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Abstracts
The tungsten carbide powder which recycled from the scarps of cemented
tungsten carbide, produces the purity of 99%. Using this tungsten carbide powder to
manufacture a cutting tool and test its properties are the main objective of this work.
Based on the standard SNMG 120408, the cutting tool with the dimension of
12.7x12.7x4.76 is fabricated. With the 100 hours of Ball milling grinding, Cobalt mixing,

and sintering at 1430 °C, the experimental result is impressive. At 15% of mixed-
cobalt, the cutting tool with the hardness of 2031.6 HV be able to cut S45C steel in
the feed rate of 0.2 meters per revolution and 45 m/min in the cutting speed.
Besides that, it provides the depth of cut of 0.25 mm and when it reaches the cutting
distance of 4,200 mm, the surface roughness is 3.65 pm. In comparison with the
cutting tool made of imported tungsten carbide powder which has a hardness of
1,254 HV, it turned out that our cutting tool has the equivalent quality in terms of
hardness and wear resistance. Hence, this work is considered to be a material
development and a tungsten carbide cutting tool manufacture those would be the

vital base to lead us to a commercial production.
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1.1 anudusuaziisnvesdymiiviinnside

Sruuisanu (W) Mlilugnamnssalunn 4 vivimlan fdwauunnda 450,000 du
TuT A./.1995 waziindudu 860,000 fu Tl a.a2011

dalngiamnduisamuaislud (Tungsten carbides : WO) Ingiamzuseinegiin
ynagaamnTIN 077 Usenaanszaiuing (U.SA) udufiirvisiugramnssunasmelulad
Toun weluladifeatunsyms weluladasislnivazmaluladianzme Wudu Jefesld
Feamudnunniusaeainiuiedagu namsfnwnuiansgeusnifinsdndmiasau
Wesuinveulunsdamasaddliuarnmailuimuninaluladsng 4 mhsnuiidudunsd
138171 Defense National Stockpile Center (DNSC) ?jﬂagjmammm’mﬂmm 2 NITNTN
VAN Ae NseNTInalraLaznIeNgInIded [1] dnsazanvisanudiuay 38,500 du Tul
A.A.1995 wastiintudu 79,500 du Tl a.a.2011 Tanestsamunnsludiieldlugramnsy
MsHAn 917 irsesiemideulany (Metal removal technology) Sudununisannsouas
ALY [2] HandAnimsluauanuudegs (High hardness) AuviuIuwiiy 19 g/cm3 90
waoufl 2,880 °C  asaudAdulFRaInnsiinduandsinivienisSluda (Recycling) (3]
nuigmaiunssuniananiavgtanunsluddmiuiimegramnssuiivualdugady
sioufles (4] andilul @.A2010 - 2020 MsHARTIENsSleAaanfutunnninfesas 54
uavUsinAanssenEnuaninniiaaisdosas 90 3]

autfiniana (Mechanical  properties) vasdiuusisainua1slus Tufuruians
(Grain  size) uagdnsdrunanvadlauaa (Cobalt binder) fudutanusyaru o1 Gusu
Tanzudeftdrunanuas WC-6 wt % Co wuansisataumslus (WC Powder) 6 um e

uD3gedis 1,170 HV YusTinaisamuaslusuun 1.7 pm Tianuudedl 1,600 HV (92.7 HRA)



Co-W-C System
at 1400°K

JUN 1.1 Inssaialavienay ieanu lausaduazasuau [21]

wnUAanawng 0.2 pm Anusdadntudy 2,300 HY  mswenaate (Dissolution)
a15UsEnav (Co) nrwdiuudsianumslusidiunaulavead 6 % . 14 %, 20 % uaz
22 % TUWINTU 2 pm, 3.5 pm wa¥ 4.5 um NIy U3 INasaraIenIngnsn
(Citric acid ) wadluasazanglalasnasin (Hydrochloric acid : HCD) Tinszualninlogada
2.000 - 3,000 fadwoud (MA) 31NN 1531eusssulihmunzanlugag 0.200 - 0.600 Thad
gumgiivesansazateogd 25 °C Tngldnanuiu 24 $lus Ysngildsuansazarelaveas
ogluts 16 - 18 g dm (4] Mavnasdlaeldgaumniinazeendiay finaetildoddgysionis
Winsnsnisuenaats anuausnlunisaaeansusenevlaveadluaisazats Jufy
druUsznounazIUIAINTY (Grain size) Msldnsnedin (acetic acid) figamadl 80 °C
nauund 50 - 300 dalu dswalenununintunuinnsazatsanasUszana 65 - 299
um vl ufuriavenswianiitansusenoulavoasineiu

iy Yandillugnanvngsy leun a1y (Circuit board drill) 7.9 % wsiuiasie (Cutting
insert) 8 - 11 % uay 14.6 % FuuUMUNITANUSE (Wear part) 10 % uaz 13 % Hnfn
(Cutting knife) 10 - 12 % wuALATUIUYE 0.5 - 9.5 pm [22] ﬁnﬂﬂmwﬂamﬂ?’fumu%muﬁ
vaamuasluduumnsuisamuaslus 1 - 5 pm drunaulavean 20 % suniniigumgd
1,380 °C Fusnufinruuds 83.1 HRA Liensnansusznoulaveaddpasaraislslnsnaain
(HCD TshmmauenansUsenouiindulasifiugumgiaisazategeaiuds 110 °C uazn1sun
do8 (Re-sintered) Usngianunsaadinlaveadeenldlagldinaruds 24 dalus [22] an
nsazanansUszneulaveadiemslinsendnlvmien (Titanium) $303nUsT9uuNae

ARANQIN 25 °C usupdoulniiiegsening 200 - 600 fadlad (mV) luaisazanglalas



ARDINNANNTATRINUIEU 40 NFU/Ans U513 tausanazaiy (Dissolved) tatugiaiae
az 20.5 - 80.7 [23] waznsunAuduuavivamuaistuanduaildivdienssuiunisvasuly
dngd (Zinc process) 1Wgamaiigandn 1,000 °C Fadunszurunmanils diavlangnduanld
Tyiusdiunugs 24] lurasiiniswenaansfunuduniianuanslusiduadodofauay
whstue@siivuielng (Larger the piece) nsvaassdnsusaiulniilugae 0.5 - 20 Taad

nszwaliinlueg 0.5 - 30 wauwls Tuaisazarewauluiiey (Ammonium solution) wagldy

[

anuvisisanududaau (Cathode) Usinginfagitlédiauuiandaa 99 % [25]

Hagtusudiumuudegefivs Tasiamgiedoailadn (Cutting tools) Fruudvisauny
asludildanlugramnssuilideulanaziiuds (Parameters) lumsnanveusiazsafinang
uanenef 877 gamndl ian usedu Wusy Fadussduszneudfysenaniniumauds
(Hardness) mnenudegs yadwestunufigadu [25] Meauidonudt vuansudndy
Haderlituanuiauudegau (3] uasnuinasiuamueiosdiedailinulugaamnas
n¥annadeuauududs wuiidanuudaiunligdusgseosuaiaviiuued
msludlutszielng dusmnanfiundn 250 fu Tud w.m.2556

91N31897U  USGS Science for a changing world Report Aeafunisiiduau
Fumiisamuasludnduanldlnivessemmansgoining Iag Kim B.Shedd 1384 Tungsten
Recycling in the United States in 2000 wamﬁ%’aﬁlﬁgmﬂmwmﬁ'a U W.A.2548 WU
Uspinadsnanadinslisamiunlimnntusasdndiunisldnugenitiansu lundutand
thndusnldlua 91nseauasuin dadwunsléianiaamuiisendn New scrap sie Old
scrap ludmsndau 20 : 80 uazilefiansandadiunsiiaamldsuudnduultlnivsng
Tnwutanuiinfsawu snnineiadudesar 66 vasantinduurldlvsdamun 1l a.a.
2000 ansgeudnilsiaamuiiiiu New scrap geiis 10,400 diu dnllngjuandulansusuas
w%m%mmmwmﬁaga (Hard metal) 1wl A.@.2000 @ns5oLu3n1U1L41 Tungsten ,Waste
and Scrap g8 993 fiu yaA1UsEUIN 248,000,000 a1uUn lagidnd1anyseinady
Yowaz 25 nwalduarialedonay 15 wesiufevar 8 qUu oudnlduazguiuianiuy
Yovay 6 wasUssinedu 1 N1 14 Uszina

INI1BUVDY International Tungsten Industry Association vivalauazdaNTsly
susing 4 Téun Atomic weight 183.85 ¢/g atom AU (Density) 19.25 ¢/cm’ 30
waeu (Melting) 3387 - 3,422 °C  ns1e1unuinsdrianlugnamnssunauunlelng
(Recycling) Tlan sainunnnnindesas 30 wazmniusunsiianuLasmndnndiseu
genduanldlminauiutagdu 9 udildndrunsldgeiedosar 60 - 70 wazludruvosisanuy
aflud (WO) wanidums (Powder) Tnefimsusuuiqns (Pure carbon Powder) Tudndud
WaNgaNasaviNIsHERMeEailuYle 900 - 2,000 °C



uansAny e manSuTidismetlan Fusuindedenstianunslug Yag
Afenvindusiusza Binden) ielinand@muzaufunisldau ldun lavead (Co)
Seway 2.00 - 20.00 LLazﬁmﬁ'u 9 WU Ti+Ta+Nb Fuaruazinuude 2,000 - 2,500 HV
AU 16 - 17 g/cm3 UALNTU (Particle size:mesh) Fuffuvwansany @unsa
UssandlFolduansuuy Tiun mdndutudiudmiugunsal Tudiaiesiielusudumiu
N"58N158E3 (Abrasion machine part) Fudruiaiesdnsnaviin gunsaigaang (Excavator)
Fudruedesinsnadaiidegs iwu Wes gnin SudnluededlduasiaiesUsziuiidosniseny
nsldaruenauuanty WWid Judwuinn nuniudenisianiou wazkdmaiesiiodn
(Cutting tools) wagnsidenTanuaytutuanudesnisdmildonu Tnsamelavoasioutun
JutanUszanudiunaneglutng Soras 3 - 25 Uusiu

SUN 1.3 A9 9NAR I gIAT93 0 AviaamuASLUA [19]
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Jovay 15 uasndnsostlenulilavnanadin Sevay 11
Al NTITEtRYIMsAnw e NandaaeIesdliadauarlanslagldingau

Maamuaslusunluesindanelulszma dadunisresannisisslansuaiaamuasiug

'
v A va ¥

Tnansusulgsiamunsluadundansfliuindnas Wendaasedlodniiinuaudfnu

q

ANLTANISFUNIUGENISANTse nan1iTeazluteyaiugiudmsuiauinde s

A v

wseadlodnuiaiilugnaivnssunsdmdeulane mnauidedssaunadnia andunis

WauvsingAurwinszavulumsswasiduluimslunisadnayaainveaianding1d nn3

¥
a a !

NEnTudAILIIEIU ST aslladialnRa WieldnulugnainnssunIsnanTud LY
NAnuifiun szdunisdesennuddesenisussandldingAuindnlulszwaliinuselon
WINu

AT vInsTuNaaSudieIssliodndmiuuinialans waziunisimunia
A o v I @ 3 A A o a = | ]
Watduwuinsaanisuidindangraisamuaisludiaziasesonnu1niy Fanudiyann

[
f ¥V =

wndlanerisanuansluadauyug@usazidunsing 100 % sasefnutadagiu

1.2 Inguszasd
1.2.1  ieAnYILasiAUINARAIAT09L 8RR UInR L ans Ul ULUASINN L ANT NS

Faamuasiuannannelulszme

1.2.2 fefnwandfvesnaniuaniasasdiodauilutunsdainsunistganulu
9NANNNTIY

1.3 YaUlIAYBINITIVY
13.1  Wauwdnduanvisanua1siua (Tungsten Carbides tools) aunaunluluns

a 4«

nTngAvindalulseina naulavead Wauisonds nindudiasosdofnvisamunisiug

U ULRTEUTUNTFAUIARIMENNATUAIULATDITNINA

132 Iisgiuisaauansludainnsnaasignseuiunsinaundulndludssne
- Amupvuaralagaglugieliiinnil 1,000 nm

- Yanidulavgnaisanunnsludiifanuuiavslddesndt 99 %

- PUIALarNITNITEANEvRINilanzlin1TnTE e laneauuulAIUN
133 Fudnlavganuuisgwanlansuszanilaveadlutasliinni 10 %
134 Wawlansnainsgulaensiesenianmemalulag SEM , XRD , EDS
135  mseseulangienaunseuningieian1sun Pulverized ngld Tungsten

carbide Ball mills AutAIDIUAlanzNg (Mechanical alloying) Lazn1SANUANITNIZANEY VDS



Tangss (Particle sized Distribution) laignnnin 1,000 nm

136  masdsulangsanuimuadenisuaiiaudiseu sewing 300 - 500 rpm
YIAGNUA 587139 5 - 10 mm na1lunisun nswauianusza (wax) dudu

137  m3datugy (Press) MarnuaALmLLURausy (Green density) uay
MTIVEDUAINRUILUUNGIN1TOUNTN (Sintering process)

138 msouniln (Sintering) figauvindilaitiosnin 1,400 °C Taglrimrmmunuiulsl
N3 14.00 o/cm’

139  Anwraudininanagnaaeunisldau 919 n1sdnvse nisnasdan
AdusumdnndfifaudRifieusin AISI 1045

1310 Tinsinanisnaastuazimunnudnvurvostudmlanzanuudge s
Hundnfariiugu

Inefin1samliun1amaass N13IANa N3ANYIRMAINNERA NI laen1snaaedldau
vusedvEanlunisTéou Weuduuasgusardudindilususing q sznoudie

1) AFI9dRUIUALAZNTNTENBVRslanzN (Particle sized distribution) T
wilavizdivuneglutisiivanzay

2) nagouANdnEuzvalanenaisalauaIslug n1sraulanglszaiy
lAuaan ¢y 35 XRF, XRD, EDS Wag SEM

