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Peripheral (slob) milling Foce milling

Tool-work relationships in peripheral and face milling :1 91~
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Tool-work relationships in turning :2 998
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Effects of improper drill grinding: (left)angles of the two lips are different; (right) lengths :3 99X

of the lips are not equal
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Schematic of some common machining operations. (a) Turning on a lathe; (b) borimg; :4 9N
(c) shaping; (d) slab milling
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Table 2. Turning cast irons with C-2 carbide
Cutting speed, ft/min, for 30-min tool life = Vi,

Type

Matrix of UTS, Elong.,
Material microstrocture graphite BHN Vy psi YP, psi %
Gray Iron ceo.. . 100% ferrite Flake 100 880 15700
Coarse pearlite Flake 195 360 35000
Fine pearlite Flake 225 340 45000
Acicular Flake 263 200 59 000 vate 5
Ductile Iron . .. ....100% ferrite Spheroidal 170 810 70000 56 000 22
97% ferrite, 3% pearlite  Spheroidal 183 570 77000 62000 20
60% ferrite, 40% pearlite  Spheroidal 207 430 84700 69 8OO 17
60% ferrite, 40% peariite  Spheroidal 215 360 93000 72000 4
20% ferrite, 80% pearlite  Spheroida! 265 240 97250 79 000 2
Ferritic malieabie,
ASTM 32510 ....100% ferrite Temper carbon 109 950 50 000 32 500 10
Pearlitic malleable:
ASTM 48004 ... .Spheroidite Temper carbon 179 450 70 000 48 000 4
ASTM 60003 .. ..Spheroidite Temper carbon 230 280 80000 60 000 3
ASTM B0002 . ...Spheroidite Temper carbon 250 260 100 000 80 000 2
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V30 versus hardness in turning wrought steels :11 91K
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