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Abstract Dissipation of the cutting heat through the cutting
tool assisted by the heat pipe is a new cooling method in metal
cutting. However, as an important indicator to evaluate the
cooling performance, the heat partition in the cutting process
for the heat pipe cutter has not been reported in the previous
publications. This investigation is concerned with the estima-
tion of the amount of heat flowing into the heat pipe cutter and
that dissipated by the heat pipe. The aim is to characterize the
heat partition of the heat pipe cutter and thus evaluate its
cooling performance. Experimental results are presented of
temperature measurements at the accessible positions on the
cutter during orthogonal cutting. With these measured temper-
atures, the finite different methods and an inverse procedure
are utilized to solve the heat flux loaded on the tool–chip
interface and the amount of heat flowing into each part of the
heat pipe cutter. It is shown that the installation of the heat pipe
increases the heat flowing into the tool; however, much greater
amount of heat can be dissipated by the heat pipe; this results in
the reduction of the temperature at tool–chip interface.

Keywords Cutting tool . Heat pipe . Cutting heat . Heat
partition . Inverse method

Nomenclature
Lh The heated length in the evaporator section

of the heat pipe (in millimeter)
Lc The cooling length in the condenser section

of the heat pipe (in millimeter)
α The bending angle (in degree)
Tw Temperature of the recycled water used in the

cooling system (in Kelvin or degree Celsius)

vc Cutting speed (in meters per minute)
ap Depth of cut (in millimeter)
f Feed (in millimeters per revolution)
T Temperature (in Kelvin or degree Celsius)
k Thermal conductivity (in watts per meter·

Kelvin)
ρ Density (in kilograms per cubic meter)
c Specific heat (in joules per kilogram·Kelvin)
q0 Intensity of inner heat source (in watts per

cubic meters)
h Surface convective heat transfer coefficients

(in watts per square meter·Kelvin)
hcs The surface heat transfer coefficient between

the heat pipe condenser and the recycled
water (in watts per square meter·Kelvin)

w(t) Heat flux loaded on the tool–chip interface
(watts per square meter)

Ym(t) The measured temperature reading at the
locations (xm, ym, zm) of the cutter (in Kelvin
or degree Celsius)

Tm[w(t)] The simulated temperature at the location
(xm, ym, zm) with respect to the assumed
heat flux magnitude w(t) (in Kelvin or
degree Celsius)

Jm(wn) The least square error between Tm(wn) and
Ym(t)

tc Cutting time (in second)
M Number of measured temperature extracting

points
Qf The work done in the secondary deformation

zone along the tool rake face (in joule)
Fγ The force component along the rake face,

(in newton)
Λha The chip thickness ratio
γ0 The rake angle (in degree)
Fc The main cutting force (in newton)
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Ff The axial cutting force (in newton)
Ac The tool–chip contact area on the insert

(in millimeter)
Estored The rate of the heat stored within the

control volume (in joules per second)
qx The heat conduction rate entering

the control volume from x direction
(in joules per second)

qx+dx The heat conduction rate existing the
control volume from x direction (in
joules per second)

Eq The heat generated within the control
volume (in joules per second)

(Tn+1−Tn) The temperature variation between the
increment n+1 and n

Qth The amount of heat stored in the
toolholder (in joule)

Sn The total time increment
En Total number of the grids of the

toolholder
Qhp The amount of heat dissipated by the

heat pipe, (in joule)
Vw The volume of water used in the

cooling system, (in cubic millimeter)
Es The rate of the heat dissipated through

the surface of the heat pipe condenser
(in joules per second)

β The heat partition coefficient entering
into the cutting tool due to frictional
heat source

Rhp The ratio of the heat dissipated by
the heat pipe to the heat flowing into
the cutting tool

Rth The ratio of the heat retaining in the
toolholder to the heat flowing into
the cutting tool

1 Introduction

Metal cutting is associated with high cutting temperature
and hence the thermal aspects of the cutting process have
serious consequences for both the tool and workpiece [1]. In
order to rapidly remove the cutting heat from the cutting
zone, the flooded cooling method is usually utilized in
traditional metal cutting. However, since the usage of cut-
ting fluid seriously degrades the environment quality and
increase the cost of machining, the reduction of convention-
al amounts of cutting fluid is strongly required in modern
manufacturing processes [2]. Investigation of new type of
green cooling method has been one of the emerging topics
related to production engineering in recent years [3].

