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Tool Steel by Ion Plating
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Table 3. REBBBEME Wit

‘ BoOE | B % | 2B B4 | MERGK
TE | R EEEE (cal/ccm’ .
( Hv) () sec<C ) QUn7AD)
B4C | BHAH& 1900-5000 | 2350 0.07 4.5
TiC L hs | 2980-3800 3180 0.041-0.08 7.61
V3 VC " 2800 2830 0.010 6.5.
HIC " 2700 3890 0.015 6.73
t | zrC " 2600 3530 0.049 6.93
NbC " 2400 3480 0.034 6.84
¥ | WC A % B | 2000-2400 2730 0.070 6.2
TaC | BWarks 1800 3780 0.053 6. 61
CrsCy | 2 F & 1300 1890 0.045 10.3
TiN BT & 2400 2930 0.069 9.35
VN " 1500 2050 0.027 8.1
£ | N _ % 2000 2700 0.027 6.9
€| zen " 1900 2980 0.026 7.9
AN VSN " 1400 2300 0.009 10.1
TaN | X #H & 1300 2090 0.023 5.0
BN | ¥ # & 4700 1200-1500 | 0.43-0.48 4.8
MO | BEEH (at 4307T)D
2R 3.1
Bty AlOs | KX H & 2100 2030 0.072 8.6
REE| — 850 1300 0.12 | 110
HEm

Higt : L.E.Campbcli od. : High Temmperature Tedmology (1956)
W. D. Kirgery : Property Measurements at High Termperature (1959)
R.Kleffer ft : Hartstof fe wnd Hartmetallie (1974)
HAEBESHE: €8 o 8(1974)
B.C. NONB fifi : HEORPAHUUECKNE MATEPNA J1 Bl
No.2 (1971)
P .Schwarzkopf fil : Refractory Hard Metals, FAlR
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Table.6 Transition of cutting time of counter shaft gear

( BA BB B AR SE B 14 57S61.7 )

Usual Machine

The Latest Machine

Haterials of Tool High speed tool steel Hard Hetal 3%
Coating Uncoated Coated

Net cutting time(sec) 84 50 12 11

Idle time (sec) 20 20 8 8
Cutting speed (m,/min.) 70 100 122 250

Axil cutting speed ( mm r-ev) 3.0 3.5 2.54 5.4
Revolutions per minute 15 21 106 63
Number of Threads of Hob 1 1 4 1

(Work:Z14,mn2.5 , B8 25 °, Face width 27 , SCH420, HRB80 ~ 90 )
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