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Study on Grooving Wear of Cutting Tool (2nd report)

Takeo Funta, Ryozo Kitacawa and Kitao Okusa

Abstract

Studies on grooving wear of cutting tool were continuously made after Ist report.

In this study, the

influencies of bur of workpiece at boundary portion and state of chip flow on grooving wear formation
of tool at boundary portion were mainly examined in machining of stainless steel SUS304. The extent
of bur formation was changed by changing tool rake angle and controlling contact length between tool
rake face and chip. From this study, it is found that the influence of bur of workpiece on grooving wear
formation is remarkable, and the extent of influence of bur on groove formation in case of machining
SUS304 which the grooving wear is mainly caused by adhesive action between tool and work materials
is larger than in case of carbon steel S55C which the grooving wear is mainly caused by the action

of mechanical friction.
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Fig.1 Tool’s shape which chip contact length is
controlled.
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Fig.2 Tool wears in machining SUS304.
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Fig.3 Comparison of height of bur between posi-
tive and negative rake angle.
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Fig.4 Comparison of cutting force between posi-
tive and negative rake angle.

SADBEDHE M KEVHEATHS. LI HELS
Wo T, ZBOGARUVESNOEBELYL, COT L
BTECOARICBUAPAVOREEELLIETH
ZFREEZ o5, YIRIEE 100m/min OFEHRT
DAV DEENEETHS, ChidT VWAL
DHERVADFEVTHhERBROBEMTHS. Th
BRICGRTID S TOEBOEBLE L REL TS,
Fig. 5 RERINHH L FEEFHRAICYIN L TH
EBLI:LEOHTHS. YIHEE V=50m/min B
DEEFEBRTRENEDOY D FTHY, Y1 F0O
By FRCTROBH/NINT B8 05. —H,
PIHIRE A V=100m/min K733 & Byl y 7,

ORZTERAERSE



ERPNE-JN ]

V=150m/min Vv=200m/min

[y

50 (244) | REB - du
V=50m/min V=100m/min
: M
-
4+
-
0
o .
a

]

Negative

A

0. 5mm

SUS304, P20, f=0.1 mm/rev, d=1 mm
Fig.5 Comparison of chip section under various cutting speeds.
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Fig.9 Cutting force under various contact length
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Fig.10 Tool wear and height of bur under various
contact lengths of chip.
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Fig. 12 Tool wears in cutting SUS405,
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