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Abstract
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This research paper presented driven rotary tool to improve the cutting mechanism in
machining of hard-to-cut material by reducing cutting force on tool rake face. In order to
compare the effects of the driven rotary tool and stationary tool with the same cutting
condition, the experiment was set up by preparing the rotary tool (round insert) that driven by
the spindle on CNC muititasking lathe. The results of experiments show that chips from driven
rotary tool were thinner than chips from stationary tool. Therefore, the cutting mechanism was
improved. That means the shear angle was increased leading to reduction of cutting force. At
cutting speed of 90 m/min the tool life of driven rotary tool is 34.12 times more than that of

the stationary tool.
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