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The effects of reinforcements on the tool wear
during cutting ﬁber—reinforced plastics

Yong-Woon Chung, Joo-Hyun Kim, Joo-Seung Park, and Sung-Hoon Choa
ABSTRACT

In the use of glass fiber reinforced plastics(GFRP), cutting is often necessary. But the
most of past studies have been interested in the effect of fiber orientation on tool wear.
In this study, the effects of fiber contents on tool wear were investigated experimentally.
By proper selection of cutting tool, the variables are cutting speed and fiber contents of
10, 20, 30wt% with fixed feed rate and depth of cut.
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Glass fiber contents | 10, 20, 30 [wt9%]

Injection pressure 1000 [kge/cm?]

Cooling time 20 [sec]

Barrel temperature 230 [TC]

Table 1 Injection condition.
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Tool (coated) SNMG 120408-B25, P40
Spindle speed | 1000, 2000, 3000, 4000 [rpm]
Cutting length 1~10 [km]
Depth of cut 1 [mm]

Feed 0.1 [mm/rev]

Table 2 Cutting condition.
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Fig. 2 SEM micrographs of the
flank wear with respect to
fiber contents at spindle

speed of 4000rpm.
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