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Fig. 1.1 Model of cutting process v .



Thermal damage
Plastic deformation
Thermal diffusion

o Adhesion Chemical reaction
©
[
0 Mechanical damage
g Abrasion
v Chipping
Fracture
Fatigue

Cutting temperature

Fig. 1.2 Relationship between cutting temperature and removal rate? .
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Fig. 1.3 Materials for die and mold# .

(a)Plastic mold steel

Quenched and
tempered material

el

Pre-hardened
steel

Machining

(b)Hot work tool steel & Cold work tool steel

Dimensional

Quenched and change

Annealed material tempered material

B:elof o

Annealing Machining

Heat Size
treatment adjustment

Fig. 1.4 Die and mold making process.
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Fi2w T AT v 7 SR A EREHDN T Lo TERERSL
21 W=

7T ATy 7 ERIRMY, SRR ST U CHERT O S ICTHERE A TH S
TV N— RPN S, BREVMTICEDSRPEYESND Z N ERTHDH. —F, &8
& LTS 2 B8 S A3 i i O BV Ao ARSI, 7'V ~— R giom
THERIIEETH LM, MITEN ST PFOBHNLEEL L E LTEE L TN Y,
o T, REEMOWEIIMZSGEL, 7 — Rk E FEET 5 212k, BB TR S0
U— R¥ A LEFMETE, SRONMTHRERA FICoRNnsEEZ2LND.

Z 2T, AEBRTIIEMEEMOMHEIMER E2 BRI, U A= FRUiE LTHEEIC
B STV D ST 72 40 HRC 7' U ~— RUSHTH D7 T A F v 7 &1 % Y)
HI L72Bf o TEHEIERE & Belag ORARMEAZTA L7z, £ OMEND, &BMHHAGIHI L
7-BRIZ Belag 2% H L 72N LRESR M) LD AJREMEIZ DWW TRRET L7z,

GIHDIN T 703, #8281k % [Blls S ARSI T3 2 5N T, T.H % [Al#s & BTy
M & SRR T 288N TICoE I D, X512, YHIFIC TERSE &b 2
FICHE S 2 I E, BEfih & FEEE A4 0 KT EIHIC S LS. RFERTIE, &
RN T CRIE & S 2 @REUWERFOMMN TABE L, HERHAA o — b EHNT
HAHIIN T (WrigeBIEl) oFHli4 F2hi L7-.

2.2 FEBRITE
2.2.1 fEEkHr
2.2.1.1  HRHIES

AFEFRTIT 40 HRC U — RUiE LTRERAIILTWD 2RO T 7 2T v 7 &M H
A GEHEIbE & LT L7z, Table 2.1 IZHHIM OB Z 77 7. ML JIS Bl TED H i
TWDHETHIE Lz, BEAvE Al (BIE AD & IERRATYA Al (AlOs7e &) 2 13RIk
ik, C & SIIRBEIRIMEETE, oo R ITE AT /0 CHTE TRIE L7z,

Steel A % AISI 4% P21 (CFH L, BVLERIZ X v NiAl 247 H &8 T & 215 5 NiAl
Friigicdn. —J7, Steel B 138 & MO8 MR X OWEHIMED R T o 2 % B L 7- 4 o
ThHDH. ALIZ2MMEE HICEICHEEAL & LTHELE.

Fig. 2.1 (CHEHIM O T E 2 /3. I Zim 2 BT s L=, 5% A1 ¥ —
NERIZZ VB R SETRETH D, 280 & HERRASA 1 MHMEZ R L, Steel B
Steel A 12T MnS DI EMN L FIE LT,

Fig. 2.2 IZ&HE 1281 HITEW O SEM BB L ok 253, Steel A DI TEWIT
FIZ Al REIWThH 7=, —77, Steel BOANTEMIZEIZ MnS TH Y, Al Lk DJH
DIZ MnS DFEET DEANEW N —EFE LT, 2O X 5 IT82 28 F5o 2 Sl 2 4t
AT & LTl L7z,
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Table 2.1 Chemical compositions of plastic mold steels. (mass %)

sol insol
Fe C Si Mn S N1 Cr Mo
Al Al
Steel A | bal. 0.1 0.3 1.5 - 3.3 0.3 0.3 0.870 | <0.001

Steel B | bal. 0.2 0.3 1.5 | 0.02 1.1 1.8 0.5 0.001 | <0.001

b) Steel B
Fig. 2.1 Optical micrographs of plastic mold steels.
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a) Non metallic inclusion in Steel A

b) Non metallic inclusion in Steel B

¢) Non metallic inclusion in Steel B

Fig. 2.2 EDS elemental mappings at non metallic inclusions.
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2.2.1.2 GHITHE

YU T HIZ =28 A 3 n Y — VB e A A v — b (3% : EDNWI15TN4TN-15) %%
v #— (B : ASR5063-4) ([Z[EE L7 bz L7z, Fig. 23124 ¥ — FOIBIEHE
EUIHIRFIZ B B A ¥ — b O R EWIEHAK 2R3, A ¥ — b AEBRIE, <0
i, A= 7B IORTE RS, By RO HTROT VAT 9, A=
CUIE20 °, IFAIES ° Thots.

A Y — RO K Bl A TH Y, REIHHIM X 0 i S h o f5Em & TARM
DI EETEDLIICHEL, #HIMASZEE 20 TIN 285E L. g o
—T v 7EE (EAIP-S20) 2L, PVDIEICK VK 3 um DEE 705 K 91Tk
fBE L 7=

Milling insert

o Rake face

Honing Flank face
4 N

Fig. 2.3 Photo and model of milling insert.

2.2.2 Mk

Fig. 2.4 (CYIHIEHM & S0 L 72 BR0MBLE B2 o~ d. EiiT —/3—50 3 O H LR
W~ =v T2 (BlF%E  MACC MATIC-610V) % HWCEmUIHI % St L7=.

Table 2.2 (TN L&MFZRT. A o — MIHE—HE L7z, Ca-SiEEHLIHIRZ 5T
EIHEEEIZ L Y Belag IWEENE LT 2 L W HMERH D Z L0vn ¢, GIHIEE % 60~150
m/min (22 TR L 7=.
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Fig. 2.4 Photo of cutting test.

Table 2.2 Cutting conditions by milling cutting tool.

o Diameter 63 mm
Milling cutter
Number of teeth 1/4
o Base material Carbide
Milling insert - -
Coating TiN
Cutting depth 1.0 mm
Cutting width 42 mm
Cutting speed 60, 90, 120, 150 m/min
Feed per tooth 0.8 mm/tooth
Cutting conditions Revolution 303, 455, 606, 758 min'!
Feed rate 242, 364, 485, 606 mm/min

Chip removal volume rate

10, 15, 20, 25 cm3/min

Cutting method

Down cut

Cutting fluid

Air
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2.2.3 MRATTIL
2.2.3.1 EPMA 73#7
UIHIt% O T BB EEOBIEE % AR E 1314 (SEM : Scanning Electron Microscope)
WZEVFEmL. 612, TENEICEK I NI E ML, RaroEF R~ 77
7 A % — (EPMA : Electron Probe Micro Analyzer) % ffH L CHEIZL & i %2 5kt L7-.
Table 2.3 IZ EPMA OH#IESRMFZRT. RSB XH5E# (WDS : Wavelength
Dispersive X-ray Spectrometer) %z 7- HAE T (#F) # FE-EPMA #EE (3% .
JXA-8500F) My, EMSHTIC L0 AHEMERE DO OBIRS O A8 U721, mohT
2R TEREICKT D EYO R O AMIREL A L.

Table 2.3 EPMA analysis conditions.

Accelerating voltage Probe current Area
Qualitative
, 10 kV 5.0x10°8 A 610 um
analysis
) 0.7 X0.3 mm
Area analysis 10 kV 3.0x107 A
~T7X4 mm

2.2.3.2 TEM 4T

O T EWrm 2 & Fia A E 7 #i4sE (TEM : Transmission Electron Micro scope) % fi#
U CBIZR &gt 2 940 L 7-. TEM f#AT 13X B ARE 1 (Bk) S AL 7 BA s (Y
% : JEM-2010F) % JHv /-,

Table 2.4 {2 TEM OJESRMFZ~4. FELE STEM 8, TEM &IZ X 0 (&Y OfE,
JEE, (EWEBREOREGIREBOBEZITV, HIRGEET (SAD : Selected-Area
Diffraction), REF#REHT (NBD : Nano-Beam Diffraction) (2 XV 5O sbAES
A L. &6, RO X —5 0 X #5 t4s (EDS : Energy Dispersive X-ray
Spectrometer) % AT, FE&DHTE N L7-.

Table 2.4 TEM analysis conditions.

Accelerating voltage Camera length Area
Selected-area diffraction 200 kV 50 cm ¢ 6560 nm
Nano-beam diffraction 200 kV 50 cm ¢ 5~30 nm
1X1nm
Quatitative analysis 200 kV - 50 X 50 nm
500 X500 nm

18



2.3 FEBGRE R LB
2.3.1 THHEGEREOBIZ

Steel A & Steel B fizHIIIN TREOHEHI iJ:IETEfg JERE, X5, DI KT T UIHLE
OB HOWTHHME L7z, AERTIE, BT Ha RERRILZT v © 7 b GO0

T LIRS L, TEEm i@]ﬁJIEO)LE T KEEFEIE Y 0.25 mm (22 L7-KES & L7z,

Fig. 2.5 (2 GIHI PR & 8 1 REEFER O BfR 27~ 2T OUIENEE NI\ T, Steel
B UIHIRFD T HFfn 1, Steel A XV 6 580 ER o 7. OIHIHE OFE A ik 25 &, Steel
A3 90 m/min TYIH| L7BRICR b TREFMA R, KT 120 m/min, 60 m/min, 150
m/min OETTEHFEMMNEN->T=. —7, Steel B 150 m/min & 120 m/min CTHIH| L 7=
Bz b TEHFEMPE S, KW T 90 m/min & 60 m/min AFEFRETH Y, YIHIEE D EH
(PN T EFmMARLS 25 TH 7.

RERK NS 3 U 2R EIREL BT, BIHEEE O ISy, THEAEICAE U RS
PMMEfE S, TEHFMIEL DI TN5DH Y. Lo, Steel BUIHIKD TE A IZA
CTZBRIIFFRTHD EZZ LS.

Fig. 2.6 IC THHEFMICRE L72BEO T AERNED SEM 4% 777, Steel A GIHIREI T HEE
FE R =L bR bR TV TR &G0 < FoEMERT) OKIE, Steel B BIHI
RRIXTHAM (7 Z—FLn b bITWTE S < FOMERT) O TmHEFEIC L
VEMICEY, FHIMIZ LY TERERENR R -7, GIHERENZE(L L TH E—HfEH
O THBERREITEL L T\,

150 m/min T Steel A ZJHI L 72B%, Steel A ZD O EHELZINLHBLIROHEMH T A
B CHERE Sz, 2O Lann, Steel A BIEIRF D THE RO KIBIL, HRHALD X 5
ICTEHO—MBIED I VBLELNEZBRICELZS &2 LS.

Fig. 2.7 \ZUJHIWIIBL S C O TH A SEM %2 7~4. Steel A UDIHIRFIAR—=2 7 Ei
I R BCRIEE, T B 7B LUMHIM OREE S E LT Tz, —J5, Steel B IHIKFI AR
HEE, v Er 7B IOWEIM OESNE L Cienotz, LavL, 1.50 m BIHIT% O
HEFE (SEM B CH R 2MFT) ZH#id 5 &, Steel B BIHITE DM ik KEEFEIRIX
Steel A LV KREVWMEAMICH>7=. LT, Steel A UIHIFFZ THEREEOKREDAE L)
HIZE T Tl Steel A & Steel BUIHIRF O T EAGFMN R T S RBENHDH LB X B,
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a) Steel A
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\
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o
(o)
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b) Steel B
Fig. 2.5 Relationship between cutting length and maximum flank wear width? .
V = 60~150 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X 42 mm, TiN coated tool
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60 m/min

90 m/min

120 m/min

150 m/min

a) Steel A

60 m/min

90 m/min

120 m/min

150 m/min

b) Steel B
Fig. 2.6 SEM images of milling inserts after cutting plastic mold steels” .
V = 60~150 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X 42 mm, TiN coated tool
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0.05m

IS SNGRTRS AR S S

0.25m

0.75m

1.50m

a) Steel A

0.05m

0.25m

0.75m

1.50m

b) Steel B
Fig. 2.7 SEM images of milling inserts after cutting plastic mold steels” .
V =90 m/min, fz = 0.8 mm/tooth, apXae = 1.0 mm X42 mm, L= 0.05~1.50 m, TiN coated tool
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2.3.2 THXeD EPMA 55347

BEHIA 2 D THRHAEITIER S 25N THIBERRERICR B LY 5.2 5 & v ) il s
NEL D, 22T, 2FEO T T AF v 7 &R ASEIHIREO T BB EREIEVRE U
TR ZRET D720, LEBEIEREICH 2 5 &M O ;Ob\‘(aﬁﬂﬁ L.

Fig. 2.8 {2 90 m/min T 0.75 m @JéJ?&@IE}JﬁE@ SEM # %7~9". Steel A WIHI# D7

— =V TARITCITREWEE, A= ZEFE I EREE, KT I A A T Tn
7=. —J, Steel BUIAI%Z DO FR—= 2 FHEHE &R TIE, MHERE LT Tz,

Fig 2.9 12 Fig. 2.8 TIZI/RT 4% ¢ 10 pm SEEUT IS 1T 2 EME IR R 2" T 2O, 115

IZAFAET B THAER SO Ti & N, TERMERS O W A Shiz7zo /\ﬁ-r’k%
i?ﬁ%ﬁk L CH#-7-. Steel A UEIHZOFR—=0 7 NMITIE, LTHRS E Fe U\ﬂ‘
O, R—=V 7 BEREATIL Al Oz Mn & Si &L Sz, —J, Steel B@Jﬁﬁ' D
A== 7 TIELHEMSY E Fe LIFMZ Mn, Si, O, Sn& < Sire.

W HE TR S5 1T, Steel A, Steel B & b1 —= ZITE S L5 &
HMER CTHo7-. LaL, Steel B YIHIZOKIFH Clid—=0 7 I~ Ti OB &
%L, MEWNER SIS WEHER SN D.

Fig. 2.10 |2 Fig. 2.8 F& & O H o HTHE R 2~ 3. Steel A UIHIZ DA —=2 27 AT
Al R kW) & Fe SRR EY, SR CIIR 8 &R ICHEHIM O £ TdH % Fe 75>1“T“L
722 &M Steel AZDL D, RIFEHTIHA—=2 7Tk, Al ZEREMDNER L T 5 &
EZEZ2oN5. —J, Steel BUIEI#% DO FR—=27WNHITIZ MnS, B TIX Mn-Si Rzl
Y& MnS BWIE L TWb EEZX OGNS, KT HEiTA—= 7 LEERTH - 7=,

INETOTEBERREL FEMOREMI LY, Steel A YIHIKRFO T HIREFREIT/XE
Th O, (TEWIAL R L Fe Rt E L<ILSteel AZD LD TH D LHEIND.
—J7, Steel B YJHIKF O T HIBEREIZEFETH Y, (EWIL Mn-Si REE{L¥H & MnS Th
LEHEERIND. LoC, 2FEEOT T AT v 7 &AL, MnS 12X %88 O b /EH
2 OFIICINZ, EYOREEN LHBERRICEEL 52 TnbHEExbN5.

