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Deciding what qualifies to have
space allocated in the newsletter
is determined mostly by you.

As we talk to you, the customer,
and you share the issues you are
dealing with in your workshop,
we make a note to include them
in here.

If you have any special interests
that you feel would suit these
pages then let us know.
Alternatively, if you would like to
put “pen to paper” on an item that
would be relevant to our
customers, we would be happy to
include your contribution.

In the last edition of the
newsletter we promoted the ME
Tap and Die sets as finally
coming into stock and being ‘on
the wharf’ as we went to print.

They were certainly on all the
paper work we received from the
supplier as being the ME sets —
unfortunately when we opened
the crate they were all BA
(British Association).

Emails and phone calls to the
supplier returned several
promises of delivery dates, each
passing fruitlessly and us still left
empty handed. To date even their
most  optimistic  predictions

specify the end of September.

We apologise to those patient
customers who are holdingut
for them. The CEO of the
manufacturing compar
reassures me they will be
“European” standard ar
worth the wait.
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The AHSNT (Editor- | suspect this is Aeronautical Historical Society of NT) has to offer, a free 12” to the foot model of
a Douglas DC3/Dakota. Only slightly incomplete. This wing assembly is surplus to requirements. The wing
section, part of the lower fuselage with the engine nacelles, also the main wings, wing tips all need a little
TLC. All you need to complete this model is to make a fuselage, tailplanes, rudder and overhaul a couple of
R2600C.W 14 cyl radials etc etc. May need a hanger and runway as well. Shouldn’t take you much longer
than | took to build a Quorn or Dore Westbury. Free to anyone who is prepared to pay the removal freight
costs...otherwise we are going to cut it up for scrap. Ideal project for someone fed up with machining fiddly
bits for A-0-6-0.
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Some time back now | had to tap six 1/8" W holes in a
casting. The first five went perfectly but on the sixth
there was a small click and the tap holder came away
minus about half the tap.

This broken tap was just below the surface and | tried
all sorts of things to get it out to no avail. I
remembered some years ago reading about a
European tap remover that involved three fingers that
went down the flutes of a tap enabling a person to try
and unscrew the broken tap.

| tried every engineering place that | could but nobody
had any idea of what | was talking about.

Finally |1 had the bright idea of getting three small
needles wrapping them into bundle with masking tap
# and then fitting this into a small drill chuck. When | first
E]EB tried, there was no movement, but then after some

jiggling | felt a slight movement and then to my
amazement, the broken tap screwed straight out.
% " I now keep this precious little item in my cabinet of tap

and dies.
Hope you enjoyed this little saga.
& Regards
Ray Hayward




This question is probably the most frequently asked
guestion of Minitech personnel regarding how fast
should they run their machine whilst turning/migjih

The fact is, there are so many variables thattffe
speed that it makes an exact answer unwise togoroff
The hardness of the material, the type of cuttoud, t
how sharp is the tool, what is the depth of cug,yau
using coolant and what is the feed speed etanglact
on the speed of the cutter over the surface ofrthterial
being cut.

A rule of thumb for carbide cutters on Bright Mikdeel
is “10,000 divided by the diameter of the cuttér (i
milling) or the diameter of the work (if turning) i
millimeters”. If using HSS cutters then the stagtin
number is 6,000.

Generally the softer the material being cut théefathe
cutting speed should be. Therefore the speed would
increase through alloy steels, normal steel, iboight
mild steel, brass, aluminium and plastic.

Likewise with the cutting tool, the harder the oudt
tool, the faster the speed. Therefore you wouldeiase
speed from carbon steel to HSS to carbide tools or
carbide tipped tools.

A technical example is as follows. The surface dfee
cutting free machining steel with HSS is 48 mepeans
min. Therefore a piece of 1” carbon steel is caltad
by dividing the circumference into the surface shee

Circumference in cm (2 x pie x radius) = 2 x 3.342
1.27 =7.98. In metres that is 0.0798. The rpnafor
industrial machine, therefore = 48 /0.0798 = 60Qrpm

To help you calculate what surface speed you nsidj |
HSS, without cutting oil and at a medium cut aretife
rate we supply the following chart.
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Metric speed | Imperial
per min speed per
minute

Carbon steel | 15-18 m/min | 50-60 fpm
(hard)
Mild steel 30-38 m/min | 100- 125 fpm
Cast Iron 18-24 m/min| 60-80 fpm
Bronzes 24-45 m/min| 80-150 fpm
Brass (soft) 45-60 m/min|  150-200 fpm
Aluminium 75-105 m/min| 250-350 fpm

Roughing cuts could take a heavy cut at a sloweedp
Finishing cuts could usually take a very light ati
higher speed




