.4. Fundamental deviation.
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3.14 Fits

The degree of tightness or |ooseness between the two mating partsisknown as afit of the parts.
The nature of fit is characterised by the presence and size of clearance and interference.

The clearanceisthe amount by which the actual size of the shaft islessthan the actua size of
the mating holein an assembly asshownin Fig. 3.5 (a). In other words, the clearanceisthe difference
between the sizes of the hole and the shaft before assembly. The difference must be positive.

Min. interference

XZRRRRXHXHRHAXXHAXN
RRSIRRILLIRLLIRRLIA l
1

f

R

Max.
clearance

T

Max.
Min. clearance interference
R RIIRR) 1

JSsotesetetatotetatotesetotoretatototesel
tetoleletetotetetetoletetotetetutotetete!

DWW

(b) Interference fit. (c¢) Transition fit.

Fig. 3.5. Types of fits.

The interference is the amount by which the actual size of a shaft is larger than the actual
finished size of the mating holein an assembly asshownin Fig. 3.5 (b). In other words, theinterference
isthearithmetical difference between the sizes of the hole and the shaft, before assembly. The difference
must be negative.

(a) Clearance fit.

3.15 Types of Fits

According to Indian standards, the fits are classified into the following three groups:

1. Clearancefit. Inthistype of fit, the size [imitsfor mating parts are so selected that clearance
between them always occur, as shown in Fig. 3.5 (a). It may be noted that in a clearance fit, the
tolerance zone of the holeis entirely above the tolerance zone of the shaft.

Inaclearancefit, the difference between the minimum size of the hole and the maximum size of
the shaft is known as minimum clearance whereas the difference between the maximum size of the
hole and minimum size of the shaft is called maximum clearance as shown in Fig. 3.5 (a).

A Jet Engine : In a jet engine, fuel is mixed with air, compressed, burnt, and exhausted in one smooth,
continuous process. There are no pistons shuttling back and forth to slow it down.
Note : This picture is given as additional information and is not a direct example of the current chapter.
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The clearance fits may be dlide fit, easy diding fit, running fit, slack running fit and loose
running fit.

2. Interference fit. In this type of fit, the size limits for the mating parts are so selected that
interference between them always occur, asshownin Fig. 3.5 (b). It may be noted that inaninterference
fit, the tolerance zone of the holeis entirely below the tolerance zone of the shaft.

In an interference fit, the difference between the maximum size of the hole and the minimum
size of the shaft is known as minimum interference, whereas the difference between the minimum
size of the hole and the maximum size of the shaft is called maximum interference, asshownin Fig.
3.5 (b).

Theinterference fits may be shrink fit, heavy drive fit and light drivefit.

3. Transition fit. In thistype of fit, the size [imitsfor the mating parts are so selected that either
aclearance or interference may occur depending upon the actual size of the mating parts, asshownin
Fig. 3.5 (c). It may be noted that in atransition fit, the tolerance zones of hole and shaft overlap.

The transition fits may be forcefit, tight fit and push fit.

3.16 Basis of Limit System

Thefollowing are two bases of limit system:

1. Holebasissystem. Whenthe holeiskept asaconstant member (i.e. when thelower deviation
of the hole is zero) and different fits are obtained by varying the shaft size, as shown in Fig. 3.6 (a),
then the limit system is said to be on ahole basis.

2. Shaft basissystem. When the shaft iskept asaconstant member (i.e. when the upper deviation
of the shaft is zero) and different fits are obtained by varying the hole size, as shown in Fig. 3.6 (b),
then the limit system is said to be on a shaft basis.

1. Clearance fit. 2. Transition fit. 3. Interference fit.

(a) Hole basis system. (b) Shaft basis system.
Fig. 3.6. Bases of limit system.

The hole basis and shaft basis system may also be shown asin Fig. 3.7, with respect to the
zeroline.

Shaft
v Hole Holes

Hole
N\\X A\N Zero N \‘\l// Zero
Shaft 7777 2 Hole Hg’leTl‘“e O % Shaft line

1

Shafts

i
Basic size Shi‘ﬁ Shaft 2

Hole
1. Clearance fit. 2. Transition fit. 3. Interference fit. 3
(a) Hole basis system. (b) Shaft basis system.
Fig. 3.7. Bases of limit system.
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It may be noted that from the manufacturing point of view, aholebasissystemisaways preferred.
This is because the holes are usually produced and finished by standard tooling like drill, reamers,
etc., whose sizeisnot adjustabl e easily. On the other hand, the size of the shaft (whichisto gointothe
hole) can be easily adjusted and is obtained by turning or grinding operations.

Turbojet

Air intake Compressor Combustion chamber

Turbofan

Air intake Bypass ducts

Exhaust

Turbofan engines are quieter and more efficient than simple turbojet engines. Turbofans drive air
around the combustion engine as well as through it.

Note : This picture is given as additional information and is not a direct example of the current chapter.

3.17 Indian Standard System of Limits and Fits

Accordingto Indian standard [IS: 919 (Part 1)-1993], the system of limitsand fits comprises 18
grades of fundamental tolerancesi.e. grades of accuracy of manufacture and 25 types of fundamental
deviationsindicated by letter symbols for both holes and shafts (capital letter A to ZC for holes and
small letters a to zc for shafts) in diameter steps ranging from 1 to 500 mm. A unilateral hole basis
system isrecommended but if necessary aunilateral or bilateral shaft basis system may also be used.
The 18 tolerance grades are designated as IT 01, IT Oand IT 1to IT 16. These are called standard
tolerances. The standard tolerances for grades IT 5to IT 7 are determined in terms of standard
tolerance unit (i) in microns, where

i (microns) =0.45 3/p + 0.001 D, where D isthe size or geometric mean diameter in mm.
The following table shows the relative magnitude for grades between IT 5and I T 16.

