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Abstract: The polycrystalline cubic boron nitride (PCBN) milling tool can be used in the mold industry
to replace cemented carbide tools to improve machining efficiency and quality. It is necessary to study
the tool wear and failure mechanism to increase machining efficiency and extend tool life. Cr12MoV
is used to analyze the failure form of PCBN tools in the interrupted cutting of hardened steels at
low and high speed conditions in milling experiments. Experimental results show that the failure
forms of PCBN tools include chipping and flank wear at low speed, and the failure modes at high
speed are flank wear, the surface spalling of the rake face, and the fatigue failure on the flank face.
The failure mechanism of different failure forms is analyzed by observing the surface morphology
of the tool and using the theory of fracture mechanics. The results show that a high cutting speed
should be selected to avoid the early damage of low speed and achieve better application of PCBN
tools. At high cutting speed, tool failure is mainly caused by mechanical wear, diffusion wear, and
oxidation wear. Moreover, a fatigue crack will occur at the cutting edge on the chamfered tool
under thermal–mechanical coupling because of the intergranular fracture of the CBN grain and
binder. A large area of accumulated fatigue damage may appear due to the influence of alternating
mechanical stress and thermal stress. Finally, the control method to avoid tool failure is presented.
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1. Introduction

With the development of automobile technology, the automobile mold is in great demand in
automobile production, especially for medium and large-sized covering parts of high-grade cars [1].
The tool steel Cr12MoV is a commonly used material for the automobile mold of cover parts. It is a high
chromium and carbon steel, with the characteristics of high hardness, strength, and wear resistance.
It can reach 60 HRC (Hardness Rockwell C) after heat treatment, so high hardness characteristics tools
are used to process the workpiece. Complex end-mills, such as ball-end mills [2,3], circle-segment
mills [4,5], are often used in mold machining. At present, cemented carbide tools are usually used for
most of the molds, and tool failure in the processing is severe because the cutting tool often suffers
from the large cutting force, high temperature, and intermittent shock on milling process resulting in
rapid tool wear and low production efficiency [6,7].

Many methods are used to improve tool performance. Luo [8] changed the multi-axis milling
strategy based on shifting the active cutting edge to average the wear of the cutting edge on the cutter,
thus prolonging the tool life. Changing the lubrication method can also increase the tool life. The
comprised dry, wet, and minimum quantity lubrication (MQL) method was identified as the best
cooling method for minimum tool wear and surface roughness [9]. Moreover, the fluid’s content used
in MQL has an influence on the chip morphology and tool performance [10]. In addition, changing
tool materials is the most important way to improve tool performance. Polycrystalline cubic boron
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nitride (PCBN) cutting tools are the preferred tool material due to excellent mechanical properties of
higher hardness strength and wear resistance than other tool materials at high temperature. They are
frequently used in the turning of hard and wear-resistant materials, such as hardened steels, superalloy,
and even ceramics [11–14]. Numerous studies investigate the machining performance and tool life in
PCBN hard turning [15–17]. Progressive flank wear, micro-chipping, and tool breakage easily occur
due to critical crater wear [18]. For different cutting tools and workpiece materials, cutting speed is
the main factor affecting the tool life, and it usually has a critical value after which the tool life of the
cemented carbide tool will be lower than the PCBN cutting tool.

In recent years, scholars have focused on the research of milling using the PCBN cutting tool.
The results show that with a smaller cutting force [19], better surface quality [20], and a higher volume
of metal removal [21] can be obtained by using PCBN tools compared with carbide-coated tools in
processing hardened steel materials.

