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A Effect of Cutting Resistance by Setting Angle According
to the Cutting Condition in Turning

Sin Keun Ha® . Lee Soo Yoing™

Abstract

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 1 Specification of experiment equipment

No| Name Description and specification
1st class : DA-18 W% Co.
swing X Lengh between

1 Lathe

center 400X 750
spindle speed : 45~1600

Type @ 9257B

Vertical component of
Tool cutting Force : 1000(N)
Dynamo| Radial component of
500(N)
Axial component of
cutting Force @ 500(N)
Product : KISTLER
Switzerland Co.,Ltd

2 | meter cutting Force :

Type : 5019A 110V or
Charge | 220V 60 Hz 8 Channel
Amplifier| Product : KISTLER
Switzerland Co.,Ltd

Type : Spc 7600P

4|C v
omputer Product : 444 Co.Ltd
Type : Starvert-Is3
5 | Inverter | 0~400 Hz

Product : LG Co.,Ltd
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Table 2 Dimension of Cutting Tool

Thick | Edge |Clearance |Nose
ness | lenght| angle |radius

476 | 165 0° 0.4

Type| Model

NC |TNMG
30P | -GM
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Table 3 Specification of Tool Holder

& HIH|W{L|S|h|¢
PTGNR 2020-K16| 20 | 20 {125] 25 20| 20
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Table 4 Chemical Composition of
Testing Materials
. “, . 0
Material Chemical composition(Wt.%6)

C Si Mn | P N
SM15C | 0.158 | 0.150 | 0.556 | 0.031 | 0.037
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Fig. 1 Specimen Dimension

_89_



2-5. 4¥3A

B A¥s Y3 AFAAE Fig. 2% 2od,
AME gHE nAAZN FFEHPTGNR 2020-
Kie)s AAFT2 F3sdAd a1AAA 48
st old Hgad AHASL A7) st
¥ Bl (Inverter Starvert-is3)9] F34& W3}
ANA FBed JAFE AAFHAR FALAE
TTFEHA(Kistler 9257B)AA &A% AAarE &

AT =
= =

HElAd A gEZeggojoj(Mult  Channel
Charge Amplifier; tyvpe 5019A)% %3 A/D
Wazle) os) dxE AGHNIZE HIAA

AFEA A

Inverter

Chuck

. Norkpiece Tallstock

D EJ‘

Drranoaater

Frequency

coatroller Anp.

RSI32C Cable

<<

an

p.C

Fig. 2

Experimental Apparatus

2-6. AWE AH§H

B M AER dutel
HPolm2 MAA 753
wxet7] Pkl 3
gL, el
5 WAAA
ﬂﬁd.ﬂwHA a5 001 HzzA
ol A 130~1700 rpme] vl A AEgH
Table 59 ©lte] 44 AP stirt

=

ol _Vllru\o
l
o

% oox

J_
o
)
~
Ap

?‘

o gE g Mo o ot I

2 oop
A

mlm

_90__

Table 5 Tum by Variable Frequency

of Inverter

Inver Inver

PM 370 | 1000} 1600} RPM

Hz

370 {1000} 1600

rpm | rpm | rpm rpm | rpm | rom

RPM
630
660
690
720

RPM
1230
1260
1290
1320

21
22

137
146
153
157

371
392
412
422

580
624
649

663
7k

g8l

41
42
43
44
A3
56
57
58
59
60

268
273
280
287

721
747
757
776

1132
1164
1193
1215

%
394
1021
1048
1080
1106

36
37

1080
1110
1140
1170
1200

234
242
259
257
265

638
660
673
697
705

1680
1710
1740
1770
1800

365
372
378

988

1004
1022
1040
1058

1550
1577
1605
1658
1703

39

350
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Table 6 Cutting conditions for Experiment

Setting angle |Cutting speed | Feed |Depth of cut
90°
80°
70 80 0.2 0.6
60°
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Table 7 Data of Cutting Force( 90° )

setting angle 90°

Cuttin, . . . .
% | 80 m/min | 120 m/min | 160 m‘min | 200 m'min
speed
Compo cutting cutting cutting cutting
nent | component | component | component { component
depth
Fv Fq FH Fv] Fq Fr| Fv Fr| Fr| Fv| Fr| F
feed Of cut H H H R F R F R

0.2{ 04 | 235 135| 130( 230| 130] 115( 220{ 120} 113] 205} 115 110
0.6 | 340/ 145| 205 300 143 200f 290 140{ 180{ 280| 132] 175
0.8 | 375 148| 270] 370( 145 265( 360f 143| 330 138 240
rev] 1.0 | 480( 160| 338! 450 154! 325} 435 149 315 430| 141} 260|

03] 04 | 300{ 150 135] 275 145 120] 265 140| 120 250{ 134| 110

0.6 | 450 164 250| 410{ 158| 241{ 380| 153| 230 370| 145 210
m/m 08 | 550| 171 340| 540| 167] 319| 520] 159} 310] 515| 155 265
rev| 10 | 670( 185] 390| 635| 181} 370[ 620{ 180] 360 600( 176{ 340
0.4 04 | 355 168] 138 350| 160 120} 350| 158| 120} 325( 153 118