Al Sv7c Al SRR b & Mn-Si R (bW, THRFEITKR U TR by R IR B &
LTHBEEL TCWAHREMN DS, Lo T, KX TlEZN b % Belag & LT~ 7-.

Ca-Si HEEHRYIHIRFIZ IR S5 Belag X8 OIS BNMEDIZ LV IERR S D &
I 131 N L HDH. Lvl, TT ATy 7 SRUAMUINIR ISR S 7 Belag 13 2
PAFE & b ICIEEBNTEY AN —E L TR BT, S OBREITHEICE Y Belag ML
SN EEBZOND. M EICFET DV Al, Mn, Si 728 Belag & LT TEAE
\ZTERR S VT 1L, BB A TH A7, FA4ELFE S BBV TR 2B IR 9.
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Inside

Outside

Rake face

Rake face

Flank face

a) Steel A

Inside

QOutside

Rake face

Flank face

b) Steel B

Flank face

Fig. 2.8 SEM images of milling inserts after cutting plastic mold steels.

V =90 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X42 mm, L= 0.75 m, TiN coated tool
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EAlIES I EWEMnECrEFemCuES i TimO N

(" Spot 1

Spot 2
Honing <
Spot 3

. Spot 4

(" Spot 5

Spot 6
Flank face<

Spot 7

. Spot 8

0 20 40 60 80 100
Semi-quantitative analysis value / mass%

a) Steel A

EAIESimWEMnECrEFemCmuSrTimOnN

Honing
Flank face <
0 20 40 60 80 100
Semi-quantitative analysis value / mass%
b) Steel B

Fig. 2.9 Results of WDS semi-quantitative analyses at each Spot of Fig. 2.8.
V =90 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X42 mm, L= 0.75 m, TiN coated tool
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Count Inside of 7 Outside of 7 Inside of 7 Outside of
rake face rake face flank face flank face
200 um 200 um
A ELEWEE
Si e e
Mn
Al
Rake face
Fe
0]
S
b) Steel B

Fig. 2.10 WDS elemental mappings of milling insert after cutting plastic mold steels? .
V =90 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X42 mm, L= 0.75 m, TiN coated tool
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2.3.3 TEHNSEO TEM it

TEM % T Belag Wi L 0 #HEL & JE S8 L OREmEE LA L. ZivE TORRD
HR—=0 7 LT VEICIER S vz Belag DA —EH LT\ 27280, fENTZ S L0
FTUVR—=27® Belag IZ DWW Tl L 7=.

Fig. 2.10 OKHIT/RTEFICE S N7z Belag OWrm#i 224 £ L7-. Fig. 2.11 &
Fig. 2.12 (Z Belag Wrii O W5 EF STEM %4 7~J". Steel A & Steel B & (T Belag T H
o, ROWIKAD A b T A ORI LEEIMAFELTZ. Steel A UIHIRFIZE K ST
Belag D/E X%, 0.6~1.2um BRETH Y, JKEADFEK & A O A A IZHERE 9 2 i
Th-o7-. —7J7, Steel B UIHIFFIZEAK S 4172 Belag DIE 1%, 0.5~0.8 yum F2ETH Y,
JR OISR TITRLR O B AfEZ SO EERE TH - 7.

Table 2.5 (Z Fig. 2.11 & Fig. 2.12 12779 1 nm 4755 500 nm £ fEIR D & £/ Hrks 5=
o, NOE—Z3Ti EEZRY, 51T, O 2&teoMrt L e &M MR 72 D il
II5EfH L L7z, Steel A DK AOFEIT Al & O, Steel B DK OfEKIX Mn, Si, O 23
FERTH 7. BOOEBITNTILE Fe ERTHY, MENTLEAEHREISNRNhoT2Z
EMBER LI TRV Steel A & Steel BZEDO LD TH L LIS D.

A8 STEM B & otrki R L 0, Al Rk & TIN ORI SOSTE TR S e n -
7o, £oT, ALRERAEIT TIN IZHEERICAM A L TS EEXBND. —J7, Mn-Si R
b4 & TIN O ST o TIN HUSHEIM R 23 2% <R S L 2 SR S iz, K- ¢,
BOGIE ST L T\ D EHERI SN D23, B E Mn-Si R4 O B 72 2 &P A 1 E
LTWD RSB DN, SORIMENLETHLEEZD.

Fig. 2.13 (Z Fig. 2.11 279 Area 1 & Area 3 ORI DOFER % 7~x 3. Steel A Ul
HIFREIZ TH AT S L7z AL SRR b1E, Al OFRb & U THRESTHT TE oo 723,
fEdmE g 2 AIN (hexagonal) & AIN (fee) D7 H#EEINRAT D EE L, hexagonal
® [011] & fee @ [111] FPNTHKET 2R TREMS TR AETh 7=, AEER I
Al REE I, Al DS OIEHE LGS, minmERE TR SN EHEShD Z &0 b,
— 872 Al DALY TITFEEST CE R o I AlREER B 2 bivd . —J7, Steel B HIHIIF
W LEHNEITEK STz Belag 13, fEHTRER 225 Mn-Si RER{EW &5 2 B, il RETH:
&V 2MnO - SiO2 (Orthorhombic) THHESHIT N A[RETH ~7=.

Fig. 2.14 (2 Belag & TiN O m Ak L7 TEM 4% 7~9. Fig. 2.15 |Z Fig. 2.14 1D
FEFTIC T 5 bnm SO RE 7 BIT#E R 273, TEM % XV, Steel A GIHIRFIZEAL
Iz Al RERE) & BUERIZ BT —EBk& FRa OB b Tz, S 512, Al R
I AIN (fee) B EAGE L7 & SITHREUTHTAIRETH U, TIN (fee) &R/ RZ —23—8
L7-. —J, Steel B UIHIKFIZIZEL S 4172 Mn-Si RE2{E#)1E, 2MnO - SiO2 (Orthorhombic)
THEHEMSTVBATETH Y, TIN ITHHIM D DR SN (fee E ARBZR2 AR v 1), TIN

(fce) & bHIZEWT/Z =3 —F LiehoTz. ZOZ &b, Al RE{EWIT MnSi Rl L
ME Db TIN IR E OFBEED RO AR HEER S 5.
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a) Steel A

b) Steel B
Fig. 2.11 Cross section STEM images of Fig. 2.10
V = 90 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X 42 mm, L= 0.75 m, TiN coated tool?
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a) Steel A

b) Steel B
Fig. 2.12 Enlarged STEM images of Fig. 2.11.
V =90 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X42 mm, L= 0.75 m, TiN coated tool

30



Table 2.5 Results of EDS chemical analysis at each area of Fig. 2.10 and 2.11.

(mass%)

a) Steel A
Fe Si Mn S Cr Al Ti (0]
Area 1 2.5 0.8 2.0 0.1 0.3 64.0 0.1 30.2
Area 2 79.1 1.2 1.7 0.0 0.3 9.3 0.3 8.2
Spot 1 0.1 0.3 0.0 0.5 0.0 0.3 98.8 0.0
Spot 2 6.1 2.1 5.4 0.6 1.5 48.9 4.4 30.9
Spot 3 37.1 2.4 7.8 0.0 1.7 27.4 1.0 22.5
Spot 4 2.8 1.1 2.2 0.4 0.6 56.2 1.5 35.1
b) Steel B
Fe Si Mn S Cr Al Ti (0]
Area 3 0.4 16.8 52.5 1.5 0.8 0.2 0.0 27.9
Area 4 91.5 0.3 1.8 0.1 1.9 0.2 0.0 4.1
Spot 5 0.1 0.3 0.0 0.1 0.0 0.2 99.3 0.0
Spot 6 0.8 4.9 18.1 0.5 7.6 0.9 60.3 7.0
Spot 7 0.0 23.3 494 1.0 1.1 0.4 6.8 18.0
Spot 8 0.1 18.0 50.6 1.3 0.7 0.4 0.5 28.4
Spot 9 73.6 5.5 9.1 0.2 1.0 0.5 0.1 10.0

a) Steel A

b)
Fig. 2.13 Electron diffraction patterns at each area of Fig.2.117 .
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a) Steel A

b) Steel B
Fig. 2.14 Enlarged TEM images of Fig. 2.12.
V =90 m/min, fz = 0.8 mm/tooth, ap X ae = 1.0 mm X42 mm, L= 0.75 m, TiN coated tool

32



a) Steel A

b) Steel B
Fig. 2.15 Electron diffraction patterns at each spot of Fig. 2.147 .
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2.3.4 Belag JEARIZ KT I UIHIEEE O 22

Steel B BIHIRFIZ GIHIHEE O AR THEEFEDOHEITHNE < 72 2 ERIZOWTHETT 5
729, FUIHIEEE ¢ T AERNEICIEK S Ve Belag 274 L7-.

Fig. 2.16 |Z Steel A & Steel B UJHI#% O THZ 3 < W2 6 Ok R A2 <7, 5987
REDS Belag ORI A M2 2556, MIHBEIIESORELZZ TS, Ko T, HRHRENN
H— M Belag MR Z LG T E 2228, MRMHIREIIfMED O R L Uiz, maoTiER
£V, Steel A UIHIFEIETOYIHHE CHR—=2 7 OIL#HIZ Al SZER LMD TERL L T
Wz, —75, Steel B UJHIRFT 4 TOYIHIEEE C Mn-Si R D Belag 3R L TE Y,
BIHIEEE D EFIZf B Mn-SiSRER b D TR E DS HEIN L 7=

Fig. 2.17 [ZUJHIEEEE & Al, Fe, Mn, Si, S OFHh vy MEOBRZ R, SEHH T
> MEUX Fig. 2.16 O/ R KL 0 B o R ORMHHIRE DA G2 HE R THI > 72 fE & L7z,
OlIF—=27 L3 < WVmEIIHRE S 4L, Belag UAANDOIER S FTe LR I NTT20, F
Ty MEE LTRSS o7z,

Steel A UIHIREX, DIHIEEEE O EFIZHEW Al 383 D ChHh-7-. —J7, Steel B Y]
HIFFIEZ, Mn & SiAHML, S AT LM TH -7z, Steel A UIHIZOUIHIT HIL, &
PEHIBESS Al SRFR(E) EIZ Fe DI LWEEENAE L TE Y, Al ORIHEENS Al RR{ILY
DN AT T UIHHE OB LW CE R &E 2 b 5. —J7, Steel B UJHI%% O UIHI
THEIX, #BERDV72<, Mn-Si RBR{Y EIZ Fe OEEN Vo722 &b, Mn & Si
DRHTREED & Mn-Si SRR L) ORI RAZ T UIHIEHE O 2T CE 2 B2 bivd.
£ 2T, Mn-Si REACHITOIHNRE O EFIZEWER RN L, MnS 230 Uiz & HE%E
Si5. Feld Steel A & Steel B & HITUIHIEEE D EH IR IME T > 7. BIHIHE
FED SN0 < FTOFAMAIZZnAET, 810 < F L3 < Wi OB Y %,
WHIM DFERS TH D Fe DFTENER T2 IZLEZ BN,

T TR LI E RS Wi TR W e O T EE NN & B 2 Hivlz. £ 2T, Steel B 4
HIR L8 T EERE O MEA T 23 370> o 7o 8 i NI D i 3 AT 22 ZE0 L 7. Fig. 2.18 [T/ Hrit
BaRT. EHA U MRICE DL, S—=r T O E &S, T O I T O W
NTERWEDEMLUR)->T-. HoWTEF LY, Steel A & Steel B & H12, Belag (M
T UIHGRE ORI IR —= 0 I EHME TR o 7283, BIEIEE O EFIZHEVy Mn-Si
R EIIHINT M T - 7.

2HIHD T T AF v 7 R HSHEIAIRZ TH A5 TR S 75 I AL R ER{E & Fe
REREW & 5\ X Steel A 2D D, Mn-Si R E MnS Th Y, GIHIEEIC X D645
WK DEAIZAE U o 72. LavL, Steel B UIHIREL, BIHLEE O BRIV, TEA
FEITIER E L7z Mn-Si Rt OB ED 2, LEASOREEREN S £V, LHHm
POz &R SN D, Ko C, LEARITHRENDS Belag BRENZL 2513E, L
BoBE s nzEBzon5.
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a)

Si

Mn

Al

Steel A

60 m/min

Rake face

90 m/min

35

120 m/min

150 m/min




Count 60 m/min 90 m/min 120 m/min 150 m/min

Si

Mn

Al

Rake face

b) Steel B

Fig. 2.16 WDS elemental mappings of milling inserts after cutting plastic mold
steels? .

V =60~150 m/min, fz = 0.8 mm/tooth, apXae =1.0 mm X 42 mm, L=0.75 m, TiN coated tool

36



100
Q \;
> 70 \\ "
g ~
< 60 e
g= Fe ~
Z 50 == ]
s
s 40
E
q; 30 X Mn
o 20
s Si
:c; 10 X
0
30 60 90 120 150 180
Cutting speed / m/min
a) Steel A
50
ey X
2 45 P
g 40
E Mn//( x
> 35 &l | -
» o >(§\
> 30 o ‘\
.3
Z 2 ><
g Fe /"~ NL
z 20 7 >
5 d _—
£ 15 si
kS /I/
o 10 -~
5 (
E 5
< 0
30 60 90 120 150 180
Cutting speed / m/min
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Fig. 2.17 Relationship between cutting speed and average of charactaristic X-ray
intensty? .
V =60~150 m/min, fz= 0.8 mm/tooth, apXae=1.0 mm X42 mm, L=0.75 m, TiN coated tool
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Count

Si

Mn

Al

a)

Steel A

60 m/min

90 m/min
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120 m/min

150 m/min




Count 60 m/min 90 m/min 120 m/min 150 m/min

Si

Mn

Al

b) Steel B
Fig. 2.18 WDS elemental mappings of inside of flank face at Fig. 2.10.
V =60~150 m/min, fz = 0.8 mm/tooth, apXae =1.0 mm X 42 mm, L=0.75 m, TiN coated tool
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2.3.5 T HAE{ERE L Belag O BfR

7T ATy 7 &R HEOIEIRE O T BB RE & Belag OfEFTRER L 0, Steel A BIHIKRFD
THBEEFEIIRETHY, Belag T Al R E Steel A Z D H ONFEEIRIZAR AL
STV, —75, Steel B UJHIRED T HIBEIHEIIEFETH Y, Belag 13 Mn-Si Zi2{LY)
H1iZ Steel B 2D b ORLRICIRIE LIZALS LTV e, E72, BIHBEEO BRIy, TE
HNEIZEBIT 5 Mn-Si R OFERE L, T EORITHEHEREOMESTH B S 4v7zw]
REMENEZ BN, 61T, AR TR S 115 Steel A BIHIKFD 573 Steel B LV &
T HEFEDOEI TR EVEIANCH - 72, Ko T, TEBEEFEL Belag I[CBRERH V),
hARITER R 23, Al RERb & Mn-Si R EWIZ LEOBREZ MG T 2@ 1"bh o LEX
bhd.

Table 2.5 @ Belag @ EDS 7p#rfE R LD, Al Si, Cr, Fe 235k, Mn BNt H 5
WIEH b & L CTIFEET 2 ERE L, Belag OFLZFHREIZ IV RO -FER %A Fig. 2.19 1
7R, Steel A UIHIBFIZIZEL S 117- Belag 1% AleOs %2 80% LA I=,Steel B (% SiO2 & 35~40%
FEEE, MnO % 60~75%FEE & et LHERI S 2.