3) mié’wﬁugmw CIP (Cold isostatic press) AnwimmMUILLY (Green
density) u1ALaEFUNTUSVIALA (Dimension and Geometry)

4) nMsnnassranasesdiofndeisniseunin (Re- Sintering)

5) AnwiauUfniena lawn muuds (Hardness)

6) AnwlATIAs199ANIAVDINGN TN

7) Fnwilieuiisunsdinuinfiasnenisnds (Metal removal) LAgafueny
n151997U (Tools  life) nsdnnseTiaue (Tools  wear) HAZATIVABUAIULITYURNIIIU
(Surface roughness)

wdnnseuniinuazdeszlufadusauds ndunaaeunsldaudionisnas

FJurudundnnanaieldtadenisdnuinia 099 Ausade (Cutting  speed) AINEN

(Depth of cut) éns1tUau (Feed rate)

1.4 @uyRzIULATNIBULUIAMUANYLLATINIGIRY
141 wisulangnsisawuaislud (WO daduanman (Substrate) wavlany

Uszanulavoad (Cobalt) men1slyis Ball milling



142 wisulaveaslvilivunn (particle sized of WC) AuinnIgIUNITHAATUII
Fuwdrsiua menisualilaauandugae ldunnan 5 pm swudenswas (mixing) lavg

Uszaulauaas (Cobalt)

1.5 FANLUNITIVY
1.5.1 NSLASEUITULATANTINEY
1) viosuuinisudnvisawnunislus nanlaensisawmuansiun uningae
wAlUlag s vUIRaNTZUAT
2) muuagualansnslaiiiy 1,000 nm waganuuinues WC particle fae
msun Ball mil) WWunailiidesndn 50 Falus

3) ANNTOILALHENTUIALANIZNY

a) Fadonuslanevisamuansludfifiuunuazaudnuasiimngauiiovild
s dududuauudsgeiiay (Hard metals)

5) naulavigUszaulaveadaudndiufidvuauasnssnusnsgiulugag

1-10 %

6) wauiandnfnuiin Paraffin Wax mudnaiuuinsgiuiinvualiiu 3 %

a [ a o ¢ A A v v o X

7) HAAUUNERNNILATOINDANMIEBNITOATUIU

8) ATIVADUIUIN AINUNUILUY (Green density) Lazdu 9

9) auntinfgaumgil lure 1400 - 1500 °C

10) A599A0UTUIA JUNTHIVIADN AITNVUILUUVDITUAIUAIILUTIFN
WAUNTY

11) nMsReszluidnsauazasiagoutunouaaingluniswds
12) ASAABUALUANIINALALNAFDUNIT LI
13) MslSeusutazauUnUo IR uUpINan I gLA3 993 af AvIaMUAIT LUA

14) N1951899UNALASLNYLNTNAINUITENI I ULAEA1IUTLNA
1.5.2 AS¥UIUNISHAZLIRNAWIUNTS

1) wisgaralangmevesUuAn1suanlaneng IdnanUszana 15 u
1.1 wansslavevisanunislug 10 Ju
1.2 madnnsesuazriliusanddus 27
1.3 MawideuingAuiieviliusans 33y

2) maweningivliuiansuinnit 99 % Idanusyana 15
2.1 NMSOUY N5YIIviazen 5 Ju

2.2 MIUALAZLEN THARNS 53



2.3 N1INTDILALAIAUAVUIN 5 U
3) mywSounslansldvunadigoanis TgnaUsyanm 15 du
3.1 MsuenTan Lagn1viAueayenn (Cleaning system) 59U
3.2 M3ua (Ball mill) wag Mechanical alloying 6 U
3.3 AISAARENAINTUINTIAIMUA 4 Ju
4) nmsiwSeuingAuneusunin Idna1szanm 45 Ju
4.1 Mnuadadiunaulanglseaulavead 15 Ju
4.2 MsuaEulaneng 5 U
4.3 N5tugUnARToush 15 fu
4.4 AFIVFOUNANN UNNBUBUKTIN 10 U

5) mspuntinuansdaeiuazluguindnsavemanduy Mdaanszana 3 deu

5.1 vaunsniduda 10 U
5.2 auniln (Sintering) 30 U
5.3 ANWILAZATIVEDUAIIUNUILUL 10 MU
5.4 Feszluindusq 10 Yu
5.5 Jnsevauvivendniuiuasyiule 30 Ju
6) NAFDUANUANIINALALNISITU Tgnausyana 5 iau
6.1 wizuiATosilegUnsainsvnaes 10
6.2 WRLLTUUIMENNEdIENSTIUATIR USURhd S 10 M
6.3 NAFEUNSUIRRITUILY (nN13n&Y) 45 Ju
6.4 NAFDUAILLY 10 Ju
6.5 MaaUlATIAIIRanIA 15 Ju
6.6 ATIVADUNITANNTE 10 Ju
6.7 NTIVADUNINU 10 M
6.8 A5IIFDUNALNNITINALAYNAS 10 Ju
6.9 AATIINANITNENHENS AT UTUUT 30 4

7) MyuannsgIuansuaeseedarisawuaisiu  Tdnaiussana 2 ey

7.1 AATITIHAN1TRSIEBU XRD, SEM, Particle sized Distribution 20 Ju
7.2 Aezienundanazlasainsgania 10 u
7.3 AATILINITANNTD NANNISAALAEANLAZRAIUY 15

7.4 AMNUARMANYUELAZNNATTIUATOWaARTISAWLANS LU 15 Ju



8) #5UNANITITBUATIIBU

Tdnauszanu 1 hay

8.1 @junan1Ivnaes

8.2 SILINUNANITIVY

NTTUIUNITNRAUIHNILaNS U LULUAT

ONUUUNANN U

!

15 U

15 U

nsiAsedeya

WAlLlagNISHAR

A 4

Inmuaziuagunsainsnan

A

A\ 4

o - X
msmi&lmwamswgﬂ

\4

NARAULUU

lsdwausu

n5IFU
gausu

NAFDUFNURLAZAT LYY

\4

AVUANINTFIU

msa@uazmsswmuwa
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(Methodologies of hard metals)
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1.6 snwddudunisnassuaziiudeyalasinnsise

1.6.1 avnivimnssunsianisgraimnssuiiiennudsdu wningrdemnalulad
F1vaanszuns Wumhenundnlunisaiiulasinig liun nsudalansneisanunisiun
NSWTELINGAU NITHER N1TRONLUY NIINAABUNENSUIIMALNTNAUIHER D

1.6.2 nMeAvTENd Aaginermans uminedeveuunu ievaaeuTanuluuns

1.6.3 audmaluladlanguaz Saquisnd ionsnaaeuianualangisamuansludi
Wannau Tnensniuadeu (Plasma spry) waznsasiadevauTivesrslansfimmuntulug

1.6.4 aotuddulaveInewarJaneans Paensaluning1dy ¥esun 12 auu

Wyl NFNNY 10330 avaevantaniaiivealans

165 21AI1IAINTIUNISNER anrdumalulagnszaeunamszunsivile naaeuy
sheedesilelunismaaes leun mseulianudeu waznsvaaevantAananavesian

1.6.6 MAdvimnssulangnis undnedemaluladgsund Sminuassdin ns
Ansigilane laun Inductivity coupled plasma spectrometer , Mass spectrometer |
Atomic absorption spectrometer

1.6.7 AIAIYIAINTINGAAINNIT AMEIAINTTUANENT U Ingqeinaluladsy

19AADEUN FITAUATINVENN taa iU TAadeUaLTRveTARNIIAINTIY

1.7 5382221N15911938

A1519% 1.1 uruaiulasanig

. N WA, 2557
VURNBDUNITIY

1 A ) 4 1 5 6 o 8 | 9 |10 11| 12

13

14

1. uanlanerg WC - AN

2.3ATUUTER VUIAKI ARKENYUIA

(<1,000nm)

3 HAULAEHER ==

4. puntinuwazidesylu -=q-----

5. vedauauianiena .

6.NAFBUNISITNY N5ENNSE Nabnnis

NnLAgsinlarlasiaseganie

7.iUANINSFIUHER SN

8. @junalagitednu -——-F--

- - - - WU — UJURA3
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1.8 Uselawuinlasu
a [ ' d' = Y] Ly 4 6 o 1 o a I
1.8.1 wandugASelladaainuaistiundinsunusauinrlanswazidu
NARAUN LA
1.82  wAndugindlaneiaanunnslunlnuanyuemuvausenIsngs nanne
509 BluuAnUIRRlany
I~ v 41' q' 1 [ ] 1 o‘d‘ I~
1.83 WWunisimuieiiuyarivesianisainuasluamduninanainnssy
(Waste) Tuuszwne
1.84 uitugnulunisiiningaainnssueiin Cemented Tungsten  Carbide
nauLn bl wAssnluUssmelne
1.85 @unsanmuiuEuinga (Insert  Tools) Hundnfusiduuuu (Prototype)
dnsunisnasuaniimannan Sa5C
1.8.6  NUIATIAS19NTUVDILHUT AN LT EUA NS UNSHAIULAT a9l ada lAdiaudR
WEUVINAUAILNLD
<@ Qy a [ v §f W v I~ a 1
1.8.7  ANMULIIUDITUNUT A uFuRUSAUlASIAS 19189 8 wagtTUNITHAR WA
a I L = a a o ¢ P 'y} & ala wa |
findauudegetuiadunsuanndndaginienulansisamuaislua nlaudfmunsause

nswaundudusludmnavdaa



unil 2
N8 uazauIeNAYIVaY

2.1 MsfvuatazasiiodaUnialans

wanfnuaiesestiofnuininunlums ndnaningAuvdandangianuansluduuin
uluins dafulavefindatusenssuiumsivauiulussmeldldaunifdueuuians
99.90 % loefivwimluwiluuns (Mewinnssunswanlanensivawmuasludlaeinideves
uninedoimaluladsvunanszuns) wdefusiisautunlnidnel#sasdunan
serindlaverieanuanslud (Tungsten carbides) fu Tangnslaveas (Cobalt powder) iiie
ilulHlugmavinssunisuantudiulavgannuifismssas (High Precision) wialulaBnistiy
sulangsensinU1niy lawn wSesdlofniisamumslus (Tunesten carbide Insert tools
product) é’m%’umiﬁugﬂé’mmiﬂﬁa (Truning) 91uAA (Milling) waza1uLay (Drilling)
nandaeiiaunuduaiodesndmunuiadoulans (Machining) Tnemuianiiawny
aslusdulumns Whdulunumsgrusdadusiiioldaulugaamnssunisudn iuingiv
flanunsondalsiesiadumsiaundssasiduiuuiagiidmnoioduuumiailigns
dnfenueuazannsindl fefngiuisanuansluduasnan Susiedaieifuain
AeUsEINA

gaamnssuzesdiedauaialansuiluluns (Cutting tools) liuA usiuiadauamii
Tanglununds ui Mty gpamnssunsHantuduLazuIfuilany (Punch and die)
sils infesiionuyniizauy gramnssinisnanduduaiosdnana gnamnssuuUsgUlsl
nanafnuartunulavenunisdnuselugranvnssuatiuayy (Supporting industry)

waa1nnsiaunaluladnisudnlangusisanuaslud ilvindanalangid
A mgeiuluduANLUIAVBIINNT 99 % Feflukuimunfioifiuyarfionisuanlanens
Huruewlung wagnmsiundndutunuiensldolugaamnssufiniienanniy
Junsiausesendiondndundasuiieiodiosnianuasluduly (Tungsten carbide
nano-tools) ndlaaunnmsnefiunislduazativayugpamvnssunisaniiaialavesald

wuiludagtulsemalnetidmeluladnmssdadududiuudisaaunisludann
ﬁﬁu 2719 ‘?’i’uﬁ’mméa\‘iﬁﬂiﬂaLﬁ@ﬂ’]i%ﬂzgﬂiﬁLLUU Cold Isostatic press (CIP), Hot Isostatic
press (HIP) 38 Water pressure press wagtnalulagnisaunin (Sintering technology)
Husu uarliluiesujifinsitelavenstainiadsuaznieiensu
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INNITANYINUINTTUIAVRIUTEINAANTFOLNTNY IFdnRamigauaniznig
Suiinvouuazatiuayulnsanis (Projected) Wamngnavnssulansisanuiiioatisniiy
WuwdvaaUszwaiunsmduduasiamnnalulagaunismmis Ineanusuiaveuly
Msfnw 38 Waun nufinsazauingAurianulusuuuusing q :nvlaniethuimu
LasNARNANAUNYI9aAY (Tungsten) LageaLAUAISLUA (Tungsten  carbides) LU wang
ddyde nawdnltlulszmanasiaugnaivnssuvats q fu 017 Wanniagisaimuie
THlugnavinssuaiuayuniswdniaiosdngna mewammeluladiunstestulsemauay
dudnenmsnugivnanalulad Snisiannnswdnndniaeiduisamuanslus (Tungsten
Carbides) e ussuuiBeysnnnis

aamﬂﬁmf“f‘umiﬁmmqmammmmamﬁm%udaumﬂiamﬁqameuawimmﬁﬁmw

Y
a a

geavnssuluvanayssinalan 819 Usewedu laniu gUu @y lwesliu 1nma Bud
Ineiiuszmelnegadugingy 100 % waziewlanedinasiiunisidnunaeluavlany
(Waste) §1uausn

#5971 2.1 Green dimensions (mm) of simple square insert, average of four parts. [5]

A B C D
Average 16.24 16.23 13.68 13.67
Range 0.09 0.17 0.07 0.06
Target 16.21 16.21 13.61 13.61
Deviation 0.03 0.02 0.07 0.06

0 —m

-~ —

JUN 2.1 WanInsMNuUATEIABU UMK UGS [5]

wandneiaiosilofavisanuaflud vdaukuila (Insert tools) uLazuyiaaiosilosn
(Solid tools) hlansdifidunaurisanuailufaninfesas 80 - 97 Tngtuiin Tneldlany
Uszauwiin Tavead 11nn31 90 % wleawlsuiulansdu q wuin ndnsudindesiosnnds
nvisamuaslud dnslilanslaveadilulanzuszaiu (Cobalt binder) awinLnsu (Grain
size) aglura3 0.15 - 50.00 luasau (um) uardlagtuuualiundansulumnafinduogs
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owlies mnwandua (Part) Tinauudsagszning 830 - 2500 HV Fudunatedade lawn
AkarIUNTIwBtlanens snsdunauvetlaveUszanulasnszuunseuriindusiy

16%
Wear Parls

15%
Mining Tooks and
Drilling Tools for
Water and Oil

11%
Wood and Plastic
Working Tools

JUN 2.2 nswusnguvesmansineiaiesilonn nananisanuansludluanainssy (4]

The application range of straight grade cemented carbides

WSy 10
wousrun =l
(ILrsay g

Péstutsvn Rolls lor
4 nring tooks 0! refing

-/ Drawin \
{\Wood o9 X
[ working "% Matal tattingh
| taols /
Tools for
compasite
mechining -~

/

as [
RN

8 w 15 i} o 30
JEvudausa)
road (%)

'
a

JUN 2.3 enuduriusvesvinardaneivanunisluauazdiunaulavead dvSnasoniy
uWIavaTunULasNIsIANgUAIoiniIneau fudn iz [4)
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Nano Tungsten carbide (WC)

N

TAuoad (Cobalt) ....:.'.;".’AT..‘.'L...

