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Fig.1 Relation between mean width of flank wear
and cutting time in Al-23%Si-F alloy cutting
with WC tool (fluid : dry).
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Fig.2 Relation between mean width of flank wear
and cutting time in Al-23%Si-F alloy cutting
with WC tool (fluid : soluble type).
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Fig.3 Relation between mean width of flank wear

and cutting time in Al-17%Si-T6 alloy cut-
ting with WC tool (fluid : dry).
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Fig.4 Relation between mean width of flank wear
and cutting time in Al-17%Si-T6 alloy cut-
ting with WC tool (fluid : soluble type).
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Fig.5 Relation between depth of crater and cutting
time in Al-17%Si-T6 alloy cutting with WC
tool (fluid : dry).

- | AI-17si, T6. Wet. K-Tool.

g t=1.0mm gc')g-lg, :gg-g
“o0}— f=0.Imm/rev —t - R
a V=3,5,7m/s

V=7

o

Depth of crater,
L)

N

4 6 10 20 40 60 100 200
Cutting time, Tc (sec)

Fig.6 Relation between depth of crater and cutting
time in Al-17%Si-T6 alloy cutting with WC
tool (fluid : soluble type).
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Fig.7 Tool life curves in machining Al-23%Si-F alloy.
(flank wear: V5 =0.2mm)
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Fig.8 Tool life curves in machining A1-17%Si-T6 alloy.
(flank wear : Vg=0.2mm)
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Fig.9 Aspects of flank and rake wear in ma-
chining Al-23%Si-F alloy. (cutting
speed : V= 5m/s, fluid : dry)
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Fig. 10 Aspects of flank and rake wear in
machining Al-23%Si-F alloy. (cut-
ting speed : V=5m/s, fluid :soluble
type)
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Fig. 11 Aspects of flank and rake wear in
machining Al-17%Si-T6 alloy.
(cutting speed: V=>5m/s, fluid: dry)
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Effects of Tungsten Carbide Tool on Machinability of
Super Eutectic Alumnum Silicon Alloy

Hisakimi NOTOYA, Shigeru YAMADA, Yuzo TAKATSUIJI,
Hirotaka HORI and Tatsuo OOYAMA

Sintered WC tools with various grain size and content of WC were tested to evaluate the
cutting performance in machining super eutectic aluminum silicon alloy.

The flank wear of tools were accompanied by the increase in cutting time.

The wear resistance of the tools changed with the grain size of WC in machining Al-17% Si-
T6 alloy. The flank wear of the tool with 1xm WC grain size was smallest and the crater
depth of the tool with 4m WC grain was low as compared with that of other grain size of WC.

(X FIRR)

BIER A-SIi REESNDIAERICREITKEBEIRNOY

RREAAL, WH K, midf=, E 5L, KilEd

TEMBRB LU 72T =34 + (WC) KENDRZL 2 KIEEETEIC L 2834 Al-Si
BENTEIEDRET 21T - 72,

Y R DRRIBIC 1 » T TREEREIZHEIT L 72, Al-17%Si DYEIOBRIC, TEERIZ WCHIERIC &
STRLY 7LD EL>TW3,

WCHZE1lpum NKEIDTEIIBITEEEI L - & LR, WCHIE4 pum D TEIZZ DMK
FBOTERICHRT IV —F BRI D%\,

%k‘



