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Environment-friendly Cutting Process Technology
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Cutting Distance

Fig. 2 Comparison of tool wear between TiCN
and TiAIN coating in endmillimg
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(a) Cold cutting test
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(b) Nozzle setup
Fig. 4 Photo. of experimental test
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Fig. 5 Comparison of notch wear in turning
(1:compressed air,2:cold air,3:cutting fluid,4:dry)
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Fig. 6 Comparison of cutting performance in
endmilling for stainless steel
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chip removal mechanism
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Fig. 11 New chip disposal mechanism
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