The cutting tool assisted by heat pipe cooling presents an
effective choice of green cooling in the cutting process. A
heat pipe is a highly efficient heat conductor in which the
latent heat of evaporation is used to transport great amount
of heat in the presence of only small difference in temper-
ature. In addition, the heat pipe can operate without the need
for external power supply [4]. These unique properties sug-
gest that the heat pipe should be an ideal device for remov-
ing the heat from a cutting tool.

In recent years, the investigation related to the cutting
tool with heat pipe cooling has been carried out. Jen et al.
have carried out the experimental and numerical investiga-
tion to verify the feasibility and effectiveness of heat pipe
cooling in drilling operations; the results demonstrated that
using a heat pipe in the drilling process can effectively
extend the tool life of the drill [5–7]. Judd et al. [8] devel-
oped a turning tool with a round heat pipe embedded in the
toolholder and experimentally demonstrated that the heat
pipe helps to reduce the thermal elongation of the toolhold-
er. By using the experimental method and finite element
analysis, Haq and Tamizharasan [9] found that the installa-
tion of a heat pipe in the toolholder decreases the tempera-
ture at tooltip. Chiou et al. [10] also numerically verified
that the cutting temperature can be reduced by using a
turning tool with a heat pipe embedded in its insert. The
similar conclusion could be found in the work carried out by
Chou and Liu [11]. Based on the inverse heat conduction
method, the author and co-researchers [12] have quantita-
tively investigated the tool–chip interface temperature of the
cutter with a flat heat pipe attached on the insert rake face.
The calculated results also show that the tool–chip interface
temperature could be reduced for the cutter with heat pipe
cooling.

As for the heat pipe cutter, external cooling will decrease
its total thermal resistance and modify the heat partition of
the rake face heat source. Cooling will affect cutting tem-
perature in two ways. On one hand, cooling enhances the
heat dissipation of the tool, which reduces the tool surface
temperature. On the other hand, cooling will increases the
heat flowing into the tool and hence increases the cutting
temperature [13]. Therefore, determination of the heat par-
tition of the heat pipe cutter is of particular interest to
understand the effect of external cooling on the cutting
temperature, but the relevant research has not been found
in previous literatures.

This paper explores the characteristics of the cutting heat
partition for the turning tool with heat pipe cooling. The
focus of this work is to quantitatively estimate the amount of
heat flowing into the cutting tool and that dissipated by the
heat pipe. To achieve this, a combination of experiment
measurements and numerical analysis was adopted. The
temperatures at the accessible locations on the cutting tool
were measured experimentally using the artificial
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thermocouple method. With these measured temperatures,
the finite different methods and an inverse procedure are
utilized to solve the heat flux loaded on the tool–chip
interface and the amount of heat flowing into each part of
the cutting tool. The results in turning of AISI-1045 steel in
different cutting speeds are presented.

2 Experimental details

2.1 The cutter with heat pipe cooling

The common cutter and the cutter with heat pipe cooling used
for the investigation are shown in Fig. 1. The common cutter
used for the investigation is constituted by a P10 carbide (WC–
15 %TiC–6 %Co) insert, an insert fixture and a toolholder. The
cutter with heat pipe cooling was designed and fabricated
based on the common cutter. To install the heat pipe, a blind
hole with a diameter of 6 mm and depth of 18 mm, which
locates at 2 mm away from the tool tip, was EDMed in the
insert. To reduce the thermal contact resistance between the
heat pipe and the blind hole in the insert, the contact surface of
the heat pipe was polished and the high-thermal conductivity
grease was applied to the contact surface. In addition, the
condenser section of the heat pipe was deviated from the
toolholder to prevent the heat transfer between them.

The heat pipe used in this cutter was a round copper–
water heat pipe with a diameter of 6 mm and length of
150 mm. The thickness of the heat pipe was 0.65 mm, and
there were 55 straight grooves with a depth of 200 μm and
width of 150 μm in its inner wall. In order to obtain the best
heat transfer performance, the using parameters of the heat
pipe in water cooling condition were optimized before the
design of heat pipe cutter, given as follows: the heated
length in the evaporator section Lh018 mm, the cooling
length in the condenser section Lc020 mm, the bending
angle α05°, and the temperature of the water used for
cooling Tw075 °C [14].

