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Development of functional cutting tool to realize high efficient process and low
environmental load

Sugita, Naohiko
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This study proposed (1) a micro sensor array integrated on the cutting tool to
measure the cutting force and temperature, and (2) 3 dimensional micro texture on the cutting tool to
decrease the cutting force and temperature. Theoretical part was investigated at first, and then some
experiments were conducted with a enlarged model. Finally, a micro structure was manufactured on the
cutting tool, and the performance was evaluated.
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Machining conditions

Spindle speed 1000 rpm
Cutting speed 50 mm/min
Depth of cut 1 mm

Feed rate 0.25 mm/rev
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