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Development of Localized Hydrostatic Pressure-Assisted Cutting using a Sliding Element
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Fig. 1 Concept of developed cutting technique®
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Fig. 2 Developed tool and experimental setup



Table 1 Experimental conditions

Cutting tool Cemented carbide V. 200 WM
Rake angle 0 deg. ""’Hi 100
Flank angle ( )l\l}vfizg. © onal) 1%\‘ v 40 1M

[ a 1thout (Conventiona %

P .

ressure unit (Jig) (b) High-speed steel (Developed) 0

Width of pressure unit 2.8 mm

Workpiece Pure aluminum -

Environment Wet (Cutting oil) (a) Conventional tool

Cutting speed 0.68 m/s pm

Feed 5 mm/rev

Depth of cut (Extrusion) |0.125 mm

Indentation depth of jig  |0.1 mm (0 mm for conventional) m“m % 100
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