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Study on Hot Machining (2nd report)

Masaki TanicucHI and Masafumi SEto

Abstract

In this report, surface roughness and tool wear when 18-8 stainless steel and 13Cr stainless

steel were cut with ceramic tool under Local Electric Resistance Heating are shown.
The results of these experiments are as follows.

(1) A better surface roughness is expected of both of the work materials when this method is
used.

(2) When this method is used, cratering for 18-8 stainless steel decreases. But for 13Cr stainless
steel, cratering little decreases.

(3) When machining 18-8 stainless steel and 13Cr stainless steel with ceramic tool, cutting speed
must be kept at a higher point than 100 m/min.
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Fig. 2. Photographs of work surfaces.

Work material: 18-8 stainless steel
Cutting speed: 237 m/min
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Fig. 3. Photographs of work surfaces.
Work material : 13Cr stainless steel
Cutting speed: 136m/min, 16€m/min
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Work material: 18-8 stainless steel J2
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Work material: 13Cr stainless steel X V2
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Fig. 8. Photographs of ceramic tools before
and after pickling.
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Fig. 9. Crater wears of ceramic tools.
Work material : 18-8 stainless steel

Vol* 16, No. I (1969)



Y

Depth of crater

R YIENIC B 4 B R E

(18-8)
4 F X — 0A
O — 2504
® — 3004 x
© — 3504
3t © — 4004
x/x
2 -
l -
0 100 200 300 400

Cutting speed m/min
Fig 10. Relation between cutting speed and
depth of crater.
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Fig. 11. Relation between cutting speed
and depth of crater.
6. ¥ B

LI E18-82F v v 2 ik X U 13 Cr @A wHI# & L,
€7 Iy 78, P EOIRE GBI
TN E UTEINS S & & THERABRT LKRO L
PRAS T =

(1) 18-8=2F v =g, 13Cr MOLFRICE LT
bk Efid & SRAMBEIC L > THhEOIcH%Ih
5.

(2) THEEEFEL 18-8 27 > v 28T LT3 g
Ul L D bF»Ii@d LT 558 13 Cr §iTi3iz &
A EZAEDSIT U,

B) 7 IvI/THICEE188=27 L 2kt
U3 Cr BOYINIT g 5l » %12 100m /min L) |-
ITRDONETH 5.

g2 & X #

DL, chifl 34 REHEERK 26, 338 (1960)

2 BE ARM24 0 BARBMSESHTE 31328 (1965)

D AP, R AP S 15,161 (1965)
(RFA0T 6 13 9 BFR)

HIA k22 T2iRBse s



