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Development of Diameter 1,840mm Mega Circular Saw Applied
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Fig. 2 Small circular Saw compact tester

Metal Cutting Saw ko . ..
, Table 1 Experiment conditions
' Division Unit Conditions
COCEN L= Materials Dia. 50mm | S20C, S45C, SCM440
Tnsert tip Foree X+ AD smnter Falling speed mm/s 0.04, 0.099
o Ro. per minute | RPM (m/min) [67.4 (63.52), 72.4 (68.24)
Force Z +
Jig—>
Tool -
Dynamometer ”~
: - E
| | Cutting Force Fz| A
Cutting Force F;
Cutting Force Fx e
(a) A insert tip (b) B insert tip

Fig. 1 Cutting test device configuration . . .
Fig. 3 A-type & B-type insert tip
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(a) A cartridge -

(b) B cartridge
Fig. 4 Cartridges & Small circular saws

(c) Small Cir. saw
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Fig. 5 Cutting force of Fx, Fy & Fz

Table 2 Cutting time

Mat. Feed | RPM A B
67.4 14min 11s 15min 07s
Sigg 004 | 724 | ~16min 30s | ~16min 59s
67.4 8min 01s 6min 40s
SCM440 | 0.099 | 754 | _8min 19s | ~7min 30s
Feed 0.04 mm/s 0.099 mm/s
RPM | 674 72.4 67.4 724
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Fig. 6 Shape cutting chips from conditions
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- Sawblade-DIA. : 1840 mm
- Teeth : 60

- Body hardness : 34HRC

- Thickness : 9.5T

- Cutting fluid : i
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