It is observed that surface roughness (Ra) is in the range of 0.2 to 0.3 µm using a PCBN ball end
tool, compared with 0.4 to 0.6 µm using the cemented tungsten carbide tool, at the cutting speed of
400 m/min in the milling of DIEVAR tool steel [22]. For milling, there is still a speed below which the
tool life of cemented carbide is less than the tool life of PCBN. The life of cemented carbide tools can
be higher than that of PCBN tools when the cutting speed is less than 400 m/min in ball-end milling.
When the cutting speed is more than 400 m/min, the wear of the cemented carbide tool is serious,
and the PCBN tool exhibits good cutting performance [23]. Wojciechowskl et al. [24,25] conducted
a series of experiments in milling of hardened steel using PCBN tools, their results indicated that
tool life of cemented carbide tools can be higher than that obtained using PCBN tools in a specific
range of cutting speed. The surface finish and tool life can be improved by optimizing machining
parameters. Therefore, PCBN tools also have a certain range of use correlated to cutting speed; the tool
life decreases first and then increases when the cutting speed increases, due to adhesion, oxidation,
and thermal cracking for high cutting temperatures.

In addition to cutting parameters, other factors can impact tool life. Fatih et al. [26] studied the
wear performance of a PCBN tool and TiN coated PCBN in face milling of die steel 90 MnCrV8 (61
HRC). The non-coated PCBN tool had a more stable depth and length tool wear rate than the TiN
coated PCBN. The content of CBN will also affect the cutting performance and tool wear. Chou [27,28]
studied the cutting force of M50 hardened steel in interrupted cylindrical turning with PCBN tools with
different CBN contents. Low CBN content cutting tools perform better than high CBN content tools in
the interrupted cutting of hardened PM M50. A similar conclusion was obtained with the intermittent
hard turning of bearing steel [29]; the cutting performance of the tool with a lower content of CBN was
better than that of the tool with a high content of PCBN in terms of tool wear and surface integrity.

The wear mechanism of PCBN involved in the machining processing of hard steel is quite
complicated. Koshy et al. considered that the chipping, abrasive, and adhesive wear are the primary
mechanisms for PCBN tool wear [19]. Boing et al. [30] found that there is a nonlinear relationship
between abrasive wear, adhesive wear, diffusion wear, and material hardness using a three-dimensional
wear parameter method depending on the mechanical load, thermal load, and chemical load generated
in the machining process. The performance of PCBN tools with different cutting tools, cutting
parameters, and working materials are limited by crater wear, flank wear, edge cutting, or a combination
of these factors [31]. When PCBN tools are applied to mold processing, workers are concerned about
when it will fail and how to avoid unnecessary failure.

However, there are few studies on the failure and failure control of hardened steel tools in PCBN
tool milling, which restricts the application of PCBN tools in the precision machining of automobile
covers. To investigate the rule of the tool wear and control tool damage, milling experiments of
Cr12MoV using PCBN a ball-end milling cutter was conducted first, to analyze the failure mode
and failure mechanism of a PCBN tool in the milling process of hardened steel. After obtaining the
influence of CBN content and blade size on tool wear, the appropriate insert was used to analyze
the influence of cutting speed on tool damage. The tool wear and failure conditions at low-speed
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and high-speed were analyzed separately. Finally, an attempt was made to investigate the method of
avoiding unreasonable failures at low and high cutting speed to provide the theoretical basis for the
application of the PCBN tool in the machining of automobile covering parts.

2. Experimental Set-Up

The tool used in the test was a machine-clamped ball-end milling cutter with a diameter of 20 mm.
The workpiece material was die steel Cr12MoV with the hardness of 60 HRC after heat treatment.
The milling cutters were BNMM-200S-S25C (DIJET Inc., Osaka, Japan). The tool overhang was 100vmm.
The PCBN milling inserts were tipped inserts created by welding the PCBN onto the cemented carbide
tool. The PCBN materials were BN100 (80% CBN, Sumitomo Inc. Itami, Hyogo, Japan).with a rake
angle of 0◦, clearance angle of 13◦, chamfering width of 0.2 mm and chamfer Angle of 15◦ without
coating. The blunt radius of the cutting edge was 0.060 mm. The cemented carbide insert was BNM-200
GRADE JC5015 (DIJET Inc., Osaka, Japan) with a diameter of 20 mm, and the coating was TiAlN.
The blunt radius of the cutting edge was 0.054 mm. The experiments were carried out on a four-axis
machining center VDL-1000E (Dalian Machine Tool Corporation, Dalian, China). The milling cutter
was placed vertically, and the workpiece was placed at an angle of 30◦ inclination. The milling method
was up milling. Cutting speed had an important influence on the tool wear form and failure process
for different material tools. This paper mainly analyzes the influence of cutting speed on the milling of
hardened steel tools by PCBN tools. In addition to the cutting speed, the cutting parameters were set
to a fixed value. The cutting depth (ap = 0.3 mm) and the feed per tooth (fz = 0.15 mm/z) was set to a
fixed value, and the cutting speed was based on the cutting speed of the maximum point of the cutting
edge involved in cutting.

