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Improvement of Cutting Mechanism by Reducing Friction on Tool’s Rake Face
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Abstract

This research paper presents tool friction reduction
technique which improves cutting mechanism in machining
process. The experiment is set up by preparing the polished tool
in which friction at tool's rake face is reduced by abrasive
polishing technique and then the polished tool is used to machine
mild steel workpiece. Results show that chips from polished tool
are thinner than chips from unpolished tool and increasing in
shear angle leads to reduction of cutting force and thrust force by
27.28% and 73.84%, respectively. These results show promising
trend in increasing tool life

Keywords : machining process, tool-wear ,abrasive polishing
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&’ is uncut chip thickness
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