Royal Oak’ Grinders

AMERICA'S MOST VERSATILE GRINDERS . #

"#$ (! #)$*
+ % ! &

o *’..\l
i S (1 #)$

)

WE WILL HELP YOU




TOOL GRINDING FUNDAMENTALS
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TOOL GRINDING FUNDAMENTALS
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TOOL GRINDING FUNDAMENTALS
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TOOL GRINDING FUNDAMENTALS
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TOOL GRINDING FUNDAMENTALS
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TOOL GRINDING FUNDAMENTALS
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TOOL GRINDING FUNDAMENTALS
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TOOL GRINDING FUNDAMENTALS
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TABLE 2: Procedure to establish best
relief for cam-relieved cutting tools,
axial end clearance, and radial
peripheral clearance.

TABLE 3: Average feeds for twist drills. These feed rates can also be used for the
evaluation of most endworking tools.
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To convert angular values into decimal drop per degree of arc:

1 — Construct a layout as shown to determine x.

2 — Use cutting diameter and relief angle to determine drop in 360°: Cutting
diameter x sine of relief angle = drop in 360°.

3 — Divide this drop by 360° and multiply result by number of degrees in x.
This will equal drop required for tool.
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