This Cutting Toel Data alsa available in chart form 12x16 inch size,

-Price 15¢
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Cutting Speeds for Turning With High Speed Steel Cutting Tools HONING
Material ;'I PO ¢ ubricant Material Pt par Lubricant the
nute Minute CUTTER BIT
Aluminum 300-400 | Comp. aor Malleable Jron 80130 | Dryor
Kerosens | Comp.
Brass, leaded [ 300-700 | Dry or "_Mang Trenze [ TA0-300"| "Tomp, tIL STONL
Comp. Mang. Steel 20-40 Comyp. e
Brass, red & 150-30G Comp. Woly,Stesl 100-520 | Comp.
yollow Monsl Meial 100-325"| Tomp.or
Bronze, looded | 900-700 | Comp. Sul,Bose .
- _nmnz..,_thphnr 75150 | Comp. Nickel Silver | 75-150 | Comp.
“Castlon | 50-110 | Dry
Cast Steel 490 | Comp- Mickal Silver, |150-300 | Comp. .
Copper, leadsd [300-700 | Comp. leaded Aﬂergrlndmg,
Copper, electra. | 75-150 | Comp. Mickel Steal 85-510 | Comp.or i
Chrome Steel 65-185 | Cun: Sul.znse h‘:ne sutting
Die Caslings | 225-30 |~ Com- Ploailas, hot- | 200800 | Dry edge of tool on
| pound sot molded | oil stone. I
Duralumin 275-406 |~ Com- Rubber, Hard | 200-300 | Dry il i
| pound Stafnfess Steel | 100-150 | Sul. Base will improve
Fibor 200-30 | Bry Jool Steel 70-130 | Comp. cutting qual-
Machine Stesl [ 135-225 | Com= __ Yungsten Steel 70-130 | Comp. ity of cutter
pound Vanadium Steai a5-120 Comp. H
T ind are sugpeated ox i b ! t‘
wi or lower By Tor

Boring and Inside Threading Tool
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The boring tool Is ground exactly the same as the left hand tuming tool ex-
cept the front clearance of boring tool must be ground at a slightly greater angle
so that the heel of the tool will notrubin the hole of the work. The inside thread-
ing tool is ground the same as the screw thread cutting tool except thatthe front
clearance must be increased for the same reason as for the boring tool.

NOTE: These are suggested starting angles for general work, Slightly smaller or
larger angles may prove more efficlent, depending on the texture of the material
machined, finlsh requived, cutting speed and the type of cutting tool used.,






