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The Effectiveness of W>C Coated Tool in Machining Titanium Alloys
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Table 1 Summary of the material properties
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Wiz, TEOHMITAMRE R Fig. 3 l0RT. WaC =1— [Cutting condition] Work material: Ti-6Al-4V,
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Fig.2 Measurement of cutting forces. (a)Principal force, (b)Back force.
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Fig. 4 Mechanism of interface adhesion property in machining.
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