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On Tool Wear Characteristics in Cutting
of Non Magnetic Heat Resisting Steel

—Effect of Difference

in Tool Materials—

Shuichi MORISHIGE*, Masafumi SETO"

Abstract

In this report, in the conventional turning of non magnetic heat resisting steel was
carried out by using the cemented carbide tools (P20,P30,K10),cermet tool and coated tool
and while comparing with the carbon steel for mechanical structures S45C, from the view-
point of wear mode, the state of advance of wear and the rate of wear, the effect due to

the difference of tool materials was examined.
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