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Tool edge temperature of spiral tap at tapping
-Grasp of cutting behavior and measurement of tool edge temperature by two-color pyrometer-

Kanazawa University Shuhei YAMAZAKI, Ryutaro TANAKA, Akira HOSOKAWA, Takashi UEDA and Tatsuaki FURUMOTO

In this study, the method for measurement of the tool edge temperature in tapping was proposed. The tool edge temperature was
measured using the two- color pyrometer with an optical fiber. In addition, the vibration caused by tool edge-work piece contact
was sensed by an acceleration pickup. Experiments were performed using TiN coated HSS-spiral tap (M10%1.5). As a result, the
temperature outputs from tool edges and chips were able to be distinguished. In tapping of S45C-BN at cutting speed 30 m/min,
the maximum tool edge temperature is about 400 °C. The tool edge temperature was increasing with cutting aria.
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