Turning with high feeding
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Abstract
From the invention of turning machine some engineers are trying to increase the turning productivity. The increase of productivity is following after the breakout in instrumental area, such as the hard alloy instrument and resistance to wear cutting surfaces [1]. The potential of cutting speed has a certain limit. New steel marks and cutting surfaces types allows significantly increase cutting and turning speeds, but with this increase from the recommended by 20 % the solidity of the instrument decreases by 50 %. For the most operation types the productivity increase begins from the feeding increase. On the average feeding increase by 20 %, the self cost decreases by 15 % when manufacturing the detail in large numbers [2, 3]. When increasing feeding it is necessary to remember, that from it depends detail’s surface roughness. The dependence of the Rt- maximum total height of the profile, feeding ( f ) and cutting edge radius ( r ) is describing with formula (1) and Ra- average roughness, arithmetic mean deviation of the profile, the area between the roughness profile and it’s mean line with formula ( 2 ).
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The new generation of turning inserts use Wiper geometry have two advantages. The first one if increase feeding twice, the surface roughness will stay the same as for the standard turning inserts with standard feeding. And the second advantage is if leave feeding the same, the surface roughness will become twice better. The main idea of this turning insert is that it has two rounding radiuses at the cutting tip, second radius, which is bigger, cut cleaner after first radius. Turning result is better when working with cylindrical and frontal surfaces.
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