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Research on the Intermittent Hard Turning (1) :
Machinability and Characteristic of CBN Tools

Jun Yong Jeon*, Tae Jo Ko**, Hee Sool Kim**

ABSTRACT

Hard turning offers many possible benefits over grinding such as lower equipment costs, shorter setup time,
reduced process steps and better surface integrity. Despite the amount of research in this area, there exists no data
on the intermittent hard turning.

The objective of this paper is to investigate the effect of CBN tool materials and machinability to an
intermittent hard turning. To this end, different CBN materials were tested to evaluate the tool wear and surface
roughness in an intermittent hard turning. It is found that low-CBN-content tool is better than high-CBN-content
tool. Then, we discussed a cutting force, vibration, and CBN tool wear mechanism from the hard turning.
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Fig. 2 Schematic diagram of ball-bush
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Fig. 3 Experimental setup
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