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ABSTRACT

This research aimed to feasibility study of the face-milling performance on the hardfacing weld metal on JIS-S50C carbon
steel and reported in term of microstructure, chip characteristic, wear, and surface roughness. The summarized results are
as follows. Discontinuous chips were found in all machining conditions. No buffering weld metal produced longer and thicker
chip than that of the buffering weld metal. The flank wear of the cutting tool edge was increased when the cutting length
of the test specimen was increased. The maximum wear of 850 um could be found when the no-buffering weld metal in
wet condition was investigated and was about 4 times higher than the base metal. High hardness of the no-buffering weld
metal produced higher flank wear of the cutting tool edge than that of the buffering weld metal. When compared to wear
acceptability criteria 0.2 mm., it seemed not to satisty for the selection of this current tool material for machining the current
weld metal. Comparing the wear of the cutting tool edge in wet and dry condition, it found that the dry condition produced
smaller flank wear than that of the wet condition. This was caused by the wet condition that contained larger coolant oil
droplets could not penetrate into the chip-tool interface for decreasing the cutting temperature and produces severe wear in
the cutting tool.
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