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Study of optimal cutting condition for SUS410
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2.1 SUS410

US410e vlZRIALO | EA Ag|Qlg]|A~7}e] 7| Ego=2x, 3
B4EES H4 11.5% FA3skar Ak, Table 1014+ SUS4109]
884 RS LERY Table 2004 ~EQlE] 2~ 4104 7+<]
71AA S YEpdL.

Table 1 Chemical compositions SUS410

Table 3 Geometry of the tool

1ISO ANSI D L10 S R D1
catalog  catalog €
number  number

mm inch mm inch mm inch mm inch mm inch

CNMG CNMG
Loiones Ghas 12.70 1/2 12.900.508 4.76 3/16 0.4 1/64 5.16 0.203

C Mn Si P S Cr
Min - - - - - 115
0.15 1.00 1.00 0.04 0.03 135
Susa1o Ni Mo Ni N
Min
Max 0.75 - 0.75

Table 2 Mechanical properties of 410 grade stainless

Tempering Tensile  Yield Strength  Elongation Hardness
Temperature Strength 0.2%Proof  (%in 50 mm) Brinell

() (MPa) (MPa) (HB)

Annealed* 480 min 275 min 16 min
204 1310 1000 16 388
316 1240 960 14 325
427 1405 950 16 401
538 985 730 16 321
593 870 675 20 255
650 755 575 23 225
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Fig. 1 Tool geometry
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Table 4 Factor and levels for machining

Table 8 Analysis of variance table about Time

Vc DOC Feed rate c DOC Feed rate
(m/min) (mm) (mm/rev) (m/min) (mm) (mm/rev)
100 15 0.25 -168.6088 -160.3178 -164.0265
150 2.0 0.30 -159.2311 -160.1173 -160.1228
200 25 0.35 -152.9319 -160.3467 -156.6224
sum -480.7717 -480.7717 -480.7717
Table 5 Orthogonal array table for machining test Avg. -160.2572 -160.2572 -1602572
Ve DOC Feed rate S 41.4876 0.0100 9.1457
Exp. No. (m/min) (mm) (mm/rev) Deviation 15.6769 0.1905 7.4041
! 100 15 0.25 P.C.(%) 67.3654 0.8185 31.8160
2 150 20 0.30 LOS 0.02% 0.00% 0.11%
3 200 25 0.35
4 100 25 0.30 FFEARY) g FAHRA A ) o) E e 9ol A e
5 150 15 0.35 shoh. A F7e] ZE(confidence interval )& Qx}3Fe] T-#3E
6 200 2 0.25 EE Faste] vt
7 100 2 0.35
8 150 25 0.25 4.ZE
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Table 6 Error range table for experiment Condition %’;'Tr?rtrl]% c%ﬁgi?gL
NC Program Centering Vc2DOC2Feed2 -52.99 Standard
0.03 mm 0.05 mm Vc3DOC2Feed3 -49.72 Time
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Table 7 Comparison of measured roughness data

Ve DOC Feed rate #1 #2
(m/min) (mm) (mm/rev) Time(s) Time(s)
1 100 15 0.25 752 754
2 150 2.0 0.30 445 453
3 200 25 0.35 311 311
4 100 25 0.30 637 650
5 150 15 0.35 392 392
6 200 0.25 406 406
7 100 0.35 556 556
8 150 25 0.25 520 520
9 200 15 0.30 351 351
| t B ’ > T e
5 e S .
o @ ; / = i
E w0 = = e £ @
= - b

Fig. 2 Measured time and SN ratio
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