Fieal pon

NANNUINLATDBIDAANIEAUANS LUAUN LIRS

JUT 2.4 nssvunskansdnsuaiasesiledarivainuanslud (Tungsten Carbide tools) [3]

Nano Tungsten  Nano Cobalt

JUN 2.5 nsguiunsHantunusluavisendndaiasesdiafinvisawmuaslua (3]

mMswangunuivanuansiudmenistuguaniaguelulsemelnedinisninuiniu
Tagtnanslaneiisainy (Tungsten  powder) Tul w.f.2545 Ui W.¢.2554 8m51A1T
Untngedundi 8.20 wh uaziidilavead (Cobalt powder) Wisulagduany w.m.2545
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fa 162554 Sarnstidngedu 7.5 uh ilenBeTuuivtsanuaslud (Cement tungsten
carbide) (M1 :  NINAANINT NTENTINTARY) wazmsdndadlansidouimdnluseiv
uluaasiiualn i

Uszinelnedidinaisawmuasiua (Tungsten carbides powder) 100 % 4@

2,500 &1uum Tl W.e.2554 Windunin 2.5 wih tisesesdlosnsiuiunii 3.25 &uiu/d
(warmintaedosiledagsis 4,500 Sruumlul wa.2554) Wuvisamuanslug 70 %

Nan1sANYINUIWARSueieSesilodn (Cutting tools product) findnaniiaamu
ASLuAlul w2554 fyad13 1,250,000 61UUW dlowieuiul w.a.2552 LLmIﬁuQQSﬁu
litipenindevas 25 d@rulvaldlansUszaulaveaduinnindevas 90

MINALINAN S NI TILUATIamUASIUR (Cement tungsten carbide) 3a.8u
mMyidsuaiaLszgndiiieAumdnsnay ssmsisamuansluduumnlumns doauds
NNAVOITUIIY ImmswémLﬁu%umuiammmLlfﬁaqa (High hardness) flagfinuddoysie
maﬁwlﬂiﬂuqmmmmﬁﬂmaLﬁaﬂwﬁaLLazLﬂuﬁugmﬁﬁﬁiamﬁ%’aﬁmia%fmgamLﬁmm
Tansialy

2.2 V9eeU (Tungsten)

221 Feanulumssnianu fio s1gfidiavesney 74 mfl 6 Al 6 vden d
AoanURvesitany waevaeu 183.84 n5u/lua aousiduveuds AU 19.25
nSw/gnuiAfieuAiums gaviasuwad 3,422 °C Tassaiisndn Body Centered Cubic U7
2.6

E‘U‘ﬁ 2.6 1A338351988n (Body Centered Cubic) [7]

2.2.2 wiisawmuAslun (Tungsten Carbide Powder) fiduusznaunaaiiusznauniy
MamuLazasususnUszanudineiuianuseu aluianwsianddnvasvioulans
wiivzdendeniaguiaiindulans uwinanaiaudifolnduesfialssinvnils lifadaiag
bianuansludildusesliuenainmes anvagnienmvesivanuastudiinuuduss

a o % v wa X o Y A a A (Y d' A W
¢ ddmdnunmeauaudddviliidunieuldlugeamnssuilifelduinsesdonn aInie
nszauazinsziazwliuilany JagdusuieuduniudunsosUssauianidnuusu
Waawunsluasun 2.7
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gﬂﬁ 2.7 wavisamuAslug (Tungsten Carbide Powder) [7]

2.2.3 Bunsiisasuanslug Cemented Tungsten Carbide) Huiannguiifimuudsgauas
numusen1sdnuse  diwuseneuveaisanunslug (WO uazlauead (CO) iniAa (Ni)
lndlouenslus (Ti0) veunumduanslus (Ta0) desldifuianuanedosdiofn aulfves
YanaztuegiunnaoynavestiawumsluduarUsinameslauead adavediivuneymaidn
uaznadavead tosardimuudsgauarnismdniununnitasuailuduuaoynelg
werUBinadavead snnasdianumilengs Heanuansludliaanaeumegdliaunsotuguiaeds
B SwomBnnnnesiimeTansmdensruiunsdatusUdud g

a wa = X ¢, @ % Y} 2
MITNN 2.2 ﬁﬂU@m@Q%LNummqaLmu@qﬂUﬂ (WﬂﬁLWUQWﬂUWNﬁNﬂUNQIﬁUE]aG])

P YUIALNTU J3ureuvas , <
Jun ., 1 > ANAUUYY HV
pevisaauA1siug (um) | laueas (Co) (%)
1 3-4 16 1323 - 1400
2 1.5-25 6 1478 - 1556
A5 2.3 audAeseslovdniamuaslus
DNTIHIUNEL , U v R
AN AU WS99AAY | Deunadl
,g (%) . 5 VDY Y
FUIU e 3 WUIUU LU - U AUNUN
(o]
(gms/cm3) (HRA) (ton/inch’) (°0)
(um)
C-90-x 90.0 10.0 14.45 89.5 1-4 1400
C-93 955 4.5 15.15 92.5 1-3 5-30 1500
C-85 87.0 13.0 14.25 88.4 3-4
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AN5199 2.4 ANURAVDITUIUNIAAUAIS LU

NTIEIUVDIVUNATISEAUATS .
| (WO SNeANA 54 %09 | Senadane | Gwa | eawnd |
?’:" FU9Y (%) A1stus Tauaan ’e;‘UN‘%ﬂ m: u
"o e s o | 02 | TTEWCER) | (€O O6) | €O (:::\)
1 18 36 46 6 1485 93
2 27 27 46 6 1485 91
36 18 46 6 1485 89

mfedtalsiamndasurnnlansianuenslusuiumns Hunsifemuun
msmsiauiten iy ludnvurmuisunduinldln Junsdaadunsilsnuesuas
wdunsanshrmstdwisawmuasludandassmarislusuvesiansng (Powder) wag
Fuan (Product Parts) HeTneiamlansnianunsluslidvunanluuns udmaui
TavgUszaulavoad ludnsdmnauliiiu 10 % Tnetmin iondedundn sl
Mntwhnmeaeuausiig q ldud nsveaeuiariinszilasiainegania namaaoy
auuds wagmsnaaeuauansolunIsFAUIRR LMY (Machinery  steels)
Dusiu

2.3 nssuIsMelanzig (Powder Metallurgy)
a a 1 [ [l v < ada IS
231 msuaalaznsessuRdlans wuseenlaegendng o Wwdsnenalaziedl
ad
23.1.1 NITUIINNNNG
1B v A v & v & I a Yo
1) Machining Inemsldinsesiaiielanglmdurwan o deuldiumn
lavigrausng 9 viseenvazlinisndsmundamegnuadnas
¥) Milling lagnisuauan N1 N13AGe YA N1sa1evsenisedn 1oty
TangNilnulszanng
A) Shoting lnemsveenlavelivaimeunzin s nuaas eugadly
11 glanalanenidnwaresvunlvg ndvualiviueu Juedivgumgil 13an seeenis
warvLInvesgazns Istldlaiulavemaniiounnuie
3) Granulation Iagn1stnlavgaoiialnadlunIBusLaIinn1ITNIU
1 <@ v < [ o 1 Id a 1 [y @ W & ada 1
aguTndlagldanuiias ashilavsuendieenstruludaseeieiuaundesy {Wuisnly
W
q) Atomization HunssuAsnmsvulansAiduvewnal ungdmsu

lavzifiganasumain 1w dyn nzm dnzd evalidey \Jundeulduniignisnis

Y
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2.3.1.2 n3sEMInA
n) 3Anduresansusznousenlest (Oxide Reduction) LHuUffseis
mstewdianaseuainansuildlugadnanswile
) Bianinsada (Electrolysis) Aonsyuiumsiiunseualiiaiadly
addnInsdTanagyiAnuitenadl elvldmsndndusinuidomns

2.4 35n15unazden (Ball Milling)
2.4.1 nsua (Ball Ml Junsuadnglagldvdnnismyuvemsieun lngldanuney
nwiummsam’j’mqlﬁﬁy’mwL"TJEJﬂ (Wet Milling) tagluulig (Dry Milling)
N1IAUIUUTUINIVDINLIBUA

Tnei L =  anugnneluvesmdeun
D = uhugudnansngluveasoun
Vo = JSuiesvesmileun
Foo=  fluiiwihgn
USumsuideun V. = F x D (2-1)
= 'I'I'_D2 x L
4

Fowdugnunadly 55 % vesUlimsusiouauds nsdnesiivesgnualuusazuue
wihliAntesineneluseninsgnua faushesifugnuavans 9 vneadduiiieliAnnis
Snrvasgnua U3unsvesgnuaiiliistutosine (Void) Ussano 60 % voaU3unssmmiavin
(# 55 % w89 Mill Volume) fs3Uii 2.8 FeiuuTinasvosgnuaiteglunsioun = 55 % x 60 %
= 33 % vesiinmvlioun suidlunieuntuvdeterindiannsaduingiuussihaduldan
Uzl 67 %

gﬂﬁ 2.8 sAuvasgnualy Ball Mill fwmnzan [9]

2.4.2 anusilunsmyundoun (Critical Speed) mmummiumuaamfﬂmlﬁa 3 ailadl
ANUAN UG Lwaaal,aﬁaﬂmmsumﬁsvammwam usae 3 wilnd A
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2.4.2.1 usslduesveslan (Gravitational Force)
2.4.2.2 ussgaudnand (Centrifugal Force)
2.4.23 wsaduan1usEnIedng (Frictional Force)
mairdousivesgnua ngRuuasasaraneiu stusgfuauswesmsvyuniouny
vdn aumguivesmandeuiivesingindeuiidiomuiingn  fngdvasiinruiduindu
Ausinge TunsdlvesgnuanazingAunigluniieununniiulufagldifinnisuanienis
AszuInudY A iivnzaniaziligauamnnsgnuiuingau WevidlsiAaussmnnsemuiy
uaslsignuaduTrgAudansunssriauiasfuse 60 - 80 % 1osm s Tingn Jufumsun
fudumsusuisdeundeon
s ravilignuagniniuluuasnnnssuasndowsaliiuan flunsdfienuidves
ydfoundiandiuly mioualiaunsoasmngnuaduludielfinnsannssnuasnldagiiie
usadsanuszninetnguinduiisgshmiflunsuades Tngdudesldinauumntu T
nmsuaiagauliaziden widinnusvemliouniannni1szdu 80 % YeIAUEIINGALALY
lsiflsrnungaingm ssinanmiignuannnsgnuiuingiiuuargnuadieiu WeusaAuld suvh
ThAnnsdniseunnvesgnualasing?