Table 3.2. Relative magnitude of tolerance grades.

Tolerance [IT5|IT6 | IT7 [ IT8 | ITO|ITA10| IT11|IT212 | IT13|IT14|IT15| IT 16
grade

Magnitude | 7i | 10i | 16i | 25i | 40i | 64i | 100i| 160i | 250i | 400i | 640i | 1000i
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The values of standard tolerances corresponding to grades IT 01, IT O and IT 1 are as given
below:

For IT 01, i (microns) =0.3+0.008 D,
For IT 0, i (microns) =0.5+0.012 D, and
For IT 1,i (microns) =0.8+0.020 D,

where D isthe size or geometric mean diameter in mm.

The tolerance values of grades IT 2 to IT 4 are scaled approximately geometrically between
IT 1andIT 5. The fundamental tolerances of gradesIT 01, ITOand IT 1to IT 16 for diameter steps
ranging from 1 to 500 mm are given in Table 3.3. The manufacturing processes capabl e of producing
the particular IT grades of work are shown in Table 3.4.

Thealphabetical representation of fundamental deviationsfor basic shaft and basic hole system
isshowninFig. 3.8.

+350
+300 —
Holes
+200 —
Zp
O
100 e
%; NP Basic size
i GHJKS
o 40 gTuy
~100 g laggg?
S 2717
] 0
%
s —200 |I||
=1
g 4
Q
‘E  —300
g 7 4
8 7 7
§ +3004 ?4
o) ,7?
El T K
g y,V?éééﬂb
7 0 Z7R7A71%
5 a0 00 9 Y a
£ Al A b axy 2
g aAnoaa yw
5 APnaE S
=] _]prS
5 7 kM P
& g Basic size
%
Z
Shafts

Fig. 3.8. Fundamental deviations for shafts and holes.

Contents

Top



Contents

= 69

Des

ions in Machine

Manufacturing Considerat

00S dulpue ol

14 G GGT /. 14 S GaT L v | L °1% T 1%
000 00s¢ | O 0.6 0€9 00 ()14 6 €9 |0 Z | 02 0 8 | 9 00 BAO
(00)7 oul pue oL

008E | 00EZ | OOVT | 068 0.8 09 | 0€C ortT 68 /S | 9¢ | GC [8T |€T | 6 L S €
qTe BN
STe oul pue oL

00ce | 00TZ | O0ST | OT8 02s oce | 0T¢ 0cT 18 ¢S |¢e | € | 9T | 2T | 8 9 | ¥ | 9¢
0S¢ BN
(014 oul pue oL

006¢ | 0S8T | OSTT | 02 09 06¢ | S8T STt 2L 9% |6 | 0C |¥T |OT | L |S¥V | € 4
08T BAO
08T oul pue oL

00S¢ | 009T | 000T | 0€9 (00)7 0S¢ | 09T 00T €9 OF | G¢ | 8T |[CT | 8 S |g€| ¢ |cT
0ct BAO
0ct Ul pue o1

00¢¢ | OOVT | 0.8 (0)72°] 0se 0ce | ovT /8 7S G¢ | ¢ | ST |OT | 9 ¥ |S§C|ST| T
08 BAO
08 oul pue oL

006T | 00CT | OvL 097 | 00g 06T | 0cT 172 oY 0oc | 6T | €T | 8 S € Z |¢T| 80
0S BNO
0S dulpue o]

009T | OOOT | 029 06€ 0S¢ 09T | 00T 29 6€ G¢ 9T | TT | L ¥ |SC|ST| T |90
(013 BNO
(0135 dulpue o]

00€T | OF8 02s oge oTe 0eT 8 Zs €€ TZ¢ | €T 6 9 ¥ |SC|ST| T |90
8T BAO
8T dulpue ol

00TT | 00 (01914 0L¢ 08T oTT 0L ev L2 8T | TT 8 S € ¢ |2T |80 | S0
(0] BNO
ot dulpue o]
006 08s 09¢e (0744 0ST 06 89 9e [44 qT 6 9 ¥ |[G§C |ST | T |90]| ¥O0 9 PAO
9 dulpue o]
0S. (0514 00€ 08T 0ctT 72 8y 0€ 8T @0 8 S ¥ |[G§C |ST | T |90]| ¥O0 e PAO
€ dulpue ol
009 (004 (014 ovT 00T 09 ov 14 14 ot 9 14 € ¢ |ZT |80 |S0| €0 I PAO
9TLl | GTLI | ¥TLI | €TLl | ¢TLl | TTLl | OTLI 6.1l 8Ll | LLI [9Ll | GLl [¥Ll €Ll |<Ll |TLI [OLI|TOLI wwi ul
(sdeis Jerurel1q)
(WwW TOO'0 = UoJOIW T) UOIOIW Ul ‘Sope.h aoue e |0) prepues azis oiseq

"€661 - (1HDd) 616 : S| O} BUIPIODDD ‘91 1] O} L1l PUD O] ‘101l SOPPIB JO SEOUDIS|O} [PjUBWDPUNS *€"¢ BqPL

Top



70 = A Texthook of Machine Design

Table 3.4. Manufacturing processes and IT grades produced.

