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Recommended Normal Rake for Roughing Operations

High-speed
Work material steel, deg Carbide, deg
Cast iron, cast brass 0 00
Brass and bronze 8 35
Soft brass and
high-tensile steel 14 35
Mild steel 27 3.5

Light alloys 40 13.0
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g = ——=0.08 mm/rev

Y =% T 1000

OF = (r? — (as/2) ) = (0.4% — (0.08/2)%) /2 = 0.398 mm
H = 0.4 — 0398 = 0.002 mm = 2 um
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Yy
0° 5° 6° 6° 10° 30° 1/12
Back rake angle 0°
Side rake angle 5°
Back clearance angle 6°
Side clearance angle 6°
End cutting edge angle 10°
Approach angle 30°
Nose radius 1/12 inch
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A

0° —7° 10° 8° 15° 60° 0.8

Inclination angle (A) 0°

Orthogonal rake angle (y,) -7°

Orthogonal clearance angle () 10°

Auxiliary orthogonal clearance angle (a’s) 8°

Auxiliary cutting edge angle (¢4) 15°

Principal cutting edge angle (¢) 60°

Nose radius (r) 0.8mm
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A VYN
0° —7° 10° 8° 15° 60° 0.8
Inclination angle (A) 0°
Normal rake angle (yx) =7°
Normal clearance angle (ay) 10°
Auxiliary normal clearance angle (a'y) 8°
Auxiliary cutting edge angle (¢4) 15°
Principal cutting edge angle (@) 60°
Nose radius (r) 0.8mm
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Designation (signature) of tool geometry in * From ASA to ORS

e ASA System - tany, | sing ~ cos¢ | tany,
Yy, YXa ay, aX’ ¢e, ¢S1 r (InCh) _tan/‘{ _COS¢ Sin¢

e ORS System —

}\'1 YO’ aOa aO’v ¢11 (I)’ r (mm) -COta0:| _{ Sin¢ COS ¢—|:C0ta-\':|

| tan A —cos¢ sing || cota,

tany,

e NRS System —

}\’1 Yn, an, an,, ¢1’ ¢’ r (mm) - .
¢ (in ORS) = 90° - ¢s (in ASA)
* From ORS to NRS and ¢1(in ORS) = ¢ (in ASA)

tany, = tanyo,cosA

coto, = cotaocosK




