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            초록
          
        

        
          Inconel is a representative super-alloy with excellent heat resistance, abrasion resistance, and corrosion resistance, and used as a material for key aerospace components. It is a difficult-to-cut material with a very short tool life owing to its low thermal conductivity, excellent high temperature strength, and excellent work hardening ability. In this study, machining characteristics were identified based on the entering angle in the Inconel 718 turning process. A finite element simulation was performed to derive the effective entering angle range to suppress notch wear, which is the main cause of end-of-tool life. Additionally, cutting temperature, stress, and pressure distribution were analyzed. Through comprehensive analysis of finite element simulations and machining experiments, an effective entering angle range was derived to suppress notch wear in the turning process of Inconel 718.
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