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(Wear of Partially Coated Tool in Interrupted Cutting)
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ABSTRACT :

Tool test was conducted to investigate the wear process of onlhy

flank wear, crater wear, microchipping, diffusion, abrasion, adhesion

flank face TiIN

coated HSS tool in interrupted cutting for variuos cutting speeds and feed rates. Flank wear was

caused by microchipping at the cutting edge. At high cutting speed, the crater which was formed

as a result of diffusion and abrasion lowered cutting edge and influenced flank wear. Flank wear

due to chipping was little influenced by cutting speed.
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