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Table1l GH2132 chan ical camposition %
C Cr Ni Mo Ti Fe %
<0.08 13.5~16.0 24.0~27.0 1.00~1.50 1.75~2.30 SE 0.10~0.50
B Mn Al Si P S
0.001~0.01 <2.00 0.40 < 1.00 < 0.03 <0.02
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4 KC725M EE# SEM & ( X500) 5 KCO525M EEHT SEM & ( X500)
Fig 4 KC725M wear SEM fig( X500) Fig 5 KC525M wear SEM fig( ><500)
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W ear Patterns and M echanism of Coated Cem ented Carbide
Tool in High Speed M illing Superalloy GH2132

LIU Chao AIXing LIU Zhanqiang WAN Yi
(Key Laboratory of H igh Efficiency and Clean M echanical M anufacture M mistry of Education

Shandong University  Jinan 250061, China)

Abstract Two kinds of coated Cemented cambide tools were used to m ill Ironbased superalloy GHZ132 at high-
speed under dry cutting condition W ear pattems wear observed by SEM, the main mechanisn of tools were
analysed Results show that flank wear is the main wear pattem; the coating of KC725 is made fron TN and
TAN, so it ismore easy to flake the coating of KC525M ismade fran only TIAN, it is not easy to flake but
groove wearwas find at cutting edge because of M echanical mpact. the fomation of stress concentration leads to
more bigger wear at cutting edge No matter KCO52OM or KC725M the felting phase is intenerated for the
mstantaneous heat collection in the cutting section, which leads to the falling of the rigid phase grains and serious
abrasion of the base body The results might be helpful to guiding the design and selection of toolmaterials and

control of ool wear in high speed machining processes

Key words coated tools super alloy GHZ213Z; high speed milling wear
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