Although PCBN tools are generally recommended for use in the case of high machining speed,
in the actual machining of the mold, the cutting speed cannot be kept at a high speed all the time since
the cutting edge of the ball-end mill, and the workpiece is not in a fixed position. Thus, the cutting
speed was set from 50 m/min to 350 m/min to study the effect of cutting speed on tool wear and failure.
During the cutting test, the insert was removed every 2 min of cutting, and the rake face, the flank
face, and the tip of the tool was observed using a digital microscope of VHX-1000 (KEYENCE Inc.,
Osaka, Japan). The SEM of SUPRA55 was used to observe the morphology of the failed tool, focusing
on whether cracks were generated. The experimental setup for milling test is shown in Figure 1.
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Figure 1. The experimental setup for milling test.

3. Results and Discussion

3.1. Influence of Machining Parameters on Cutting Force

Cutting forces in milling experiments at various cutting speed for different tool materials are
shown in Figure 2. Fx is the radial force, Fy is the feed force, and Fz is the axial force. The cutting
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force of the carbide tool increased rapidly when the cutting speed reached 250 m/min because a
carbide tool cannot withstand high temperatures at high cutting speeds, leading to significant wear
and even chipping. When the cutting speed was 350 m/min, the cutting force in the machining using
cemented carbide tools was much larger than using PCBN tools. The cutting performance of the PCBN
tools is better reflected with increasing cutting speed due to the softening effect of the workpiece at
high temperature. The impact and resistance to the tool are reduced, and the cutting force shows a
decreasing trend. Therefore, cemented carbide is not suitable for high-speed cutting, as mentioned in
the references. A mixed machining strategy can be used to select different tool materials in machining
the mold.
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(c) Axial force.

Experiments with a different cutting edge of PCBN tools (BN100) were conducted; the cutting
speed was 150 m/min, and the chamfering width was 0.10 mm, 0.15 mm, 0.20 mm, 0.25 mm, and
0.30 mm, respectively. With the increase of chamfering width, the strength of the cutting-edge increased,
and the damage resistance of the rake face and the flank face increases. The insert was damaged with
the chamfer width of 0.10 mm after 13 min, compared with the progressive wear of the tool with the
chamfer width of 0.25 mm, as shown in Figure 3. The high-brittle PCBN has poor toughness, and
the milling tool needs to be chamfered, which reduces the impact of the intermittent cutting and the
probability of impact damage.
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Figure 3. Effect of chamfer width on resistant breakage ability of flank: (a) Chamfer width of 0.10 mm;
(b) Chamfer width of 0.25 mm.

The rake face and the flank face of the cutting tool were observed for a period, and the milling
forces were measured when the flank wear was 0.05 mm, 0.10 mm, 0.15 mm, 0.20 mm, and 0.25 mm,
respectively. The effects of chamfer width and wear on the feed cutting force are shown in Figure 4.
The feed cutting force increased with increasing width of the chamfer. Although the chamfering edge
enhances the ability of the tool to resist the intermittent impact and reduces the damage probability of
the tool, the cutting force tends to increase as the tool wear increases. It will increase the possibility
of causing damage to the next insert. Therefore, for the intermittent milling of hardening steel with
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PCBN tools, the chamfer width of the tool should be selected within a range of more than 0.10 mm to
less than 0.25 mm to prevent unnecessary failure.
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3.2. Influence of Machining Parameters on Tool Life

