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Abstract :

The paper aims to study the effect of four values of the rotational speed of the cutting tool (600,
700, 800, 900) r.p.m as a function of the cutting speed of the peripheral milling versus of five values of
the feed rate (0.4, 0.6, 0.8, 1.0 and 1.2) mm on the tool life in peripheral milling, using medium carbon
steel (DIN CKys), The tool life was calculated theoretically and experimentally using Taylor's Equation
for (60) test specimens.

Search Results showed that moderate feed rates with medium-cutting speed of machine
peripheral milling give a longer life to the tool cutting, and that the increase in cutting speed with the
feed rate more than the right one leads to the collapse of the cutting edge of the milling cutter in the
peripheral milling process, and the pieces that fall between (100 speed m / se) and (125 m / sec) with a
little feed rate (0.6 mm) are the values that check Tyler's equation, and the study proved that the tool
life rate would be appropriate for the peripheral milling operations at medium speeds and moderate
feed rates, as the cutting speed with high feed rate greater than (1 mm) leads to reduced cutting tool life
during operations, and that the current study has given practical results achieved Tyler 's logarithmic
equation.

Key words : tool life , peripheral milling , cutting speed , feed .
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NS ST
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. (26,2000
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Tool material N C (m/min)

Non-steel work 0.125 120
High speed steel

Steel work 0.125 70

Non-steel work 0.25 900
Cemented carbide

Steel work 0.25 500
Ceramic Steel work 0.6 3000
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Rem - - - - - - 0.035| 0.03 0.4 |0.5-0.8 | 0.42-0.5 | 4l aaall

98.1 [0.157|023 |0 | 0.14 | 0.15 | 0.027 | 0.005 | 0.005 | 0.277 | 0.61 0.458 | daleadl dadll
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Cutting edge
Cutter e
diameter Fillet
Radial rake angle /
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p bl Ayg) 5
k) U 5 quia sy ekl 3199 Jalada (¥ ) e
Al ) A Kl il ol () Uil

;4 laal Aoall i3 3 a0 LS el gSal Ay gial) quadl (¥) Jgaad

No. Metal % Carbide Tungsten | No. Metal | % Carbide Tungsten
1. | B 64 8. Co 7.38
2. C 1.85 9. Cu 4
3. Si 1.8 10. Nb 3
4. Mn 3.49 11. Ti 0.134
5. Cr 3.15 12. v 1
6. Mo 6 13. W 4
7. Ni 0.005 14. Al 0.183

-Yd. .



[ : (€) ahal /7 (T) 22cd 7 duniand aglel /7 Jdy Gedy dha

D LAY) plsal Ayl ¥ ¥
f i) el 1Y) Al sl
Ll A a1 (Visual Basic 6) chus Ul ymil) Gl zali s asaa b o pualall oy
il A S e il oy JIS Aenl s el e ¢ pbiS Alilas Gty ol 2 i
a5 il e o Jpeanlls (Cem en) il 8 Jaie (o Slab A%l ke s Gl 3l de
bl lilee i) Jadl mali ) adda 25 ¢ LG Adles ¢ g o el 5 ad 38 A88all adadll 51
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Private Sub Command]_Click( )
Ve = (3.1415 * D * N) / 1000
T=(C/(Vex ({rm)*(1/n)
End Sub
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SRR WS SRR WS
el Ao s (4ad) (4ad)
Cutting Speed Tool Life Tool Life
(m/min) (' min ) ( min )

94.2000

109.9000
125.6000
141.3000

94.2000

109.9000
125.6000
141.3000

94.2000

109.9000
125.6000
141.3000

94.2000

109.9000
125.6000
141.3000

12 94.2000 0.8 1 20.0
109.9000 0.5 0.5 0.0
125.6000 0.3 0.35 14.3
0.0 0.1 0.1 141.3000

(X) Ls—aadl e (VO) ahaill e jus G Al any oS4 (£) Jsan 8 Ao sall il (g
Ll s ookl uilall 8 (Feed Rate) 3,35 Jaes ISV (Y) Lsaal) o 8ally akaill 31 jac
(f) SN e LS
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Ao adad Ao ju pe B30 5303 o 3 adall B yee S L Al )5 I e e i
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