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Experimental Study on the Wearing Performance of PCBN Cutting Tool
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[ABSTRACT] Wearing performance by the
turning machining of hardened steel, cold-hardened
cast iron and composite materials are studied. It illus-
trated that PCBN cutting tool is superior in cutting per-
formance compared to cemented carbide and ceramics
cutting tools. In recent years, with great improvement in
production process and overall mechanical properties,
PCBN cutting tool material can make rough machining
of ferrous metal effectively.
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