Fig. 2.20 7°5 Fig. 2.23 {2 Al:Os-FeO1%, Al:03-MnO1, Als03-Si0215, SiO2-MnO
DIRREX 27~ §. Steel A UIHIRFZ THAEITIEA S L7z AL RER{E D 80 %LL LAY Al2Os
Thv, WREKGELAIT 1850 CRRELL ETh D LIS D, —J7, Steel B UIHIKHZ
THRAEITE 7z Mn-Si ZEE(E#IX, MnO - SiO2, 2MnO - SiO2 ([ZFHYS L, @i
1215 C~1345 CRETH L LHEHShD.

T72bbh, Steel A TR S L7z Al REEEMIE, Steel B TR S 417 Mn-Si Zl2{b4) X
VbR AE <, LENELZRET BN WD, TEOBEEOMET A2 M3 2 20 %
MEWEBZIBR D, L, TERFEE Al SRRt OFEMEN RS <, & 51T Steel
A ZDH DN Al RERIEW EITATAE L, Belag BNESHEE ST W L0 b, WHKNED
£ 912 Belag BUIHIFFICUIHI LEO—HAFFHED, RENMELRThoTc B2 6N 5.
—J7, Steel B TR S #1172 Mn-Si 2RI LR S MR 72 OV ICEN 228, THO%
FIZH LIRS NT <, RERE L CoMEEL +o 0BT 2 0HIGMERROND & & X
bihvd.

REFFERLY, 40 HRC 7'V ~— R UZUIHIINL L7 BRic, TEHEEFRE S Belag
TEREICBRMEDR D Z L 2R LTz, Lo T, &MHMEZ N L2 Belag #FH L7-
INTRERM ERWEETH DL EEZXDND. fi’s Belag MECCUIHIZRAFIZ DWW TR, 48
2RO N DHIBFRECSR O T HER LI LV EDL D LRI LD, KELD S
BICHETT 2.
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BN Al203 B SiO:2 ¥ MnO B Cr203 B Fe304

Areal
Spot 2
Spot 4
0 20 40 60 80 100
Compositions of belag / mass%
a) Steel A
mAI20: ESiO2 EMnO mCr203 mEFe:0s4 mMnS
Area 3
Spot 7
Spot 8
0 20 40 60 80 100
Compositions of belag / mass%
b) Steel B

Fig. 2.19 Compositions of belag on milling insert after cutting plastic mold steels.
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Fig. 2.20 Phase diagram of Al:O3 - FeO system1? .
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Fig. 2.21 Phase diagram of AlsOs- MnO system15 .
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Fig. 2.22 Phase diagram of AloOs3- SiO2 system15 .
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2.4 HEE
40HRC 7V N—RUTH LT 7 AF v 7 BRI ZEHIIN T, TREANEOBIE A FE

i L, LLFOfEimES.

(1) Steel A UJHIRFD T HABERIZIKETH Y, Belag i3 Al R & Steel A =D HD
DB IR 0 B S LTz,

(2) Steel B WIHIFF D T BRI REIZEERETH VW, Belag (3 Mn-Si R E{L¥/E 112 Steel B
DO HDOPRLARIT/HEB L TR STV,

(3) Steel B UIHIRHZBIHLEE D LA EY, TEAFEAEA 75 Mn-Si KLY DI
WNEEML, TEEOEITEEIIES 2o7.

(4) 77 2AF v 7 @RI RSEEIREC TERNEICER S D Belag DEWIZ LY, TEEER
REMNEIR D Z LRI S LTz,
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Fi3E < AN A ERHIIN L L 7 BR oo T ARG B
3.1 5

GRIEIRNLIT T AT 7 BN A THEARFORE S35 E\ 28, ITRERA B L, Sipr 25
SIRAE CHUN L L72t%, BEAIL - BER LIC K Y EFARFOM S ICHE L, BVUBROBRICA U4t -
B aAT BIF I TRB S BRI LV EIET 2 HIETRIEEND Z L%, LarL, ZOHET
I, BIETEN» DM, S ITBUEE OGN 5 0, SFRWERIOD & TR EE
FTaPDZDHY .

TAERSR, GIHITES 2 W IEHEIM ORI LY, BEERIZRsWTH 50 HRC 7Y /~n— K
N DERZYINTIC L v &ME2 Y ESN D56 H5H. L, ZOHEI A TIERS, &
SIZHE 60 HRCIZFRE L 7= TSRS 2 HUN T2 S EIF N T & CEM§ 5 2 & I3@EE T
mERTHRND |

AU IR RIRE & 72 D N T 5D —2 L LT, —NHT=0 081 < FHEHEDS A2
HUNT BT B, AFERTIE, 60 HRC IZHHE S v/ mite R g4 =10 T (WrsetlH)
LB THHEEREZ B2 L, M 2R3 BEE &N TRESRM EOJAEIZ W TG L7z, il
25| Ehix, WS AMIEIRO THBREHIE L Belag OBIRMEICEH LTk L7-.

3.2 FEERITIE
3.2.1 HERAF
3.2.1.1 #EHIkS

AR TIE 60 HRC ([CHHE Si7 4 FEREOMGT SN2 b & LCHEA L7z, Table 3.1
(CHEEIR O TR A T, AT JIS B TED DI TODIAETINE Lz, BErE Al (FE
Al LIEATER Al (AleOs 72 &) 1FRAIEHTE, C & SITRBERINRIIOE, ool XE A
HFEMHETHIE L=, Steel C 1% JIS ik SKD11 FIS OiFETH 5. Cr & C £ Steel C 2>
5 Steel FIZRDIZLIZMUVME TR L, AlITAHRE L HICEIZER AL THDH. S HIZ, sk X
D Steel D & Steel E (35 S, Steel C |3 Si, Steel D I3 Al, Steel E |15 Mn, Mo TH 5.

Fig. 3.1 [Tk DAk & BEAFUR A T Fe PUZEAE S TR LICHIRZ2—IR AL o ifs=R
oy RRBIET 5 % A Z — VAR X 0 R S TIRRE CHENE L 72, — RO =R,
10 %7 A 2 —/VRIZ L VIFEZITV, 20 HEFOFEZ T 2 Mg L, OISI -Gt
7 b TScandium| ZHWCTRILY () L~ hU v 72 (BE) O 2 B0, FIFEYS%E
5 um LU EOBLZ RIS & LTRIBL, RO E 7 vV BEEGR 2RO 7 eV cEID Z &
IZEVEH L7z, Steel C 725 Steel F 1272512 L7ei3, BE 72— IRIRACH OTEFEED 14 %>
51 %L FE T F LTV 7=, Steel D & Steel E 1 3thiglilif L W MnS M EM 3% < fFAE L Tz,
Fig. 3.2 IZfAFEMRIEE BN EY D SEM GH & EDS (2 X A H/TisS47/~k7". Steel C 125
FNDLIEEBNTEMITEIC CaS & Al RE{LY), Steel D, Steel E, Steel Fix3:iZ MnS & Al
R TH -7
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Table 3.1 Chemical compositions of cold work tool steels? . (mass %)

sol. insol.
Al Al

Steel C | bal. 1.5 0.3 0.4 | 0.01 | 11.9 | 0.8 0.2 0.02 | <0.001
Steel D | bal. 1.0 1.0 0.4 | 0.07 | 83 0.9 0.1 0.36 | <0.001
Steel E | bal. | 0.7 2.0 1.0 | 0.07 | 6.9 1.6 0.1 0.01 | <0.001
Steel F | bal. | 0.6 1.0 0.4 | 0.01 | 6.1 0.9 0.3 0.01 | <0.001

Fe C Si Mn S Cr Mo Vv

o

00 o""r’éi Ll dE
Volume fraction of primary carbides:14%  Volume fraction of primary carbides:7%
a) Steel C b) Steel D

F o, A" [
oo b
(e K1
4

S
A
CEt

Volume fraction of primary carbides:2% Volume fraction of primary carbides:<1%
c) Steel E d) Steel F
Fig. 3.1 Optical micrographs of cold work tool steels? .
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a) Steel C

:A—-——— A RPTOENEEERS Ak e
Lo
0
20 um

b) Steel D
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c) Steel E

d) Steel F

Fig. 3.2 SEM images and elemental mappings of non metallic inclusions in cold work

tool steels.

3.2.1.2 YIHIT A

GIE BT T2 EL, =20y — V- ERHA A o — b (BE
EPHWO0402TN-2) % 4 v #— (% : RH2P1012M-3) ICEELCHA L. FE2ETY
T AF v 7 SR FHE L7 TR, SRS AS (60 HRC) GIHIRFZ IR A
U, Ml CTEehofoio®, mlEMIN TH TREZM#H L. Fig.3.3 {241 »¥— kD4t
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BEE L OB EERX Z2 R8T, A Y — bORNERIRE, T VHE, A= Bk
ki CHE S, By AR HTREOTWAIE4° , A—=07/1F 20 ° , &
L1 ° Thote.

THRHHIBRIEBE S TH Y, (YRR TR B & 0 e Shafam e T
HIEORG% KRITE D KO ICHE L, BHIMD 25 £ TIN & Uiz, BRHEIWERFTRE S TIN
K0 MHEEREME, THEMAEC LD TIAIN & 7o, R ah = il o — 7 ¢ o 7 2@ (R : ATP-S20)
ZHAWT, PVD XV 3 um DIES L7225 K ) I L=

Chip 4 Milling insert

Rake face

Rake face =

Flank face
Honing

| o
{ e

! i‘;ff Work material |20

Fig. 3.3 Photo and Model of indexable milling tool.

3.2.2 WMk

Fig. 3.4 |[ZUIHIFHN 2 56 L 7= BEOANBLE B A2 7R3, EihT —/3—30 BDO 7 7 F v 7l
ROBPDRILL (% : a-T14iF) % AW\ CFmblEl %2 %0 L7z, Table 3.2 (21 L4471~
T A N T EIX N TR & Fhi U 7= g 2 U HI R 50 m £ CTHEHE L,
THAFITIERR LI 25 W % THOHBED /N S W UIHIPIE RS T & 2 BIETE 0.25 m DAL
T L7z,

Fig. 3.4 Photo of cutting test.

50



Table 3.2 Cutting conditions of milling cutting tool? .

o Diameter 12 mm
Milling cutter
Number of teeth 1/3
o Base material Carbide
Milling insert -
Coating TiN
Cutting depth 0.15 mm
Cutting width 6 mm
Cutting speed 70 m/min
Feed per tooth 0.4 mm/tooth
Cutting conditions Revolution 1856 min'!
Feed rate 742 mm/min
Chip removal volume rate 0.7 cm3/min
Cutting method Down cut
Cutting fluid Air

3.2.3 fRATHIE
3.2.3.1 EPMA 5#r

BIEI% o T EHEERIEDBIE 2 E&ME 7 #MEE (SEM : Scanning Electron Microscope)
ICR VIR L7z, TERNEICERENTAE DL, ET~A 27 nT 749 — (EPMA :
Electron Probe Micro Analyzer) Z{iH L CLEXmL VL.

Table 3.3 {2 EPMA O &tz 3. RSB X#5 4 (WDS : Wavelength
Dispersive X-ray Spectrometer) % x7- HAE T (k) % FE-EPMA & (AU -
JXA-8500F) Z My, EMSHTIZ L0 AEMERm O OB OB 2 8 L 72, motr
(2 & TREKMEIZBT D5 Do AiReE 2 fighr L7z,

Table 3.3 EPMA analysis conditions.

Accelerating voltage Probe current Area
Qualitative
) 15 kV 1.0x107 A ¢ 50 pm
analysis
Area analysis 15 kV 1.0x107 A 1X0.5 mm

3.2.3.2 TEM fi#HT

T EWrm X 0 e E - iEf%S: (TEM : Transmission Electron Micro scope) %M L
&Y ARt LTz,

Table 3.4 {2 TEM Of#ht Geth Z 73 TEM i A SLREFT D FE-TEM #E (T3
HF-2100) Z#HWTHE L7, TEMARIZ LY EWORE, JBE, (5% L RIEO#I%
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1T\, ik - #2 R4 (NBD : Nano-Beam Diffraction) (2 X V) 5735 M) D dihis 15 2 4 L

Spectrometer) % FVCEMEDHT %2 Fhi L 7-.

Table 3.4 TEM analysis conditions.

7. B

7. &6, RO FILF=5HM X B E

(EDS : Energy Dispersive X-ray

Accelerating voltage | Camera length Area
Nano-beam diffraction 200 kV 200 cm ¢1 nm
. . ¢ 1 nm~
Quantitative Analysis 200 kV

0.3 um X 0.7 um

52



3.3 FEBRHERBIOBZE
3.3.1 TLEBEEFREOBIE

Fig. 3.5 (ZUIHIEERE & 38T R REEFENR O BLR, Fig. 3.6 12 50 m UIAI#% O THHdeafk
EBERERAPER LTz SEM 8%/~ 7. AER CIIdkiF EmH KERIE LT v L 7 b &0 f
MABBH LI-E & Lz, REMEEHEIX Steel F 23 h K& <, R T Steel C & Steel D 28
FIFEEE, Steel E DJEFIZ KX <, Steel C & Steel F ZUJHIE O TEANEITHF—=2 705
BT T TTF v T E2AE T T e, —J7, T OPIMERE i % & Steel C,
Steel D 23 b K& <, KW T Steel E & Steel F 2NAIFLEE & 72~ 7=,

BEEIRA o O CHIKR 22 — IR IR L 0 TRHANGICERST v B /3L L, TEE
MBMETTDZ ENHE SN TS 45, Lo T, KIS mOWIBERIZEM F o— kA
DEBRRENEEZ LS. UL, A —RR(EH 3% Steel D UIHIREZ T » B
TNECT, —REALWD i D720 Steel FEIHIFFCTF v B 7 WAL TN, b0
FEENS, —REAEMICE VAT 2F v B 7033 S5 ERS— R IRLD LIS TF >
VU T ERESHDLIERNRS L EBEZBND.

Fig. 3.7 12 10 m YD TE R & 50 SEM %4773, Steel C & Steel F 1350 m
BIHgIcT > v 7 VE CTERIEFNC RO TR —= 0 0 a—7 ¢ v ZITHEERE L Tz,
DN, RV TEOBENT v L T EBIERITERNO D LRI ND. £ T,
IR AR—= ZENTER LRI A i L7z

1.0
Steel F
- 0.9 X
= /
s 0.7 A
S Steel D
5 0.6
£
Z 05
5
E 0.4 Steel E
]
g 0.3
e
s 0.2
=
0.1
0-0 ;‘l T T T T 1
0 10 20 30 40 50 60

Cutting length /m
Fig. 3.5 Relationship between cutting length and maximum flank wear width? .
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X 6 mm, TiAIN coated tools
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Fig. 3.6 SEM images of milling inserts after cutting plastic mold steels? .
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X 6 mm, L= 50 m, TiAIN coated tools

Rake face
Steel C L
P
Honing
Flank face
Steel D
Steel E
Steel F

54




Steel C

Steel D

Steel E

Steel F

Rake face

/ o

Honing

Flank face

Damage of coating

Fig. 3.7 SEM images of milling inserts after cutting plastic mold steels? .
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X 6 mm, L= 10 m, TiAIN coated tools
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3.3.2 LHAED EPMA 5

Fig. 3.812 0.25 m UIHI DA —= 7 HERH O 4T (COMP) %% 7~7. 50 m HIHIK:A
TF v B I HEL T -T2 Steel D & Steel E HIKIT% DaR—= 2 7 ERIZ BV EIBIMEE L
7z. COMP %D = F T A MIHMITKFEL, FRFESIVNSWEERBIEINDL 2D,
RV TR EDAE L TV D LR SN D.