SNo. | Manufacturing IT grade produced SNo. Manufacturing IT grade produced

process process

1. Lapping 4and5 9. Extrusion 810 10

2. Honing 4and 5 10 Boring 8to13

&, Cylindrical 5to7 11 Milling 10to 13
grinding

4, Surface grinding 5t08 12. Planing and 10to 13

shaping

5, Broaching 5t08 13. Drilling 10to 13

6. Reaming 6to 10 14. Die casting 12t0 14

7. Turning 7t013 15. Sand casting 14t0 16

8. Hot rolling 8to 10 16. Forging 14to 16

For hole, H stands for a dimension whose lower deviation refers to the basic size. The hole H
for which the lower deviation is zero is called a basic hole. Similarly, for shafts, h stands for a
dimension whose upper deviation refersto the basic size. The shaft h for which the upper deviationis
zerois called a basic shaft.

This view along the deck of a liquefied natural gas (LNG) carrier shows the tops of its large, insulated
steel tanks. The fanks contain liquefied gas at-162°C.

A fit isdesignated by its basic size followed by symbols representing the limits of each of its
two components, the hole being quoted first. For example, 100 H6/g5 means basic size is 100 mm
and the tolerance grade for the hole is 6 and for the shaft is 5. Some of the fits commonly used in
engineering practice, for holes and shafts are shown in Tables 3.5 and 3.6 respectively according to
IS: 2709 — 1982 (Reaffirmed 1993).
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Table 3.5. Commonly used fits for holes according to
IS : 2709 - 1982 (Redaffirmed 1993).

Type Class With holes Remarks and uses
of fit of shaft
H6 H7 H8 H11

a — — — all| Largeclearance fit and widely used.
b — — — b1l

c — c8 *c9 c11| Slack runningfit.

d — ds *d8 d 11| Loose running fit—used for plummer
d9, d10 block bearings and loose pulleys.

e er’ e8 |*e8-e9| — | Easy running fit—used for properly
|ubricated bearings requiring appreciable
clearance. In the finer grades, it may be
used on large electric motor and
turbogenerator bearings according to the
working condition.

f “f6 f7 “f8 — | Normal running fit—widely used for
grease lubricated or oil lubricated
bearings where no substantial
temperature differences are
encountered—Typical applications are
gear box shaft bearings and the bearings
of small electric motors, pumps, etc.

g *g5 *g6 g7 — | Closerunningfit or dliding fit—Alsofine
spigot and | ocation fit—used for bearings

for accurate link work and for piston and
slide valves.

Clearance
fit

h “h5 *h6 |*h7-h8 | *h1l) precisiondlidingfit. Alsofinespigotand
location fit—widely used for non-
running parts.

Push fit for very accurate location with

easy assembly and dismantling—Typica

applications are coupling, spigots and

recesses, gear rings clamped to steel hubs,

etc.

Transition Kk *K 5 *Kk6 k7 — | Truetrangitionfit (light keying fit)—used
fit for keyed shaft, non-running locked pins,

etc.

m *m5 *m6 m7 — | Medium keying fit.

n ns N6 n7 __ | Heavy keying fit—used for tight
assembly of mating parts.

*

Second preference fits.
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Type
of fit

Class
of shaft

With holes

H6 H7 H8 H11

Remarks and uses

Interference
fit

pS *p6

r5

*s6 s7

t5 t6 *t7

us u6 *ur

Light press fit with easy dismantling for
non-ferrous parts. Standard press fit with
easy dismantling for ferrous and non-
ferrous parts assembly.

Medium drivefit with easy dismantling for
ferrous parts assembly. Light drivefit with
easy dismantling for non-ferrous parts
assembly.

Heavy drive fit on ferrous parts for
permanent or semi-permanent assembly.
Standard press fit for non-ferrous parts.

Force fit on ferrous parts for permanent
assembly.
Heavy force fit or shrink fit.

Very large interference fits — not
recommended for use

Table 3.6. Commonly used fits

for shafts according to

IS : 2709 - 1982 (Reaffirmed 1993).

Type
of fit

Class
of hole

With shafts

Remarks and uses

*h5 h6 h7 | *h8 h9

h11

Clearance
fit

@ m mooO w »

Js

*D9
*E8

D10
E8*

D10
E9

*F7
G7

F8 | *F8

*G6

*H6 | H7 | H8 | H8 |H8, H9

*Js6 | Js7 | *JB

All | Large clearance fit and widely

used.
B11

C11
*D11

Slack running fit.
Loose running fit.
Easy running fit.

Normal running fit.

Close running fit or sliding fit,
also spigot and location fit.
Precision dliding fit. Also fine
spigot and location fit.

H11

Push it for very accuratelocation
with easy assembly and
disassembly.

*

Second preference fits.
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Type Class

of fit of hole

*h5

h6

With shafts Remarks and uses

h7  *h8 h9 h1l

Transi- K *K6

tion fit

M *M6
N *N6

K7

*M7
N7

*K8 | — | — | — | Light keying fit (true transition)
for keyed shafts, non-running
locked pins, etc.

Medium keying fit.

Heavy keying fit (for tight
assembly of mating surfaces).

M8 | — | — | —
WNe | — | — | —

Interfer- P *P6

encefit

T “T6

P7

R7

T7

Light press fit with easy
dismantling for non-ferrous parts.
Standard press fit with easy
dismantling for ferrous and non-
ferrous parts assembly.

