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On Tool Wear Characteristics in Cutting of High Manganese Steel
(Effect of Difference in Tool Materials)

Shuichi MORISHIGE, Masafumi SETO, Tamotsu TADO

In this report,the results when high manganese steel (0.5C—~17Mn—4Cr) was turned conventionally with

cemented carbide tools (P20, P30, K10) , cermet tools and coated tools were compared with those of carbon

steel (545C) , and for the purpose of grasping the characteristics of tool wear based on the change in the

state of wear, the state of advance of wear and the rate of wear of respective tools, the experimental study

was carred out.
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