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Table 1 Cutting conditions
Tool ¢ 6 Carbide endmill
Coating Diamond coating
Number of tooth 4
Cutting speed (m/min) 120
Feed rate (mm/tooth) 0.05
Radial depth of cut (mm) 0.25
Cutting method Upcut
Lubrication method Dry cutting
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Fig. 1 Comparison of consumed power and consumed
energy; The consumed energy is measured while
machining CPRP for 1400 mm
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Fig. 2 Comparison of tool life and surface roughness
after machining CFRP; The surface roughness is
measured at the cutting distance of 0.1 m and 213.5m
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Fig. 3 Comparison of emission of carbon dioxide at
different cutting speeds
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Evaluation of Environmental Performance in Cutting Process for Carbon Neutrality

Functional Material Processing Section; Noritaka KAWASEGI*!, and
Product and Function Evaluation Section; Toshinao HASHIBA *?

Carbon neutral production is required in industrial field to correspond to environmental issues. In this study, we investigated a

method to reduce emission amount of carbon dioxide in cutting process. As a result, it was found that the reduction in consumed

energy, due to the cutting time, is effective for the reduction in emission of carbon dioxide, in addition to the cutting performance, and

the cutting speed of 240 m/min showed superior result in terms of both cutting and environmental performances.
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