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Experimental Study of Cutting Martensite High— Temperature

Stainless Steel
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Abstract: M artensite high— temperature stainless steel is hard to cut, as a kind of heat resistant and high
strength alloyed steel. With cutting experiments, its mechanical properties are analyzed, characteristics
and its wear between the PVD and CVD coated cemented carbide tools are compared, and cutting condi-
tions are optimized.
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Table 2 Results of orthogonal experiment
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Fig 1 Flank wear curves with four orts of tools 21
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Fig 3 Effect of feed on tool wear
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