The tool life of cemented carbide tools and PCBN tools at different cutting speeds are shown in
Figure 5. For cemented carbide tools, when the cutting speed was 350 m/min, the tool was obviously
damaged after machining for 60 min. The Co bond cannot withstand higher temperatures and breakage
occurs on the rake face because of the characteristics of the cemented carbide itself. When the cutting
speed was 150 m/min and 250 m/min, the cutting time before the tool reached the wear standard was
significantly shorter than that of the PCBN tool. When the cutting speed was 50 m/min, the damage
occurred after 5 min of machining using the PCBN tool. However, the cemented carbide tool showed
good cutting performance.
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Figure 5. Influence of cutting speed on tool wear: (a) Tool wear of cemented carbide tools (BNM 200);
(b) Tool wear of polycrystalline cubic boron nitride (PCBN) cutting tools (BN 100).

The CBN tool material consists of CBN grains and binders. The temperature and impact of the
machining affect the strength and hardness of the tool during machining and then affects the tool
life. The CBN inserts with different CBN content were used in the experiments (HTM2100, 50% CBN
content and BZN9100, 90% CBN content). The selected cutting speed avoided the speed that was likely
to cause low-speed breakage, and the form of wear was mainly in the form of face wear. The tool wear
for different CBN content at various cutting speeds is shown in Figure 6.
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Figure 6. Influence of CBN content on tool wear.

When the cutting speed was 150 m/min, the CBN tool with a high content will break the larger
area of the rake face after 18 min of cutting. It can be seen that it is not suitable for high content CBN
tools at low cutting speed. When the cutting speed was 350 m/min, the tool can enter the normal wear
phase and have a long service life. The cutting performance of the low-content CBN tool was just the
opposite. Since the wear resistance and breakage resistance of the tool results from the interaction of
force and heat, when the cutting speed was 350 m/min, the influence of the cutting temperature on the
cutting performance of the tool played a leading role. When the cutting temperature was high, the
material was softened, and the PCBN tool with high CBN content showed better cutting performance.
When the cutting speed was low (less than 350 m/min), the influence of mechanical impact on the tool
performance during machining played a leading role. At this time, the cutting force is large, and the
PCBN tool with low CBN content shows better impact resistance. Although neither of the two cutting
speeds showed breakage, it can be clearly seen that the cutting performance of the tool with lower
CBN content at lower cutting speed is more robust.

3.3. Tool Failure at Low-Speed Cutting

This type of damage is caused by the chipping from the edge of the tool to the flank of the tool.
Generally, the chipping portion is thin on the rake face of the tool, and a large damaged surface is
left on the flank face. When machining hardened steel materials with PCBN tools, this low-speed
chipping often occurs during processing due to the high strength and hardness of the workpiece and
the brittleness of the tool material of the PCBN tool itself. Figure 7 shows the failure mode of the five
inserts in the tests at the cutting speed of 150 m/min. The 1#, 2#, and 3# inserts showed a phenomenon
of edge chipping after short cutting times, as shown in Figure 7a–c. When the 4# insert cut for 26 min,
no visible chipping phenomenon was found. However, a large area on the flank face was found to be
damaged after 2 min, as shown in Figure 7d. For the 5# insert, no obvious tool breakage or chipping
was observed after cutting 22 min. However, after 2 min, the same phenomenon appeared as with the
4# insert; that is, the flank face showed considerable damage.
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The results showed that the failure modes of the hardened steel tool for PCBN tool milling at
low-speed conditions were edge chipping and the massive area damage on the flank face. The wear
morphology of the insert tip was observed using SEM, as shown in Figure 8. It can be found that
cracks appear parallel to the cutting edge on the chipping edge due to the oxide skin or the hard spot
on the surface. Therefore, the tool was subjected to a significant impact force after it contacted the
hard spot at lower cutting speed, causing a mechanical crack parallel to the cutting edge in the tip
portion. The crack propagated until the edge of the insert collapsed. After the surface was removed
from the workpiece, the quenching inside the workpiece was uniform. In this case, the edge of the
tooltip will be reduced. The experimental results show that the tool has a large area of flank damage
after a short machining time if the cutting-edge chipping does not appear. Such damage is mainly
caused by the large cutting force; the bending stress of the tool is greater than the bending strength of
the tool material itself [28]. So, there will be a limit milling speed when the PCBN tool is used to mill
hardened steel. Below this limit milling speed, the tool will withstand the stress more significantly
than the material′s own bending strength, resulting in damage to the flank of the tool.
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Figure 8. The microscopic morphology of chipping: (a) The crack area; (b) The magnification of
the crack.