Fig. 3.9 12 Fig. 3.8 I~ ¢ 50 um fEIkIZI31T % WDS 12 L 5 EVEITRERZ R T (EM T
Da—T 4 T THD T & NBEZ RSz, 512, Steel D & Steel E THIZESL7-
BV DT, Al & O A thaniz. WIho TR S HHI O E TH
% Fe NZ L AL SNz o7z, KoT, HHIMZDO OO ESHBEZL Y F v B 773
FBREINDEVIWE O BRNHDHN, AHNTZIUTEEY LhoTe b B2 b5,

Fig. 3.10 (2 Si, Mn, Al, Fe, O, S &3 <WElk v mootr Li-fERa ~d. GHIRICEIY
<P LT EHNEi 2R —= 0 Z¥RIZ Fe NMEE A Rt EN 20 - 72, 512, Steel D & Steel
E TiX Al £ O, Mn & S AR UAEICER L TEY, Al REEHE MnS 23R—=1 71K
INTWVD EHEEESNS.

c) Steel E d) Steel F
Fig. 3.8 COMP images of milling inserts after cutting cold work tool steels? .
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X6 mm, L.= 0.25 m, TiN coated tools
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ES: W EMn ECr HFe mC S mHAl =m0 "Ti =N

Steel C

Steel D

Steel E

Steel F

o

20 40 60 80 100
Semi-quantitative analysis value / mass%

Fig. 3.9 Results of WDS semi-quantitative analyses at each area of Fig. 3.8.
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Count Steel C Steel D Steel E Steel F
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00
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TEM analysis | TEM analysis | TEM analysis | TEM analysis

0
7| e e 3

Fig. 3.10 WDS elemental mappings of milling inserts after cutting cold work tool
steels? .
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X6 mm, L.= 0.25 m, TiN coated tools
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3.3.3 THNJ D TEM f#tr

B O TEARBEIZOW T & BIZHHRET 572, TEM % V¢ T EWiHE XV Belag /15,
JEX, AR KOV CHEEOREIC OV Tl L7z,

Fig. 3.11 |2 Fig. 3.10 FIUC KA TR & Fr O Wi B3 K 4”3, Steel D BIHI#% O T A
FK I 400 nm 2, Steel E (2 100~200 nm F2E DR THEDDEH L T, E72,
EHFEYIHIEZ O TIN 22— 1 > 7128910 < S o#@I71a ~EELR 2 £ LTz, Steel F
2% 2.0 um FREE & HMEETE D B H K E <, W T Steel C 23 1.5 um F2, Steel E 2% 0.5 um
FEEE, Steel D 7238 0.4 pm FEEDNEFICHEMEER AR E 20, [FEMDEL KT HI1FE
TiN OEMUERRNIMZ SNLEATHo72. ZDZ Lk, (FEWITTHRN IR #kEE
AL, Belag iZE WIS FMBAEL D a—T 4 v T ~ORAMANMER S, m—=27
HOBEGRLTEDOT v B ZRIH SN TRl E 2 b,

B, H2ETIET 7 AT v 7 STUFHEIHIREC TIN QWA AL L TR o7z 7,

— 7, HEHIAL & S D NiEMHEVE GBI HIRF T TIN O M2 23 EEE ENTNDH8. ko,
60 HRC FHEMUIHIREZ, Ni JEMEG 4 & FRRIC TE AT 2 UIHERESCOIHHRGUAY
<, EbIT, ﬁﬁﬁﬂmiéihéﬁﬁg“@*ﬂjﬁ&*/)’(mﬂ:%@ﬁﬁ RV E R T B
ZHhb.

Fig. 3.12 |2 Fig. 3.11 1@ Belag @k TEM 4, Table 3.5 |Z Fig. 3.12 H O A& T2
T % EDS AT A R IR XN ENENTCOBRBEE LIz KT LIk b,
Steel C UIHI#(Z 40 nm F&JE, Steel F (2 60 nm FREDEM MR TX 7=, LrL, VT
H TIN O O—HEBIZ LAMF(ERE T, Steel C & Steel F UIHI#IC T E LIRS NI
HEWIE, Belag & L THEBEL 2V EHEEZ S IND.

Steel D & Steel E ® Belag IZEH T 5 &, Ebnl b AR LY (HE) & MnS (BB
JE&) DHERRTET2A%, Steel D UIHIRE D5 3AEIEK, Steel E GIAIF O E2ITBLIR T
TF1E L7=. Steel D ® Al A %1% 0.3 mass%, Steel E [ RHHFEE D 0.02 mass% TH Y,
Al RO LT SOEWPEEL TS LTS, SHIT, AIFICEY TT R
F v 7R TH % Steel A ZGIHI LIZBRITIERL S Iuiz AL SRR O _EIiE, #HIR o
FESTHDH Fe BEELTHZ 7.0 LiL, @ TEMOIEIRIC TEALICER Iz
MnS &EME L7z ALRER Y FI2iE, Fe ML A EfE LTV,

Steel D & Steel E UIHI#%IZ T RIS 1172 Al REEY & MnS O#A Belag 13,
Fig. 3.2 \Z/RTHIM F OIEEBINTEY LMD L Tz, Lo T, Ca-Si BiFEEHD)HI R
DFRIC Belag BIEGRBNTEM D LR SN ATREMENE 2 bivd. Lo, St o Al o
ZIEEE Al & LTIELTERY, 77 AF v 7 RGN & RERICER THE» S
Belag ZMERL SNT-ATREME S % 2 B D . BLEPE Clt Belag HGTROFFEILZ TE 7220,
AT LE b ETHRNEIT.
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Flank face Rake face

c) Steel E d) Steel F
Fig. 3.11 Cross section TEM images of Fig. 3.10% .
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X 6 mm, L= 0.25 m, TiN coated tools

Spo#l Spot2

a) Steel C
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Areal

b) Steel D

c) Steel E

d) Steel F
Fig. 3.12 Enlarged TEM images of Fig. 3.11% .
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X6 mm, L.=0.25 m, TiN coated tools
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Table 3.5 Results of EDS chemical analysis at each area of Fig. 3.12% .

(mass %)

0) Al Fe Si Cr Mn S Ti

Steel Spot 1 1.4 8.3 2.7 10.7 2.0 74.9

Spot 2 0.8 73.1 0.8 4.0 21.3

Area 1 20.0 | 47.6 1.7 9.0 4.3 14.3 3.1
Steel D Spot 3 24.4 | 59.7 1.0 6.1 2.5 4.9 1.4

Spot 4 6.36 | 19.1 5.2 6.4 4.5 38.2 | 16.3

Area 2 276 | 70.5 1.9

Area 3 1.2 2.0 2.1 62.2 | 32.5
Steel B Spot 5 25.8 | 66.7 7.5

Spot 6 25.1 | 67.8 7.1

Spot 7 0.8 3.1 4.1 60.1 | 31.9

Spot 8 3.4 2.4 4.7 59.1 | 30.4

Area 4 1.9 5.2 10.4 | 14.2 5.6 38.4 | 15.0 9.3
Steel D Area b 25.3 74.7

Spot 9 0.8 7.5 29.9 61.8
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3.3.4 T EAEIFHE L Belag @ BfR

TEBEGIRE LM EDOBIERERNG, CUIHIREO TEAEIZ Al Rt & MnS O#EE
Belag BB EIND Z LI2ED, A—=r 700G TEOF v L IRz b5 &5 X
bz, £o7T, I RAF v 7 SRAHUIHIR & [k H e HEER & T EHEER
HE & Belag [CBIfRMERH D EE 2 HILA.

Table 3.5 (Z7~J" Steel D & Steel E (Z2351) % Belag O/t L 0, Al, Si, Fe i1k
Y& LT, MnlZf{t® & D WIERE & U THIEL TV D E{RE L, Belag k& 75 L
ToAE R % Fig. 3.13 12779, Steel D UIHIRFIZIZEL S 1172 Belag 1% Steel E & 0 & #HI O
TR ThH D Fe X Cr DD LEIENZVMHARICH 572, UL, Belag (33T Al Rk
Y& MnS THERL S EBY , FAEKO/EAIT—F L Tz,

Steel D UJHIRFIZIZAK X417z MnS 13 & A & E 720> Area 1 & Spot 1 @ Belag 127 H
T 5L, BR{E¥% Belag 13 AleOs % 70 %A EE&HT 5 EHERI Sz, F72, Steel E HIHI|
RFICTZ AR S T2 R 1b 5% Belag 13 Al2O3 & 90 %Ll EE A2 L el Sz,

Fig. 2.21 {27~k 7 AloO3-MnO JRFEX & Fig. 2.22 12787 AleOs-SiO2 RFEX X ¥, Steel D
& Steel E UIHIFHIZIEAL S e ALRERES Ol RIE 1770 CREU ETH S LHEHI S D.
o T, MmESRHHUIAIRFIZZR Sz Al RI(bIE, W{b4)5% Belag & L CHufgefl
RNE L, BEREET T LRENEZREST DHMENEGVEEZbND. S HIZ, MnS
EEARNAHAET D2 & T, Fe OFAENHIIHI S, Belag NESHER SN D ZLIZL DT
Y ECIPECICS N EHEREND.

Fig. 3.14 ([C—XxRAtM DO fifE=R & Belag JEAL & OEILR, 50 m BIHI# O THEERE oW
SEM # % 7~7". Belag JEpkii% Fig. 3.10 DmoATiER LD, Al & S ORHEE L AL
TN DRNESE B ST w > Mk Lz, Mn & O 1% Al Rg{t#) & MnS LISt
BHb B0V E D 7 Mk L CTiliblenoiz.

TIAIN =2—7 ¢ 7 LRI XD HIMRHI O, JilA o O — IR D D720 T EHJHI T
BB 2T HEREOEI TR EEOGER 21572, 512, Al RER(EY & MnS O A Belag 23
TEAFELSERESNADI1FZE TIN OBWZEEME Sz, ZoZ Xy, YHIPIZAT
Ha—T 4 T ~OX AWK Belag (2 X VKIS, YIEI TEOKR—=2 ZEOBE
Fo B 7RIflsnizEEL6ND.

£~7T, 60 HRC JE %DM LHEANE, SbrFetEa2 L KN SERVERES, — k()
AR L, Al Rk & MnS O A Belag AR LT WVDERGHI T 5 2 & K0, BaFegk
HIVEZ D EB 2 bND. I 6T, mEEMINTHOUHE] TEUEI SO b 2179 2
L2k, IO TRERNM EL, 60 HRC 7'V ~— R0 S REIRE T
THNLL, FER@RLE LTSNS WEEENAN D LB X HID.
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HAI203 ESi0Oz2 "MnO FCr203 HFe304 " MnS

Area 1
Spot 1
Spot 2
0 20 40 60 80 100
Compositions of belag / mass %
a) Steel D
mAI20: ESiO2 W MnO ECr20z N Fe304 © MnS
area s [JMRGT T ns
svot | Ot e
0 20 40 60 80 100
Compositions of belag / mass%
b) Steel E

Fig. 3.13 Compositions of belag on milling inserts after cutting cold work tool steels.
V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X6 mm, L.= 0.25 m, TiN coated tools
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Fig. 3.14 Conceptual diagram of damage of milling inserts after 60HRC hardened cold work
steel® .

V =70 m/min, fz = 0.4 mm/tooth, ap X ae = 0.15 mm X 6 mm, L= 50 m, TiAIN coated tools

3.4 fis
60 HRC (Zi& s 7-mElS IR iRHIN T, TERAGOBIEREZE ML, LITOkmats
7.

(1) THAIN =—7 ¢ > 7 THIZ LD BHIRHE A, 864 O— R BAL D D72 E EEIEI TR
BT DI HEEFEDHEI THNEL 72572

(2) TiIN 22— ¢ 7 LEIZ L 5 THABIERER) G, Al R & MnS @ Belag 23 TiN |-
L TERR SN D 1E E TIN OBHZSTEAMER S vz

(3) WIHIFICA T B a—T 4 7 ~DBAMIH Al AR L) & MnS O S Belag 12 L 0 KBS,
THROBR—=2 7O, THRIZELLZTF vy B IR flani-&Ex b,

(4) AT HSTEIHIRC TERNEICER S5 Belag OEWIZ LY, TEEEREN R
DT ENRBINT.
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B4z PIRFHIOIHIREFIC 31T 5 Belag £ A 1 =X L Ot
4.1 #=

F2EmEFIELY, FIAF v 7R (40 HRC) mHe M (60 HRC)
HIKEFD T EHBERE & Belag ICERMERH D LB 2 b7z, Belag 28I L7 FEa0 7280
i CTd % Ca-SiEesIX, #M T OIEGRENTED LY Belag VB L TV D Sl ST
W5 120 LavL, AR CRMIE L 7= FHEHIL, Sk OB ItHE L D Belag 23 AL L T
WD RTREMENYE 2 B LTz, K o T, Belag OMGTRITHIFEIC L 0 B2 5 AlEEMEDNZE X B 2 5.
& BT, WHIM IS Loy 720 Belag FRSAS ED X 5 7p A = X W2 X0 RIS
TERNEAERL, BT D0 TUIAATH L.

AREBRCIE, FEEICR LV Belag BEKT 25A12EH LT, Belag £ A 1 = X L% BREIC
THIEHEME Lz, BT, Belagah =z hre— L, {EHT2Z L2k, SESF
PRARHIM BT DN T RERE LA BT

Belag #HiS° Belag FERROA ML, AR 38 , S OBBEESHAREY , WisttlH<ouEid)
HI0 L IR 1, BIHEREE 9 Ze LI K0 BT D L s, ARETIE, #REIM o
F L TERNEIET D Belag OARUBREAZ I LS < T 5720, St hombRIEemim
T2 e W EGET, MBOTTRED VD 22 WG ERGEH T 5 JIS Bk S50C & vy, GIHI%
DTHELEY < PIe oW CRFEELAM 2 5206 L 7-.

4.2 FEBRITE
421 R
4.2.1.1  HRHIES

Table 4.1 (& JIS k& D 515 THIE &7z S50C OFLARZ 7~ FEERIVE Al (BEVE AD &
AR Al (AleOs 72 &) TR WIEHTE, C & SITBRBERIMRIETE, O IHERRSL
RIS, Mot ILE AN HEIC LV IE S 7z, S50C (231F 5 Fe, C LSt D
Mot F#EIL S, Mn, Al, S THY, ALTEEBENMTEWE L TTIEHR EICHEE AL L LT
FEL T, #M I 01E Tppm 1T EEEN T,

Fig. 4.1 ([ZWHIM OB GE 2o~ MR £ 2 S1mifEE L7-%, 5% A1 ¥ —/b
WRICEVBRIETRENS, 7274 MEX—T 4 MAEZHER L.

Fig. 4.2 (ITRERRIERBNIEY D SEM 14 & EDS 1T L 5 /TR Z <7, MnS &
Al ZE ) I MnS BN EENLEEIESBNTEDFAE LT, S50C Offi =% 220 HB 2
EL L.

