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# 1 Cutting conditions

Workpiece A5052 W75 mm-L210 mm
Tool Cemented carbide K10
(Inser) SERNGM,
Sumitomo Electric Hardmetal
Axialrakeangle  0a 20°
Radial rake angle O r 3
Tool geometries | True rake angle o 124
Corner angle y 45°
Cutter diameter D 80 mm
Cutting speed 380 m/min (1500 rpm)
Depth of cut 3mm
Feed rate 0.12 mm/rev.
Cutting fluid Emulsion type (JIS A1)
Finecut CFS-100, NEOS
Supply rate 12.6 L/min
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to edge (left: SEMimage; right: EDX-Al image).
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(b) Developed tool with 20 um interval grooves parallel to edge
14 Rake face of the cutting tools after 600 m cutting
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(b) Conventional TiAIN-coated tool after 600 m cutting
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