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THE CUTTING PERFORMANCE AND WEAR MECHANISMS OF
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(Weifang Advanced Academy ) (Shandong University of Technology )

Abstract

The cutting experiments has been carried out to study the cutting performance of powder —coated —with — ceramic materi-
als —FTC1 and FTCZ, and the wear mechanisms of Which were analysed in this paper- It was proved by the experiments that
FTC1 and FTCZ were suitable as cutting tools-and the wear resistance ability and the cutting performance of FTC1 and FTC2
were better than that of YBOl(purchased )in cutting tempered 45 steel and quenched T10A tool steel with low and medium
speed - In cutting quenched T 10A tool steel . the flank of YBO1 has obviously plastic wear characteristics - while the flank wear of
FTC1 is grain wear and cohesive wear:and which of FTCZ is extrusive wear-
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Fig-1 The flank wear of the tools in cutting tempered 45 steel with V=162. 5m/min
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Fig-2 The flank wear of the tools in cutting quenched T10A tool steel with V= 182m/min
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Fig-3  The flank wear of the tools in cutting quenched T10A tool steel with V=71. 5m/min
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Fig-5 The flank wear morphology of the tools
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