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Cutting force just after start of one cut in up-cut was used to estimate the
friction characteristic of cutting fluid at contact between tool and work material. When the depth
of cut was around edge roundness, the cutting fluid of lower coefficient of friction easily occurred
stick-slip, and the higher transfer error occurred at the cutting conditions where the relatively

clear feed mark formed. The lower coefficient of friction cutting flued caused larger tool wear at
the surface formation area. The depth of deformed work material when cutting fluid used was smaller
than that in dry cutting. Therefore, it was thought as a one of reason of increase of tool wear that
the higher hardness work material rubbed the took surface.
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Cutting force instability rate: CFIR =
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Cutting force. N
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