Medium drive fit with easy
dismantling for ferrous parts
assembly. Light drivefit with easy
dismantling for non-ferrous parts
assembly.

Heavy drive fit for ferrous parts
permanent or semi- permanent
assembly, standard press fit for
non-ferrous parts.

Force fit on ferrous parts for
permanent assembly.

3.18 Calculation of Fundamental Deviation for

Shafts

We have already discussed that for holes, the upper
deviation is denoted by ES and the lower deviation by EI.
Similarly for shafts, the upper deviation is represented by es
and thelower deviation by ei. According to Indian standards,
for each letter symbol, the magnitude and sign for one of the
two deviations (i.e. either upper or lower deviation), whichis
known as fundamental deviation, have been determined by
means of formulae given in Table 3.7. The other deviation
may be cal culated by using the absolute val ue of the standard
tolerance (IT) from the following relation:

e=es—IT or

It may be noted for shafts a to h, the upper deviations

es= e +IT

(es)_ are Cor.'Si.dered Wher?as for shafts j to Zc, the lower Computer simulation of stresses on a jet
deviation (ei) isto be considered.

engine blades.

*  Second preferencefits.
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Thefundamental deviation for Indian standard shaftsfor diameter stepsfrom 1 to 200 mm may
be taken directly from Table 3.10 (page 76).

Table 3.7. Formulae for fundamental shaft deviations.

Upper deviation (es) Lower deviation (el)
Shaft designation | In microns (for D in mm) Shaft designation In microns (for D in mm)
a =—(265+1.3D) J5t0j 8 No formula
for D < 120 k4tok7 =+06 3p
=-35D
for D > 120 k for grades =0
<3and<8
b = — (140 + 0.85 D) m =+(IT7-1T6)
for D <160
=-18D n = + 5 (D)0
for D > 160 p =+IT7+0t05
G =—-52(D)%2 r = Geometric mean of values of &
for D <40 for shaftpand s
=—(95+0.8D) S =+ (IT8+1to4) for D <50
for D > 40 =+(IT7+0.4D)forD>50
d =—16 (D)%% t =+ (IT7+0.63D)
e =—11 (D)*4 u =+(IT7+D)
f =—55 (D)4 v =+(IT7+1.25D)
X =+(IT7+1.6D)
g SEUISH) e y =+(IT7+2D)
z =+(IT7+25D)
h =0 za =+ (IT8+3.15D)
zb =+(IT9+4D)
zc =+(IT10+5D)

For js, the two deviations are equal to + 1 T/2.

3.19 Calculation of Fundamental Deviation for Holes

Thefundamental deviation for holesfor those of the corresponding shafts, are derived by using
therule asgivenin Table 3.8.
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Table 3.8. Rules for fundamental deviation for holes.

All deviation except those below

General rule

Holelimitsareidentical with the shaft limits of the
same symbol (letter and grade) but disposed on
the other side of the zero line.

El = Upper deviation es of the shaft of the same
letter symbol but of opposite sign.

For sizes
above
3mm

N 9 and coarser ES=0
grades
Soecial rule
J,K,M Upto grade 8 ES = Lower deviation ei of the shaft of the same
and N inclusive letter symbol but one grade finer and of opposite
sign increased by the difference between the
PtoZC upto grade 7 tolerances of the two grades in question.
inclusive

Thefundamental deviation for Indian standard holes for diameter stepsfrom 1 to 200 mm may

be taken directly from the following table.
Table 3.9. Indian standard ‘H’ Hole
Limits for H5 to H13 over the range 1 to 200 mm as per IS : 919 (Part 1l) -1993.

Diameter steps Deviationsin micron (1 micron = 0.001 mm)
inmm
H5 H6 H7 H8 H9 H10 | H11 | H12| H13 | H5-H13
Over To High | High | High | High | High | High | High | High| High Low
+ + + + + + + + +
1 3 5] 7 9 14 25 40 60 90 | 140 0
3 6 5) 8 12 18 30 48 75 120 | 180 0
6 10 6 9 15 22 36 58 90 150 | 220 0
10 14 8 11 18 27 43 70 110 180 | 270 0
14 18
18 24 9 13 21 33 52 84 130 210 | 330 0
24 30
30 40 11 16 25 39 62 100 | 160 250 | 460 0
40 50
S0 & 13 19 30 46 74 120 | 190 300 | 390 0
65 80
80 100 15 22 35 54 87 140 | 220 350 | 540 0
100 120
120 140 18 25 40 63 100 160 | 250 400 | 630 0
140 160
160 180
20 29 46 72 115 185 | 290 460 | 720 0
180 200
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Example 3.1. The dimensions of the mating parts, according to basic hole system, are given as
follows:

Hole: 25.00 mm Shaft : 24.97 mm
25.02 mm 24.95 mm
Find the hole tolerance, shaft tolerance and allowance.

Solution. Given : Lower limit of hole = 25 mm; Upper limit of hole = 25.02 mm;
Upper limit of shaft = 24.97 mm ; Lower limit of shaft = 24.95 mm

Holetolerance
We know that hole tolerance
= Upper limit of hole— Lower limit of hole
= 25.02—-25=0.02 mm Ans.

Shaft tolerance
We know that shaft tolerance
= Upper limit of shaft — Lower limit of shaft
= 24.97 - 24.95 =0.02 mm Ans.
Allowance
We know that allowance
= Lower limit of hole — Upper limit of shaft
= 25.00-24.97 = 0.03 mm Ans.

