1 94 i 3L

FEA7IA7 &8 A 6 A A 3 F 1997. 9

Journal of the Korean Society of Machine Tool Engineers

Aol A AatzAe wet dX]zte] AabAgtel] mlx)E o

uz

&t

i
Sk

0|8

A Effect of Cutting Resistance by Setting Angle According
to the Cutting Condition in Turning
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| Abstract
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This study provides the useful actual data instead of the experience data using in industrial fields.
Especially, values of each components of cutting force are effective in the rake angle. setting angle
and cutting area. Many researches have been made on the work piece materials, kinds of bite
materials, rake angle. nose radius and depth of cut. but a few on the bite setting angle. In order to
select optimal cutting speed, it was summarized the following results are achieved :

A chieved that an affect of cutting resistance on the setting angle is a little under giving
experimental conditions and therefore a worker can be choose the value of it randomly.
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Table 3 Chemical Composition of
Testing Materials

Chemical composition(Wt.%)
C Si Mn P S

SM15C | 0.158| 0.150| 0.556] 0.031| 0.037

Material
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Fig. 1 Experimental Apparatus
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Table 5 Cutting conditions for experiment

Setting angle | Cutting speed | Feed | Depth of cut
90° 80 0.2 0.4
80° 120 0.3 0.6
70° 160 0.4 0.8
60° 200 0.5 1.0
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Fig. 5 The Variation rate of each Component
force of Resistance Force by Cutting speed
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Fig. 8 Effect of Radial Component on the
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Fig. 9 The Variation rate of each Component
force of Resistance force by Setting
angle in Various Cutting speed

Figs. 6~9914 uehd vl go] Aa&sr} 371 g4
F ANAY 3EH 2 BE ase, A4y ga @
e ANEE F7ld BE nlEdE A% A3EY Ax
Ast 2 Fo Aol me AYEF APYHoE
Ao A7t Faste @4, FAYIAB.UEY 7
& 3 29 ggoz sMEr. FEHo] s
120 m/mincllA A zko| F@s1A HakAgo] A 7
athe @POR nlfo]l THAN JASTE A7
#Aglol 120 m/minol SAKEE d28 4 AT} o]
SEHE NSl F74el gl gae, Xz
90" & o AAZgo] 714 A1 A7l 60° Y W)
7V Ak ol2l@ #4e FEEY, wiEde un Ay
o2 A4AY FodM P9 FYE 8L /A8 ¢
¢ @Yoz AMdTh A S wel 4xZo] A4t
Aol vlAle 4L Fig. 99 Zo] 4N7 60° &

TOR 90 o vim¥ Wel wige FEY 43%

= old ¥9 21.6%% %, WEY 15.8% Pxol,

2ol 7MY ¥ Wsle s Jeit 2eu b 2
TR FEH A9 4.3% FEY wjs v)as g
PABRE X ze] HALE AgdE Adgs Ao 2z
Bt Aoz &Y sol, 47 MPL 2Aiar} hpge)
2, VIt Az we 4Az4e AT T @
Aoz Aty dr}

XN

4-3. F4 olol mat WxiA0| WAIKEN 0|x|=
=34

ARgolol met dxZo] AAAY ulxe Ggke
Figs. 10 ~ 13°1M uehd wute} o] Farzolr}t 25}



A2e - oI5

—— 0 =50
G50 oo —— 70 =60 :

! f=023
i ma/rev

450
400
350
300 - mee e
0.5 i.2 1.6
depth of \'nl(rm!)

component (1)
2

V= RO
m/min

|

[
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