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ABSTRACT

In this paper, We have analyzed dynamic characteristics of cutting force .
Test materials are used in the tempered carbon steel and non-tempered carbon steel.
The obtained results are as follows:

1. Cutting force is smaller non-tempered carbon steel than tempered carbon steel
when feed speed make a change.

2. Specific cutting force is smaller non-tempered carbon steel than tempered
carbon steel when cutting depth make a change.
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Table 2 Mechanical properties of determined
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[tem - i )
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Table. 3 Experimental apparatus and tools
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(Korea)
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0.06~0.84
TYPE-9257B

KISTLER
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F7:-3.5PC/N
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Fig. 2 Cutting depth vesus specific cutting force
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