3.4. Tool Failure at High-Speed Damage

The first type of damage was characterized by an initial period of tool durability or an irregular
period that is entirely unpredictable. Correspondingly, this type of damage is caused by the fatigue of
the cutter, which has fatigue durability determined by the tool state and working conditions using
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PCBN cutting tool in milling of hardened steel. When the tool cut for a long time, it was subjected to
alternating mechanical shock and thermal shock. The micro-cracks may appear due to the brittleness
characteristic of the PCBN tool. The tool is damaged in the weakest place while cutting. According to
the position of the crack that occurs, the high-speed damage can be specifically classified into damage
caused by the rake face crack, the flank crack, and the corporate crack of the front and back flank.

The cutting speed was selected as 350 m/min to test the cutting tools, and the other conditions
were unchanged. The inserts were observed after every 2 min, as shown in Figures 9–11. The surface
of the rake face peels off after 58 min machining in 6# insert, as shown in Figure 9. At this time, the 6#
insert was not able to continue to use. The results show that flank face wear is the main form of wear.
When the cutting test was carried out on 7# insert after 68 min, the tool flank wear amount reached to
0.2 mm, and the tool failure form was dominated by the flank wear. Experiments were continued to
carry out with the insert to study their wear characteristics. After 84 min of machining, the flank of the
tool was fatigue-damaged, as shown in Figure 10. The phenomenon was the same while machining 8#,
as shown in Figure 11. There was slight chipping at about 66 min after the initial flank wear, and the
insert began to break after 70 min of cutting. Although the wear of each tool was not the same as the
time of wear, the pattern of wear was exactly the same.
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Under high-speed conditions, the failure modes are (1) flank wear; (2) material peeling on the
flank surface; (3) high-speed fatigue damage on the flank surface. The element composition of the flank
wear area was detected by EDX to analyze the wear mechanism. It was found that the presence of Fe,
Mn, Al, and Cr elements were detected in the flank wear region of the tool, and a large number of O
elements were detected as shown in Figure 12b,c. It is indicated that in the hardened steel for milling,
in addition to mechanical wear, the flank was accompanied by diffusion wear and oxidative wear.
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4. Critical Conditions to Avoid Low-Speed Breakage 
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hardened steel in the intermittent processing of PCBN tools. The milling speed should be higher than 
the theoretical limit milling speed to ensure that the PCBN tool can avoid low-speed damage. The 

Figure 12. PCBN cutting tool flank wear morphology: (a) The microstructure of the flank wear;
(b) Analysis of element content at A; (c) Analysis of element content at B.

The rake surface of the PCBN tool peeled off, as shown in Figure 13, and the occurrence of fatigue
cracks was clearly found in the peel-off area. The fractured form of PCBN tool was mainly along
the crystal fracture, accompanied by a small amount of trans-granular fracturing. CBN grains were
distributed on both sides of the crack, which was the initial crack form of crack formation. Under
the action of alternating load and alternating heat, the crack expanded along the grain boundary and
the binder phase. The tool was subjected to alternant load while milling, and under the action of
alternating thermal load, the thermal expansion coefficients of CBN grains and binder in the tool
material were different, resulting in different deformation rates and different deformation amounts.
This caused that the cracks to first appear in the weaker areas (along the crystal crack), and the effect
of the alternating force load further accelerated the crack propagation, resulting in fatigue damage
on the rake face in the form of peeling of the surface material of the previous flank. Milling of PCBN
tools under high-speed conditions, in addition to the occurrence of flank wear after the appearance of
the flank, peeling on the rake face and massive area damage on the flank face may happen due to the
combination of mechanical stress and thermal stress.
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Figure 13. The microscopic morphology of the PCBN tool rake face after the peeling of the surface
material: (a) Microscopic morphology; (b) Tool rake face fatigue crack morphology.

