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Evaluation of Tool Wear of P/M High Speed Steel Flat Endmill

Ha Seung Jung*, Tae Jo Ko**, Hee Sool Kim**, Jong Soo Bae***  Yong Jin Kim***

ABSTRACT

Powder metallurgy(P/M) process has been used for the production of high performance high-speed steels. P/M
high speed steel has more uniform and fine microstructure than those of conventional wrought products. Therefore,
it offers distinct advantages over conventional tool steels. The superior uniformity of composition and fine
microstrucure lead to excellent toughness and less distortion during heat treatment, which in turn can reduce total
grinding costs and provides other benefits, such as uniform hardness and increased tool life. From these reasons,
milling, hole machining, broaching, and gear manufacturing tools are major applications of P/M high-speed steels.
In this research, we evaluated tool wear of flat endmill which is made of P/M high-speed steel from the view
point of cutting tool performance.
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Table 2 Cutting conditions used in the experiment
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Factor d B. Feed rate {C. Depth of cut| D. Cutting
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