) [

. a QJ' PN & v X =
Cataractlng Ao lqllW] L‘Vill']gallmﬂ')']@JL'ﬁ']GUENVNaU@EJﬂL@'TQﬂU@ﬂJuvLUR]UQQQ@WﬂMQaﬂU

'
a =

JEninansadaudnan usliua i lignuannawnsEwnniugnuady 9 uazingay yui
wishgaudshyuiuwwIwanvemdeun 45 °C Asguil 2.9

e

Caﬁide - Conditjo

B

JUN 2.9 uansnsiadeumvasgnualuniioun (9]

drwannzfianusemiieualinedissnasenlignuatulduasannsznuassle tuy
anuavimthiiswaduiideediuingiunazanuanieiuies dailiaainisun
g1IULTUTENANIEIIN Cascade - Condition AegUHl 2.10
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JUT 2.10 wanguannsgnuivigauvemdeun [32]

2.4.3 PnawesingiuilifuuasUnamesasaraiefifuinmssnniinasiimie
YILlDUAAINIALGNUAAILULAT ReUTINAsvToYeeiUssanm 67 % vasSumsnile
un msﬁwmmﬂ%mmi’mqﬁuLLasmsasmaﬁLﬁmaﬂUﬁu ADLIUYBITNVRIUTUN TN UN
Uszanad 25 % shewmane adesdiveriadiielilenaingiuuazgnuadimaiedoudils wagsl
PrswesnsnnIsnuisiunasiu wenaiiddyie Tunnduigavlundeuaingiuomelsl
Tasdvualugvdeidnagliaansaunsniulunutesinsseninsgnuaiideglundouals
fau 22 % duteriwosnuaarlifingAuumsnd luly aundasSumuniousliiims
\nAeuivegnUALAEIIgAU  AunseTiaiRgAutazansazaanusaunsndluegludosing
vosgnuald Feiuuiesiiiuerisomdouniildlunsunegsiiuszansnim aswity
22 % YaweyinesEINgNUN 20 % YesterimBuaTIMABIINTY 42 % vesiins nleun
Fagudt 2.11

% a

JUT 2.11 A szAumsifsingAuiivsngas B seiuvesingaudesiiuluvilignuauazen

a

wiloundnuselsd C syauvesingavinnifuluviliuszansamlunisuasias [32]
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Weansuhanunsaiuingaviazansaraiela Wiy 42 % veslSunsvdenvunlag
Fwasduihutniauafiszifvasivlundoun

2.5 ﬂﬂié’ﬂﬁugﬂ (Pressure)

mMatuzUfieIsmssa (Pressing Llunsruumsliussiudlusnoynalsldsunsemnm
wuUTL (Mold) nansnmidindeldiun Sunuamuudegs (Hard metal) wiufiada (Cutting tools)
Fununumsdnusegs udu Sagivildandundans WWud Heawuanslus lavead fifa
Tnslen uaznaman Wusy

SU# 2.12 Sumeunissaiugunslany (Compaction of Metal Powders) [8]

Tanenafinunsdntugy 15endn Green Compact ¥5e Green Part Fefafiaundaus
AAIIVUILILYEY Green Compact WuAuiuussldlunisen dagui 2.13 uag 2.14

JUN 2.13 avamuudulunsdandlanglunifiunuuusng o (8]
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27 T T T T

2.6 - » -]
—~ | o
LJ a
g 2.5 = .
4 | ] 4
é 2.4 4 -
2 E
2 23 B .
a a
£ 2.2 & |
o
] 2.1 o] B
204 = 4
1.9 . : - -
0 100 200 300 400 500

Compacting Pressure (MPa)

JUN 2.14 nTluansaduvinwiusenssnaianei [9]

1599 2.5 uananisidmnuiu (Pressure) dnsudadugundlangusazyiln

Compacting Pressure for Various Powder

Metal Pressure (MPa)
Aluminum 70 - 275
Tantalum 70 - 140
Tungsten 70 - 400
Bronze 200 - 275
Brass 400 - 700
Iron 350 - 800

Other Materials

Metal Pressure (MPa)
Cemented Carbide 140 - 600
Aluminum Oxide 110 - 140
Ferrites 110 - 165
Carbon 110 - 140

2.5.1 nm3WuUlngds Isostatic Pressing 33T Uun138n lnaussdaiindunniiams

mngANIIEaduanndazauwiulndfsiy vilindedueldlaenagliuen

dloauwiln (Sintering) I8Mstianunsalimudugslalagliifidaisesnisuanin. Mstugulng

Widetmandualuauntin (Sintering) Litalaunianindanu (Sinter) agleilondninannd

ANUKIUINNIINTUIUTRgIEBY 9 mszdinstugUlagisiasiinnuaseainduluiile

nanduTigunnuazauesealanUasdundusdiilondndnmifinnsaindaiulafuazsy

Pu MVusUTsUlYTuMsHanJagmulnsilafiviundniaiiieu nsuinms sostatic Pressing 9%

Usenaumig 2 Uselnneienund
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2511 Cold lsostatic Pressing (CIP) {1354/ uagnaniraumarisluviosufoinis
warriamanannantasiing q lunsdimstiuguines sostatic Pressing difrtufigamgiivios
2g158m1 Cold Isostatic Pressing

2.5.1.2 Hot lIsostatic Pressing (HIP) ¥eugnianeanainuia Activity Tuuia
dutuieuntownmuauifvemadeluviednteviwdnsaeiiduuiatinatuliamnsond
ponuantusld Ssfiedndunafiviotan fusuil 2.15

Upper cover
Cover — Pressure _|
N [~ Wire vessel
Pressure i mesh basket i
vessel v Moid d'a;"bbe‘m o Pressing
Metal 1 Forming
mandrel ! Rubber rubber moid
' moid (bag) Fluid
Fluid 1 Powder
Powder
L Pressure Lower
Pressure _| S source | 'j'_i_v outside cover
source Lower inside
cover

E‘U‘ﬁ' 2.15 Isostatic Pressing [10]

2.5.2 M3daTugUimaAel (Uniaxial Pressing) Tunszuiunsiuguiwsilaviselanen
Usenaunisnsonrieunia denussgiudesindaemslianusuiamases 91aldinada
a & v @ Y o (9] 1 | A ) é’ = ~ A Y o 1
WewSenaneinle dwiurerinussirdlaveasgnyinluaing udaaiounl 1Sendn Lower
Punch uagHiaanunsaInGounvIeaIRdafaiuwiiud MIdnduguiinuuanseiuluni

A a 1a [ 5 U i ¥
NSAROUNYOUIALN Upper Punch, Lower Punch, Die WagAnuaunld

JunaulunszuIunISondl 3 Junau bewkn
1) Die filling
2) Compaction

3) Green compact part ejection and removal
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G

Upper
punch

Lower
punch

JUN 2.16 35N138ATuFURULTIAMIaGGET (Uniaxial Pressing) (9]

n1stdmeaian1sdatuguuuufianiauiendufifenuiniu nszurun1snisugy
Usgnaumienseandlane@agnussyluyesing Inenmsiianuduiianiusen susuun1stugy
FuiunsesnuuuiiuWiviinzauiudnvaze Jusiu

2.6 n1sauniln (Sintering)
nseuniin Wunseutumu Green Compact mufouvareuniinazvilidosing
sewiveymaveskdlanyusdasheiiinanmsaaefvesfagUssarundsnisin lavy
Uszanuinmsdonfatuseminadinng hsﬁgumauﬁi’miﬁdwLﬁu%gumauﬁﬁwﬁ@ Toeaysivanai
Lﬁ@ﬁu%ué’miamazﬁuﬁumm&mgiaimaamﬂmwﬁﬂLﬁuﬂﬂé’aﬁﬁzy nsinfinenayiands
ﬂ'wmmwmLLﬁusuaa%umuﬁqaﬁq%’aaaz 97
2.6.1 Yadeiifinasiensmniinuuu Liquid Phase Sintering
2611 Particle Size maifivuadnilitisngu mnudlansdiuiialdsagyiil
Wanswnnladng
26.1.2 Viscosity axmnilavoasiavesvaiiotu Tusgivdunaumiaaiives
veamtiu vndianuniiaiifazuninssanglulugnsuldd uieailiunudesuls
2.6.1.3 Suface Tension mNuRsRIvewaMEITAATY  dreuisRaniay
aunsansEaeflugagnIuusiuee 9 lae
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initial state
mixed powders

solid state

solution-reprecipitation

- ‘[‘,5 N
final donsification
‘ L
Y

JUN 2.17 wananisusganumiannmseuniln [10]

JUN 2.17 uwansdiunisiUasunlasvedlangUszaiunasainnisnaundlane Substrate
fiulavig Binder WWaA1uiouaInnIsountniindy laveUssaiuagvasuasalownsnidnniy
Forinsauiiiu Wefsgaumginmunzauldsyuzinamils Ydeeliduiaziinnisuiniulag

2.7 n15n@¢ (Turning Operation)

Wik pions rolaticn

Feood drectian

Ul 2.18 &nwaign3nds [33]
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Furuanmseuniinenvaznanduuduiinga (Cutting tools) Fsfleunaainviaanuas
ludnanlauead Wudu mwaansavesnsiadou Téun n1snds fagud 218 azfunis
pAsBuUaniUlvuALar Ui

271 Yadediddyresunislendisuduiinnds (nsert Tools) Usznaudaesns
Uou (Feed Rate) szwzloudn (Depth of Cut) muFIdA (Cutting Speed) Anwalzilangs
(Cutting Tool) LLas%umuﬁﬁmmiﬁﬁmiﬁmLﬁau (Work Piece)

%9‘%’ g &

X 5 $§ i S
4 % 2 S 3 s°
c% 2 "%,. %%%sgé“?c‘if é\e

Edge tengu,

Edgeamdmm1~——-——
FACTORS

o w

Ut 2.19 uanstladuddnildluanundsuen [33]
uonNUadenig ¢ mugﬂ'ﬁ 219 ui mzmumsﬁﬁugUiammaqmiéf@Laau (Machining)

Fosinsantadedu q dallenuddgdennnmiunuuasduyunsde Jedomaniu ldun

1) Heulvvenusn (Edge Condition)

) ANMNENVDIANAR (Edge Length)

) Femssudatueu (Work Holding Method)

) d@ulsenauvesian (Component Material)
) Anunuwesdaiin (Insert Thickness)
6) nsnvoafinia (Insert Grade)
) ®1gUBINITANNTE (Wear Lift)
) 336in (Approach Angle)

) Anae (Power)

10) dhndedu (Coolant)
11) siuvuveIALsn (Edge Cost)
12) nsiniAw (Chip Breaker)
13) Sedivanedn (Nose Radius)
14) yuusenauvadluiinngs (Included Angle)
15) én31Uou (Feed Rate)
16) syezlouan (Depth of Cut)
17) Aada3ou (Revolution per Minute)



28

2.7.2 ngufn13nas (Tuming theory)
2721 anusien

dlorvun
voo= anusidneunde (Wes/und)
N = AnuiseuTununas (seu/ani)
d = wnduhuguinastunuresunds @adiung)
T = 3.1416 Hadung)
A5
v = TIxdxn Wassaui (2-2)

1,000

2722 AuSIgeuU

ANLLSITOU
n = vx1,000 2USBU (2-3)
TTxD

2.7.3 dns1tau (Feed rate) WuUsEeeN 1 NTANALARDUNUINRITUIUY deanyulasu 1
59U MINTUNUYLY 2 sousrazdauaziutdu 2 1w iU N sau dnsrdeuazwiniu
v & ) & < o &
segzUou * N A9ty @1usalsuann1siuaanusiteu Al
Feed velocity (vf) = f*N 13/UT
2.7.4 anuanlunisnds Wuszezainiinuluwulsainiuwnunaid (Center) U89

(% 1%

FUNUDIUANEIANAIVULNAITUIIY
2.8 N1591USELKNUTANAY

A v v [ v g ell = 1 1
nsiiensvialdunuiinnuiInggIu IO lagusgnaumemdnysnueniadium1aves
wHuslusiaeUNTe endiegne nMstmvuasiaurudaaslud (Usen SUMITOMO iin)

C N M G 12 04 08 N-SE

i 2 ! 4
[ Insert Shape | |_Tolerance | [ InsertSizo |  [Corner Radius [Chip Breaker |
Chart 1 Chart 3 ~_Chart5 | | Chat7 | Chart9
Relief Angle | insert Type | | Thickness | [Feed Direction|
Chart 2 Chart 4 L_Chan6 | |__Chart8

UM 2.20 uamssiaunuila [33)



Chart 1: Insert Shape

Chart 2: Relief Angle

Symbol| Insert Shape | Angle Wkﬁuw
Cc i) a0 > B
D L7 55 A
E 7 |pamond| 75 B 5 B
FE | & 50° c r o
Vv d 35"

R © [Round — D 15715
S [ [Square | o0 © 200 5T
T A |Trange B0 .
26" [G
w £  [Tngon 80 & —
A | 3 a5 G |w]¥
B 3 |Pmopn| a2 N [
K V- 4 55" ® T
R 0 |heapa | 120 P ire
0 © |[Ooogoral | 135 O Others
E e = .‘, o {0 Oer e |
| r clearance angle
hlh %I Rhan-onc :g 'l wih speclic dascrption

Chart 4: Insert Hole or Breaker

Symboltole S92 |  Snape  Symboftol 1.2 ]  Shape
N N T | A N (0 I

No Onz Vit Cne
Boh oh |
F ™em |6 LET
=t =ex
Wm.?nm'ﬂ@ Bm,:."”[EDYﬁ?
Hole| = | ne Hole| === | One |
T s s | Faoe E E H P an @
S| gt i
Q With _E,w il @ C Vit .:,: Ni L@
Hole | o= | Bot Hole| === | Boh |

U | el 2 J | s B

Chart 5: Cutting Edge Length (mm)

Cutting [Inscribed Cutting [ Inscribed] Cu Inseribed

Shape|ISO| o0 | "o Shape| ISO| G n® "o ShapelIS O] gy et

06|64 |635| 5 |07| 7.7 635 03|38 |556

C |08|80 |7.94| 7711|116 |9525| \ |04]|43 |635

E 09|97 |9s28f~ [15] 155 [12,70 05|54 |7.94

12 [12.9 12,70 19| 19,4 ms,srs% 06|65 |9525
16 [16.1 [15875 |, |09 9.7 | 556 08| 87 [1270
19193 [19,05 | 7| 11| 111|635 10 [10.9 15875
06 | 6.35 | 6.35 16 | 16,6 |9.525 08|80 |80
S7| 714 | 7.14 06| 6.9 | 397 10 [10,0 [10,0
07| 794|794 08| 82476 12 120 f12,0
S 09| 9525 o525 T [09] 956|556 |  [12 127 hzr0
B 12 12,7 1270 Q 11110 | 6,35 15 [15,875/15,875
15 [15,875[15,875 16 | 16,5 | 9,525 16 [16.0 [16,0
19 [19,05 [19,05 22 [ 22,0 12,70 19 [19,05 19,05
25 5.4 2540 27 | 27,5 15,875 25 250 P50
31 31,75 [31.75 33 | 33,0 [19,05 25 254 5,40

Chart 3: Tolerance (mm)

Symbol | Nose Height | imefied Grce | Thickness
A 1 0,006 £ 0,025 10,025
F + 0005 0,013 20,025
C $0013 | 20025 | 20,025
H 10013 0,013 10,025
E £ 0035 £0.025 £ 0,025
G + 0025 20025 +0,13
J* +0005 (10052015 20,025
K* £ 0013 (200520 20,025
g £ 0025 |1005~2¢015| 20,025
M* 0082020052015 20,13
N*  1006-2 0220052015 20,025
Ut 01320354 005~2025) 20,13
v /Q = | [l ¥