4. Critical Conditions to Avoid Low-Speed Breakage

A critical milling speed model needs to be established to avoid the low-speed damage of hardened
steel in the intermittent processing of PCBN tools. The milling speed should be higher than the
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theoretical limit milling speed to ensure that the PCBN tool can avoid low-speed damage. The moment
of the contact between the tool and the workpiece is shown in Figure 14. The workpiece was placed at
an angle to the cutting tool, and the milling method was up milling. The tool and the workpiece had
multiple contacts per revolution due to the multiple cutting edges of the tool. The thickness of the
cutting layer varied during the cut-in to the cut-out process for each cutting edge rotates at a certain
angle, which led to the cyclic bending stress to the insert.
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Figure 14. Schematic diagram of the milling process: (a) Milling of Inclined Plane; (b) Schematic of
chip shape.

The parameters were set as the spindle speed of 7000 r/min, cutting depth of 0.3 mm, cutting
width of 0.3 mm, feed per tooth of 0.1 mm/z, and inclination of the workpiece was 10◦. Schematic
diagram of the change of the insert-to-chip contact area at different corners of the tool is shown in
Figure 15. As the tool rotated, the contact area between the tool and the chip changed continuously.
The length of the cutting edge, set as L, that participated in the cutting in different tool angles under
this parameter is shown in Figure 16.
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The model for the contact area of the chip at any time can be simplified, as shown in Figure 17.



Metals 2019, 9, 885 11 of 15
Metals 2019, 9, x FOR PEER REVIEW 11 of 15 

. 

Figure 17. A simplified model of the tool–chip contact area. 

The following formula can be obtained from Figure 18: 

L

R
 

, 
(1) 

2 2

1
2

A (R R )


 
, 

(2) 

2

1

2A
R R


 

, 
(3) 

1 1L R , (4) 

where A represents the contact area of the tool and workpiece, R1 represents the inner radius of the 

chip, φ is the angle of the cutting-edge contact position. L1 represents the inner length of the chip after 

simplification. Figure 18 shows the damage of the tooltip during machining. F is the radial force 

received by the tooltip. 

 

Figure 18. Schematic diagram of stress damage of cutting tool. 

The bending stress of the tool can be expressed by the following formula (5): 

f

M

Z
 

, 
(5) 

where M is the bending moment, and Z is the moment of inertia. 

1

1

2
M F(R R ) 

,
 

(6) 

2

0

1

6
Z (L H )

, 
(7) 

, 1H tan (R R ) 
 (8) 

0 1 2L (L L ) / 
. (9) 

Therefore, to avoid low-speed impact damage in the PCBN tool interrupted cutting process, the 

critical conditions are 

maxf f 
, (10) 

where σf max is the limit of bending strength. 

By substituting Equations (6)–(9) into Equation (5), the bending stress of the tool is 

R 1

L

A

L

A



L1

F

R
-R

1



H
F 

L0

H

Figure 17. A simplified model of the tool–chip contact area.

The following formula can be obtained from Figure 18:

ϕ =
L
R

, (1)

A =
ϕ

2
(R2
−R1

2), (2)

R1 =

√
R2 −

2A
ϕ

, (3)

L1 = ϕR1, (4)

where A represents the contact area of the tool and workpiece, R1 represents the inner radius of the
chip, ϕ is the angle of the cutting-edge contact position. L1 represents the inner length of the chip
after simplification. Figure 18 shows the damage of the tooltip during machining. F is the radial force
received by the tooltip.
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The bending stress of the tool can be expressed by the following formula (5):

σ f =
M
Z

, (5)

where M is the bending moment, and Z is the moment of inertia.