The P10 carbide insert of these cutters has a specific heat
of 208 J/kg·K and a density of 11,700 kg/m3, respectively,
while those of the toolholder and insert fixture are 473 J/
kg·K and 7,801 kg/m3, respectively. The temperature-
dependent thermal conductivity of the insert and the tool-
holder are listed in Tables 1 and 2, respectively.

2.2 Experimental setup

The test setup used in the cutting experiments is shown in
Fig. 2a. The cutting tests were conducted on a CNC turning
lathe and performed dry. As for the heat pipe cutter, a recycled
water cooling system was mounted on the condenser section
of the heat pipe to remove the cutting heat and calorimetrically
measure the cutting heat dissipated by the heat pipe. The
cooling system consists of a recycled water container, a ther-
mos container, two insulation hoses, and a submersible pump.
The volume and the initial temperature of the water used in
this system were 1 L and 75 °C, respectively, and the water
flowing rate was fixed as 0.5 L/min.

The stand-alone temperature measurement system used in
the cutting test constituted six artificial K-type thermocouples
and a NI temperature acquisition module 9213. The schematic
illustration of the temperature extracting positions on the
cutters is shown in Fig. 2b. As for the common cutter, TC1
and TC3 are both on the rake face of the insert with TC1 close
to and TC3 away from the tool tip, the position of TC2 locates
on the flank face of the insert, and TC4 is placed on the
toolholder. As for the heat pipe cutter, TC1 and TC2 are
located on the insert rake face and flank face, respectively,
while the TC3 and TC4 are placed on the evaporator section
and condenser section of the heat pipe, respectively. In addi-
tion, TC 5 and TC6 locate in the recycled water container and
the thermos container, respectively, as shown in Fig. 2a. A
typical sample of the measured temperature at TC1, TC2,
TC3, and TC4 on the heat pipe cutter and the measured
temperature at TC5 and TC6 in the recycled water cooling
system are presented in Fig. 3a, b, respectively.
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Fig. 1 Schematic illustration of
a common cutter and b the
cutter with heat pipe cooling
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In order to compute the cutting power and further solve
the amount of heat generated in secondary deformation zone
in the cutting process, the cutting force was also measured in
the cutting test. A Kistler cutting force dynamometer model
9265-A1 was used to measure the three-component cutting
force. A typical cutting force sample is shown in Fig. 3c.

In addition, with the purpose of defining boundary condi-
tion at the tool–chip interface on the thermal model of the
cutter, the coating method was applied to measure the actual
tool–chip contact area on the insert in cutting process. Accord-
ing to this method, a layer of black paint with strong adhesive
ability and a high melting point of 600 °C was evenly coated
on the rake surface of the insert prior to the actual cutting test.
After machining, the black paint on the tool–chip contact area
would be scraped off, and the tool–chip interface can be
measured and recorded by a tool microscope with video
camera. A typical image of the tool–chip interface taken by
the coating method is presented in Fig. 3d.

The workpiece used in the experiment was an AISI-1045
steel cylindrical rod with a length of 500 mm and a diameter
of 100 mm. The experiments were conducted by varying the
cutting speed vc from 100 to 300 m/min with the fixed
cutting depth ap01.6 mm and feed rate f00.15 mm/rev.
For all cut, the cutting time tc was kept constant as 200 s.

3 Solution of heat flux on tool–chip interface

3.1 The 3D thermal model of cutters

The 3D thermal models of the common cutter and the heat
pipe cutter were developed for the temperature simulation
based on the predefined heat flux on the tool–chip contact
area. Figure 4 shows the schematic view of the thermal
models. By using temperature-dependent thermal proper-
ties, the 3D transient heat diffusion equation of these models
in Cartesian coordinates can be written as:

@2T

@x2
þ @2T

@y2
þ @2T

@z2
þ q0

k
¼ ρc

k
� @T
@t

ð1Þ

Where T is the temperature (in degree Celsius), k the thermal
conductivity (in watts per meter·Kelvin), q0 the intensity of

inner heat source (in watts per cubic meter), ρ the density (in
kilograms per cubic meter), and c the specific heat (in joules
per kilogram·Kelvin).

