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A Study on the Cutting Characteristics of SUS304 by Flank Wear
Ki-Hyun Yu* Chin-Yong Cheong*, Nam-Seob Seo™*

ABSTRACT

This experimental study is intended to investigate the development of flank wear in turning
of §US304 which is used in industrial applications and is acknowledged as a machining difficult
material. In cutting process, change of velocity, change of feed, and change of depth of
cut were investigated about the effect of flank wear, and slenderness ratio is also investigated.
The variations of unit cutting force with the change of rake angle and the change of uncut
chip area are observed. The friction angles are calculated for the change friction force and
observed. The friction angles are calculated for the change friction force and normal force
on the different rake angles. From this experimental study, the following results can be
said. 1. Under the high cutting speed condition, the flank wear is affecled by the feed
and depth of cut, but the influence of feed and depth of cut to the flank wear is reduced
when the velocity is low. 2. The smaller slenderness ratio is, the shorter the tool life results
in high cutting speed, and the lower cutting speed is, the lower the effect of slendermess
ratio to the flank wear is. 3. Using the characteristics of force-RMS, the flank wear of
a tool can be detected. There are almost no differenecs between the RMS characteristics
of cutting force and feed force.
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