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(a) workpiece : unsintered (b) workpiece : 600°C presintered
Fig. 1 Photographs of the cutting edge of in machining of unsintered and presintered low purity ALOs with
alloy steel tool <V=18m/min, F=0.imm/rev, D=0.5mm, T=3min, dry cutting>
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(a) K01, workpiece : 1100 Cunsintered (b) P10, workpiece : 800 presintered
Fig. 2 Photograph of the cutting edge of the cemented carbides, K01 and P10 in machining of presintered
AlLO:  <V=30m/min, F=0.imm/rev, D=0.5mm, T=30min, dry cutting>
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