As for the common cutter, the initial condition is:

Tðx; y; z; 0Þ ¼ T1 ð2Þ
The boundary condition is:

� k
dT
dη

¼ hðT � T1Þ ð3Þ

In Eqs. 2 and 3, T∞ is the ambient temperature (in degree
Celsius), δΤ/δη the derivative of the temperature along the
outward drawn normal to the surface, and h the convective
heat transfer coefficients at the surface (in watts per square
meter·Kelvin).

As for the cutter with heat pipe cooling, the initial con-
dition is:

Tðx; y; z; 0Þ ¼ Tw ðheat pipeÞ
T1 ðother componentsÞ

�
ð4Þ

Where Tw is the initial temperature of the recycled water
in the cooling system.

The boundary condition is:

�k
dT
dη

¼ hcsðTcs � TwÞ ðsurface of the heat pipe condenserÞ
hðTs � T1Þ ðsurface of other componentsÞ

�
ð5Þ

Where hcs is the surface heat transfer coefficient between
the heat pipe condenser and the recycled water. Tcs is the
surface temperature of the heat pipe condenser. The rela-
tionship between hcs and Tcs can be obtained from the heat
pipe performance test [14], as shown in Fig. 5a.

The heat pipe was modeled as an entity with given
physical and thermal properties, the effect of temperature
on the effective thermal conductivity of the heat pipe is
shown in Fig. 5b [14].

For both cutters, the boundary condition in the tool–chip
contact area is:

� k
dT
dη

¼ wðtÞ ð6Þ

Table 1 Temperature-dependent thermal conductivity of the P10 carbide insert

Temperature (°C) 20 300 500 700 900 1,000 1,100 1,200

Conductivity (W/m·°C) 33.5 31.6 29.8 28.6 29.2 29.1 27.9 26.6

Table 2 Temperature-dependent thermal conductivity of the tool-holder and the insert fixture

Temperature (°C) 20 100 200 300 400 600

Conductivity (W/m·°C) 53.7 51.9 48.5 45.0 41.5 34.6
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Here w(t) is the heat flux loaded on the tool–chip inter-
face (in watts per square meter).

The tool–chip interfaces in these thermal models were
defined according to the experimental measured results in
Section 2.2. The thermal models were calculated by the soft-
ware ABAQUS 6.8, and all case of the simulations were based
on a constant time increment of 1 s for a cutting time of 120 s.

3.2 The inverse procedure

The solution of above models represents a direct problem, in
which the heat flux loaded on the tool–chip interface must be
predefined. Unfortunately, the heat flux over the tool–chip
interface is difficult to obtain directly in the turning process.

In this work, based on the measured temperature on the
accessible positions of the cutter in cutting process, the
unknown effective heat flux w(t) on the tool–chip interface

in steady cutting was solved by an inverse algorithm. As-
suming the distribution of heat flux on tool–chip interface is
uniform, the objective function of the inverse procedure can
be described as follows:

J ½wðtÞ� ¼
Ztc
t¼0

XM
m¼1

T ½xm; ym; zm; t;wðtÞ�
�Y ðxm; ym; zm; tÞ

( )2

dt

¼
Ztc
t¼0

XM
m¼1

Tm½wðtÞ� � Ymf g2dt ð7Þ

Here, Y(xm, ym, zm, t)0Ym(t) is the temperature readings
using thermocouple taken at the appropriate locations (xm,
ym, zm) on the cutters, T[xm, ym, zm, w(t)]0Tm[w(t)] is the
simulated temperature at the same locations with respect to
the assumed heat flux magnitude w(t), tc denotes the cutting
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time, and M denotes the number of measured temperature
extracting points.

By optimizing the unknown heat flux w(t) on the thermal
model to minimize the objective function J[w(t)], the effec-
tive heat flux on the tool–chip interface can be determined.
In this work, the conjugate gradient method was utilized in
the optimizing procedure. The corresponding optimizing
algorithm was programmed by FORTRAN, and the data
transformation between the optimizing code and ABAQUS
6.8 was established to solve above an inverse problem.

4 Solution of the heat flowing into each parts of the
turning tool

4.1 The amount of heat generated in secondary deformation zone

Heat generation at the secondary deformation zone is mainly
due to the friction in the tool–chip sliding contact. In this
study, since the tool employed has a 0° inclination angle and
0° lead angle, with a depth of cut sufficiently larger than the
feed and the tool nose radius, it is reasonable to apply
orthogonal cutting mechanics for the heat source analysis.

