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Study on Environmentally Conscious Cutting of Hardened Steel
-Dry Cutting of Hardened Steel Using CBN Cutting Tool-

by Yoshimasa SAMOTO

Dry cutting is environmentally conscious because this method use no cutting
fluid.Dry cutting of hardened steel was carried out with engine lathe ( made in
1973 ) and CBN cutting tool.

temperature were examined under various

and cutting
The results

Tool wear, surface roughness
cutting conditions.
obtained were as follows: (1) The progress of tool wear becomes remarkable while
growing of cutting speed and feed. (2) The tool life at cutting speed 120m/min. is
53min. (6.31km in cutting length converion). (3) The surface roughness 1 pmRy
of work piece is obtained by selection of the cutting tool radius and cutting feed.
(4) The cutting temperature rises with an increase of the tool wear,cutting speed
and feed. (5) The wear mechanism of cutting tool is different in lower and higher
speed area than cutting speed 65m/min.
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