Example 3.2. Calculate the tol erances, fundamental deviations and limits of sizesfor the shaft
designated as 40 H8 / f7.

Solution. Given: Shaft designation=40H8/f 7

The shaft designation 40 H8 / f 7 meansthat the basic sizeis40 mm and the tolerance grade for
theholeis8 (i.e. | T 8) and for the shaftis7 (i.e. 1 T 7).

Tolerances
Since 40 mm liesin the diameter steps of 30 to 50 mm, therefore the geometric mean diameter,

D = /30x 50 =38.73 mm

We know that standard tolerance unit,
i =045 3p +0.001D
= 0.45 33373 +0.001 x 38.73
= 0.45x 3.38+0.03873=1.559 73 or 1.56 microns
= 1.56 x 0.001 = 0.001 56 mm ...(*~ L micron = 0.001 mm)
From Table 3.2, we find that standard tolerance for the hole of grade 8 (1 T 8)
=25i =25x0.001 56 = 0.039 mm Ans.
and standard tolerance for the shaft of grade 7 (I T 7)
=161 =16 x 0.001 56 = 0.025 mm Ans.
Note: Thevalueof | T8 and | T 7 may be directly seen from Table 3.3.
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Fundamental deviation
We know that fundamental deviation (lower deviation) for hole H,
El =0
From Table 3.7, we find that fundamental deviation (upper deviation) for shaft f,
es = —5.5(D)*4
= —5.5(38.73)%41 = - 24.63 or — 25 microns
=—25x0.001 =-0.025 mm Ans.
. Fundamental deviation (lower deviation) for shaft f,
e =es—| T=-0.025-0.025=-0.050 mm Ans.
The—-ve sign indicates that fundamental deviation lies below the zero line.
Limits of sizes
We know that lower limit for hole
= Basic size=40 mm Ans.
Upper limit for hole = Lower limit for hole + Tolerance for hole
= 40 + 0.039 = 40.039 mm Ans.
Upper limit for shaft = Lower limit for hole or Basic size — Fundamental deviation
(upper deviation) ...(" Shaft f lies below the zero line)
=40-0.025 = 39.975 mm Ans.
and lower limit for shaft = Upper limit for shaft — Tolerance for shaft
= 39.975-0.025 = 39.95 mm Ans.
Example 3.3. Give the dimensions for the hole and shaft for the following:
(@) A 12 mmelectric motor sleeve bearing;
(b) A medium force fit on a 200 mm shaft; and
(c) A50 mm sleeve bearing on the elevating mechanism of a road grader.
Solution.
(@) Dimensionsfor the hole and shaft for a 12 mm electric motor sleeve bearing

From Table 3.5, wefind that for an el ectric motor sleeve bearing, a shaft e 8 should be used with
H 8 hole.

Since 12 mm size lies in the diameter steps of 10 to 18 mm, therefore the geometric mean
diameter,

D = (J10x18 =13.4mm
We know that standard tolerance unit,
i =045 3p +0.001D

= 0.45 3134 +0.001 x 13.4 = 1.07 + 0.0134 = 1.0834 microns
.. *Standard tolerance for shaft and hole of grade 8 (IT 8)

=25i ...(From Table 3.2)
= 25 x 1.0834 = 27 microns
= 27 x 0.001 =0.027 mm ...(*~ L micron = 0.001 mm)

From Table 3.7, we find that upper deviation for shaft ‘€,
es = —11(D)%* = — 11 (13.4)%41 = — 32 microns
= —32x0.001=-0.032 mm

*  Thetolerance values may be taken directly from Table 3.3.
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We know that lower deviation for shaft ‘€,
e =es—IT=-0.032-0.027 =-0.059 mm
-. Dimensionsfor the hole (H 8)

= 12°5%" Ans.

and dimension for the shaft (e 8)

_ 190032
= 12_5059 ANS.

(b) Dimensionsfor the hole and shaft for a medium force fit on a 200 mm shaft
From Table 3.5, we find that shaft r 6 with hole H 7 gives the desired fit.
Since 200 mm liesin the diameter steps of 180 mm to 250 mm, therefore the geometric mean
diameter,
D = {/180x 250 =212 mm
We know that standard tolerance unit,
i =045 3p +0.001D
= 0.45 3212 +0.001 x 212 = 2.68 + 0.212 = 2.892 microns
. Standard tolerance for the shaft of grade 6 (IT6) from Table 3.2
=10i =10 x 2.892 = 28.92 microns
= 28.92 x 0.001 = 0.02892 or 0.029 mm
and standard tolerance for the hole of grade 7 (1T 7)
=161 =16 x 2.892 = 46 microns
= 46 x 0.001 = 0.046 mm
We know that lower deviation for shaft ‘r’ from Table 3.7

e %[(IT7+ 0.4D) + (IT7+0to5)]

1
3 [(46 + 0.4 x 212) + (46 + 3)] = 90 microns

= 90 x 0.001 = 0.09 mm
and upper deviation for the shaft r,
es = e +1T=0.09+0.029 = 0.119 mm
.. Dimension for thehole H 7
= 200709 Ans.
and dimension for the shaft r 6
= 2007059 Ans.
(c) Dimensionsfor the hole and shaft for a 50 mm sleeve bearing on the elevating mechanism
of aroad grader

From Table 3.5, wefind that for asleeve bearing, aloose running fit will be suitable and a shaft
d 9 should be used with hole H 8.

