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(The development of molding die machining technology with BN free machining steel)
The machining characteristics of BN free machining steel and material evaluation for mold die.

YAMASHITA Hiroyuki KIKUTA Keiichi NISHIKAWA Takatoshi TANABE shi

Manufacturing molding die is faced with global competition and stringently requested for reduction of coast and lead time.
So, it is very important to increase machining speed on producing molding dies. In this study the method for reduction of tool
damage was evaluated by machining test with Radius milling tools. Therefore, next results were found
(1) Tool damage of Radius milling tool was reduced drastically by changing carbide form P20 to P30 in the machining BN-sted!.
(2) MQL is useful to reduce tool damage of Radius milling tool in the machining BN-steel.

(3) A combination of carbide P30 and MQL is best for machining BN-sted!.
(4) Thereis no difference between S55C-steel and BN-steel for both Embossing and EDM.
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