-

@ Tokerance of Nose Height (M-Class)
™ I L o
535 |=005|2008]|2008[2011] — | —
8305 | <005 |+008|+008| 201 20,08

1270 | +013 [+013] 2033|2075

15875 £0,15 [ £015] 2035|2018

1905 |2015|2015]|2015]|20.18

2540 | <015 +018]| 2018

35| — (=020

® Tokrance of Inscribed Circle (M-Class)

P e

Sase

&

[E_

Disrrong | Deamond -

635 (2005]|+005]|+0065]+006 — -

8525 |£005|+005]+005]|2005 2005|2005
1270 | £005{+008|+008|+008] — |2008
152751 010 | 2010 | 2010|2090 ] — | 2010
1806 12010 | £010[+010]20%0 | — | 2010
2540 1013|2013 )|+093)] — — £0,10
Nl — |018] — — — 2012

Ul 2.20 wanssviausiuila (o) [33]

Chart 6: Thickness

IS0 Thifnll;t)ass
01 1,59
02 2,38
T2 2,78
03 318
T3 3,97
04 4,76
086 6,35
07 7.94
09 9,52
, ]

/N

s

29
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Chart 9: Chip Breaker

Chart 7: Nose Radius Chart §: Feed Direction Symbol| Process Bumpy Type [Standard| Handed

N i ine Finishi

180 |Mosh Eaiius ISO | Direction IO o FIeling | ey FT.FX FZ
. Finishing | FK.FP FY. FW
00 | Shamp Point R Right-hand
SE, SEW, SC, SF,
01 01 L | Lefthand f Light Cut | SK.SP,SS,SU |5y  [op M
LU, LUW
02 02 N Neutral G GU, GUW, GE oz
U General UG, UP Uz UM
04 04 Us Uk
08 08 M Rough MU, ME, MX MC MM
12 12 MP, HG, HP
H Heaw | ju, hw

16 16
24 24
32 3.2

Round Insert
MO | ™ (Metric)

Round Insert
00 (Imperial)

U 2.21 wanssviausiuda (se) [33]

< y & = v
2.9 WManNNAIYUEIULAIDIINTNA

WManna1TuduLAIosTnsna 1aun 10451050 (AIS) Wisuwinfumanndl Sa5C,s50C

U1S)  fFenvindududruniin e wan iewinyuudaldd Tnatanizyuudsuinmia
(Case depth)

2.10 N1INAGIUAULTIA8AS Hardness Vickers
13 § Y a a = N v v Y o

MInAEaUANULTY Vickers Togldvinamassulsiinguawiasuidnsa dareinaviyu
136 °C ¢laguit 2.22 dwiinneegsyning 5 - 120 Alansu laeliuasiaz 5 Alansu wanns
ReTUAUNISNAADUANLLTILUU Brinell Aa AMAULdInlaAnantminnainszyinsanun
YBITOUNALBTANLNTOVNATNUNTBENALARIEUNTS

NUNTBYNA d2 / 2 sin (136 °C /2) (2-4)
dz / 1.8544

AILUAIAIULDY Vickers WanaunysUsifing udiaeudnia DPH (Vickers Diamond
Pyramid Hardness) %39 HV (Vickers Hardness) ailA69aunns

& X A
AU LSINA / WUTITBYNA (2-5)
9¢le DPH 1.8544 F / d2
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\dle DPH Aemuuda Vickers fivtadunlansusonisndiadiuns (keg/mm2) F Aausennil
wiheduilansy (k) uaz d Aemuendunuesuwdeiiviaduladiuns (mm)

i = T T | OPERATING
s POSITION

JUT 2.22 dnwaieiinaLayseunaAveINITAdauAINLTY Vickers [34]

TN IAFDU BUNUITUNUINUUILVIAFOU INUUENUILITUIUT U NG
e Uandenszuumulmtnavgnadludaianaludns 20:1 egrsmealies 91ntudniminne
20N ANTEAULYIUINGY ATITHOUTBUNAMIENGDIaNSIALLNEYINNTIAEUNLEWUTRITRENA
MINAFOUAIINMTIUUY  Vickers 995 Ao YuinvesdunteNazinuwiug
S o Y 1 2 ¥ ~ £ LYY a < = 3
wennHudtlviAauulmgndelislinageuiuTangiulennuszana 1,300 HV 18391013
nakiAinNIEUen

211 AMUVEIUVDIHURAY (Surface Roughness)

AT TUYBSHUAN (Surface  Roughness) vanefla Tu1AmsmTYsEYRsia vndiama
VFVTHNNLAATINTIAIMETUNIN ATIUVTVSENT BRIV ISR UV Tan

Ui sluandBinidangine lumsianrumeuinasldeiosTannuvenuiia
(Surface Roughness Tester)

2.11.1 Amumeundsvesiiuiinueynuavadin (Ra) Saannslrnuveuiifioguy

1191989 mm%‘aﬁ%aguuﬂﬁwmumLmu X U9adus1999 uaghuwknu Y aziduruin
AUMEIURD AN Ra ﬁ]wﬂé’mﬂammmmuugﬂﬁ 2.23 fimaduluasou (um) dle Y = X
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\
AN
N
BN

O

gih?i 2.23 M3 (Ra) [18]

2.11.2 AANUNEIUEEn (Ry) A1ANUNEIVEIEA TARINNTINANUNETURINBE UL
grduluszesiinannsmiggauazingn dvieduluasou (um) wunews) : n15mA1 Ry
AsidenuIhamiinsmiaameuund ldesTausnuniansngasediaung

o~

~

\/U

\, /\’\‘E AT /\U/J\ /m/\ //
W V E\/\/\/

Ry=Rpshv
gﬂﬁ 2.24 M3 (Ry) [18]

2.11.3 ARRYANUNYIUVBINURILUUEUIA (R2) ARl InINNIINANUNEIURLT
DHUUAUD9 TAgAININIINANEIDIBANTIN 5 IAGMUUY WAZAINGIURIBaAns I 5
aduarTniukazmAedeiimieduluaseu (um)

I = m
A@/\« AW T TAVIY
3 S/S:. V..\/! AV 5? \/Vf

R [VP"YP"VW°VP‘-VPSI;]Yvn.vaWs.Yvqus]

Yp1.Yp2. Ypa.Yps. Yps: uemnamigage 5 ga lusvgden
Yot Yvz Yva, Yva, Yos - genge 5 90 Tushagauian

U4

2 R

gﬂﬁ 2.25 M3 (Rz) [18]
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212 dsefiieades

2121  msudanaisamua1slud (FL. Zhang, 2008) tieulansviaaes navisanu
ASLuR 99.8 % un 1 luaseu wallauean 10 % UAKENNWIsEmuASluRNURalAUDan A
75115 Ball  Milling é’mfldaumaaﬁfmﬂﬂQﬂumaﬁfmﬁﬂmﬁqamumﬂuﬁ 11 WJunan

10 4lag

JUT 2.26 anwan1sTinTgsinerisanuns luskaiusslauaafaaeisns Scanning Electron
Microscope [7]

2122  msuan wansasisamuanslus (HC Kim, 2007) Seulunsvnass neisamy
mslun 99.8 % wwA 0.5, 1.3, 2.4, 4.3, 6.5 lunseu nadlauead 8 % Yua 2 luAseu UANELK
famuansludfundaveaddeitng  Ball Miling Sadauestimiingnuadetmiingg
Feamumslud 6 fo 1 SatugudaBuss 60 MPa suniinTusiu Green Compact Fegaungd

1,350 °C

JUN 2.27 MHENNTIATIRALATIAT1TUNUMAINITBURENALETEN1S Scanning Electron
Microscope [14]
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13U 227 am a Tavesisawnuansludfiawn 0.2 luaseu a1 b lavesisainuansludd
um 0.8 luasau A c langsisamuasiundauie 1 lunseu A d laversawmuaislund
1A 1.3 lunseu nm e langyiamumsiundoun 1.6 luaseu

2123 msuAnnAndasisanunslug (Hwan Cheol Kim, 2004) Geulumsvaaes
vuansiaaaua1$lud 200 wiluins navlauead 15 °C SnTusufouss 60 MPa aundn
197U Green Compact segaminil 1,495 °C

Intensity (a.u,)
g

0 4 | -

|

p— (f | \ | L
1 | N A |

Jy — V w w\"w' bv l\w—”w\

200 »

JUT 2.28 M TIATIeviadn Usenous wnvisasiuens b X-ay Diffractometer [19]

NgUN 2.28 Wumsmwisawuasiudnewnaulaveaduiinssiesdusenouss
wuInduisamuansludnn o esdase

JUT 2.29 nan153ASIERANLLDILAT RARITOENAUUNERSaisa A5 LUA [19]
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35N15798

Y v
[y Y

a N a o a a (% 3 v Y a v 3
msaa]aumumaum%uumumﬂmimammiawmqamumﬂum (WQ) was WAL WansT o

(3

unuilnenslun fagui 3.1

UABUNITALUIIY
¥
v v
3.1 ﬁﬂmuazaamwuLLmum:wmummﬂm 3.9 AnNSEUILNISHERR LA Sl Us
3.1.1 Anwgunseruinfuudasluazunss SNMG ¢
= v % '3
7 3.2.1 ANWINSHANNIIALAUAURILAUDAR
3.1.2 AnwUsgavsnmnsldnuuniuingunse S ¢
¥ 3.2.2 M500USU
Y
3.1.3 Roulunsinlourasnuingunss S ¢
v 3.2.3 NSOUNLN
3.1.4 M3 muawLnAIg L SNMG v
L 3.2.4 Ansgiiitaiiondaya vins
3.1.5 myusakaulalunisnas GGON
v v

v

3.3 ApTenteayamInGnLas Aoy

v

3.4 NARLNUTnFUARIauATSlus

v

3.5 ANUUNISNAADUUTEENETA N

v

3.6 s’mnm%’agamsmaaq

v

3.7 AATILANANITNAG D

v

3.8 d@juUna

JUN 3.1 uruslanisaniiulasans




3.1 AnwIazeantuukKuiladudaislua
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3.1.1 Anwgunsasinle@undasluagunss SNMG 120408 91nUTEM SANDVIK, LAMINA,

TUNGALOY, Tum51971 3.1 — 3.7

M1599 3.1 Uanesiansuingunss S (Square)

ATINARS U e JUANAR (2971)
SANDVIK S 90
LAMINA S 90
TUNGALOY S 90

M131991 3.2 wansdnuyzyuviauvedla N (Relief Angle)

ATINANNUI 9 JUVAU (9A1) | MWANWUTYNNAY
SANDVIK N 0
LAMINA o
TUNGALOY N 0

AN 3.3 LARINISMUUATLELLADVDILEULA M (Tolerance)

NP, e sz&mﬁaaju iSEJZLBTiE]fY):ﬁJ szﬂztﬁlaﬁl's'mim
Uaneda RUILNUNA WA

SANDVIK M 0.08 - 0.18 +0.13 0.05-0.15

LAMINA M 0.08 - 0.18 +0.13 0.05-0.15

TUNGALOY M 0.08 - 0.18 +0.13 0.05-0.15
579 3.4 uanednwale3nsIna1eiia G (Hole and Chip Breaker)

AIINANS U G anwaiz3En sULHUTR
SANDVIK G ALUUADIN Y

58

LAMINA G SEALUUABINNY
58
Y

TUNGALOY G ALUUABDINU

[T




AN 3.5 LARSIUINAINUNINLALAIUSNIVDILHULA 12
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ATINANS U 9981 n314 x 877 (mm) sUuHLER
SANDVIK 12 12.7 x 12.7 ¢
LAMINA 12 12.7 x 12.7 !
TUNGALOY 12 12.7 x 12.7 g e
ANSNT 3.6 WARITLIAAINALNBILNLTR 04
ASINAAN N SWa w1 (mm) sULHUTR
SANDVIK 04 4.76
LAMINA 04 4.76
TUNGALOY 04 4.76 o
g7l 3.7 wansuunsrdauinveteiulin 08
AIINANS U 9 SAdlAuAn sULsiudln
SANDVIK 08 0.8 °c .
LAMINA 08 0.8 °c :
TUNGALOY 08 0.8 °c

3.1.2 AnwUsgansnwnsldauusuiingunse S (Square)

A

Increasing strength

56

S c

——a

JUN 3.2 uanspnuduiusuasgunsaruiinuag Strength [11]

9n3UN 3.2 sUnssvesuduiiasnsiuazduiusiuannuuduse liun uwudngunss v
eilanuudetoaninunuiingunssdu o
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15197 3.8 uansanuasalunsidnundinisuenvediniingunse S (Square)

Longitudinal turning/

facing Profiling “Facing Plunging
Insert
e | W3 B4 B | B8
® 0 - linuléd ® - linuld

3.1.3 Feulvlunmsdn@euvesuiuiingunss S (Square) NMsANWININAdULKUIIAATS
luanss S (Square)

a31e7t 3.9 Reulinsnddivneauveduianiludnss S (Square) 9INU3EN SANDVIK |
TUNGALQY , LAMINA

szazAuan ans1dau AULSIAA
UsEm (HaaLns) ( HadLunsnasau ) (WAABUN )
Min Max Min Max Min Max
SANDVIK 0.25 - 0.06 0.25 35 80
TUNGALOY 0.5 25 0.5 2.5 100 250
LAMINA 0.008 0.079 0.005 0.016 50 100

3.1.4 MSMVUALKUEIAINATEIY SNMG 120408 Usenausiednys 7 dlaeilnumine

3141 S
3142 N
3.143 M
n)
)
f)
3144 G
3.1.4.5
3.1.4.6

3.1.4.7

Mg anwazIUNIRUiandanyurdmaeuu (90 °C)
M8 Y1 viau (Relief Angle) VosuHuTAWIIU 0 83N
= A N &
MUY ¥z (Tolerance) Unal
AUNAUN (Thickness) + 0.13
yuanelle (Conner Height) = 0.08 - 0.18
|.C Size £ 0.05 - 0.15
= = a = C% £ %4 2 gj v
nneds Ignsanansdiauaziyuinyldaulansasaniu