06 | 540 174 265| 530| 168] 244 470| 164| 230 465| 157} 224
m;] 08 | 690] 184 355| 645| 172] 340] 630] 167{ 340] 610] 162] 280
revl 1.0 | 850f 198] 460| 820( 186{ 430) 748| 180f 410| 740{ 177} 380
0.5 04 { 440{ 180{ 140{ 410{ 174 125( 400| 169{ 123] 400{ 160} 119

06 | 6501 193] 275 635| 187] 270| 575 180} 241| 570} 170| 225
m:" 0.8 | 850] 230| 420{ 820{ 220 410| 750{ 215| 350( 70| 209{ 345
;e\, 1.0 (1070 255| 520] 990| 245( 490| 930} 233| 480 843| 228/ 460

Table 8 Data of cutting force ( 80° )

setting angle 80°

Sig“g 80 m'min 160 m'min | 200 m/min
Compo cutting cutting cutting
nent | component component | component
feed :fei:lt Fv FH Fv| Fr Fv| Fr| Fr
02| 04238132 220 118 210 110[ 13
0.6 | 345 140 295 130 290 125 180)
08 | 384 145 380| 138 267] 340] 134] 259
revl 1.0 {494 155 440) 145 440 1401 305
0.3| 04 | 305 143 270] 134 2631 130] 140
0.6 | 455 160 395} 147 380| 143{ 235
™08 | 559 168 530 153 330| 520 150{ 280
rev| 1.0 | 675 180 630 170 620] 163 360
04] 04| 370 163 550 150 330| 146 150
0.6 | 543 170 480 160 470] 153 265
PPl 08| 699 180 640 165 370| 620 160] 348
;e\. 1.0 | 850| 195 750| 180 745] 175] 410
05 0.4 {453 175 420( 168] 410{ 160 180
0.6 | 655 188 583] 180 580 165 305)
08 | ssd 220 760{ 210) 755} 206 380)
rev] 1.0 (1110 245 840 230 848 225/ 480)
Table 9 Data of cutting force ( 70° )
setting angle 70°
Cutting 80 160 200
speed m'min m/min m.'min
Compo cutting cutting cutting
nent | component component | component
depth | ool e Fv| Fr Fv| Fr| Fr
feed of cut
02 04|20 120 230) 110 220} 108| 145
0.6 | 3501 128 300| 118 290 110} 204
mm 0.8 | 390 130 330 120 350 118 285
rev] 1.0 {500 148] 500 125 440 1231 320
03] 0.4 {310 138 280{ 120| 270| 1186|170
0.6 | 455 155 00| 135 395 13053
mfn 0.8 | 360] 161 550 14 5201 135 330
rev] 10| 8680 173 630] 150) 630] 145 100/
04 0.4 | 380] 157 360] 136| 19| 340] 131/ 190
0.6 | 530! 163 483} 153 180 148 270
m 0.8 | 700| 175 640] 160 630{ 155 360
rev] 108701 760{ 174 760 170] 420
05) 0.4 | 459 169 130] 160 420} 153 190|
0.6 | 680{ 180 610 175 605 160 3304
m,m 0.8 | 870) 215 770| 205, 760f 200} 400
rev] L0 [1120 238 950| 220 900 210{ 480




Table 10 Data of Cutting Force( 60°

setting angle 60°

tti
Cutting | g o min | 120 mmin | 160 m'min | 200 mmin
speed 500 ——n
Compo cutting cutting cutting cutting ——8§0 w1207
nent | component | component | component | component = 430 ——— o [60 —pe= 200 ——si
depth ! - : )
P F FY F PY F § 400 r
feedof cut | | | Fal | | Fa| “JFR Pv| Fr| Fa ! E : T d = 0.6
03 04 | 245 115 180f 240 110{ 175] 238 105{ 158 230] 101 150 2 350 e - —s mm
0.6 | 358 125 240| 310 118] 230| 305 1101 222| 295! 108] 210 3 300 'E‘ﬁ:'—:—_—-ﬂ £ . 0.2
miy > 4
|08 | 415 128 342 400] 120 334) 390| 118} 30| 360) 115} 290 250 1 . | mm/rev
et 1.0 | 520 140 365| 495| 128] 352| 460 120| 347| 450! 118 335 90 80 10 60
1 «
03 0.4 | 325 130 239| 3001 120 222| 285{ 112] 204] 280 109 200) setting angle (deg)
0.6 | 470} 150 350] 440| 140] 290| 420| 134 287| 411) 130 270
miar

0.8 | 560| 153 445 550, 150| 371} 540| 140{ 346| 525 135( 340 J
red 1.0 | 690 170] 456| 660! 160| 428| 648{ 150 423| 641| 140| 410
04 04 |390| 155 240| 371| 140| 228} 365{ 135] 215] 355 130] 207

. ‘
06 | 569| 165 355 545 160] 319) 490] 152 298 491 146 28 Vertical Component by Setting Angle
08 | 705| 170] 446] 660] 163] 405] 648] 160] 383 630] 152 380
reb 10 | 830] 188 5a0] 850| 176| 511] 770 172] 430] 765] 168 426

Fig. 3 Vanatation in Cutting Resistance
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