Table 4.1 Chemical compositions of S50C12 . (mass %)
Fe C Si Mn P S 0 sol. Al | insol.Al
bal. 0.5 0.2 0.6 0.019 0.004 0.0007 0.023 <0.001
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Fig. 4.1 Optical micrographs of S50C.

a) MnS

b) MnS and Al based oxide

Fig. 4.2 EDS elemental mappings at non metallic inclusions in S50C.
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4.2.1.2 YHITH

I T RIS 2 EEMEEDO Z#FAY — VRNl o — b (FF
EDNW15TN4TN-15) % % v % — (% : ASR5063-4) ([ZEHE L=t D&M H L. Fig. 4.3
A oY — FOSBIEE, NEOWEMEXXEZTRT. A o h— FoRERRIE, <0,
A= 7B IO R CHR S, 7y X —ROMFTREOTIWAIZ 9, A—=v7
1320 °, BKITFAILS° Thot.

A — NORMIT K EBIEASTH Y, RIEIEHIM X0 s s a 50 & TAEM
DRI XBITED L DICHEL, HWAME D Z G E 20 TIN Zi8E L7z, AR5 o
—F ¢ v 7EE (BERAIP-S20) ZEA L, PVDIEICL VK 3 um DIES L7225 X 91Tk
fBE L 7=

Milling insert

o Rake face

| Honing Flank face
N

Fig. 4.3 Photo and Model of milling insert!2’ .

4.2.2 Tk

Fig. 4.4 \ZYIHIFEAM 2 56 L 72 BROSMBLIE Ao~ d . il —/3—50 & O H LI R
Mlwy =272 (BFE : MACC MATIC-610V) % v C - mUIHEI 2 S L7=.

Table 4.2 ([N T2 777. A > ¥— MIHE— AT L 0 FHE L 7=,

Fig. 4.4 Photo of cutting test.
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Table 4.2 Cutting conditions of milling cutting tool? .

. Diameter 63 mm
Milling cutter
Number of teeth 1/4
o Base material Carbide
Milling insert -
Coating TiN
Cutting depth 1.0 mm
Cutting width 42 mm
Cutting speed 180 m/min
Feed per tooth 1.5 mm/tooth
] o Revolution 909 min'!
Cutting conditions -
Feed rate 1364 mm/min
Chip removal volume rate 57 cm3/min
Cutting method Down cut
Cutting fluid Air
Cutting length 0.75 m

4.2.3 fRHTITIE
4.2.3.1 EPMA 5#r

TERERNEIER ENT A EDEREPOE R~ A 71T F 74 % — (EPMA : Electron
Probe Micro Analyzer) % fif il L Cor#r 2 50 L 7=. Table 4.3 {2 EPMA O3 #r5:0F &7~
WES R XMy gs (WDS : Wavelength Dispersive X-ray Spectrometer) % i 272 H
RET (BF) M FE-EPMA %@ (% : JXA-8500F) % Fvy, &M - RS LY £+
W) DFLRR 025, T HTIC L 0 (& AR AE 2 kT L 7=,

Table 4.3 EPMA analysis conditions.

Accelerating voltage Irradiation current Area
Qualitative
) 10 kv 5.0x108 A ¢ 10 um
analysis
Quantitative
. 10 kv 5.0x108 A ¢ 10 pm
analysis
Area analysis 10 kv 1.0x107 A 7 mm X4 mm

4.2.3.2 TEM fi##rt

UHITE L)Y < F % Wik ) 5 Fin M E 73758 (TEM : Transmission Electron Micro
scope) ZfEi ] U CHIES & it &4 92k L7-.

Table 4.4 (Z TEM OfiEHT &M% <7, YIEI L E.o TEM fi#hT1% B 28 BTl FE-TEM
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g (A% - HF-2100)

WesE (B . JEM-2010F) MW TER L7-.

B LU0 < FRENTEHK St ORI,

Selected-Area Diffraction) |,
AU D DR A S & A L7z,
Dispersive X-ray Spectrometer) % A\ TiE

WfE 1R E13r (NBD : Nano-Beam Diffraction) |
I 51T, O RV — B X B
T A N L 7.

Table 4.4 TEM analysis conditions.

a) Milling inserts

, W10 <90 TEM T AR+ (BF) REF S it 5 -1
TEM &IZ &Y 8 TR EICB S et
JEE OB ZTV, HIREEEHT (SAD :

kv Z
(EDS : Energy

Accelerating voltage Camera length Area
Selected-area diffraction 200 kV 200 cm ¢ 200 nm
Nano-beam diffraction 200 kV 50 cm 61 nm
Quantitative analysis 200 kV ¢ 1nm ~
b) Chip
Accelerating voltage Camera length Area
Nano-beam diffraction 200 kV 50 cm ~$2 nm
Quantitative analysis 200 kV ¢ 1 nm

4.2.3.3 TOF-SIMS figtr

TEM-EDS f#fr & 0 & BITiREEE Ty IS
w08k (TOF-SIMS : Time-Of-Flight Secondary Ion Mass Spectrometer) %M CHIY < §°

LK OIRS M OHT LTz,
Table 4.5 | 25385 % 7~7". TOF-SIMS (3 ppm 74—

BOYTAAT S 1o, TRV YA A4 B

=D ARETH DM, ~ ~U w7

ADFARNZ A TERD 2 IRA AU BRE N R E  BE ST 5 19720, & 2 A AL 5RE % Fe, Al

Si, Mn, O O&GH2 WA A L8ETEHEID Z LIC X VL LTAEZ R LT, 2O DEIIKICHE
DIEZRST, xRS LTERLTND.
Table 4.5 TOF-SIMS analysis conditions.
Primary ion | Accelerating voltage Ion current Area
Ga* 15 kV 1 nA 30 um

4.2.3.4 CAE it

Third Wave Systems 5! AdvantEdge FEM¥ A L, S50C % ¥kt L7=#4 Dif

FEEENZD K TORELEZEZ THRERIELZ WY I ab—Ta VLT,
Fig.5.3 L[FTEK, GIHIEEEE X 180 m/min |27
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4.3 FEBRFERB LOBE
4.3.1 THXeD EPMA 75347

Fig. 4.5 12 S50C % 0.75 m GIHIZ DT < Wil LEASEORHEF (COMP) B4 nR7.
SWHER—=UZEICIE, GIHIERCEI ) < PR L Z L OB LB ON s B L i
WREDFERAMFE L7z, COMP %02 b7 2 MIHBIKIFL, TR &SIV IS VEE
BllEsnD. XoT, F < WVEEF—= FEBICE e DHROMAEDDTOR L T D L HELE
Eha.

Table 4.6 {Z Fig. 4.5 H1Z779 ¢ 50 pm $EKD WDS (2 L 5 EROHTRERZ 7. < WEIS
R ENTATEDSITAL £ O, A—=27H 51X 81, Mn, O 3% < mHiEnr-.

Fig. 4.6 {23 < WEMANSD Si, Mn, Al, Fe, O Om/MHERZ RS, TH & 4REIE 23 Bfih
55 P T EMHER S, < W T ALREREY, H—=1 7% TiL Mn-Si Rt
B LTINS EEZ BND.

Rake face

Fig. 4.5 Comp image of milling insert after cutting S50C.
V = 180 m/min, fz = 1.5 mm/tooth, ap X ae = 1.0 mm X 42 mm, 1.=0.75 m, TiN coated tool

Table 4.6 Results of WDS chemical analysis at each area of Fig. 4.5. (mass %)
Fe Si Mn S Al 0
Spot 1 5.1 4.2 2.8 0.5 29.8 58.1
Spot 2 5.3 12.9 15.9 - 2.3 63.7
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Count Comp Count Si Count Mn

CP Lv i Mn Lv
1134 1000 1300 1 nln
1025 875 1137
916 750 975 -
S e a1 | TEM analysis
| 698 500 650
589 375 : s 487 .
480 250 ~-':/ 325 " o
371 125 152
262 Honing

——-

Al Lv Fe Lv
3000 1200 5000
2625 1050 4375
2250 . 900 3750
1875 | TEM analysis 750 3125

1500 600 2500 \
1125 . 450 1875
750 300 : - 1250 ﬁ

375 150 625
0 0 0

Fig. 4.6 WDS elemental mappings of milling insert after cutting S50C.
V =180 m/min, fz = 1.5 mm/tooth, ap X ae = 1.0 mm X 42 mm, L=0.75 m, TiN coated tool

4.3.2 THHeD TEM Mt

TV &R —= 2 TN LA EM 25 i~ 572, Fig. 4.6 (7R3 &pTOWr LV
TEM fi#thf & 50 L7=. Fig. 4.7 (2 TEM 14, Table 4.7 (Z Fig. 4.7 FI R 5K D EDS IZ L5 7E
BEOPRERZ /T, T <VEICIEZ Al ZFEAKLE T 55 600 nm EAOREMDBIESH, 20~
FU w7 ZAHIZ1E Areal @ X 9 72 100~200 nm ORLIK F 72 13FEMRD O oA 72 < S50C
ZDOHO EHEEINDENEAE LT, —JF, AR—=7\ZE Mn, Si 2L 3255+ nm D
REPAEA 2 5 L72E &4 500 nm ORI, Area 3 TlHiFEE AL O MR ST
PN LD, SE0C ZDH D EHEER XD 100~200 nm JEO BB RFBICMHE L 0D E
Ezohb.

Fig. 4.8 |2l Fe D EAENVD 720 Area 2, Area 4, Spot 2, Spot 4 DFEFHRAIPT/ 7 —
Y ERT. Area2 & Area 4 TIHEZED AR v bOoT 3 =T —V VI HERS L, e T
b EHEERIND., —J7, Al SRR E Mn-Si A% ¢ 1 nm FEIK CRIE L2, & HICH
7 ARy FRU U7 TENT, N E =N TND T EMDIERETH D EEZ LN
5. LoT, MEMITIEREOMBEICL VBRI TWD EHEIND.

TERASEAFHE LTz Mn-Si ARt i dee@nfimes U TIHEL T 6, 8l
Moo AL IEEICERE Al & LTIHFEL TV £o T, S50C BIEIREC T E RIS L7z
Mn-Si RER{k & Al SRR LA IS T OEE RN DAER LI E B b5,
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a) Rake face

b) Honing
Fig. 4.7 Cross section TEM images at Fig. 4.612 .
V = 180 m/min, fz = 1.5 mm/tooth, ap X ae = 1.0 mm X 42 mm, 1.=0.75 m, TiN coated tool
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Table 4.7 Results of EDS chemical analysis at each area and spot of Fig. 4.712. (mass %)

Si Mn Al Fe 0]
Area 1 1.5 1.7 10.2 72.8 13.8
Area 2 3.3 10.1 35.0 4.7 46.9
Rake face
Spot 1 2.3 6.0 23.7 35.8 32.2
Spot 2 7.8 11.4 28.5 6.3 46.0
Area 3 1.5 3.9 1.0 85.0 8.6
Area 4 16.6 42.2 2.4 7.3 31.5
Honing
Spot 3 15.3 47.9 1.7 6.4 28.7
Spot 4 26.9 26.0 4.1 1.8 41.2

(a) Area?2 (b) Area4

(¢) Spot2 (d) Spot 4
Fig. 4.8 Electron diffraction patterns at each area of Fig. 4.712'
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4.3.3 19 < F'0 TEM fi#tr

Fig. 4.9 GIHITH & Bitimlootn v < F¥rmo TEM 8556558, Table 4.8 |2 Fig. 4.9 HHIT
79 ¢ 1nm O EDS /iR A7 7. EDS ORI 0.1 mass%feE Th 572, Al D44
FERIIBEMEE L -7z, Fig. 4.10 12 ¢ 10 nm SEROE BRI 2 — 2 2o d. KPoRd
z (XBEARRO NS TE 2779, Fig. 4.9 O Pt ITREIRHORHED I 0785 LTZn Th 5.

TEM G & fR TR L 0 &880 112 60 nm FEED Fe OB LE) RS, [Fl/S
A —r L &gfETaFe, B{t#EIL FesOs (Magnetite) THRES T ARETH 7=, Wbin)E
N CORRCCRE S OZ T AE U T oz, TEHHAEICAE Lz Al, Si, Mn i, 819 <
FTbEIND LHEIEND 720, B0 < FREICAL S;, Mo 23 RELTWD Z a2 THL
TR CE o Tz,

G0 < FEiH D FesOs DIFRLE, G0 < T L THMNEENI-ZRIEL D LV i 19 35 5.
EoT, 90 < FTOmMIL, @ik - RKRUEDIRIETE L THY, Belag RO &R « HERFO
[ R VAR S d W

Fig. 4.9 Cross section TEM image at chip of contact side of cutting tool1?’ .
V = 180 m/min, fz = 1.5 mm/tooth, ap X ae = 1.0 mm X 42 mm, TiN coated tool
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Table 4.8 Results of EDS chemical analysis at each spot of Fig. 4.912' . (mass %)

Si Mn Al Fe 0)
Spot 5 0.06 0.43 0.06 71.97 27.17
Oxide layer Spot 6 0.08 0.52 0.04 72.21 26.87
Spot 7 0.30 0.38 0.23 72.56 26.32
Work material Spot 8 0.37 0.64 0.13 95.87 2.85

(a) Spot5 (aFe, z=[111]) (b) Spot6 (aFe, z=[111])

(¢) Spot7 (aFe, z=[111]) (d) Spot8 (Magnetite, z=[001])
Fig. 410 Electron diffraction patterns at each spot of chip cross section 2 .
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4.3.4 Yo < $® TOF-SIMIS 75471

TEM-EDS fi#tt & 0 & SITHiEE, @IS X 2002172 720, YIEI TR gL T/
1y < FFREHHHES FE~ TOF-SIMS 73#r% Fhiti L7=. TOF-SIMS 1% ppm A— & —D 537
WHFETH DD, ~ RV v 7 ZADMBUCATTHRD 2 IRA AU BREN R E S BE 2T 5 12729,
% 2A A UBRER Fe, Al, Si, Mn, O DEFF2 KA A UHETEID Z LI X0 BRI L%
AL, ZRBOEIFETTROREEZR ST, fHxtbReE L TRV

Fig. 4.11 {2 TOF-SIMS O/#it Rz md. 10 < FEREIZ 0 2% < GRS FE L. S
BT, FFE T Si N RS nT=23, TEM fArkEst & RERIZEI Y < 9772 Belag 5y T 5
Al ZlRa, Mn-Si Rk L Cuiedo7-. LasL, Fe okt o4)EEMmic, S50
SHEEL, Al Si, Mn 28O FNIEME LT, 2o LI, UIHIEFOER - EEORTRAR
BUTIHNT, W10 < FEEHNDS Al, Si, Mn 23S LENE~BEIT S WHErE 2 R84 5.

Iron oxide layer Metal layer

|A »l
L D

»
|

0.08

0.07

0.06

0.05

0.04

0.03

0.02

Normalized secondary ion intensity

0.01

0 - i p—— - f f f i T 1
0 20 40 60 80 100 120 140 160

Etching time / min

Fig. 4.11 Result of TOF-SIMS at chip'? .
V = 180 m/min, fz = 1.5 mm/tooth, ap X ae = 1.0 mm X 42 mm, TiN coated tool
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4.3.5 UIHNREE &£/ CAE figtr

Belag OAERICITEIEIRAA ORR « WIIREESET S L B2 bhvd. SbIT, AFERTI,
[F—810 < FTHEOELDEIEIBIAART T 800 um, #& THHIT 50 um FEEE L < 720, 810 <F°
AERRHICIRE L JEANEA T 2 L HEER &N D, £ ZC, AdvantEdge FEM® L, S50C
Z ROt L728a OIRE L JET12810 < T OIEREZ 2 T CAEfi#T % 5266 L 7=. T EIX Fig.
4.3 LEJER, YIHEAS I 180 m/min (CRRE L, ENIHKES L.

