AMERICAN MACHINIST - Jamswy '05

Pushing tools assignment at Slabe
turns into savings to improve turning
efficiency on high-

P ushing durable tools to temperature alloys,

their limits may be routine he ch‘osc. five of the
in turning standard metals, but at shop’s highest-
Slabe Machining Products in volume jobs to test
Willoughby, Ohio, the practice several available
works for improving efficiency cutrers before -
when cutting high-temperature selecting Ingersoll’s
alloys such as Inconels, TaeguTec tooling.
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TaeguTec tooling

delivers long edge

lives and fast 155 sfm and 0.0065 ipr with the

operations to save 1\, ursoll cutter increased edge life
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Products $70,000/yr from 15 to 24 pieces, and finishing

in turning costs. at 165 sfm/0.003 ipr upped life
from 15 to 50. Slabe couldn’t raise
the cutting rate any higher for this

part because it was a two-spindle operation and the

other spindle governed cyvcle ime.

The fourth test part, an Inconel 718 turbine
component with a 3.280-in.-long cut, experienced
increased edge life from six to 10 pieces during roughing
and 10 to 40 for finishing, Finishing, originally run ar
165 sfm and 0.002 ipr, rose to 180 sfm/0.003 ipr ata
0.008-in. depth-of-cut for a 60% gain in throughput —
stemming from shorter cycles and fewer stops to index.

The fifth test job ran on a Citizen M 32 Swiss-type
machine and involved an Inconel 718 pin with a 0.6235-
in.-long cut. Edge life jumped from 10 to 45 pieces/edge,
significant because the machine took five min to index.
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