According to the orthogonal cutting model developed by
Shaw [15], the amount of heat generated due to the work

done in the secondary deformation zone along the tool rake
face is calculated by the following equation:

Qf ¼ Fgvc Λha=
� � � tc ð8Þ

Where Fγ is the force component along the rake face (in
newton), vc the cutting speed (in meters per second), Λha the
chip thickness ratio, and tc the cutting time. The force Fγ

could be calculated as follows:

Fg ¼ Fc sin g0 � Ff cos g0 ð9Þ
Whereγ0 is the rake angle; Fc and Ff is the main cutting

force (in newton) and axial cutting force (in newton), re-
spectively, which could be obtained from the cutting force
measurement test.

4.2 The amount of heat flowing into the cutting tool

Based on the effective heat flux magnitude w(t) solved by
the inverse procedure, the amount of heat flowing into the
cutters through the tool–chip interface could be calculated
as:

Qt ¼
Z tc

0
wðtÞ � Acdt ð10Þ

Here, tc is the cutting time and Ac is the tool–chip contact
area on the insert.

4.3 The amount of heat retaining in the toolholder

Based on the simulated results of the thermal models, the
amount of heat retaining in the toolholders could be solved.
The schematic illustration of the heat exchange of a hexahe-
dral control volume in the toolholder is presented in Fig. 6.
According to the first law of thermodynamics, the rate of the
heat stored within the control volume Estored is calculated by
following equation:

Estored ¼ qx þ qxþdx þ qy þ qyþdy þ qzþdz þ qz þ Eq

¼ ρthcthΔxΔyΔzðTnþ1 � TnÞ=Δt ð11Þ
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Fig. 4 The finite different models of a the common cutter and b the
cutter with heat pipe cooling
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Where, qx, qy, and qz, denote the heat conduction rate
entering the control volume from x, y, and z directions,
respectively, while qx+dx, qy+dy, and qz+dz denotes the heat
conduction rate existing the control volume from x, y, and z
directions, respectively. Eq is the rate of the heat generated
within the control volume. ρth is the density of the toolhold-
er, cth the specific heat of the toolholder, and (Tn+1−Tn) is
the temperature variation between the increment n+1 and n.

According to Eq. 11, the amount of heat retained in the
toolholder Qth could be obtained from the simulated result
of the thermal model, Qth is given by following equation:

Qth ¼
XSn�1

n¼0

XEn�1

i¼0

En
storediΔt

¼
XSn�1

n¼0

XEn�1

i¼0

ρth � cth � ðΔxiΔyiΔziÞ � ðTnþ1
i � Tn

i Þ ð12Þ

Where Sn denotes the total time increment, En the total
number of the grids of the toolholder, and i is the number of
the grid.

4.4 The amount of heat dissipated by the heat pipe

Both the calorimetric method and the numerical method
were utilized to measure the amount of heat dissipated by
the heat pipe Qhp in this study. The calorimetric method is
based on the temperature measurement experiment in the
Section 2.2. Assuming that the temperature variations at the
positions of TC5 and TC6 in Fig. 2a are ΔT5 and ΔT6,
respectively, Qhp can be calculated according to following
equation:

Qhp ¼ ρw � Vw � cw � ðΔT5 þΔT6Þ=2 ð13Þ
Where ρw is the density of water, Vw the volume of water

used in the cooling system, and cw the specific heat of water.
Based on the simulated results of the thermal models of

the heat pipe cutter, Qhp also can be solved. The schematic

illustration of the heat exchange of a control volume at the
surface of the heat pipe condenser is presented in Fig. 7.
According to the first law of thermodynamics, the rate of the
heat dissipated through the surface of the heat pipe condens-
er Es is calculated by following equation:

Es ¼ qx þ qxþdx þ qy þ qyþdy þ qz � Estored þ Eq

¼ hcsΔxΔyðTn
i � TwÞ=Δt ð14Þ

Where, hcs is the surface heat transfer coefficient between
the heat pipe condenser and the recycled water and Tw is the
temperature of the water.

Based on Eq. 14, the amount of heat dissipated by the
heat pipe Qhp can be calculated according to following
equation:

Qhp ¼
XSn�1

n¼0

XHn�1

i¼0

Esi
nΔt

¼
XSn�1

n¼0

XHn�1

i¼0

hcs � ðΔxiΔyiÞ � ðTn
i � TwÞ ð15Þ

Where Sn denotes the total time increment, Hn the total
number of the grids of at the surface of the heat pipe
condenser, and i is the number of the grid.

