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The hl e of the Atlas cut=off tool is
with correct front and side clearance.
clearance has been provided, because
depends ypon the depth of the cut-off of

BACK CLEARANCE

I,ﬂ"—“ This distance depsnds on

depth of cut-off cperatlon.
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FIG. 1 View of blade showing hlcl clearance.
Iu FI‘]-I?‘.’ I'. Th- arnnr method of nrllﬂnﬂ back

r 1o hold th 1 blade
flat .gun:t th -Id- nf thn ;rlndl.ng HIIII ang-

~ling it slightly to make the neck portion "A" ap-

proximately- 005" to .008" narrower than at the
cutting edge "B". Repeat this grinding operatian
on opposite side of blade. NOTE: The .005" to

008" dimension shown in Figure | indicates total
pack clearance,

CUT-OFF OPERATION

In setting the cut-off blade to the work, the cut-
ting edge "B" must be set exactly on center line.
See Figure 2. The centerline of the blade (Figure
3) must be parallel with the face of the chuck or
face plate. This can be checked as follows: Posi-
tion the blade to rest against the face of the
chuck or face plate, letting cutting edge "BF
touch the face of the chuck or face plate, and
leaving a small amount of clearance at "C". Place
the shank of the cut-off tool as far batk into the
tool post as possible to minimize averhang.

The two most common troubles im cutting-off are

"chatter” and "hogging=in". The following para-
graphs tell how these troubles are avoided - fol-
low these rules carefully:

RIGIDITY:=—Not only the tocl and carriage, but
every part of the lathe must be tight when
cutting off—=1lobse fits in the spindle, car-
riage and compound rest will surely causs
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- trouble. ;See that the gibs on the rear of the
carriage fit snug and that the carriage is
locked
en the gibs on the cross feed and compound
feed. Set the tool holder as far back into
the tool post as possible and keep the tool
post screw tightened. The tool is fed into
the work with the manual cross feed.

RATE OF FEED:=The rate of feeding-in is es-
pecially important because the chip is actu-
ally wider than the cutting edge of the tool
blade. A fast feed tends to cause “hogging”®,
either stopping the lathe or breaking the tool
—a slow feed usually produces chatter. Ex-
parience aids in “"fealing out™ tThe exact rate-
of feed to avoid both chatter and “hogging-in"
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PIG. 2 Side view of blade showing front clear-
mace and currect setilsg of blade o work.

SPINDLE SPEED:=—=The correct spindla speed
varies with the diameter of the work and thae
type of material being cut off, |n most cases
the spindle speed used for general turning is
alse correct for cutting off. The spindle
speed should be reduced to eliminate chatter,
increased to eliminate "hogging-in".

COOLAET OR CUTTING OFL: —Thorough application
of lubricant is absolutely essential during
the cut-off operation. In large lathe work, a
continuous stream of lubricant is directed at

the front of the eut- ____—

. off tool. When cut- R Cutting
ting off on a small :nur}; Edge
lathe, the lubricant Face
shawtd -'-‘b-l'.:.ﬂrt ey antar_line
with a I"-wide brush. or ¥l
The Lubrication Chart —l
(Figure ) gives the Clearance
correct lubricant to ' aquai on

both sides
hl-tu:_ad_ for various v 5 of _‘"“'
meterinty e, - Naise chuek to cor-

aso 1y align blade.
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securely in position on the bed. Tight-
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run‘THE‘R -nm_t-:s FOR CUTTING ’%ioFF
I, Set the cutting edge of the tool on the lathe

Figure 3}.
2. |f the tool 'huga-ln and stops the spindle

: tup tl-q,lutur and reverse the spin-
ﬁlﬁklng out the tool with
ting the tool, fug .

!i i-v
4, Cut off as close to the headstock as wlﬂh'ln.

Use a steady rest if work is to be cut-off
some distance From headstock.

5. When cutting off large diameter stock or soft
copper many machinists start with a groove
wider than the cut=off blade and move the cut-
off tool back and forth continually Il it is
fﬂ-‘d into the work.

6. Cut-off blades for aluminum should have about
15° back rake and. Gn!y 42 or 59 front clear-
ance.

7. To resharpen the -:.m:t.--:-?]r tnnl. grirld' the front
edge only, allowing front clearance (see Fig-
. wre 7). st pimEE
B."The cut-off tool is often used ta "block out"
the work, making grogves which indicate the
end of each cut. Fach groove is slightly less
deep than thn? A3h-diarbller—this sinplifies
the turning ‘Operation by providing an easy
stopping place aftar each cut.

Experiment to determine the proper spindle speed
and rate of feed for the diameter and material
being cut off—this is the best way to get the
"feel™ of the operation.

ORDERING IMFORMATION: All prices are sabject to chaage without motice.
will be made on any order. Always order by part suomber and mame.

charge of $0.25

LUBRICANTS FOR CUTTING-OFF AND GENERAL
MACHINING OF VARIOUS HATERI!LS
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u-ITEEL (Mild Cold Roll) CUTTINE-DIL

CUTTINGTDIL

CUTTIHG OIL

ORY

INLESS STEEL CUTTING QIL OR SuL-

PHURIZED MINERAL DIL
| COPPER CUTTING OIL
BRASS FARAFFIN 0IL

HARD BRONZES PARAFFIN O1L

ALUMINUM

HARD RUBBER

d__,._________.—-—-—lfnﬂum'ﬂ:.-n— e S ess |
Ty SULPHURIZED
?ﬁllLllEb PLASTICS TURN DRY=THREAD AND CUT-

a OFF WITH CUTTING OIL
lET FL*ST;‘:S TURN DRY=THREAD l"ﬁ‘ cuT-
OFF WITH CUTTING OIL L

nﬁhlfl AND MICARTA DRY
I BER D

Lubrication Chart
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PARTS PRICE LIST

. PIG. 4

part No. name Price
590 CUT-OFF TOOL
9-591 Tool Holder.........§l.40
9=-597 Cut=0fT Blad®..ceasas 70
9-593 Lotk 3CreWesacssssaas «30
ME-530 CuUT-0FF TOOL
ME=59]1 Tool Holder.eeeuws-=31.40
M6-592 Cut-nff Blade..oocan. 70
9-5393 Lock: Screm.imsiismsaeaqmidl
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Prices 4o mot include postage .or srpreas.charges.
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