Fig. 4.12 & Fig. 413123 2 L—3 3 R ZR T, UHIRR ORI IL 700 CREE, F&K
J£771% 1.8 GPa F2£ & GIHIRE D TH AR &R - mERIETH S LHEE S, S6ig, 810 <
THREWNIE, RE - EHEBITEL, G0 TELAPAR—=ZIRE VN SWEAITHBW TR
FE - JENDSKRIRIZAR T L7z,

Fig. 4.14 ICTEASECOD BIKIES] & RKRIREOfEZ 17T, < WHEORKREIZA—=
Y7 EDE 200 CRERL, T<WHEORKENTR—=7580 1 0.6 GPa K- 7-.
£oT, —o0U K FEAERT DR, TERNEIIHDDIEESENIENY < FIE ETESNL
EIZE VAL TEY, Belag MU ELZ 52 TWDAREENRE 2 HiL.

Thickness of the chip
800 um 400 pm 50 um

T
§8883

450
400 ¢
350

288

150
100
50

Fig. 4.12 CAE simulation results of cutting temperature (C) 12 .
Carbide insert, V=180 m/min

Thickness of the chip
800 um 400 pm 50 um

Fig. 4.13 CAE simulation results of cutting pressure (MPa) 12 .
Carbide insert, V=180 m/min
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Carbide Carbide

a) Pressure b) Tempareture
Fig. 4.14 Model of maximum cutting pressure and cutting tempreture of cutting tool.
Carbide, V=180 m/min

4.3.6 Belag £l A I = X L DEE

Fig. 4.15 12 S50C O#=HIIIT. (Brigelig]) FHh2 5 THRNEE 80 < FREISER S -t
MO Z 7”79, S50C ZWfsetIHI L7-BR, BIHIF O &R - MR TR —=2712 Mn-Si %
B, 3 <WiEic Al SRR kY, 810 < FHEE# OEIR - RRUEIREETEIY < °KHIC Fe Ol
EAIERL L Tz, Ko T, #lIBHIcfiEl LovE /e Al Si, Mn S T HZR I
b %R 5 FER & LCTRIE) FOUHIBRENE 2 bhd.

TiN coating Carbide

Fig. 4.15 Model of oxides on cutting tool and chip!2’ .
V = 180 m/min, fz = 1.5 mm/tooth, ap X ae = 1.0 mm X 42 mm, TiN coated tool

80



4.3.6.1 YEEUIZ KIETIRE & JE o
AV DRI I T OYLE A B2 Z ENEE L IR 5720, @ES FOYEREIZ Iz O\ T
W Uiz, mES FOYEHARED (P) (m2/s) DIRERRAAFM 2 LN FIRd 10 |

D(P) = D(0)exp(—PAV/RT) (1)
D(0) = Dyexp(—Q(0)/RT) (2)
Q(P) = Q(0) + PAV 3)

ZZT, D(P) (m?%s) , D(0) (m%s) [(FZNZEHNP GPa, 0GPa FOIL#ftEEk, P (GPa) 1%
JE7), AVITEMAWARE, R (J/Kmol) 134 A&, T (K) IHRE, Q(P) (m%s) , Q(0) (m%s)
ITZnZENP GPa, 0GPa FOIEMAL— L ¥ —%7773. 2.3GPa DEFEICLY, Al-Ag &4
DD (P) DAEIXD (0) &£ ¥ exp(—PAV/RT) T 72> HH) 110 BRI F L2V s 10 3860, J6
R X VWD RITRR DN, GETOIEBIIH SIS B2 b,

JEBAREED (m2/s) LR (sec) 205 Faiald 0 PHHEBEREEN R TX 5 17 L Q5.

x =+2Dt 4)

AVIERARHENTH D720, oFe FIZHIT 5 Al, Si, Mn, Fe #D,, Q(0)D k{18 % T
REEFOILBERAE A FH L7z, 810 < FIERRFOEELI 180 m/min, FEAEIT 42 mm F2EETH
v, —oOYI) < FRARKT DA 0.02s, 1REE 700 CEEET D L, aFe FC Al 23MEHL
TAIEEEY 1.1nm, Mn ¥ 1.83nm, Siid1.9nm, FelX0.6nm TH-o7z. HEEAREIIIKE - &
JEIZR DI 8T 2 E B2 5 25720, UEIREOK TR OIEEEEBHIFEER LD S 5128
<72, FICEMNIEECTRE L BEEE D) 0 < FREOBITFHIROND EBx bb. £oT, Ul
HIFRELZ S50C NERH HLFRNIZIEMEZR TV < F5Kim & TR BT 28812, Al Si, Mn 726725
TR TRV EDSIERL L, Brkim & TERe)Hid 2 7 ONTAEMDEAEIR Y, Bt
0 nm JEHO Belag (2725 EHEER SN D, LavL, G910 < FHICHMEIC LvEa N0 Al
Si, Mn 2RI THASE~ Belag & UCART BRI, @) FOIEEES O cX 7
W2, MERDHET HEB R HiILD.

4.3.6.2 HEERIE~DRAT R

Fig. 4.16 12, 1&/E FOEHE 1 EADMIIEHE & LS U TR M2 TR 2 & & ORE L
FRA L OREYEA AL A R = L —OBIR 2R3 EESCRE 1920 25 L7z, 2o & 5 e,
TV UHAKE KIFN, AGONADRKEMEEET OBUMNEZE THDH Z a2 L, BRI
b2 2y, KLY, Al BDERBEET, KT Si, Mn, Fe OIETELNELE TH
D2 EPHERTED. LinLaendh, S&PICAERT 2B, BirocEos, MILEE, B
FNEICL 0B L 202 | AGUEDHRTITHWI CE RV E STV,

AL ORI, Fig. 4171077 X912 (a) &BA AL D\WEEA 4 L mWBEEA T
DAL, (b) BRA AV BPERA A L EOBEIEZ AT A L ICKBIENS 2 . A4
HOBERTEHED (a) DX IR LY SWBEIELZ T 25818, [ERTR OB EeFR
HIZER SIS, 2O L9 728180, shmiisic & 2988 b & KX, @R - K&KUET O Fe-Al
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B41E T %A1 T Al OFRLHA 2V | iR - AKEER Y ET O Fe-3Si% A3 Si OB 3 k3
%2 EHVERHD. KoT, SNFERLIE, AGCOADIENKREVTEENAEETICH D —ER
BENDEE, DD ERBUT THRIBBENEREOGEIZELD LS THS.

BRHBA RIS LY EAL720 Y AL, ST, Mn QR LA 5 UIHIRF Of LB G2 35N
FALICHE T2 L ERD. £ 2T, WHETIIUHIERE FICRiT HIiE L ESEICER L, 81
< P THMIR LA U 2 IHEME S DU THRGEE L7z,

-300
3/2Fe+0,=1/2Fe,0,
-400 —
-500
£ 600 2Mn+0;=2Mno ———
3
-~ ) —
& 700 Si+0,=Si0,
< //
-800
— e
-900 4I3A'+ﬂ“=,°fu/
e
-1000

400 500 600 700 800 900 1000 1100
Temperature / C

Fig. 4.16 Relationship between temperature and oxide standard producing free energy 12’ .

Oxide layer growth Oxide layer growth
<— —>
M+
02 M,(O!.f 0, —> Mxoy
= 2- _
e —> O Eo
(a) Outside growth (b) Inside growth

Fig. 4.17 Models of oxide layer growth on metall2. 23 .
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4.3.6.3 Belag JEIC JIFTBEFE /0L DA

Fig. 4.18 12 S50C A3V TS & W lesi /o EOBIR 2~ 3. EIE Ptk 0 & 29 L

7-.

bM + c0, = dM,0, )

AG® = —RTIn(aM,.0,% /aM® /P0O,°) 6)
22T, AG® (kJ * mol't) It OIEEAR A = /L% —, R (J - K1+ mol?) [THAEH,
T (K) LR, PO, (atm) |TEEEIE, aMx0ylI& BB OIS, aM X BOTEEEZ R~ T.
AGO DV, SCHRME 1920 25 L, MMEAIERT 5 E0E L CRBE LG & & SR DTS RiR
&1 & UCRHE LT, Fig. 4.18 HOBKRLL T O FHERSERA 73 E ClEA TR OB LA IR L e
WZ EERT. Ko T, Al DR BIRWEESE S E T (b TR L, Ziv & VIRV T Tl
LD L7\ N2 & &R T

Fig. 4.18 OfRM 5, Fig. 4.1912 700 CTHALAVE L D LARE LTZBRDiesR o & ko
HEESZRT. REIY I 2 b—ra URERI VSO RKEETHS 700 CE L. &6
\Z, Fig. 4.20 |2 5)1% 1.0 X 1040 atm EARGE L 7-BROUIHNREE & gk o EaFIG OBk %
R BESRSYEIL Fig. 4.19 O Al R DB S VAT ED D 1.0X 1040 atm & L7z, 2
I OEEEIGIIAFAFT S50C AHE L 0 BAMEIT/2 0 2 DIt Tt % L E L CEHA
L7-. Fig. 4.19 & Fig. 4.20 LV, @i - KEFESE T T b LZERIIIE S OIEMIE, Al
AR TH Y, ROT SRR, Mn-Si AR, Fe REMEMODIEE 7e-7-.

Table 4.7 & Table 4.8 ® TEM-EDS Z3#1kE 58225, Belag LW < T EHEIFAET DR LW
AR DOFHEAE S % Fig. 4.21 (2~7. Belag 1% Fe O G H BNV 72WERTOM A L7-. 91v <
FREIER SNz Fe [ & A —= 1 71T & iz Mn-Si 2L, Fig. 4.19 & Fig.
4.20 | TR L OFHERE R & B tetafilins—8 L7z,

FTLWVEITERR S Al REBEITEIERER & 13—B L o7y, KV RRSE, @ik
THERT D AlOs DEIE N L Te o7z, § < W RIZTERL S NIz iR b & EHRRE RS —B L7227
ST E LT, Fig. 4.12 & Fig. 413 /:L7=X 512, GHIHFORESIENNEILTHZ ik
D, BEACHDNRIELTZZ ENEZLND.

F72, Fig. 4.14 (379 < WREIORKIEEIL 700 CRRE, FS—=1711550 CEETHY,
BIHINEEE & Belag DBfR2S Fig. 4.20 OfEE 5% 1.0X 1040 atm ERGE L7ofER & —Ed 5.
Lo T, TENEIZ X % Belag SO ZALITIREE DB Z T T ATREMEN S 2 Hivb.

PlEX Y, THRNEITER SN Al 2t & Mn-Si 2F(EW1E, &R - KRR E N2k
WT, BHIM OB CENBRRE L SEEEA AT LICR VLI B2 s, LA
FFEHMEREZR /RIS 72 2B & UC, UIHIFRIC TREREIC o amEnm <, TEEID <3
(ZEER DS SHUC WATEEMERE 2 DD,
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Fig. 4.18 Relationship between temperature and equilibrium oxygen partial pressure!? .
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Fig. 4.19 Oxides composition made of S50C by each equilibrium oxygen partial pressure
at 700 ‘C12 |
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Fig. 4.20 Oxides composition made of S50C by each temperature at 1.0 X 1040 atm.

Spot 2
of rake face
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Oxides composition / mass %

Fig. 421 Oxide compositions on indexable milling tool and chip!?’ .
V = 180 m/min, fz = 1.5 mm/tooth, ap X ae = 1.0 mm X 42 mm, TiN coated tool
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4.4 HEE
IR 2T & U EEE 2 S50C BIAIR D TR LUV < FERmOBIEZFE L, £

DOFERINHUIHNZ LD A C DB OWNTELREL, LU N Ofma 137z

(1) IEI#%O TES < WIfIE LBkt Al 2k, H—=271% Mn-Si RBLThH
0, LCE{LEIZ &0 EYRAR D R > Tz

(2 810 < FEREITRL LT-e(biid Fe Rk ChH 0, BthOeEFITEHC Al, Si, Mn
ML LT

(3) ik « AKEEF I F TR B LEMITIR S AR, Al R THY, KWT Si R
Ea(k¥, Mn-SiR{tY), Fe Rt TdH-o7-.

(4) B1v < FEETEK SN Fe AR & h—=1 7\ & - Mn-Si /e, S50C
VRSN DB OFHRERE R & It ettt —E LTz

(5) THNEITERR SN Al RlE (L L Mn-Si REMEE, @il - ARBAR YT P\, #
HIE M O TCREPIER LD EVBEBIEZ AT 5 Z LICK VB LTIz EEZ b,

27 3k

1) BEFE, BHOKES, BHERIZ ; Ca BEEMOIHINF O TEAMEROZFE) (6 2 ), HE
B, 35, 6 (1969) 378.

2) (LUHEZ, HHEERE, ARNER, IENGE, GHEEH ; Ca REISAONEMRE L #iH|
PR, SR8, 57, 13 (1971) 251.

3) M.C.Shaw, E.Usui and P.A.Smith : Free machining Steel ; B, Trans.ASME, Ser. B, 83

(1961) 181.

4) WERERIE, SAEIE, BERSR: THESERO~ A 7 a7 74 P12 X DBIE, B,
32, 9 (1966) 607.

5 BLEREX, MR ; Ca BIFSMUIHIRED T HEfHEmosE) (6 24) , HEEH, 35, 6

(1969) 378.

6) ARUIUEA, AR DI REISN oW T, s, 42, 2 (1976) 94.

7T R, BREIES, RKFIRN : Ca BifESAO Belag AR KT T HBE LHAMEOKE, 1
BT, 78,6 (2012)  517.

8 R, IR, BnTE, (WRJUNE  IEEBENTEM AR Uiz ok BEnsEskm oI
RrOBRENE B 2 #) -@dEEieIHc I 59— A v N THAOBEFEMHIh R, 5 15
256, 76, 7 (2010) 775.

9 WARJUNSE, HEHFERRS, BARFZ, R, P BN IRIHOgRHEINE GF 2 #) -
PREIBM I ST A 3 KO TR e Enlioy-, & LFa5E, 66, 2 (2000) 229-233.

10) # FESR, A)IAEE, B mE SRR BT 5 TEBEBROMMT, BEhE
Bitiaimscss, 43, 2 (2012) 539.

1) HEFE, FRREA, FILE, B ; SHoOBEEREC X 5N EmRRZ L & g, 8k

86



#H, 57, 13 (1971) 2076.

12) Z& MEES, KEEH, 5% ; Belag A 1 = X A OG- EREHGIEIRH Rk 2 iR b
WIOfEHT-, FEE L7 amE, 82, 3 (2016) , 285.

13) AfEfE - TOF-SIMS |2 X DM ELRII OO, &R IFJERT R&D L E2—, 34,
2 (1996) 11.

14) JLIEFFRR, KPEEEIL, = OMHE ORI THEHY 2 I L—ya 7 m s AL 20V, 4,
9 (2014) 14.

15) JERERE, 72 T — OB UIRE SIZ LD BAEKIZ DWW T-EI 0 < F 0T 23 7 — X b o)
HINREOHEE (F 1) , FWEmbk, 38, 11 (1972) 902.

16) FEANELRR, SARTSM ; WIS FICB DA P oYtk & AR, S anE, 24, 4 (1995)
245-252.

17) BRI - BIROBR MR 2 X7 a0V, AAGETS,  (2005) 151.