5 Result and discussion

5.1 The heat flux and temperature at tool–chip interface

As described in Section 3.2, with the measured temperatures
at the accessible positions on the cutter, the effective heat
flux magnitude and the temperature at tool–chip interface
can be solved based on the inverse procedure. As for the
heat pipe cutter, the temperature obtained at TC1, TC2, and
TC3 were used to establish the objective function of the
inverse procedure, while the temperature measured at TC4

x

y

z

hs (W/m2· K)

0 2
1

3

4

5x
y

z

x
y

qy+dy

qy

qx+dx

qz

qx

Es

Eq

z

heat transfer surface

Estored

Fig. 7 Schematic illustration of the heat exchange of a control volume
at the surface of the heat pipe condenser

x
y

z

0
21

3

46

5
x

y

qz+dz

qx

x
y

qx+dx

qy

qy+dy

qx

Estored

Eq

Fig. 6 Schematic illustration of the heat exchange of a control volume
in the toolholder

Int J Adv Manuf Technol (2013) 66:1931–1941 1937



was used as the purpose of verification. As for the common
cutter, the temperature obtained at TC1, TC2, and TC4 were
used to establish the objective function, while the tempera-
ture measured at TC3 was used as the checking temperature.

The estimated heat flux of the common cutter and heat pipe
cutter at the cutting speed vc0200 m/min are shown in Fig. 8b.
It can be observed that the solved effective heat flux magni-
tudew(t) for both cutters increase slightly with the cutting time

in a steady cutting process, but the w(t) for the common cutter
is lower than that of heat pipe cutter. The solved temperature
fields of the cutters at tc0200 s with respect to the estimated
heat flux are reported in Fig. 8a. It can be learned that the tool–
chip contact area of the cutters have the highest temperatures.
The maximum temperature at the tool–chip interface Tmax for
the common cutter is 1,021 °C, while that for the cutter with
heat pipe cooling is 910.8 °C.

The comparison of the measured and estimated tempera-
ture at TC1, TC2, and TC3 of the heat pipe cutter at the
cutting speed vc0200 m/min is illustrated in Fig. 9a–c,
respectively. It can be seen from these figures that they are
in good agreement. The relative error at TC1, TC2, and TC3
is calculated as ET103.84 %, ET205.59 %, and ET304.91 %,
respectively, where ETm is defined as:

ETm ¼
X200
t¼1

TmðtÞ � YmðtÞ
YmðtÞ

���� ����
 !

200=

" #
� 100% ð16Þ

In order to verify the accuracy of the present inverse
algorithm, the temperature at TC4 is calculated by using
the estimated heat flux. The comparison of the measured
and calculated temperature at TC4 is plotted in Fig. 8d. The
relative error is calculated as ET402.12 %.

The measured and estimated temperatures at TC1, TC2,
and TC4 of the common cutter at the cutting speed vc0
200 m/min are illustrated in Fig. 10a–c, respectively. The
comparison of the measured and calculated temperatures at
TC3 is plotted in Fig. 10d. The relative errors at TC1, TC2,
TC3, and TC4 are calculated as ET104.12 %, ET203.02 %,
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Fig. 9 The measured and
estimated temperature of the
heat pipe cutter at a TC1, b
TC2, c TC3, and d the
measured and calculated
temperatures (using estimated
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ET405.11 %, and ET305.62 %, respectively. This implies
that the present estimated heat flux is indeed the actual
drilling heat flux since the residual between the checking
and measuring temperatures are always within the reliable
range.

Figure 11a presents the effect of cutting speed on the
average heat flux magnitude bw between the cutting time 100
to 200 s, where bw is defined as follows:

bw ¼
X200
t¼100

wðtÞ
 !

100= ð17Þ

According to Fig. 11a, it can be seen that the value of bw
increase with the cutting speed for both cutters, generally, bw for
the cutter with heat pipe cooling is higher than that of common
cutter, especially in high-speed region, 250–300 m/min.

