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On Tool Wear Characteristics in Cutting of Heat Resisting Steel
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TX20-P20
Cutting speed:50m/min
Cutting time:36min

0. 05mm
—

TX20-P20
Cutting speed:100m/mi
Cutting time:40min

Cutting material:S45C
Depth of cut:1. Omm,
Feed rate:0. Imm/rev

TX20-P20
Cutting speed:280m/min
Cutting time:llmin
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TH10-K10 b
Cutting speed:50m/min
Cutting time:57min
g
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TH10-K10
Cutting speed:100m/min
Cutting time:40min

i

4 Cutting material:S45C
Depth of cut:l. Omm,

TH10-K10
Feed rate:0. lmm/rev

Cutting speed:280n/min
Cutting time:l.5min
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N308-Cermet tool
Cutting speed:50m/min
Cutting time:37min

0. 05mm
—

N308-Cermet tool
Cutting speed:100m/min
Cutting time:34min

N308-Cermet tool
Cutting speed:280m/min
Cutting.time:38min

Cutting material:S45C
Depth of cut:l.Omm,
Feed rate:0. 1mm/rev
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T802-Coated -tool
Catting speed:50n/min
Cutting time:40min

T802-Coated too!l
Cutting speed:100m/min
Cutting time:39min

T802-Coated tool
Cutting speed:280m/min
Cutting time:36min
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Cutting material:S45C
Depth of cut:1.Omm,-
Feed rate:0. 1mm/rev
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UX30-P30 .
Cutting speed:30m/min
Cutting time:188.5min
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UX30-P30
Cutting speed:50m/min
Cutting time:113.5min

Cutiing material :SUH35
Depth of cut:l.Oam,
Feed rate:0. lam/rev

UX30-P30
Cutting speed:70m/min
Cutting time:73. 13min
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TH10-K10"
Cutting speed:30m/min
Cutting time:190min.

><
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5| ez 0. 1mm

TH10-K10 . .
Cutting speed:50m/min
Cutting time:94.5min

- TH10-K10
-Cutting speed:70m/min -
Cutting time:59.Tmin

Cutting material:SUH35
. Depth of cut:l.0mm,
Feed rate:0. 1mm/rev
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N308-Cermet tool
Cutting speed:30m/min g
Cutting time:155.5min §§
=

N308-Cermet tool :
Cutting speed:50m/miin
Cutting time:108. Smiin]

N308-Cermet tool
Cutting speed:70m/min
Cutting time:8.51min

Cutting material:SUH35
Depth of cut:1l.Omm,
Feed rate:0. lmm/rev
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T802-Coated tool
Cutting speed:50m/min
Cutting time:91.5min

X HBIC B
Y AR, ImnY » F CHIE

T802-Coated tool
Cutting speed:70m/min |
Cutting time:52.85min :

T802-Coated tool
Cutting speed:100m/ain
Cutting time:35.5min -

Cutting material:SUH35
Depth of cut:1. Omm,
Feed rate:0. 1mn/rev
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