18) UGT A WBBT —% 7'y 7 HARGE -, kAt  (2008) 21.

19) M.W.Chase : NIST-JANAF Thermochemical Table s Fourth Edition, American Institute of
Physics, (1996) 154, 1250, 1751.

20) ET.TURKDOGAN, R.G.OLSSON, AND J.V.VINTERS ; Sulfate and  Sulfide Reactions
in the Mn-S-O system, METALLURGICAL TRANSACTIONB, VOLUMESB, MARCH
(1977) 59.

21) FRERE, RRHECR ; Felk Al 540 1073K (23517 5 NEIEM L BN KIET Al IEEEO 28, H
ALJEFEEE, 63, 9 (1999) 1204.

22) SAAGERE, [LNFET, AAREER, M, (LOJE ; Si, Mn RO RSB C 31T 513
P LFBIOBT I FHfENT, $kL80, 96, 1 (2010) 11.

23) FERRAME, BRI ALILERRHRRR - SJEOEIRE b, PR, (2013) 35, 8.

87



o AT AMMUIHIEEC IS D Belag i A 5 EO BT
5.1 #&5

F2 W CT T AT v 7 SR AMAEEIN T (WrgctlEl) L72BRIC Mn-Si RlE4<° Al
Kb, 8 3w CmeR AMA i T (WrigetlEl) L7-BRIC Al Rt & MnS ©
A Belag 28 TEREICHEK S, TEOBENRMAONLME ThHoTz. £, 4 &
THIFHLAL & UIMEEE B L OWEZE /£ Belag DAERICH B A 5.2 TWA L EZ B,

ORI I LW B b Th L SR TnWb V. —JF, BEESEIS homsFERE, T
TR, 810 < FROTERNEBITOD IS LSO Y < FEE L U o mREE e &b d

AIREMER B 2 HIVDH DS, EORIRIEFEEME CARIATH S . RETIE, 5 2 F L5 3 T Belag
DR S T TSR A FI T, BIHINREE 2 OIS 3 X ORI e Sl K v 28 b+, BIHINE
J£ & Belag ORIFRIEIZ W TRA L 7=,

EHIC, UHI T EOEEERMOAEICLY, TEANE~OBmBIGENELT LHRS
DT, 52 FNOE 4 B O L 72 Wrise BIHNTIN 2 CHfpe bl H| O FHl 4 F2h L 7.
FeOIHNE Fig. 5.1 (a) (-3 AL, WrgttlHllx Fig.5.1 (b) (TR L% 90°CHMRE T1T
> T EHIA 2 IV CTHRERIIN AT K 0 37l L 7=

IO ORERN D, Belag IZKIF T UIHNREE & M0 E OB L A L, AR HY)
HIREIZIE T % % Belag OFHAL & ARG 2 L.

Tool Tool

Work Work

a) Continuous cutting b) Intermittent cutting

Fig. 5.1 Model of turning cutting test.
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5.2 FEBRITIE
5.2.1 fEEAF
5.2.1.1 #LHIFS
BEHIAS & LT 2 BT LEANIRICE 72 D Belag NER SN T AF v 7 &
(40HRC) @ Steel A & Steel B Z{#iffl L7=. & 52, % 3 3 C Belag NEL S, #EH!
PERS BAFTH - -4 S O Steel E 24 L7-. Steel E138EE R LIRE 2 2L S 4,
40 HRC & 60 HRC @ 2 MO & & L7=.
Table 5.1 IZHHIEHERZ RS, AHAUT JIS HiE TED BTV D IETHRIE Lz, BEnEE Al
(s Al EFEEATER Al (AleOs 72 &) 1FRFIOETE, C & S ITRBERIMRROGIE, fhocdk
VEEATE ST EHTIECRIE L7-. Steel A 1% ATST Jik% P21 ([ZFHY L, BVABRIZ XY NiAl Z4TH S
H TS % 2% NIALFTHEACd 5. Steel B 138 MBI L OWHIMED N T o 2 A FEfH LTz
7T AT 7 SRIFHAC o 5. Steel E 13HEHIM:72 & OREMEA A ESHT MG CTH % . Steel
E I3 Steel A & Steel B2k, F5Z Cr & C EAENEL Eie. £ TOHFEIZIHWT Al I3ES)R
MED LD BEIR AL & UCTHET DEIG RS- T.

Fig. 5.2 |[ZHipF OFAREZ 7~ 3. FBFRIE 5 % T 4 ¥ — /WIRIRIC L VB A SE - RE ORI 2 &
i L7z, FEHOMERIX, 7T A F v 7 BN A A ~, BReEs~ LA R TH
oz, XD, WHEGRRMET 7 AF v 7 SRR, BEANRE SR CER ST %
U 7= 72— R IRAC ) D3 FAE L7=. MnS (3 Steel A IAMZIF/EL 7.

Fig. 5.3 I24-&M I 5T 5 RERZRIEERBNMTEN O SEM FEH L EDS 12 X 5 /iR
%<9, Steel A (40 HRC) DONMEWIITIC Al 2=k TH -7-. Steel B (40 HRC) &
Steel E (60 HRC) DAMEMIZEIZ MnS & Al RELHOEENEM ThH-T-. ERNTED
RO ICE ENTERY 2, BEE R LIBEORELZ T LA EZIT 02w, Steel E

(40 HRC) & Steel E (60 HRC) THIEEEZx b5, ZOXLHIT, Mk EEEDORRD
4 S 2 BRHIA & LTIV,

Table 5.1 Chemical compositions of steels. (mass %)
) ) sol Insol
Fe C Si Mn S Ni Cr | Mo | V
Al Al
Steel A | bal. 0.1 0.3 1.5 - 3.3 | 0.3 0.3 - 0.870 | <0.001
Steel B | bal. 0.2 0.3 1.5 1002 | 1.1 1.8 | 0.5 | 0.1 | 0.001 | <0.001
Steel E | bal. 0.7 2.0 1.0 | 0.07 - 6.9 1.6 | 0.08 | 0.020 | <0.001
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a) Steel A (40 HRC)

b) Steel B (40 HRC)

¢) Steel E (40 HRC)
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d) Steel E (60 HRC)
Fig. 5.2 Optical micrographs of steels.

a) Steel A (40 HRC)

b) Steel B (40 HRC)
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¢) Steel E (60 HRC)

Fig. 5.3 SEM images and EDS elemental mappings at non metallic inclusions.

5.2.1.1 GIHI T A

Y T B3I TH A > — b (B3 : SNGA120404) % % v aA flk g — (B
7 : DSBNL25256M12) ([Z[EE L7z b D& L7z, Fig. 5.4 (124 ¥ — FOABIEE,
SEOMEEARM Z R T, A o — FORAEBIRIT, T <V, RITE THEESh, Ay
—IB 0 TEEOT VAR °, KiIFAIE6 C ThD.

AP — FORMIZFKEBHEAGETH Y, RBEIIHEEIM X0 s Sh 2645w TRR S
ERBITEDLLIICHEL, HHIMESZEERWTIN & Lz, PRl —7 o7
g (HE - ATP-S20) ZfEA L, PVDIEICE VK 3 um OEX L7250 X 9 ITHRE LT,

Chip 6°
Rake face =
,-" Rake face
Flank J/face
Flank face \;R3 __—— 6
) )1 Work material

Fig. 5.4 Photo and Model of turning insert.

92



5.2.2  YIHINREE & DIEHRETR E

YIHNRE ZWES 2516 LT, TEWHIMERENRE L ¥, TESCHEIMICE
Ext AT YL Y, SLSHFHREFHC L 5L Y, 910 < FoanbifiEd 5 51E Y 2
ERB D, AREBRTIE, UIHNREZOEI I TRE U — 7 BICRET AEEE 2 REIC
PRS2 L L0k D TE-GHIMEREDREE Y ([CX 0 E L. RFHCOERE %
X 27 —RYEIE) )5 (A% : 9129AA type) DA ERIT 2 HIEIC XL D E LZ

Fig. 5.5 [ZUIHINEEE & 5t 2 & L2 BRoRBIVE G B4 3. 4 — 27 ~HRNC fighg (%
% : LB4000EX) #ffH L, #EIMOIRE Fig. 5.1 O X 2122 b, HblH] & Wikt
BIHI O FFAMN 2 Sk L7z

Table 5.2 (ZGIHI S 27~ 3. DIHRRE O 8 47T 5 72, BIHHE % 15~300 m/min
2B (b EE .

Fig. 5.6 |2 T 2-BHIA [ OBGE B 7IE ORI %2 7~9. Fig. 5.7 ICUIHIRBR THE o5
TH- YA CRAT 2 BEE ) 2 IREICART 5 -0 O IEEEBIK 2 ~d. 7A M
— A (HE 2 mmX2 mmXx80 mm, MFE : &S 5 T TIN #EHEmE) &7 AL
7 v A VENES ORI N1 S T T OSERE 4, FORPC 1300 CREEE E TINEAE
NEEBICAE L DREBHEBIET D, TOB, TV A /-7 1 A LR OBGEE ) IXIRE ~ZH#
THIZENHETHY, TA M —R-7 1 AVHOBGEE ) L IREOBREZHERNT 2 Z &
753‘?% 5.

, WEHIR-Z7 e A ofE S & T R-7 v A VHOERBE I DOESD 5, Fig. 5812
rﬁ# ﬁkmﬁ@%%(&E@ﬁ)%%é FIEfAR & 0 KO- T, Gl
[T E-PHI AT 2 OB E N D HIRE~OBE 2175 2 & CUHNRE ZHHT 5.
2B, WESNDIREILITE LG < FHilmOFEREZ =T 720, FEEOALDRK

BRI, BIERERD 1.3~1.5 SREDREIZR D SND 2.

Fig. 5.5 Photo of experimental device.
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Table 5.2 Cutting conditions of turning cutting tool.

o Base material Carbide
Turning insert - -
Coating TiN
Cutting depth 0.3 mm

Cutting speed

13~300 m/min

Cutting conditions Feed per tooth 0.2 mm/tooth
Cutting fluid
Cutting length 5m
el Data loger
Copper wire m Copper wire
INSULATOR
Turning insert
@)
|

Work material

Fig. 5.6 Conceptual diagram of thermal electromotive force measurement between

turning insert and work material.
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Work material or Heating

. . ,‘4‘---\K
TiN coated carbide ‘, : Chromel
| I | |
4 Alumel
: ]
Copper wire A
PP Copper wire
Data logger
Channel 2 Channel 1 |copper wire
Copper wire — — +
Fig.5.7 Experimental device for converting thermal electromotive force into
temperature.
1200
/ (
1000
I /
o
E 800 v ol
g
g, 600
on
g 400 = Steel A-TiN coated carbide |
5 == Steel B-TiN coated carbide
200 4 —>¢=Steel E-TiN coated carbide |
0
0 5 10 15 20 25

Thermal electromotive force / V

Fig. 5.8 Relationship between thermal electromotive force and cutting temperature.

95



5.2.3 M 1L

G TE NI LA EW %2 EPMA (2 X Y 2047 L7=. Table 5.3 (2 EPMA D%y
Wtz "9, WDS Zfi 2 7= A AT+ (Kk) # FE-EPMA #£{& (B3 : JXA-8500F) %
A, moMHc L TEREICE T M5O NhEELBlE L.

Table 5.3 EPMA analysis conditions.

Accelerating voltage | Probe current Area

Area analysis 15 kV 1.0x107 A 1.0X0.75 mm
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5.3 FEBRFHERBLIOBLE
5.3.1 GIHNREE & IR X AF SR DR

Fig. 5.9 |[ZUIHIEEE & UIHNRE OBIfR A2 7~ 7". Steel B (40 HRC) (Zatfse I & Wrige |

@é%ﬁ%;@ﬁm L7z, ZOfIWretIH] o O FM % 526 L7-. Steel E (60 HRC) UIHIKE

, YIHIEEE 150 m/min CTHEICKIEAA T, 100 m/min T T ERNEICEEPEEAAE U
7=, T.EHBEEOEENN/NX U 50 m/min U\TOD?R@’C“@JI%JJYE&};%JCE@ L7-. Steel E (60
HRC) OUIHNRES b <, T Steel E (40 HRC) & Steel A (40 HRC) 78[RIFREE,
Steel B (40 HRC) ®iifitlHl, Steel B (40 HRC) DWWt UIHIDIETF I mn-oT-.

Fig. 5.10 [ZUIHIEE & OIHHRITOBIfR &2 7~ 3-. BIHIERSTIL 5370, Bl jm LD 5
HINBFHE LA %R L. Steel E (60 HRC) ZUIHI L72BS, T H AL
AT TWRIN-72 632 CLLTNTHER L7z, STHHESUIOIANRRE © EFIC L VRT3 26
ThHY, M OEIRAET, UHIEIMAME T LB 26N, 612, F—REZBN
T Steel E (60 HRC) OUIHIHTA R & 7 <, )k T Steel E (40 HRC), Steel A (40 HRC),
Steel B (40 HRC) DOWristWIHIDNEFRIZ & A > 7=, Steel B (40 HRC) i UIHI X BIH|
L 600 CF CUHHRPIOMK T34 U3, Wikt Ul & M3 R - 7=,

ZIB DFERMNG, HRATE S Ot b iE\ > Steel E (60 HRC) AMUIHREE L UIHHEHLE b i@ -
7. XoT, @RI, YO THRSECH DDA « BVOBRTE -, AR
Bz, IHIZ, 40HRC O S ThHh-> T, UHREECOUHBHIOMERE/RY, SR
MR EYIREI BT D ATREMEDNE 2 B b.

1000
900
800
S 700
- 600
= 500
2
g 400
<
£
3 300 Steel A(40HRC)
%‘3 Steel B40HRC) Inter.
B 200 ——Steel B(40HRC) Conti.
3 —#—Steel E(40HRC)
=4 Steel E(60HRC)
100 i |
10 100 1000

Cutting speed / m/min

Fig. 5.9 Relationship between cutting speed and cutting temperature.
V = 13~300 m/min, fz = 0.2 mm/tooth, ap = 0.3 mm, TiN coated tools
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400

Steel A(40HRC)
Steel B(40HRC) Inter.
—e—Steel B4OHRC) Conti. f
- 350 —#—Steel E(40HRC)
- —a—Steel E(60HRC)
[eb)
(] ‘__
S 300 —t\(
+
wn
o
[eb)
&~ \
%n 250
+
I L caninnna
150 T T T T T T T 1

200 300 400 500 600 700 800 900 1000
Cutting temperature / ‘C

Fig. 5.10 Relationship between cutting temperature and resistance.