12 VNEDE PUINAIUNITALAIILENIVDILAHUL AT VLA 12.7 TaamS
04 VUNYDY ANUNUIVDILNUTAVUIN 4.67 TadLUnS
08 vueDd SALlAsUaNedn 0.8 Taduns

mvuaeululunisndminmsfinudeyalunisnfaleulalunisnas

3.1.5.1 A5

35 — 250 (WRS/U9)
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2.1.5.2 oms1Uau  0.005 - 2.5 (fad.ums/50U)
32.1.53 sweziuan  0.008 - 2.5 (LadLums)

3.2 Anwnszulunskanduauailug

FuneunsuanLHuiaduATamuaSlusanustianuaslus (WO) naufulaueas
(Co) uag Paraffin Wax lun1suautiuasldi8nisuasauuuy Ball Miling 91ntusdntusy
Welmduduau Green Compact wazvimsauniln (Sintering) wielilaveasazarednfniu
Hulassadrsivanzaudenisinluldnusely

A15199 3.10 Woulvnsumnaiaamualslus

o - 381
vy A VUIANG | dA6IU | YUIAAN YUV AU VYUIANI
91994 , v ) Tuns |,
o NOUUA | aNUda | Udaun | d15aa18 | 13999V NAIUA
NavIUIY un
(um) un (mm) (RPM) h) (nm)
F.L. Zhang
6 195 1, 6 Ethanol 150 10 46.5
2008
Y. Han 2011 0.21 2 %l 6-8 Ethanol 200 10 40.6
M.H. Enayati
5 o) 20 Ethanol 350 40 175
2009
100 4
20 4

701

Crystallite Size (nm)
g

0 10 20 30 a0 50
Time (h)

JUN 3.3 nansanasvesnnansisawmuansludlieiiguiusseziatlunisun [33]

a A A a X I =
INFUN 3.3 UanuuandlanginiunIsue Wenaiuduvwinadansasianad e
LnantunNIsua 40 T3 walareazivuinuseuna 20 cm



23.2.1 ANYINISHANKNIIFAUAUNILAUDAR

A15197 3.11 Reaulvnsuaunsisamuasluaiulauaas
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v A ne AUNEA VUIAKA AULT
919D9HNAIUIRY _
WC %) | Co (%) (um) (Hardness Vicker)
US¥9 DURMAT 88 12 2.5 1200
Stephen A. Hewitt 90 10 0.117 1363
2009
H.-C. Kim 2004 85 15 0.7-25 1992
3.2.2 ﬂﬂiﬁ@%ﬂAElﬂﬁﬁzﬁﬂﬁL@Uﬂ’]ﬂUﬁ
_ 65
g .
$ w0 JAES
g 55
2 50 2

; T T L
200 300 400 500 600

T T v
700 800 900 1000

Compaction Pressure [MPa]

JUT 3.4 nsmluaniauvLiusausInAdaveNivanuA1siun [35]

15799 3.12 [eulunsondugy

. - o L‘ﬁ'au‘lﬂjmié'ﬂ%ugﬂ LSINADN BRIVHH
NIINANTUIY
(Consolidation Passure Temparature
(References)
process) (MPa) (°0)

Kuo-Ming Tsai 2009 HIP 130 200
E.O. Correa 2010 CIP 130 -
Zhu Baojun 2002 PIM 75 170
Z. Zak Fang 2009 HIP 30 N/A
S. Liu 2006 HIP - N/A

NNUITEVBI Kuo-Ming Tsai 2009 Tugulneisdndugunuuiou (HIP) Mgaumgil 200 °C

43999 130 Megapascal

NNNETEUe E0.Correa,2010 TugUlneiSdruguuuudu (CP) 1usidn 130 Megapascal
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PNNUIWVDI Zhu Baojun 2002 %ugmﬂmaﬁ%msﬁm%ugﬂ (PIM) ﬁqmﬁqﬁ 170 °C w3990
75 Megapascal
PNeNATere1 ZZak  Fang 2009 Fuzulagismssatuguuuuiou (HP) flusedn 30
Megapascal
91197398904 S. Liu 2006 %uiﬂimﬁ%%mmw%au (HIP)
3.2.3 miaumuﬂLﬂumiuwumummimmmammﬂnamwﬂwaamwimsuaq
Fuaruihy mmﬂﬁfﬂammmmiﬂsummvummLLsuameﬂeuu

d‘ a =€ ! wa ! =
#1319 3.13 LL?IGNQQAMQ&IIUW]?@UNUﬂﬁ@ﬁMUW%@QLLN‘U&I@

3199 9WAUITY gaun il AAURULUY AU
(References) temperature (°c) Density (Hardness Vicker)
(g/cm3)
B. Ratna Sunil 1,250 14.1 1,397
Zhu Baojun 2002 1,460 14.7 1,445
S. Liu 2006 1,430 14.6 1,503

31N9U39890¢ B.  Ratna  Sunil I¥aaumgiiluniseuniin 1,250 °C avuviuuiy
14.1 ¢/cm? laanuuds 1,397 Hardness Vicker
31N97U4338v09 B.  Ratna  Sunil l¥gamgiiluniseuniin 1,460 °C AamuILyy
14.7 ¢/cm? laanuuds 1,445 Hardness Vicker
N9ATEYes S. Liu 2,006 Iaamgiilunisauntin 1,430 °C Aruvuiuwiv 14.6 ¢/cm?
TaAuuda 1,503 Hardness Vicker
3.2.4 ‘3meﬁlﬁaLﬁaﬂ%’agaﬁﬂmimaaa
NMSATANIUT 3.3 sziiulsddlonanlunisun (Ball Milling) S urunansuYes
nevaaauAISlus (Tungsten  Carbide) azfvunmidnassadeniinisuansisaaunilud i
svzaa1 100 Halud
unudaBundviaamuaslug (Cemented Tungsten Carbide) wawlpueadifiewdulany
Usvenuazildnduee 4 - 25 %
mzmumié’m%{ugﬂiammf\]w‘imé’qmﬂmimammﬁqamumﬂuﬁﬁ’um‘lﬂuaaﬁ‘[mﬁ
Paraffin Wax \ushviliuslansinnmsdonusvanuiiovilvindlanedanmedaiudansluvae
yhnssatugd annmsinudeyamafonuiildusdegluga 35 - 950 Megapascal
n1seURTInTuU Green Compact imanmstasrsiisdmunslusiundaueadudisn
ugUrnidshmssuniniigungilndifesaeouvavedavead laveadazaraisafin

Y
v

furisamumslug nndeyansinumnuideligamgilountinegluag 1,250 - 1,460 °C

[SM

e
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3.3 Ansendayanisnaauaznageu

331 yUnsusade wulagunsdvdendndamnstunundseniasnintun lng
FurmdanameuemuasB e una UK LIAT USSR IL SNMG 120408

3.3.2 msfmusuun KaausudamuuUuTessulafivinmsesaseuAlneTivueA
174 (Edge Length) 12.7 fa@mns Anuni (Thickness) 4.76 fadiuns wagsedaugdna (Conner
Radlius) 0.8 99N LAzAABIAY 15 D3 sukAiLTnsUNTRNmsEIL SNMG 120408 Tidniy
dmsunundsasBenuiunans manegduTaguanndimiveuliunay

3.3.3 MIuAaglagn NNsANwITayan1sunazidenldnalun1sunazdeninnagyin
Tunneymavemsisamunslusidn JadennatlunmsuraziBonoei 100 dolus

334 Yagroudniusy a1ndeyanisfnwinszuiunisnandusuaiflud denld
Iﬂuaaﬁlﬁ“juiamwaﬂsﬁdaummagjﬁ 5,10, 15 % uazld Paraffin Wax 1Judanuszau
#2517 vinsuanaunaduna 20 $alus wiseenidu 2 HravesmsuananN Aenauns
faamumsludtumslaveadidunat 12 $alus antunay Parafiin Wax (Hunan 8 dla
fewvhnssatugdiiiosnntaguszaiuazsimed filslansnainnisdanizdiulussyii
n3dnTugy

335 nerurumssatugy nmasntugulavenadentdussiniuguegi 350 Megapascal
flosnnguit 3.4 Téldusdlunsdatiusuaglutag 300 - 950 Megapascal

33.6 msunintun WesnnlaveariaavaouaIagd 1,400 - 1,500 °C uazaNATTT
3.13 uniinil 1,430 °C Idanuudanniianiadenligamailunsouniintusuegi 1,430 «C

337 MaHAALAYNAZEU KARTLILFUNITE SNMG 120408 naunslauaasidl 5, 10, 15 % i
AN 12,7 fadwns o1 12.7 Jadkuns v 4.76 1aawes wasSalaudn 0.8 aeen wazyy
LAY 0 B9 AUWHUIATUNIBNATEIL SNMG 120408 unazBummuaviaiEuaslud 100 2l
14 Paraffin Wax ifuianussanudansm Tnsvihnmsuanausaduna 20 9alus wiseenidu 2 ¥
YgsmsUAnaL Aondunsisawumiludiunlaveadifunan 12 dalus andusan Paraffin Wax
Hunan 8l 168’&3@5@%14@‘1’71‘ 350 Megapascal 8UNTINT 1,430 °C

3.4 WARLNUTATWUANERLATSlUA
nszuauMIHanluLAazdune UM SHARENI N SIS Bunslane TaamuaSlus laun
nsfmune deiminitelimsudndiuvedany dmdunisasounslavedunausioly
3.4.1 n19w3euEg (Preplanning of metal powder )
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NVIEMUANS bUR

LASD9TAUN TN LU
AImaa Ju HR-200

U
v

JUN 3.5 G milnearivamunisludadagiden 1/10,000 n3u

N3UT 3.5 Wunsdaiminlaneasisawuansudbildsuumuiinue fie Y3 120
nsu IngldieSesdalminuuuadnes Ju HR-200

LY 3
NTIALAUANS LU
PuaENUINAY

Jnnasvung
400 4adans

JUT 3.6 dramsiamuasludsiguingu

MNgUT 3.6 Erdlanenaisanumslud fetndulnsussausisasunsludludnnesuas
BanhnduUsinn 400 fadans nulidndu wasldndansanpzneuy MntuLentNAULAZNS
Tanzeenaniu arsvudeufidArmnumuuiutiesnitazanas snsarsdaetindudn
sunanstudeuldandnslundavenouitasldionuealudsusioly
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GEEGERREIRIMNEN

NVSALAUANT LUR
NALLENIUDA

JUN 3.7 Sramavisanuansluasigioniuea
= o - 1% @ s= o o
wevdaasvandsnionannadlunslangiisamuaislundvinisianuazeinns

lavgmensantuaangldienuea Asgun 3.7
3.4.2 NMIUARZLEEN

QNUBAUAYINELAY

5U7l 3.8 gnusauaiaaLa (Ball Mill)

IN3UT 3.8 wSeugnuearisawua1sludun 6 daduns dmingnueauadeuviin
yowslane fdnsandu 1:10 neunsusgnueasaslisumsinauazenn Ll fasuwleu
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NIV UAS LUAT
NALLOVINUDA

anuearisaluAslud

PIDUAVIIALAU
AN luA

JUN 3.9 wanen1sussvgnueauazndlanylundeun

WawmssundlanzuargnueaiseuTesudiusiadlundoun fagun 3.9 audnsidui
g ielwseun1suamely

Lﬂ%@ﬂ‘u@
(Ball Milling)

PIRUATIALAUASLUA

JUN 3.10 uansnsIandeualuinsasun

niaunniussygnuaauasnilanegisuuseswds Undlvain [visawmueislud) uag
UsnauniiaualllaTasun augui 3.10 dmsunisussely
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CY) 3
NIV UASLUR
PAINITUN

A = Y s i a
E‘U‘V] 3.11 LLﬁ@I\‘]ﬂqiLmiﬁﬂJNQWQ?‘LWUﬂWﬂU@ﬁ%W'ﬂQﬂ'ﬁ‘UﬂaSLEIEJ@

NNFUN 3.11 heaisamuasludesnnudieuauazansdlanglviazenn Weasu 50
Falus eeulunisdng dagui 3.6,3.7
3.4.3 msananudulunslangnouniseuluwiagyyinie

CRISNie
U HS-115

JUT 3.12 UAAINILHNAAAINUTY

INFUN 3.12 KAAINITLHIAAAINTURINAAUATTIUAYAINITUA Lo lNILaUaE
JosiuldliAneanles dowdilUsuuiamewiayyinia (walnih u HS-115 lvmuseu
Idgaumgil 100 °C)



av

NIVIALAUANS bUR
Adulpay

LASBIBUAYINA

JUT 3.13 WanaN15auRSlanemMemayyINIe

NFUN 3.13 UAAIMIINUULUITIVRI SEeans luAvid s nanauty widinauluen
eyl deviiwisazlifidseeuudwiewunslus 100 %

o

NaEMUATS IUR
viasoulugeyauna

JUN 3.14  wananavisanuansluavasniseulumayainie

9 U

9N3UT 3.14 mavisamuarsludaziludnvazuis antuiiliuawis wWieviiniswde
Tutumeusialy nasanrunIseugyaneigamgl 200 °C Wunan 1 Falus
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3.4.0 NSNAABURIVIIEAUATS LUANSINITOULIAY

gﬂﬁl 3.15 LARALA3DY SEM (Scanning Electron Microscope)

'
1 a

31n3UN 3.15 uanensnadaukagiaseiisaaunsluaniun1sunazBeniae

= £X

100 4134 69835115 SEM (Scanning Electron Microscope) LiafNs1a1n1AYBINIvisainy
aslua

JUN 3.16 uanuA3adlins1eriesdusenausin XRD (X-ray Diffractometer)

NIUN 3.16 wanen1InTIvaauisanuniluafiiiunisua 100 Talus Inedasien
B3IAUTENBUSINAIELATEY XRD (X-ray Diffractometer)
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JUN 3.17 ULanaATelATIEin1sNIENeMmLazIuIneunIa (Particle Size Diffraction)

