Turning - Cutting data

Homenclature and formulae
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3y = Depth of cut
D = Workpigce diameter

f = Feed rate
h = Ghip thickness
k= Gonstant,

1.4 for steels and stainless stegls and

1.0 for cast iron
kg = Specific cutting force

ke, ,= Cutting force (1 mm#)
(See page 252)

mc = Exponent (See page 252)
n = RAPM

Pe = Power demand

0 = Metal removal rate
Ry = Surface finish

fg = Nose radlus

At = Profile depth

Ry = Max. height of profile
ve = Cutting speed

% = Sgfting angle

n = Efficiency

v, = Cutting rake anghe
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