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Several Notable Problems from Welded Tools with PVD Coating
ZHANG Er-geng , KONG Ling-chao
(Shanghai Institute of Technology, Shanghai 200233, China)

[Abstract] PVD coating is less applied to welded cutting tools. Based on author’s hands-on background, it paid

close attention to any problems from the coating of welded cutting tools, and above problems has been solved according-

ly. Thus welded cutting tools can be coated smoothly on the basis of some methods in context, raising greatly perform-

ance of it.
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Fig. 1 Part of welded cutting tool
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Fig. 2 Deformation disagreement for two welded materials
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Tab. 1 Hardness for various shank materials
after backfire at different temperature
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Fig. 3 Different coated welding lathe tool
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Fig. 6 Heating surface tuber after spraying

Fe-Al/Cr;C; composite coating
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