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SUMMARY  

In all the tests conducted the results obtained were reasonably 
consistent. High Speed Steel Tools containing 18% Tungsten and 570 Cobalt 
were used throughout. The same tool was used as far as possible to 
minimise the variables entering the tool life tests. Basic tests were 
conducted on a Centre Lathe and the results of these are as follows:-
Best True Rake Angle = 15°  
Ratio of Metal Removal Rate for one 
hour tool life at various feed rates 

Feed 	 Ratio 

Speed for one 
hour tool life 
Feet/Alin. 

Surface Finish 
C. L. A. 

Microinches 

. 0025 1 (Datum) 70 120 

. 005 1. 72 60 140 

. 010 2. 57 43 250 

. 015 3. 15 35 450 

. 020 3. 44 29 520 

Volume revovable/Horse Power/minute 	= 1. 1 cub. inches 
Horsepower to remove 1 cubic inch 	= 0. 91 
Vertical Pressure on Tool, P 	 = 360, 000 df. d = depth 

f = feed 
Brinell Hardness 	 = 402 Bhn 
Meyer Hardenability Index 'n' 

	 = 2.18 

Tests were conducted to seek a relationship for applying the basic 
life tests to cylindrical milling. When the maximum undeformed chip 
thickness was taken as the e iuivalent of the feed per revolution in turning, 
the life values showed close agreement. 


























