Since 50 mm size lies in the diameter steps of 30 to 50 mm or 50 to 80 mm, therefore the
geometric mean diameter,

D = ,/30x50 =38.73mm
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We know that standard tolerance unit,
i =045 ¥p +0.001D

= 0.45 33873 +0.001 x 38.73
= 1522 +0.03873 = 1.56073 or 1.56 microns
- Standard tolerance for the shaft of grade 9 (IT 9) from Table 3.2
=40i =40 x 1.56 = 62.4 microns
= 62.4 % 0.001 =0.0624 or 0.062 mm
and standard tolerance for the hole of grade 8 (IT 8)
=25i=25x1.56 = 39 microns
= 39 x 0.001 = 0.039 mm
We know that upper deviation for the shaft d, from Table 3.7
es = — 16 (D)%% = — 16 (38.73)%* = — 80 microns
= —-80x 0.001=-0.08 mm
and lower deviation for the shaft d,
e =es—I1T=-0.08—-0.062=-0.142 mm
.. Dimension for the holeH 8

= 50705% Ans.

and dimension for the shaft d 9
= 500%, Ans.

Example3.4. Ajournal of nominal or basic size of 75 mmrunsin a bearing with close running
fit. Find the limits of shaft and bearing. What is the maximum and minimum clearance?

Solution. Given: Nominal or basic size= 75 mm

From Table 3.5, we find that the close running fit is represented by H 8/g 7, i.e. ashaft g 7
should be used with H 8 hole.

Since 75 mm liesin the diameter steps of 50 to 80 mm, therefore the geometric mean diameter,

D = ,/50x80 =63mm
We know that standard tolerance unit,
i =045 3p +0.001D =045 3/g3 +0.001 x 63
=1.79 + 0.063 = 1.853 micron
= 1.853 x 0.001 = 0.001 853 mm
.~. Standard tolerance for hole ‘H’ of grade 8 (IT 8)
= 25i =25x 0.001 853 =0.046 mm
and standard tolerance for shaft ‘g’ of grade 7 (IT 7)
=16i =16 x 0.001 853 =0.03 mm
From Table 3.7, we find that upper deviation for shaft g,
es = —2.5(D)%3* =—- 2.5 (63)%3* = — 10 micron
=-10x 0.001 =-0.01 mm
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.. Lower deviation for shaft g,
e =es—|1 T=-0.01-0.03=-0.04 mm
We know that lower limit for hole
= Basicsize=75mm
Upper limit for hole = Lower limit for hole + Tolerance for hole
= 75+ 0.046 = 75.046 mm
Upper limit for shaft = Lower limit for hole — Upper deviation for shaft
...(" Shaft g liesbelow zero line)
= 75-0.01 = 74.99 mm
and lower limit for shaft = Upper limit for shaft — Tolerance for shaft
= 74.99 — 0.03 = 74.96 mm
We know that maximum clearance
= Upper limit for hole — Lower limit for shaft
= 75.046 — 74.96 = 0.086 mm Ans.
and minimum clearance = Lower limit for hole— Upper limit for shaft
=75-74.99=0.01 mm Ans.

3.20 Surface Roughness and its

Measurement _

A little consideration will show that surfaces e LIRSS CETIES
produced by different machining operations (e.g. * absorbs shock
turning, milling, shaping, planing, grinding and 1 -+ Hydraulic cylinder
superfinishing) are of different characteristics. They ’ A0 folds :Vhee's for
show marked variations when compared with each e - -
other. The variation is judged by the degree of ; .
smoothness. A surface produced by superfinishing -

isthesmoothest, whilethat by planing istheroughest.
In the assembly of two mating parts, it becomes
absolutely necessary to describe the surface finish
in quantitative terms which is measure of micro-
irregularities of the surface and expressed in microns.
In order to prevent stress concentrations and proper
functioning, it may be necessary to avoid or to have
certain surface roughness.

There are many ways of expressing the sur-
face roughness numerically, but the following two
methods are commonly used :

1. Centre line average method (briefly
known as CLA method), and Landing Gear : When an aircraft comes in to

2. Root mean saquare method (brieflv known land, it has to lose a lot of energy in a very
RMS ;?1 d ( y short time. the landing gear deals with this
& metho ) and prevents disaster. First, mechanical or

The centreline average method isdefined as  liquid springs absorb energy rapidly by being

the average value of the ordinates between the compressed. As the springs relax, this energy

- . will be released again, but in a slow

surface and _the mean_ line, measured on both ?"?'% controlled manner in a damper-the second

of it. According to Indian standards, thesurfacefinish - energy absorber. Finally, the tyres absorb
ismeasuredintermsof ‘CLA’ valueand it isdenoted energy, getting hot in the process.

by Ra.

Liquid spring

Tyres absorb
some energy
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Vit Yo+ Y3+ .- W
n
where, y,, y,, ...y, are the ordinates measured on both sides of the mean line and n are the number of
ordinates.
The root mean sgquare method is defined as the sgquare root of the arithmetic mean of the
squares of the ordinates. Mathematically,

CLA valueor Ra (in microns) =

Y12+ Y22+ Y32+ yn2
n
According to Indian standards, following symbols are used to denote the various degrees of
surface roughness:

R.M.S. value (in microns) =

Symbol Surface roughness (Ra) in microns
\% 8t0 25
VA% 16t08
VVVv 0.025t01.6
VVVV Lessthan 0.025

The following table shows the range of surface roughness that can be produced by various
manufacturing processes.

Table 3.11. Range of surface roughness.

