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ABSTRACT
Although the high speed machining technology (HSM) has been significantly studied in

worldwide for past two decades, and has been widely applied in machining processes at

many countries, it is not well known in domestic machining industries. The objective of

this article, therefore, is to introduce the HSM to domestic industries so that they can

apply the HSM on their products and results in improvements on productity and precision.

The concept of HSM, tool materials and tool wear of HSM, surface roughness of HSM,

and the chip shape of HSM are discussed.
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