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Table 1 Cutting conditions

Tool materials  |Natural diamond (corner radius : 0.15mm),
Carbide tool : K10
Varied from 10 to 75 m/min

0.1,0.15, 0.2mm

Cutting speed
Depth of cut
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Fig. 2 Effect of the depth of cut on the finished surface

(workpiece : machinable ceramics, Tool :
V=45m/min, cutting fluid : KS W2)
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(a) Tool : natural diamond
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mm

(b) Tool : tungsten carbide, K10
Fig. 3 Projections of screw geometries
(Cutting fluid : KS W2, V=20m/min)
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(c) A type, cutting fluid KS W2
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(d) B type, cutting fluid KS 2-13

Fig. 2 Section of the female screw machined
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