SNo. | Manufacturing Surface roughness SNo.| Manufacturing Surface roughness

process in microns process in microns

1. Lapping 0.012 to 0.016 9 | Extrusion 0.16t05

2. Honing 0.025 to 0.40 10. | Boring 0.40t06.3

3. Cylindrical grinding 0.063t0 5 11. | Milling 0.32t0 25

4, Surface grinding 0.063t0 5 12. | Planing and shaping 16t025

5, Broaching 0.40t0 3.2 13. | Drilling 16t020

6. Reaming 0.40t03.2 14. | Sand casting 5to 50

7. Turning 0.32t0 25 15. | Diecasting 0.80t03.20

8. Hot rolling 251050 16. | Forging 1.60to 2.5

3.21 Preferred Numbers

When amachineisto be madein severa sizeswith different powers or capacities, it isnecessary
to decide what capacitieswill cover acertain range efficiently with minimum number of sizes. It has
been shown by experiencethat acertain range can be covered efficiently whenit follows ageometrical
progression with a constant ratio. The preferred numbers are the conventionally rounded off values
derived from geometric seriesincluding theintegral powers of 10 and having as common ratio of the

following factors:
{10, 110, 210 and 410

These ratios are approximately equal to 1.58, 1.26, 1.12 and 1.06. The series of preferred
numbers are designated as * R5, R10, R20 and R40 respectively. These four series are called basic
series. The other series called derived series may be obtained by simply multiplying or dividing the
basic sizesby 10, 100, etc. The preferred numbersin the seriesR5 are 1, 1.6, 2.5, 4.0 and 6.3. Table
3.12 shows basic series of preferred numbers according to IS : 1076 (Part I) — 1985 (Reaffirmed
1990).

*  The symbol R isused as atribute to Captain Charles Renard, the first man to use preferred numbers.
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Notes : 1. The standard sizes (in mm) for wrought metal products are shown in Table 3.13 according to
I1S: 1136 — 1990. The standard G.P. series used correspond to R10, R20 and R40.

2. Thehoisting capacities (in tonnes) of cranes arein R10 series, while the hydraulic cylinder diameters
arein R40 series and hydraulic cylinder capacities arein R5 series.

3. Thebasic thickness of sheet metals and diameter of wires are based on R10, R20 and R40 series. Wire
diameter of helical springs arein R20 series.
Table 3.12. Preferred numbers of the basic series, according to
IS: 1076 (Part 1)-1985 (Reaffirmed 1990).

Basic series Preferred numbers

R5 1.00, 1.60, 2.50, 4.00, 6.30, 10.00

R10 1.00, 1.25, 1.60, 2.00, 2.50, 3.15, 4.00, 5.00, 6.30, 8.00, 10.00

R20 1.00, 1.12, 1.25, 1.40, 1.60, 1.80, 2.00, 2.24, 2.50, 2.80, 3.15, 3.55, 4.00, 4.50,
5.00, 5.60, 6.30, 7.10, 8.00, 9.00, 10.00

R40 1.00, 1.06, 1.12, 1.18, 1.25, 1.32, 1.40, 1.50, 1.60, 1.70, 1.80, 1.90, 2.00, 2.12,
2.24, 2.36, 2.50, 2.65, 2.80, 3.00, 3.15, 3.35, 3.55, 3.75, 4.00, 4.25, 4.50, 4.75,
5.00, 5.30, 5.60, 6.00, 6.30, 6.70, 7.10, 7.50, 8.00, 8.50, 9.00, 9.50, 10.00

Table 3.13. Preferred sizes for wrought metal products
accordingto IS: 1136 - 1990.

Szerange Preferred sizes (mm)
0.01-0.10 mm 0.02, 0.025, 0.030, 0.04, 0.05, 0.06, 0.08 and 0.10
0.10-1mm 0.10, 0.11, 0.12, 0.14, 0.16, 0.18, 0.20, 0.22, 0.25, 0.28, 0.30, 0.32, 0.35,

0.36, 0.40, 0.45, 0.50, 0.55, 0.60, 0.63, 0.70, 0.80, 0.90 and 1

1-10mm 1,11,12,14,15,16, 18,222, 25,28, 3,32, 35,36,4,45,5,55,
5.6, 6,6.3,7,8, 9and 10

10— 100 mm 10to 25 (in steps of 1 mm), 28, 30, 32, 34, 35, 36, 38, 40, 42, 44, 45, 46,
48,50, 52, 53, 55, 56, 58, 60, 62, 63, 65, 67, 68, 70, 71, 72, 75, 78, 80, 82,
85, 88, 90, 92, 95, 98 and 100

100 — 1000 mm 100 to 200 (in steps of 5 mm), 200 to 310 (in steps of 10 mm), 315, 320,
330, 340, 350, 355, 360, 370, 375, 380 to 500 (in steps of 10 mm), 520, 530,550,
560, 580, 600, 630, 650, 670, 700, 710 and 750 — 1000 (in steps of 50 mm)

1000 — 10 000 mm 1000, 1100, 1200, 1250, 1400, 1500, 1600, 1800, 2000, 2200, 2500, 2800,
3000, 3200, 3500, 3600, 4000, 4500, 5000, 5500, 5600, 6000, 6300, 7000,
7100, 8000, 9000 and 10 000

EXERCISES

1. Ajournal of basic size of 75 mm rotates in a bearing. The tolerance for both the shaft and bearing is
0.075 mm and the required allowance is 0.10 mm. Find the dimensions of the shaft and the bearing
bore. [Ans. For shaft : 74.90 mm, 74.825 mm ; For hole: 75.075 mm, 75 mm]

2. A medium force fit on a 75 mm shaft requires a hole tolerance and shaft tolerance each equal to
0.225 mm and average interference of 0.0375 mm. Find the hole and shaft dimensions.

