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PCD Tool Wear Study on High-Speed Milling of SiC /Al Composites
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[ABSTRACT]

In order to investigate the wear pattern and mechanism of PCD tools, high-speed milling experiments on

SiC /Al (A/SiC/65p) composites with bulk fraction being 65% have been carried out. The results show that the existence of

interval between two blades can effectively decrease tool wear and improve tool life, while small helical angle will increase

the wear. The main wear mode of PCD tools is mechanical wear (abrasire wear).
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Fig.6 Major flank and minor flank of PCD tool at later worn stage
Kl R A AL B AT, TR R 8 B
HIZHEEU N, JE T RSN TG4 , PR Az i U0 AL
T PCD JTE A 4 W A7 2B A sl AR Tl 1 15
700°C AL, it PCD JT R A OB AL~ # 4 Y
BEAEIR
231 BREER

TERTHBEN SiC /AL A BRI, PCD TTEEY
T AR MU 51 , o 5902 B 5 AU A, AR 7 R
PCD JJ ELAYRE FE LI 5 T SiC /Al & A FHRHY IR, B
ST AR AR K SiC B R, i ELin T A

(b ) I J 70 18] 1 B AL PR 45
E7 PCDIIAZE. BIEIIERIEHER
Fig.7 Abrasive wear on major flank and minor flank of PCD tool
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