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Evaluation of Machinability in Cutting Test
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Fig.9 Cutting temperature analysis

(b) P20 (-5,-5,5,5,15,15,0.8)
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Fig.8 Prediction of cutting force
Cutting conditions : material cut, Inconel X750; tool, carbide
K10(-5,-5,5,5,15,15,0.8) ; depth of cut, 1.0mm; feed rate,
0.2mm/rev; and lubrication, dry.

Workpieéz\\

(c) K10 (0,5,11,6,15,15,0.8)

Cutting conditions : material cut, Inconel X750; cutting speed, 100m/min; feed rate,
0.2mm/rev; depth of cut, 1.0mm; and lubrication, dry.
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Fig.10 Flank wear simulation
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