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A Study on the Effective Cutting Conditions of Cage Motor Rotor
Considering Production Rate(1)
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ABSTRACT

The recent development of NC lathe and machining center have enabled automatic or unmanned
manufacturing system for the improvement of production rate. And if you want to introduce automatic or
unmanned manufacturing system into the cutting process of cage motor rotor, the selections of effective
cutting conditions, rational tool grades and tool angles are necessary.

As a result, the selection of cutting conditions, tool grades and tool angles are important factors to
production rate.
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Table 1 Chemical compositions and mechanical
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Table 2 Working condition

Cutting speerd Feed rate Depth of cut

Insert tip
fmm/rey ‘mm

m/min!
192
236 h0h Giols
201 0,10 0,05
3147 o 15
109

KTP20

241
~ 0. 10
317 0,05

109

- KTP20
O, 05

3T 0,10 O 10
104 0. 13 .15
0.20

Table 3 Tool dimension

Angles Degree.
Back Rake Angle -t
Side Rake Angle —6
End Relief Angle 0
Side Relicl Angle 0
End Cut Edge Angle 15

Side Cut Edge Angle I

Nose Radius 0.8 mm'
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