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Machinability of the cutting tools of powder metallurgy

and conventional high speed steel
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ABSTRACT

Under the  optimal  cutting  conditions,
determined  the  machinability  difference  of
cutting tools are by two major factors. One Is
the geometric shape of the cutting tool, and the
other is the tool materials or heat treatment or
coating of the cutting tool. In this research, we
cevaluated the machinability of cutting tools with
conventional 1SS and P/M(powder metallurgy)
which was made from the different of materials
and manufacture processes,

Tool wear, surface roughness, cutting force and

squareness  of  machined workpiece  were

cevaluated.
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