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Effects analysis of tool with machining cutting force in Turining process
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Fig. 2 Cutting force face and tool model using

experiment
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Cutting speed : 250m/min, Depth of cut : 0.1mm,
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Fig. 3 Cutting force change on the velocity change
of workpiece(X-force)
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Fig. 4 Cutting force change on the depth of cut
change of workpiece(X-force)
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Fig. 5 Von mises and tool life occur on the tool
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