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Cutting performance of vanadium carbide coated cutting tools
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VC/TiN LEITGIHIVEREAmWEE 2 D. Cermet TiN VC VC/TIN
Hardness [HV] 1721 2019 2815 3084
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Table I Details of the insert

Identification symbol TNMG160408 ¢
Material Cermet (TiCN) ) (c) VC/TIN - 02mm
Shape Triangle Fig. 2 Photographs of scratch channel obtained
Cutti dge length 16 -,
Tﬁicll?fe:s s 4 7r6nrmnm Table 4 Cutting conditions
Clearance angle 0° Workpiece Material: A5052 (JIS)
Rake angle 50 Size: $50%200 mm
Nose radius 0.8 mm Tool holder DTGNR2525M16
Chipbreaker With chipbreaker Depth of cut 0.1 mm
Coat Uncoated Feed of table 0.1 mm/rev
Cutting speed 200 m/min
Table 2 Coating conditions of VC film and TiN film Cutting atmosphere Dry
VC TiN
Bias voltage [V] 150 150 Table 5 Results of cutting experiment
Pressure [Pa] 0.085 0.069 . _ Cermet TiN VC/TiN
Gas flow ratio [x10°° m3/min] 90 75 Width of maximum )3 )% 2
Deposition time [min] 60 60 frank wear [um]
Deposition ratio [pm/hour] 2 2 Surfai{e roughness 0.64 0.63 0.53
Deposition temperature [°C] 390 420 a [um]
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