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A Study on the Machining Characteristics of Tool Material
for Cold Forging

W. S. Choi, J. H. Nam, C. W. Kang, W. G. Kin, I. Lee, J. R. Kwon, S. Y. Park, H. J. Mun

Abstract
In this study we investigate the machining characteristics of tool material for cold forging by using the machining
center. The test was in the SKD62 cold forging material by 2-edge endmill with cutting fluid. The coating conditions are
depth of cut 1,2,3mm, WC-endmill, federate 20mm/min, cutting velocity 20m/min. The surface roughness increase as the
depth of cut increase. Also cutting force increase whiles the depth of cut increase,
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Fig. 4 Surface roughness of workpice after test
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