M =
1
2

F(R−R1), (6)

Z =
1
6
(L0H2), (7)

H = tanβ(R−R1), (8)

L0 = (L + L1)/2. (9)

Therefore, to avoid low-speed impact damage in the PCBN tool interrupted cutting process, the
critical conditions are

σ f < σ f max, (10)

where σf max is the limit of bending strength.
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By substituting Equations (6)–(9) into Equation (5), the bending stress of the tool is

σ f =
6Fi(θ)

Li(θ) +
Li(θ)

R

√
R2 −

2Ai(θ)

(
Li(θ)

R )

R− √R2 −
2Ai(θ)

(
Li(θ)

R )

 tan2 β

, (11)

where θ is the angle of the tool turns. When the angle of the tool is θ at time i, the bending stress
of the tool is related to milling force, contact length, the contact area of the tool and the chip. And
these parameters are related to the angle of the tool, cutting depth, cutting speed, cutting with, feed
per tooth, tool parameters, etc., as shown in Equation (12). Where Fi(θ) is the component of milling
force perpendicular to the rake face when the angle of the tool is θ. And it can be obtained by the
cutting test or finite element simulation method. The length of the contact inserts Li(θ), and contact
area of tool and chip Ai(θ) can be obtained using 3D modeling software. The relationship between
these parameters and the tool angle are shown in Figure 19. Therefore, the values of the three corners
are brought into the Equation (11) to obtain the bending stress of the tool under the angle of rotation.

Fi(θ) = f1(θ, ap, v, ae, fz)
Li(θ) = f2(θ, ap, v, ae, fz)
Ai(θ) = f3(θ, ap, v, ae, fz)

. (12)
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To avoid low-speed breakage, determine other parameters besides the milling speed, change the
cutting speed, and obtain a maximum bending stress at each cutting speed, so that the maximum
bending stress is less than the cutting speed value of the bending strength of the tool. The qualitative
relationship between maximum bending stress and cutting speed is shown in Figure 20.
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In summary, by studying the influence of cutting speed on the failure of the hardened steel
tool in the intermittent processing of PCBN tools, it was found that the main tool failure modes
of the hardened steel of the PCBN tool are edge chipping, low-speed impact damage, flank wear,
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and high- speed fatigue damage. The early damage form was mainly the low-speed damage caused
by large-scale damage of the flank face and shell-shaped damage of the rake face. When applying
PCBN tools to hardened steel for milling, the early damage should be avoided as much as possible.
To prevent premature damage, the following aspects should be taken: (1) The quenching hardness of
the workpiece should be uniform, and the hard spots in the workpiece should be avoided as much as
possible. (2) Avoid the milling speed that produced a low-speed breakage, so that the tool can be used
within the safe milling speed range. (3) Try to ensure the grinding accuracy of the PCBN tool edge.

In future research, the suitable milling speed of the PCBN tool under different parameters can be
quantitatively calculated by the combination of simulation and experiment. Moreover, other kinds of
tools with different size or materials will be used to explore the applicability of the model. The results
will provide a reference for tool design and process parameter Optimization.

5. Conclusions

The tool failure of PCBN cutting tool milling of hardened steel under low-speed and high-speed
conditions was studied.

Under high-speed conditions, the failure modes were the flank wear, peeling of the surface
material of the rake face, and high-speed fatigue damage of the flank face. The tool failure was mainly
caused by mechanical wear, diffusion wear, and oxidative wear. The chamfering cutter generated
thermal fatigue crack at the highest cutting temperature of the cutting edge. After the crack was
expanded, the surface of the rake surface was peeled off. Moreover, due to the alternating mechanical
and thermal stress, the worn tool was prone to a large area of high-speed fatigue damage on the
flank face.

Under low-speed conditions, the failure modes were the chipping of the tooltip and the large
damaged surface of the flank face. Large-scale damage of the flank surface of the PCBN cutting tool
may occur due to the massive bending stress of the tool, which is higher than the tool material itself
because of the large cutting force. To avoid the low-speed damage of hardened steel in the intermittent
processing of PCBN tools, a limit milling speed model is proposed by analyzing the bending stress of
tool contact, and the cutting speed should be higher than the limit speed to avoid low-speed damage
while processing using PCBN cutting tool.

The present study showed the wear characteristics of the machining process and proposed
a solution to avoid low-speed damage, which provides a theoretical basis for the following tool
optimization and quantitative process parameter optimization.
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