NFUN 3.17 UanIN1INTIRARURIVIIARLAIS lUAYEINITUA 100 FIL FLASIEWNTS
N3¥LMIUATIUINOUNIARILLATBY (Particle Size Diffraction)
3.4.5 MsuAKE

gﬂﬁ 3.18 walAuaad [7]

NNFUN 3.18 wiseurdlaveadivauauagnandenldlaveadlusnsdu 5, 10, 15 % lny
dwtln

NIlAUDAR

JUN 3.19  waunslaveadiunsisanuaistunadlundoun
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NNFUN 3.19 waurdlaveadiursivanuaslunasduniouaiiomIsun1SUANELAIY
LAT89UA Ball Milling

Lﬂ%ENUﬂ
Ball Milling

PIDUAVIIALAU

JUT 3.20 msuaslaveadiusisanuansludmeds Ball Milling

N3UM 3.20 uamsmswanrsisamuailudfunstauoadidunm 12 $alus fetades
Ball Milling nsauuenidu 3 ga Usznaudie

yafl 1 wavisamunnslus 95 % uslavoad 5 %

¥afl 2 nevisamuanslus 90 % wdlauaad 10 %

¥afl 3 navisamuanslus 85 % walauead 15 %

JUN 3.21 Yaquszanuiiton158nfusy (Paraffin Wax)

9n3UT 3.21 Wunswleutaguszanuiionisuauiulaveneun1sdntugy (Paraffin
= v o - 0y @ s A o v o
Wax) lngaginseuianuszaundadiunay 3 % vasdwinuaisanuasludievimiihndy
Alszanutinsilumsdatugy
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nuUATISELAY

Paraffin Wax

JUN 3.22 wdanUszanuiien1sdndugy (Paraffin Wax) awisloun

N3UN 322 Wumamdaguszanuadliulunlovananiunsisawunsluduasaalavead
~ o i3 = "y o I )
WeYinNSHaNAeLATaIUa Ball Milling 10utaan 8 Falus

JUN 3.23 saisaaunsluivdinisnaunslaveadiuianienisdndusgy (Paraffin Wax)

NUN 3.23 wovisamupnsluavaniswausalaveaduazianUssau ssflanwazduy
flow LWewInnsEnnizvanalaneie Paraffin Wax
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[
=

3.4.6 NMIOATUFY

JUN 3.24 uanuA3eedRTUTUSRLuIR

NNFUT 3.24 Dumsuananmesessnvugundavenaud 5oy

WUAUN Die

WAL Punch

JUN 3.25 uansusifiariusiugansa S (Square)

nsTusUnslangisawmuansludnaulaveaduay Paraffin Wax (Seuiosuaiaintiuae
Twiifiainugud 3.25 dwsudatugurdlangnandnioguilunduiia (Green Density)
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WAL Punch

ASVNGIG
AN Llun

LURALN Die

JUN 3.26 wanan158aTusU (Pressure)

[
=

wilaveiinanSuionuds (WC - 10 % Co) thunvhnssatugd Whdusuau Green
Density JUNSuHuiIANGS (SNMG 120408) 693U 3.26

(A) (B)

TIRRTTI I TIE
ol MR L

JUN 3.27 uaneliuaueun13endugy (Green Compact)
Fuam (Green Compact) NHUNTBATUFUMIBUIIEA 350 MPa ddnuwawaugun 3.27

3.4.7 ANSOUNTN

JU7 3.28 1AT89URNiN
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LGHE]“U?S‘U‘U?!ZUQHﬂqﬂﬂ’]mﬁiﬂaUﬁquQﬁQﬂﬁﬂ 1600 °C ﬂ']Uﬂ@Jﬂ’]SV‘I)NWUﬁI')EJ’igUU

q v U
[

gnludli (US¥m o15iea anslud 91iin) Weldluniseuninaueu degu 328 Mmaaey
ansaueildanmall 1450 °C

vyl ("C)

v, b

W

E‘Uﬁ 3.29 nyluansduneuniseuniin (Sintering) [12]

n3UT 329 dunsumsoundn (Sintering)

n) Funsumsliausounnenmafi 30 °C Adugumaiivesiosauis 1,430 °C

v) Funsunisliarudouiigumgd 1,430 °C Wunan 1 92l Taveasfasiduazansyh
TAanssamdfuisamuaslug

A dumeunisUdesliudy (Cooling) Udeslhvusududilun aufmaumal
800 °C antiuthdunuesnuuazbidudiluusseinia

JUN 3.30 wiuaBuavisainunisluavasniseundn [13]

NFUN 3.30 whdlefansviewmsluavaanmseuniiniigamal 1,430 °C
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< a a ;74
3.5 N1SNAFIUANBVILALUTEANSAIWAS YU
3.5.1 MAADUAULTNMIELATEY Hardness Vickers

100 ym

JUN 3.31 sREnareiinysnssUsiia [14]

~ = A A x> & Yoo
NNFUN 3.31 NMsnadeuANULdatuiindwudvisamunsludlagldisnimaasy
AT Hardness Vickers
3.5.2 MNAAUITEENIUNISNAILaZNITANNTDVIMHUTInANSluA

5U7 3.32 1A399nAs CNC Ju MORI SEIKI SL-25

ANSNAADUNIS LT INUVBIHUTI AT UANS IRl dATeINA90mlulR (CNC Lathe) A4
U7 3.32



56

gﬂﬁ 3.33 dnnanAsuauUIunane Sa5C

ANSNAABUNITEITINULAEANBINISANNTOVDILHUT AT LU AL AUAISLUA Laeld
1A38ANET CNC U MORI SEIKI SL-25 21n3U#l 3.33 uansBusnumanndiasueuliunang
SA5C vAduNIAUgNaNs 36 Tadwuns 813 100 WUAlLAT dmMTUNAaUNIINEd

LNUIANAS

WAANNAY
ANSUDY
Yunang

JUT 3.34 uanandsdenmdnnanaiueutunansvesunuiiandsiimuauniv

N3UN 3.34 WunsnasdenumdnndmsusutiunanaineAusaseu 400 seusewi
Fasdou 0.2 adwnsAosau Auan 0.25 Naakums Wuszezne 30 Taawns LLazLéfwhgméﬂmq
36 Aaawnsiviae 34 Jaawss
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JUT 3.35 JUUNAINISNES

©

]
Y

WNUAIBYNTHIUNTNTRETINWUEAUTUT 3.35 VUINVBITUNUTIEURIAUENATS

b =

34 JadLUAT ANNENT 30 Hadluns
3.5.3 MAFBUALLSHIURITUIU

LYIAAIIY
BSYURITUIU

FUNUNA
ANSNAY

JUT 3.36 YNNINAABUAINITEURITUY

INFUN 3.36 TUNUARIUNITNANINFUN 3.35 UYINITNARUANNSHURLAIY
L34 Surface Roughness LBA$1980UAIMNUISIURITOITUNULaE T U IR Td U
voslHuiinaaly

3.6 sTUdayanimagay

vhnsiiududindeyadildinismaaeulususing o TnsaziBenuaztihdoyailduii
maiSeudiou Inedoyadinanazuanduuni 4 Failded

3.6.1 NaMTIATINAMENYNEVRRIlaVE

3.6.2 HANNTIATIENDIAUTENDUTW)

363 NANITIATIRVUIALAZNIINTEAEVBIDUNIANILAYE
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3.6.4 HANNTIATINLATIET990N1A

3.6.5 WANISNAABUAINNLYS

3.6.6 WANISLUSHUTIBUNSENRIDUSLIUANAANDULALUAINIT T
3.67 HANSVAABUANMEIURITUIURENUNNSNEWenudn

3.7 AATITVRANISNAFDU

YUIAAZNITNTLANEVBIRLan g uaslumdudadesanisuanlansUsearuidu

a 1 [ d9{ d! I~ dy o W 1 Yo a{'d
nswssundlanenaun1senTugy suduiugiuddgyneulasunis Green Compack MiiAay
wuUuissnenansuiluaunin (Sintering) Asiunsauniing 1450 °C 1Uuan 60 Wil
(Holding Time) dwsunsuantunaugainefilianalasaainagania (Microstructure) uae
AMULTY (Hardness) F9ilnafan1ua1u1508 1uNIUNISANUNToNUSIIUANAAYDILNUTIA
Dulumuunsgiuniswanagnsls

3.8 @3Una
a & < a Iee el Y [ Yo a [ =
nswdnduaulaveudairyluguvesusudarisawuaisiun Ineldingaulundansy
nananesUfuRinsnannslaneianunslus anunsondadundadausiieldnudauini
wdnnaladunadisanieldniseuniln Tassasrawazanuudwesdusududfgy
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Nan157338 (Results)

a v a’f I 3 [ al (% a % s

HauITetiidussfnnuslndiuniswseuingaiu neaniglanenaisamuaisiua
WesaninnissluAatwlangain Cemented Tungsten Carbide Huniswdnanninalulad
s Iulul Msauauaunnaslangdadunisfinwuasnnassiiiuszadnsananiuy
o & g [ S a k% [ VY] = 1 =3
Mdilunsimunnalulagnisuanluniouduiunisdnwinslans og19lsiniu welave
) saa ) ° e Ry A a < ] = =
Manunsluandaun Nty desinsuandudunundanundiuaznusionisdnnse 399s
Weduladnunslansnafinuningstu Wudu Fmddangnldainnisudaiivuiauaznis
n3¥an8dn (Particle Size and Distribution) Tugia9 1.00 — 550 pm tHuauiauana1aiuLn
Tanunsahuwdnduiunundaunmiunissiuniunisdnise wiazinniswanindig
YuziReail malanefiiunisnanaziiansduluilowduluguassalunisilundmduiuny
PTG I VR RE VIR

nsnaaesaerslareaedindu Wumsiausnsiauazeawazanduievu

a I

yasgfinisliiomuoauiaiazdaeliiulaléin anuduiiAnannssuiuniman ududeuu
iumﬂamgﬂﬁ'}%’@aaﬂmﬁmﬂsﬁu deshdaldimslangladiidaiovuudr Funeudalu@unis
vanslanzifioanvuinasanniay Wilawaliifiy 60 um  nsualdwedanisuawuu Ball
Milling gnuaasazaIsiayuDALATRIUAUITTIUVEDUATITMUN T vl vindhefaaumunns
lun

NRIRINNITUARILaNE ALV UIALAE NSNS 8 UBsaLaNIsNauiulansUssanu
Tavead (Co) msuavlavzdszanilaveamdunisnudntuneunilsfiddy mszinade
MsHARTuIUlaERss NsnaaBsEnEIALdLnsaluduALT Az sAERUN I
Yosunuilnfitlarunaulanuoagaisiufl 5 % , 10 % uay 15 %

AsWaEY Paraffin Wax iielhiinnsmnizesndany Wudntuneunisiiddy {u
mfumesdnuslmisndunilmesnisudntunuanuslangisanunisiud Jadofiddy
AD ONTIEIUNANTENINY WC + Co + Paraffin Wax Lianlunisua nsesnuuuniiaun
Ansseulumsualazsseziantunsun Wusu

= d g v < o X < =t
Naﬂqﬁﬁﬂwqﬂ'ﬁwﬁﬁmmﬁiaﬁg %umauaﬂmqﬁlLUUﬂ']'ﬁE]@ISUUEULUu Green Compack KilN

ANEAYRYNA Green Density dondulunmuninsgiunisninlanenavisamuaisiua
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Junaunsouriln Wunsmuauaamgiiluniseulagldsnevdyyinia aruaugumngll

nseunnduneuluszuudnlud® gaumdnldidu 1430 °C Awmamgild 60 wiinigamgdl

GG

[
v a =

Tuunsenunansidell Jadunan1sidelnd lunn 9 durounisfinen Lifinns3deun

Aoutdunaulng FsN1SHARlaNZAIAUINISHARTUNUAIENITOUNTN TUUlAaINNS

Y

sundiniluneaeuaudfnng o Addny lnasenuinudeyanwiolull

4.1 WANTAATIEVAMGNYULVDINANE

NaEMUANS IR

un 0.4 luAoU

NaaLUAS LU

U 0.2 luAsou

NIVaELAUAS lUR

un 3 lupsau

JUN 4.1 4amINInsIaeUBNIAvEINIIRamUATS luaHun1sUAazBen 100 Falua

91n3URl 4.1 19unan1snsisaeulngiaiiseynindieisnns Scanning  Electron
Microscope (SEM) fifndawene 10,000 w1 dwsunsAnuniswdeslangnedieiiainis
unazlden 100 Falus wan13i SEM wudt wevisanuansludfivuinidniign 0.20 pm weiiil
yueilvigjUszana 3.00 pm FaflsusrsAeudnanan 913U 4.1 wslanzdrnlngjasfivuindn
sunsanamfudnunensiianunsoilusdnduiumu (Cemented  Carbide) I# aeny
dnwagnafisinsldanlugnavnssy egslsiny ndlanzvualngidudsiasinisdnu
Audnuaza1eq Wity Wedunumslunsimusdely fegatu 3Unss dulszney

Wudu



61

4.2 WaN1TAATILWRIAUTENBUSIN

WC WC

=

[\ .

