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High Speed Machining of Grey Cast Iron Using CBN Tools
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Abstract The cutting performance of CBN tools when machining grey cast iron with different
pearlite/ ferrite ratio at high cutting speed up to 1100 m/ min was investigated concerning tool flank and
crater wear, tool life and the influence of oxygen rich atmosphere. It was found that nose wear of Amborite
was slightly greater than that of BZN6000 and craters w ere more likely to occur on the tools machining high
ferrite iron at low cutting speed. BZN6000 achieved longest tool life at the cutting speed of 700 m/ min when
machining workpieces with high ferrite content, while the tool life of Amborite increased consistently with
the increase of cutting speed when machining high pearlite cast iron. Cutting in the oxygen rich atmosphere
could reduce tool wear and the effect was more significant with BZN6000 tools. The explanations for the

phenomena were discussed.
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