[Ans. 75 mm, 75.225 mm ; 75.2625 mm, 75.4875 mm]
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10.
11.
12.

13.
14.

15.
16.
17.

18.
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Calculate the tolerances, fundamental deviations and limits of size for hole and shaft in the following
cases of fits:

(@ 25H8/d9%and  (b) 60H7/m6

[Ans. (a) 0.033 mm, 0.052 mm; 0,—0.064 mm, —0.116 mm; 25 mm, 25.033 mm, 24.936 mm, 24.884
mm (b) 0.03 mm, 0.019 mm; 0.011 mm, —0.008 mm; 60 mm, 60.03 mm, 59.989 mm, 59.97 mm]

Find the extreme diameters of shaft and holefor atransition fit H7/n6, if the nominal or basic diameter
is12 mm. What is the value of clearance and interference?

[Ans. 12.023 mm, 12.018 mm; 0.006 mm, —0.023 mm]

A gear hasto be shrunk on a shaft of basic size 120 mm. An interference fit H7/u6 is being selected.
Determine the minimum and maximum diameter of the shaft and interference.

[Ans. 120.144 mm, 120.166 mm; 0.109 mm, 0.166 mm]

QUESTIONS

Enumerate the various manufacturing methods of machine parts which a designer should know.
Explain briefly the different casting processes.

Write a brief note on the design of castings?

State and illustrate two principal design rules for casting design.

List the main advantages of forged components.

What are the salient features used in the design of forgings? Explain.

What do you understand by ‘hot working’ and ‘ cold working' processes? Explain with examples.

State the advantages and disadvantages of hot working of metals. Discuss any two hot working
processes.

What do you understand by cold working of metals? Describe briefly the various cold working
processes.

What are fits and tolerances? How are they designated?

What do you understand by the nominal size and basic size?

Write short notes on the following :

(a) Interchangeability; (b) Tolerance; (c) Allowance; and (d) Fits.

What isthe difference in the type of assembly generally used in running fits and interference fits?

Statebriefly unilateral system of tolerances covering the points of definition, application and advantages
over the bilateral system.

What is meant by ‘hole basis system’ and ‘ shaft basis system’ ? Which oneis preferred and why?
Discuss the Indian standard system of limits and fits.
What are the commonly used fits according to Indian standards?

What do you understand by preferred numbers? Explain fully.
OBJECTIVE TYPE QUESTIONS

The castings produced by forcing molten metal under pressureinto apermanent metal mould isknown
as

(@) permanent mould casting (b) slush casting

(c) diecasting (d) centrifugal casting

The metal is subjected to mechanical working for

(@) refining grainsize (b) reducing original block into desired shape
(c) controlling the direction of flow lines (d) all of these
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3.

10.

11

12.

13.

14.

15.

The temperature at which the new grains are formed in the metal is called

(a) lower critical temperature (b) upper critical temperature

(c) eutectic temperature (d) recrystallisationtemperature

The hot working of metalsis carried out

(a) at therecrystallisation temperature (b) below the recrystallisation temperature
(c) abovetherecrystallisation temperature (d) atany temperature

During hot working of metals

(@) porosity of the metal islargely eliminated

(b) grain structure of the metal isrefined

(¢) mechanical properties are improved due to refinement of grains

(d) all of the above

The parts of circular cross-section which are symmetrical about the axis of rotation are made by

(@) hot forging (b) hot spinning

(c) hot extrusion (d) hot drawing

The cold working of metalsis carried ot .............. the recrystallisation temperature.
(a) above (b) below

The process extensively used for making bolts and nutsis

(@) hot piercing (b) extrusion

(c) cold peening (d) cold heading

In aunilateral system of tolerance, the toleranceis allowed on

(@) oneside of the actual size (b) oneside of the nominal size
(c) both sides of the actual size (d) both sides of the nominal size
The algebraic difference between the maximum limit and the basic sizeis called

(a) actua deviation (b) upper deviation

(c) lower deviation (d) fundamental deviation

A basic shaft is one whose

(a) lower deviation iszero (b) upper deviation is zero

(c) lower and upper deviations are zero (d) none of these

A basic holeis one whose

(a) lower deviationiszero (b) upper deviation is zero

(c) lower and upper deviations are zero (d) none of these

According to Indian standard specifications, 100 H 6 / g 5 means that the
(@) actua sizeis100 mm

(b) basic sizeis 100 mm

(c) difference between the actual size and basic size is 100 mm
(d) none of the above

According to Indian standards, total number of tolerance grades are
(@ 8 (b) 12

(c) 18 (d 20
According to Indian standard specification, 100 H6/g5 means that
(a) tolerance grade for the holeis 6 and for the shaft is5

(b) tolerance grade for the shaft is 6 and for the holeis 5

(c) tolerance grade for the shaft is4 to 8 and for the holeis3to 7

(d) tolerance grade for the holeis 4 to 8 and for the shaftis3to 7

ANSWERS
1. (0 2. (d) 3. (d) 4. (0 5. (d)
6. (b) 7. (b) 8. (d) 9. (b) 10. (b)
1. (b) 12. (a) 13. (b) 14. (0) 15. (a)
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