


heavy cutting.
iii) Each work piece has a thin s





3.	 Measures	for	improving	finish	machining		 	
	 efficiency	of	impeller	blades

3.1  Tool with variable pitch and variable lead angle

 Fig. 6 schematically shows the machining 
methods used on leading edges. Cutting with the 
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the rake angle, tool tilt angle and cutting resistance 
value


