|
Takamaz RYU-GI

Here, we introduce the knowledge and various knowledge
about the product TAKAMAZ a variety of machine tools.
I hope you will help the daily work of customers.

The 13th Improved Chip Processing with a Unique Boring Bar
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so as not to lose rigidity, the shank is ultra-hard, Conventional Standard
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Material SCM415 Table 1
Formed Material | Cold-forged Material Mo hot rolling - - - —
- During cutting, as much as possible, cutting oil should be discharged
Pre-Cutting Heat Treatnent | None @ | at sufficient pressure from inside the shaft ejecting the chips at
Cutting Purpose | Trial, Test the front side.
The protruding amount of the bar must have some allowance so that
& - . @ | the chips eject in the forward direction. (To a degree that does not
== lose its rigidity)
""""" A During insert selection, select one with good chip processing properties,
@ | and set suitable cutting conditions while observing the machining
| S _—.._ " chip state.
r = @ If a chip-ejecting shape is adopted, an extremely-thick shank diameter
- """"" &3 ¥ and ultra-hard shank is needed so as not to lose rigidity.
_._...._____._"\i—,__ N There is also a method where the chip ejection direction forcibly ejects
'_' ® to the inside rather than to the front as in the present example.
' This option must be selected according to the cutting environment and

- =Tz T conditions.
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