The effect of the cutting speed on the maximum tempera-
ture at tool–chip interface Tmax for two cutters is presented in
Fig. 11b. It shows that Tmax for both cutters increase gradually

with the cutting speed increase. Generally, Tmax of the com-
mon cutter is found to be significantly higher than that of heat
pipe cutter in all cutting speeds. This implies that the heat pipe
has a good cooling effect and it can be also found in Fig. 11b
that the Tmax of the common cutter is in good agreement with
that reported by Zhou [16], who reported a similar cutting
temperature trend using the tool work thermocouple method
in the same cutting condition. This validates the accuracy of
the inverse method used in this study.

5.2 Heat partition into each part of the cutters

The heat partition into the cutting tool due to frictional heat
source at the secondary deformation zone, β, is defined as
follows:

b ¼ Qt=Qf ð18Þ
Here, Qf is the amount of heat generated in secondary

deformation zone, which can be obtained from Eq. 8 stated
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in Section 4.1; Qt is the amount of heat flowing into the
cutting tool, which can be solved by Eq. 10 stated in Sec-
tion 4.2. The effect of cutting speed on β for the common
cutter and heat pipe cutter is presented in Fig. 12. It shows
that the value of β decrease with the cutting speed increase
for both cutters. This may be due to the fact that the shorter
contact time between the tool and chip in higher cutting
speed results in the reduction of cutting heat conducted into
the tool. Furthermore, it can be also observed in Fig. 12 that
the value of β for the heat pipe cutter is higher than that for
the common cutter in all cutting speed. This means that the
installation of the heat pipe increase the amount of heat
flowing into the tool, which may be attributed to the relative
lower thermal resistance of the heat pipe cutter.

As for the heat pipe cutter, the ratio of the heat dissipated
by the heat pipe to the heat flowing into the tool, Rhp, is
defined as follows:

Rhp ¼ Qhp=Qt ð19Þ
Here, Qhp is the amount of heat dissipated by the heat

pipe in cutting process. The Qhp, obtained from the numer-
ical method and calorimetric method stated in Section 4.4, is
shown in Fig. 13a. It is found that the numerical results have
a good agreement with the calorimetric measured results in
all cutting speed. This also validates the reliability of the
thermal model of the heat pipe cutter.

Figure 13b presents the effect of cutting speed on Rhp. It
shows that Rhp slightly decrease with increasing cutting
speed from 100 to150m/min, and increase gradually with
cutting speed within the high-speed region, and reaches
42 % at 300 m/min. This means that 42 % of the cutting
heat following into cutting tool can be dissipated through
the heat pipe embedded in the cutting tool at the cutting
speed of 300 m/min.

The ratio of the heat retaining in the toolholder to the
heat flowing into the cutting tool, Rth, is defined as
follows:

Rth ¼ Qth=Qt ð20Þ

Here, Qth is the amount of heat retaining in the toolhold-
er, which can be calculated from Eq. 12 stated in Section 4.3.
The effect of the cutting speed on Rth is presented in Fig. 14.
It is observed that Rth for the common cutter is more than
90 % in all cutting speed, while that for the heat pipe cutter
is much lower, only keep at 56–60 %. This implies that the
heat pipe embedded in the cutting tool significantly reduces
the heat retaining in the toolholder, especially in high cutting
speed. It is can hence supposed that the installation of the
heat pipe helps to reduce the thermal elongation of the
toolholder.
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6 Conclusions

Based on the results and discussions presented in this paper,
it can be concluded that:

1. Generally, in the same cutting condition, the average
heat flux magnitude for the heat pipe cutter is higher
than that of common cutter; however, the maximum
temperature at tool–chip interface for the heat pipe
cutter is significantly lower than that for the common
cutter.

2. For both cutters, the heat partition into the cutting tool
due to frictional heat source β decreases with the cutting
speed. The value of β for the heat pipe cutter is higher
than that for the common cutter in all cutting speed.

3. As for the heat pipe cutter, 36–42 % of the heat flowing
into the tool can be dissipated through the heat pipe.
Generally, the ratio of the heat dissipated by the heat
pipe to the heat flowing into the cutting tool Rhp

increases gradually with the cutting speed increase.
4. The installation of the heat pipe significantly reduces

the heat retaining in the toolholder. As for the common
cutter, the ratio of the heat retaining in the toolholder to
the heat flowing into the cutting tool Rth is more than
90 %, while that for the cutter with heat pipe cooling is
only 56–60 %.
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