V = 13~300 m/min, fz = 0.2 mm/tooth, ap = 0.3 mm, TiN coated tools

5.3.2 Belag |2 & IFTIRE D E

Fig. 5.11 [Z&AUHSREIAIRE . T < Wi ~ERL S 4172 Belag & UIHINRE ORMRAE <. i
7ATE Belag %75 CTé % Al, Si, Mn, O, SI2hx, #iHIc%< & Fns Fe & Cr &3t L7-.
G0 < L TEOBAMETTLISNC Fe & O 1% R SN AR IRHBORE4 L Uiz

a) Steel A (40 HRC) OWrgibHIREY, 5 2 HORER L[AkE, Al R & 12 Fe LHfEERE
NOMFEMDMFE LT, UHIRE A R HIGETH 5 348 CT AL AR WA SEPHFAE L, YIHER
FET706 “CH 0822 CHINE, UIHRREED R < 72 H1F & AR U AT 2H [ Th 7. LavL,
95 2 7 & AT Al RER (L= Al AR 1D Fe DEFENC L0, Al ZlALNED LTV 5]
REMEREZ DD, Ko T, ALRRtMOERE S UHIREOFEII R TH 503, Steel A (40
HRC) UHIRAIGE (348 C) 2HEiR (822 °C) [T Belag OFFHIIZA LT, Al ARt
LR SN TRY, Al Belag & L CEVWREFR TR TE 5 L &2 b=

b) Steel B (40 HRC) OWrec U IfIE, 264 °CT MnS OAIFAE L7=. YIHHEE 565 CH 5 803 °C
i, 26 2 EOAER L AL, MnS & Mn-Si AR ) & HEEZSNADFEMDFAE LT, ZOHTH
654 ‘Cix, 810 < 3°& THOBHSMm2ARIZ Mn-Si R EMFIEL, 565 C& 803 Clidilimiz
FAAFIELT-.

T - YEHIAENE TR AE AT X0 JIIE SIUVATREEE, TR E 80 < FHAME OVIRE 27~
728, FEEONEOREIREY, HEHED 1.3~15 FEOREIC RS LS54 . MnSi %
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Bt DRISITES 2 TV 1250 CREE SHERIE T2, Ko, FARE 803 C (il 1050 °C
FE) OBAI TR B AT E T ER- L, Mn-Si REEHME 7123 Lk SH-aTRerE ) &
2D, LR 565 C (R 750 CRUE) O%E, BIHRREIMELS & b UIHHREA R
728, BT LIRShZmTE N E 2 bhb. K- T, Mn-Si REY LT Al BRI~ T
TRt - U CRERE 2 T D UIHISES IR S5, Belag 2FIHd 2B O UIHISIE OB E D WL
ThbdEEZDBILD.

c) Steel B (40 HRC) st bIHIRE L, Wt BIHIRA IR 7z Mn-SiREEh iR T & 3,
Fe NEIT S 7z, FHZ 709 CLLET Fe 2N AHFHICAFE Uiz, #seIsl e bIEizb)
HIFZIY < FORMAE TS, SN LOBEEOMIEI e EB 2 bivd. Lo T, Bt
TR S NRWERSE T & 720, Belag 2MERR L7 o7z LS5, 20 0 #2380k
L, THEHHARICEICFe M5 Lz B2 b5, Belag 28T 5720121%, &5 EL EORR
FLETH D EHEERIND.

d) Steel E (40 HRC) DOWrigitllliE, 342 °CT Mn-Si Rl L HEER SN A MEWIMEE L
72. 700 T 949 CRilE, % 3 %D Steel E (60 HRC)  UIHIIF L [AIEE, Al /&L & MnS
DA Belag LHER SN HAEDNTY < L TEOBEMmAERICIEE L. S5, il
IZSi, Mn, Al, Fe, Cr, O M8 &, 949 CTITHFIT Al, Mn, Si &< fEdEn, Al-Mn-Si
AR UIDMFAE L T D EHER S LD,

e) Steel E (60 HRC) DWifsetlHlzL, 446 ‘CTMnS, 667 CTAl R E MnS O#EE
Belag EHEER SN ADEMNHER TET-. 5|7, Steel A (40 HRC) HIHIERZIEEL S417- Al %
Bt 14 Fe 8% < AHELT275, Steel E (40 HRC, 60 HRC) GIHIRHIERL S 7= Al B L)
& MnS DA Belag L2t Fe 2NE & A EIFHE LR -7 K-> T, MnS 2% Fe Of135 %44
D e END.

Belag L UIHRREDOBIRIZE D, Al REA(LMIX T B RS FHIRE 700 C~950 CRET
Gy < 9 & THOBME SIS ERICER i1, Mn-Si BELWIE N e AR E 650 C
FRIECROIERENZ L eodz. AR YIRS E W2, Bl - ST
THNEICFAETEEEZONS. —J, Mn-Si REEWITHENE A MKW 20,
FET L U CHERE A RAET D USSR E SN LB 2 DD, S HIC, HEEIEIRFO T.
B A2 Belag WEAKET, FIZ Fe N ffE LI E0vn, Belag AT H DFEEME SR
PFET DM TRERSNMNETH DL EEZLND.
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a)

13 m/min
348 °C

Count

Steel A (40 HRC)

100 m/min
706 °C

100

200 m/min
798 °C

300 m/min
822°C




b)

13 m/min 100 m/min
264 °C 565 °C

Steel B (40 HRC) : Intermittent cutting

101

200 m/min
654 °C

300 m/min
803 °C




c)

13 m/min 100 m/min
378 °C 709 °C

Steel B (40 HRC) : Continuous cutting

102

200 m/min
842 °C

300 m/min
818 °C




d)

13 m/min
342 °C

Count

Steel E (40 HRC)

100 m/min
700 °C

103

200 m/min
795 °C

300 m/min
949 °C




13 m/min 100 m/min

Count 446 °C 667 °C

e) Steel E (60 HRC)

%
|n
DV
e

200 m/min 300 m/min

NN NN NN

Fig. 5.11 WDS elemental mappings of turning tools after cutting Steels.
V = 13~300 m/min, fz = 0.2 mm/tooth, ap = 0.3 mm, TiN coated tools
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5.3.3 Bealg FIH F LR

Belag #% S UIHEEIZ L W 281k L7= Steel E 2 AT, % 4 Z[EFEIZ Belag A2k A 1 =
R hw B, Belag DAMSMERELT-.

Table 5.4 |Z Steel E (28 £ 5 EIRGHE E% CALPHAD 7% ¥ (233 < BV 2 Pl A
WXV EH LR A2 7. 5HE T Thermo-Cale Software AB #E#! Thermo-Calce (2 L 1,
REJEH, 1030 CHEANSLMCHEE L=, mE4&EEH+ o C, Cr, V, Mo X, RILHE
LC—MFET 579, BT Table 6.1 (RTHA L W D7 ol — BT E
2 Cr MOAEREN Y, FEXRUIREORELZHEVZITRNE SN TS, Lo T, Steel
E (40 HRC) & Steel E (60 HRC) DA Cr #IX[F U E{E L, Thermo-Cale Dat-HfE
REHW-.

Table 5.4 DEVETCHE T HIRE & VERSEORRE Fig. 5.12 (TR 7. H4HEFERRICT
AL VRN L.

bM + c0, = dM,0, a)

AG® = —RTIn(aM,0,%/aMP /PO,°) 2)
ZZC, AG® (kJ - mol) (I DOIEEARE =R L¥—, R (J+ K1+ moll) (T4 AEH,
T (K) 130G, PO, (atm) [ IFRFEIE, aMx0y X BRI OTRE, aMIZ&BOERE~T.
AG DB, SUEME &9 AL, MMEERT D LAUE L CTRIRI LIS B & IR OTE Bk
A1 L UCRHE LT, Fig. 5.12 HOBRRLL T O WHERFERE E ClES e OB LA L7
WZ bR

Fig. 5.12 OfEFE 5, Fig.5.13 12900 CTRRLAA U D EARGE LT BROMER 3T LB L D
EEFIEZ 7T, Fig.5.11d) & e) XKV EERIEREEDN 700 ‘CREE T Al RIRLA R S 4L
722 Eemn, REIREIRZEO L3 HRE SHERIL, BREREZ 900 CL L. S6IZ, Fig. 5.14
(ZERFREA 1.0X 103 atm &ARGE L7ZBROUIRNREE & Bt o BEEEIG ORMRE R T Wiy
JEiX Fig. 5.13 725 Al RE DR S HIRSR A ERPAN ThH 5 1.0X 1034 atm & L7z, ek
W FHEFEIE 1AM TR 72 ) 2 DIt NETI LT 5 L0E L CRHE L. FHRRER X
0, AKERREDOEIRGIFTHDHIFE AL RBEIDERR S TH <, KW TSi, Mn, Cr,
Fe DIET Z b 2 BTt Rk S 03 2o 7.

GIHNHRECUIHIRHL R E BB ENG X D BNTRHTH 5720, BRFESELEE T L
72 Fig. 5.14 235 H L7-. Steel E (40 HRC) GIHIK:, T HRAIEFEENRED 700 CT~949 C

(il EE2S 900 ‘C~1240 CREE) D356, 910 <& TREOEMEEAIZ Al RREY
& MnS O#A Belag WES V-, —F, HEAKIR Ch 2 TEANERED 342 C (K&
ElREE Y 450 CREEE) OHAE LENEEERREN 700 C~949 CTh-TH L0 IHl
REDEEME W EHER SN AT < 7L T H Ok #% 712 Si, Mn, Al, Fe, Cr 2 &T
BALMIDNTER SN T2, Lo T, @iRIEE Al RN S04 <IKIEIE L Si, Mn,
Fe, Cr z &L B SNV 2 & 2787 Fig. 5.14 OfA) & BRtela—E L7z,

& 512, Steel E FIZIEEBEMEH L LT Si, Mn NE EN DML NFIEL ThanZ
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ED, mEER TG REHYIHIR & [Ffk, KBRS E TICB W T, #AIM OB
EPMBLVEWBHELZGTHZLICED Belag Bk L7 ZEXbND. 2 b DR
K&V, mESMAE (60 HRC) 1%, EEE Al 28092 LIk b, AlLRRIEW AL
LE< L, &bIZ, Fe OfEZMHIT 5 LHEL SN D MnS 2L, AlR{EH & MnS
DA Belag ZFIH T 5 Z L IS ICAZ EEAbND. —F7, SBEMEREEOTZ
AF v 7 GRRM e — b 7 Z v 7 PR AL OBAM I T3 MnS 2 BBEIC RN T E §
010 AL RESE O Belag ZFIH LEE 23, T EMNE S UHI TR ER - BE i
b ENRWZ, Belag & LT Mn-Si Rl 2RI L, BI@EGIHISIETINTIS S 2 L3

B THHEEZLND.
Table 5.4 Soluble materials of steels. (mass %)
C Si Mn Cr Mo A% Al
Steel E 0.5 2.0 0.9 6.1 1.2 0.04 0.02
10°10
g /
< 10720 s
~ - /
g_;) 3/2Fe+02-1I2F& /%
% 1070 = -~ = — —
<3 - L
= 4/3Cr+ 02-2/3cy //
g 10740 /A //
g / /
Q0 2Mn+0.,=
? 10750 i e
g ] / /
2 Si+0,=Si0,
2 1060 /
o 4/3Al1+ Dz=2/37|203
10°70
400 500 600 700 800 900 1000 1100

Temperature / C

Fig. 5.12 Relationship between temperature and equilibrium oxygen partial pressure.
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E

= ~6.9x% 1020
[¢D)

~

=]

wn

2 6.9%102

~

2 ~35%x102
g
3 3.5x1026

[oN

g ~1.8x10?%7 f
on :
>} .
g 1.8 %1027

§ ~1.9x 1032
o

2

= 1.9% 1032

§ ~1.1x10%

Oxides composition / %

Fig. 5.13 Oxides composition made of Steel E by each equilibrium oxygen partial pressure
at 900 C.

~664

664~700

Temperature / °C

700~840

840~984

Oxides composition / %

Fig. 5.14 Oxides composition made of Steel E by each temperature at 1.0 X 1034 atm.
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5.4 fEs5
L7 AN C T B F ISR S5 Belag (2 MIE S HIHRE &0 TS D5 %

P L, UTFOMBRES-.

(1) F—&MTUEl L25a, &b Steel E (60 HRC)  2NUIHIEEE & GIRHEH IS & b
Wb mno Tz,

(2) EREEINI D T B 1213 Belag AR TEIC Fe 23635 L CU Mz,

(3) Al REREMIE T E I FHIEE 700 C~950 CRLE TYIY < 37 & T HoBflm A
\ZZERNITEAR S, Mn-Si AR LWL A e AR E 650 CREE T b IERE 3 2 <
o7,

(4) Al REREM BT Fe 3% < F(E L2, Al RlB{t# & MnS O#EA Belag i Fe 23MF
N ETFIE LT Dotz

(6) MmHEeR AN (60 HRC) 1% Al Rt & MnS O#E Belag I 2 Z & 23 4kHI
PUEICAEZ 2 DT,

(6) #EHEVEEED T T AF v 7 ERGRRM e — ~ 27 T v 7 PEER OER & T3 MnS
ZFEMACIRINTT E 200, R HMIE SO TR SR - mEkicS b ahi
Wiz, Belag & LT Mn-Si ZBIEWEFIHTHZENERTHDL LEX BT,

23 3R

1) /NERE S, RPRA, ABEFERN, M UIHI T ROER L b, BERUIEI T, Bl
ALt (2003) 108.

2) TEET, BMEZ  dkeshE R E N o7 OB TEMIREEIN OBRSE, A
PRECHER 394 5, (2012) 42.

3) REATEME EMUIHIN T 82, kUS4, (2006) 50.

4) R FERBATEY AR U IR EREn SRk O REILIZ BI T 2 0F%8, FitaR 5, (2011).

5) FECKR— ; MOBHRGHENE LR AT R, WHBIRR, (2011) 1.

6) HARBULHHEAN B ASREGLEE T3ESRE  BULBHEIN A 2 GET, (2005)
24.

7) AR, FIVTRL ALILERSRRER - &EomiRi(k, NHEEER, (2013) 35, 8.

8) M.W.Chase : NIST-JANAF Thermochemical Table s Fourth Edition, American
Institute of Physics, (1996) 154, 1250, 1751.

9) E.T.TURKDOGAN, R.G.OLSSON, AND J.V.VINTERS ; Sulfate and Sulfide
Reactions in the Mn-S-O system, METALLURGICAL TRANSACTIONB,
VOLUMESB, MARCH (1977) 59.
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6T S

TAEHEMR O AR E o mnik - mEE Edh{l, B T RRR O b O Fetkrh) F,
BeHIA OPE b7 E OB FEMERED M FIc L0, SRRERROMTREENLZES N TE .
L L, TAERR OB, SRR bR EostER, o8B NT.0 & 57 R bssked &
N5 ETHEIN, SHUMTHEROS SR ISENNE L EZ HND.

AHFZETIE, BIHIFRC TEARICEE TV AEEOFTY, R0 <3 L UIH| T ARH
THEU DBHIM A O EBLICER L, TEEEGIIEL Belag O RfR, Belag A,
Belag ZERSRIFIZONWTEL L, RN ZOIH] L7-BEIZ Belag #FIH L7 LagsEm
D ATREPEIZ DWW TR L7-.

#1ETHE, RO HP b T TSR AN & R0, [Belag (2R3 20504k
), TRGRSCOMR (22 TRz,

2 ETIE, WRNEEECT U N—RUE LTHEASNTWS 2FHEOT 7 AF v
7 & (40 HRC) ZEsHIINT. (Brkctld]) L7cpRo THBREFRE & Belag ORMRMEIC
OWTHE L. ZOE, M SIZRCTHIC LD LT, WEMRSy L TEX
eI AL RBALID TR T DB AIF T EREICTF v B 7, Mn-Si R DTER T 554
FEERENEL, BAD TEORERELZRLEZ. 512, Mn-Si AL, TENE~
DAL EDS 60~150 m/min OHFH TUIHIHE O EFIZEWEINL, THEEREIIH S5
HCThotz. LoT, &AAHMYIHIRNCIWC THAAEEH S & Belag [CBEHRENDH 0,
it 72 Belag 78 THRMEICER S D EMFOBREICL Y, @RIBER O TREEM L3 Al
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