- I\ # bty
' W“'M\M’») \V‘\\Wf .’M"‘WANJ%W 'Aﬂwf ".‘n

Irtensty(Courty

Tungsten Carbide
JUN 4.2 namsinsieviesrusenausmreiamuansiudrdanisunagiden 100 93lu9

INFUN 4.2 HANTIATIENBIAYTENBUSINAILTT X — Ray diffraction (XRD) Wudn wa
Tanzuisamunisiug Tngfiansauna1nnsitasIest Two-Theta (deg) MimsAdasy 32, 35,
48, 64, 66, 73, 75 WAz 77 84A1 5388nINNUIING donPaeIUNInIgINveslavsisanu
AShuA

v o a & Y aa ° P a A A v A a
At NANTSILATIEYLaNeAI875 XRD vbilanaiiaiedale 3lansiuiunisnaniang
ax = a Y aa e Yy oy v Q a
853 leLAa N1suAAIe3S Ball Milling NMSANMIBUINAULALLEYIULEA ANUNSONANKIlaNY

ManUAISLUALY AINaNITIATIERANNFUN 4.2
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4.3 WANITAATIRNVUIALAZNIINTEANLVRIBUNIARILANE (Particle Size Distribution)

Particle Size Distribution 110

©
~{-
8

@®
g

~
"
-~
o

3
E 6 \ 4 60
1
5 50
3
4 / 4 40
3 4 30
2 / 4 20
1 j / \ 4 10
/
A e \
801 0.1 1 10 100 1000 3008

Particle Size (um)

JUT 4.3 nsmluansvunnounaravisanuansludndinisundieds Ball Milling duvian
100 F3lu4

INJUA 4.3 WanINANTIATIFIULIALAZNISNTE VDI ARTIAAUA1 S UAT
Kun1sURazBundeds Ball Milling Wuwian 100 43lus nurvunanslavefiawindnas
Tnefivuinogsening 0.30 - 60 um agilndlanefifioninsening 0.30 - 2.00 pm Wunguns
TaveBnngumilaiinszatseenin insulauenogrstaiay

anwalznsnsratsvasdlangsisanuasiug [Wuwuulaesnd Tugag 0.30 - 2.00 pm
Jungunalanzvunaidn 92e7iiuuinsening 200 - 6000 um nszasuuulAsnduay

Srunusslanzannnii 50 % fvuialugag 300 - 10,000 nm faguil 4.3

4.4 wWan1InsIvEulATIaIIeRanIA
wasannsnanlanens snTugUuazaunin (Sintering) aelasuTunududiuudang

lud datunisnsvgeulasiasnganinvesuruiinduudvisanunisludnndndu v Jadu

Tuppudglunsfinuandinugiuneluveunuduudansiua



v

« . -
B B,

- s «

i tage el 2

- .

1em 11065800
. J

-

63

Tangsisaaums lud (We)

Tauead (Co)

JUN 4.4 uansinegalaseaineganinveuwiuie (Insert tool) Maainuanslus

N3UN 4.4 Uunan1siAs1eilasaasniganIArestudIy (Insert  tool) Aaedd

Scanning Electron Microscope (SEM) fdsueny 10,000 i1 (10,000x) wud1 laseasng

&, a a & W & | < A =
f\;amﬂLﬂulﬂmumm@’mﬂfﬁmammmummamumﬁm sUnTuduUraneiasy duuin

98581319 0.10 - 3.00 pm dulnginisdnSesaiiais N158ARRTENINTUYDIVINALAY

Aslud avvinlimunisdnnseldd uwansindulassaiiiifianundsgemuuinsgunisudn

=l 6 6
Fuuaaslua

<
4.5 HNaNIINAFBUAITULUY

ATNAADUAMULTIV DK UTATIIUATTIALUASTURTINAR I NKalany (WC) Ud way

nalang (WO undnainveslfuAnisuniingtdemalulagdsvusnanssuns (Aus

FAINTSUAIENS)

A7 4.1 ANMULTUDILH U AT UATIALAUATS LUR

A1uLTe (Hardness Vicker)
1avaan (Co) 5% 10% 15%
wiulle (Walaviendnanesluminis 1,558.6 1,732.6 2,031.6
UNINYRUNALULATIITNIAANTZUAT)
weudln (arenalNa1na1eUsEIne) 1,254.5 1,000.7 1,167
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2500

2000

1500

M 9 WC ANanTuan il

1000

ANULLD9 (Hardness Vicker)

B9 WC 3411
500

15% 10% 5%

dunanlauaan

JUT 4.5 navSeuiieunnuudsvosniuiindundvisanuaislug

mﬂgﬂ'ﬁ' 45 wansHansVeERUATIILT et unuiTdwnalaUoadsstY Ussnoudae
59,10 % uaw 15 % Nuiil 5 % FunuAnEnaIn WC nantuanlmsfinnuudannningusnu
Fudna1nuat g %aﬁﬁwmmu%qaﬁ 1,250 HV fedrunaslavoadifiududy 10 % uay
15 % mnuudsanaadu 1,732 HY way 1,256 HV  dmdudunuainasmsuazneing

AUAIAU

4.6 Han15USEUIBUNISANVTEUSIIUANANNIENAINISNATDU
ANONYVBILH UL ANFINITNAFDULALNITA1BNINANAANS NAFBUNISNAILALTALAS DY
Computerize Optical Profiling fe7ifaswey 20 WLNoRTIVERUANYAZATANRIBUTLIU

ALAR
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A. N1SANUsaUSIURIANeLAY (Crater wear)

[
W
(V8]

B. N1SANNIDUSIIURINAUVRIANAANIUYIT  C. NISENNTDUSIIURINAUVDIANAAAIUYY

JUN 4.6 SNYEALRAVAINNIVABUN SYEYNe 840 Haakns Yesuiullaiunvisanunsiud

ANANINEUIITRIFRUANS lUA 95 % Tausan 5 %

NNFUN 4.6 AnsanuseuamEImelay (Crater wear) 9g#1 0.73 aduns uag 0.66
Taduns 3NN B. N15ENNTBUIHIMRIMEU (Flank wear) U89ANAAAIUYRN 2 TadUAs 310

2 C. NNSANNTBUSIURIMAU (Flank wear) UaIANfRfUgNe 2.53 Tadlums
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0.53mm

A. N1SANNsaUSIURIANELAY (Crater wear)

0.53 mm 0.8 mm

B. N15ANNIDUSIIURAINAUVRIANAAANIUYIT  C. NISANNITBUSIIURINAUVDIANAARIUYY

JUN 4.7 SNuYEALRRVAINIVIARUNSYEEN N 240 Haakins Yesuullntiuudvisanunsiun

ANAnINEaU I TIRIERUATS U 90 % Tauean 10 %

NFUN 4.7 AmsdnnseusiabinaneLey (Crater wear) 8¢l 0.53 adluns wag 0.53
TadWns 1NN B. NNSANNIBUILIMEAU (Flank wear) ¥99ANRAAU7T 0.53 Jaawns

NN C. MSANNTDUISIURINAU (Flank wear) U99AUSAA1UgNe 0.8 Jadiuns
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1.4mm

A. N1sanunsausIuiAeLAY (Crater wear)

0.86 mm ! 0.86 mm

B. ANSANNIBUSIIURINAUYRIANAAAIUYIN  C. ANSANNTBUSIIURINAUVRIANAAAIUGEY
d' % U o d‘ a a 1 a A & @ 6
E‘U‘m 4.8 ANPULAUNANAINIVOFDUN TE8LNN 1,440 UAALUANT VDI U AT LA TIIAPUANS LU

ANANNEIU I IEAUAIS IUA 85 % LAUaan 15 %

1N3UN 4.8 ANSANNTOUSIURIANELAY (Crater wear) 8871 1.4 TaGUnT Uag 1.4

Y

TadLns 10NN B. N5ANNIaUSLIMREMAU (Flank wear) ¥99AURRAIUYIN 0.66 Aaakins

NN C. N15ANNTBUSIURINAU (Flank wear) U99ANAAA1WENE 0.8 Nadluss
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0.46 mm

A. NM5anVsaUSIIURIANeLAY (Crater wear)

0.66 mm

B. N158N%5aUSLIURINAUVDIANAAAIUYIN C. NNSANNTIUSHIURIVIAUVBIANAAATULE

JUN 4.9 SnuaeARnvaINSVIRgeUTITeye 840 Hadimns YesudulaBuuvisanunslud
ndnNRaINGnNEalavganieslf UAndelavevisasunslundiviaawnnislun 95 %

TAuaan 5 %

NFUN 4.9 Ansdnnseusinaiimeay (Crater wear) 8g#l 0.6 fafluns uag 0.46

a a

Jadas NN B. NIANUTDUSLIURAINAUVDIANAAAIUYIN 0.66 Aadlums 31 C. A5

ANNTOUSIURINAUVDIANFAAIUTNE 0.53 UaALUANT
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0.86 men

A. N1sANUsaUSIURIANeLAY (Crater wear)

B. N1SANVTAUSIIUAIVIAUVDIANAAAIUYIT  C. NISENUTBUSIIURINAUVIANAAA UG

'
=

JUN 4.10 SNunizAURAvRINSYIREBUNSTEE 720 Taains Yo uiladunavisanuenslug
MrdsanusnkdnnnElavizanviel UAnIdelaneisawunis lualivisamuaslua 90 %

lauaad 10 %

31n3UN 4.10 AMsENNTEUTIIMEIAIELAY (Crater  wear) 8871 0.86 UARLUAT WAL
0.73 §aaLAT 3NN B. NSANNTDUSHIURINAUVDIANAANIUVIT 0.73 Tadwuns 97nnn C.

NNSANNTOUSIURINAUVDIAUFANIUTGNE 0.6 UAALUANT
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0.8 mm

0.93 mm

A. N1sANUsaUSIURIANeLAY (Crater wear)

B. N1SANVTAUSLIUAIVIAUVDIANAAAIUVIT C. NMSANNITDUSHIURINAUVBIANANA UL

'
=

JUN 411 dnunpufinvainsmaaeunssesn 4,200 Haduns ekl sfiunusvisasmnslua
MndsanusnndnnnEdlazanel UAnmIdelaveisawuensluadiisawmunslun 85 %

lauoan 15 %

1NFUN 4.11 AMSANNTBUTIIURIAELAY (Crater wear) 9871 0.93 Tafluns uaz 0.8

a a

TadAs NN B. NMTENUTOUSIIAURINAUVDIANARAIUYIN 0.86 Hadlums 3nnw C. 1S

ANNTDUINURIVAUVDIAUAAAIULNY 0.73 NAALUAT



4.7 WANISNAFIUANUISIURITUIU

= a a :
19NN 4.2 ANMULTYURNITUIU

71

AULBHURTUY (um)

1avaasn (Co) 5% 10 % 15 %
wiudln (nalavgndnanviesluinng 3.45 3.07 3.65
UAINYEENALULATTIVIIAANTEUAT)
uHudln (Welanginanaelszng) 2.97 3.04 3.39

a
e ;
> TEE
8 '_'} -
= =
= R
= . — 4 oa X .
o ¥ M 9 WC ranTuunlv
=2 (S -
& 2 . .
& 3 ‘ B9 WC 1141
— .
.\.I T -'-.‘r 1
10% 5%
drunaulauean

JUN 4.12 n9mlanssis U AU

NFUN 4.12 UanmanInAgeUAMISEUR T UNUNTdIuNalauaadseiy Ussnauiy

'
A

5 %10 % Waz 15 % WU 5 % JUNUNNEAIN WC Nanduuntvdiiausesuuinnin

FuaNnEnNKind1 Fadldanuseuiinegi 3.45 um edrunaulaveadiiutudy

10 % wag 15 % anussuinanaadu 3.07 pm way 3.45 um dwmsuduauanusuduay

M LIMNEIAY wiudanndanvesUfuRn1suminedomalulagsvusnanseuns I

ANUSEUAINTIHLTAYNTINFUTEMEA



uni 5

N1sanNUsI9Na

o

ANSHAILINANN UNLATDILFAUIRLANE UL UIATINN LANZNINIARNUATS LUATINAR

Tudszina Fadulanenudntusisnszuiunisnwauidululszmea Tnleaudaaiuning

v

U3avs 99.90 % wanSausifivmu L vaifdunanszridaveisanuaslugiulanes
Tavead Unnguanisitessi

I1NNTIATIENANAN B VBINILaNEA8ITN1T Scanning Electron  Microscope
(SEM) wossssanun1ilud finunisuaasden 100 92lue Usingin wevisaimuansludad
yuALEndign 200 nm rsiitvualvgiUszanal 3,000 nm Feiisusedeutianay Tndidestu

UV Sunjung Kim, et al., (2013) [6] wag Yan Li, et al., (2009) [16] Felamafiduunn

@ a

anfign 150 nm Inguuindszanas 4,000 nm HIUNITUARLLEEA 100 flag wazdlsusna
nay

INNTIATILVRIAUTENOUTW A8 X — Ray diffraction (XRD) naan1sunaziden
100 $lus Usangin Tavgisunsudnlagisnisilada nsuadie s Ball Milling n13ans
Fedindunarioniuea anwsoadnnlangieanuasludls IndiRssfuanuiteves
R.Ahmed, et al., (2015) [17]

IINNITIATIENVUINRAENIINTEAIBVDRUNARILENY (Particle Size Distribution)
FrunsualasBendeds Ball Milling WWwan 100 F3lus wutwwerslavedvunndnas
lneivuinegsening 0.30 - 60 um Tneiinslangfidvunnszning 300 — 2,000 nm Junau
wilangdnngumilefinszareuvuldsnd IndiAssiusmAdeves TKagnaya, et al, (2014)
[20] dnwauznInszaeveNdlangyivaaua1slun Suunegsewing 200 - 2,000 nm 1Ju
naurslanzLNALEN NTYANELINBBNINIINNGL dnwazesnInsTedimuaiayeiy

MnmsnraeulasEdsgamaveskuiafuuifianuasludindnduanl nns
Ans1zilAssas19anIatuan (insert tool) #1833 Scanning Electron Microscope (SEM)
davene 10,000 wih wuilassasisganiadulumuinnsgiunisudndwudvisamuaisiun
sUsransuugunanemden fvuinogsening 100 - 300 nm dwlnainisdniGesasiane
nMsEaRnszviansuresisamunfludagilinumunsinnseldd wansindulassaied

fiauudegannunnsgIunsanduuaasludlndifisaiuauideves CAPoblano - Salas,
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et al,, (2014) [26]

nmsadeuAMLLTwesRuiinfuugaslusinananuddans (WO didnuasns
Taviz (WC) dnainviesufjifnisuming demaluladsvusaa (Aagdemnssumand) ua
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