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The Test for Tool Life of Portable-Bevelers with the Various Cooling System

Byung-Hoon Min*, Won-Yong Choi’, Taeg-Ki Min™"

% Abstract \,7

This study is to evaluate the tool life of portable beveler which have various cooling system. It was compared with
3 different bevelers which has each other cooling system. Beveler A has no cooling system, beveler B has the cooling
system for only inside of body, and beveler C has the cooling system for both the cutter and inside of body. The
temperature of beveler A cutter surface had been continuously increasing as processing, but the rising tendency of
temperature of beveler B cutter surface has slightly changed. In case of beveler C, the temperature is maintained.

The tool life of beveler C is about 105m which is around 400% of beveler A(25m), and around 130% of beveler
B(80m).
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Fig. 1 Structure of beveler
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Table 1 Experimental conditions

Machining parameters

Cutter material W-Co
Workpiece material SS400(Hv280)
Cutting tool $26.3(6 edge)
Number of processing 3 Times
Cutting speed 1 m/min
Depth of cut R 3.5mm
. Ist 30m(by 10m)
Cutting length
2nd 120m(by 10m)
A Non-cooling
Cooling conditions B Head cooling
C |Head & cutter cooling
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Fig. 2 Cutting processing

Fig. 3 Shape of cutter
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Fig. 6 The relation between cutting length and flank

Fig. 5 The relation between cutting length and temperature
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Fig. 7 Tool wear pattern
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