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Abstract: During machining processes, a high temperature is generated in the cutting zone due to
deformation of the material and friction of the chip along the surface of the tool. This high temperature
has a detrimental effect on the cutting tool, and for this reason, it is of the utmost importance to
assess the cutting temperature in real time during these processes. Despite all the advances and
investigation in this field, accurately measuring the cutting temperature remains a great challenge. In
this sense, this work intends to contribute to solving this problem by experimentally evaluating the
potential of the developed approach for embedding thermocouples into the rake face of cutting tools
for measuring cutting temperature in real time during dry turning of AISI 1045 steel for different
cutting parameters and comparing the obtained results with infrared thermography measurements at
the exact same point. A well-defined, smooth micro-groove with good surface quality was produced
by laser surface modification. Then a laser-welded K-type thermocouple was fixated in the micro-
groove with a MgO ceramic adhesive, ensuring protection from wear and chips, which allowed
the creation of WC-Co cutting inserts with the ability to measure cutting tool temperature with a
maximum error of 0.96%. Results showed that, despite yielding the same trend, the tool temperature
measured by the IR thermographic camera was always lower than the temperature measured by
the K-type embedded thermocouple. The proposed embedded thermocouple method proved to
be a reliable, precise, accurate, and cost-effective approach for real-time temperature measurement
capable of providing useful information for cutting parameter optimization, thus allowing increased
productivity and tool life.

Keywords: WC-Co cutting insert; cutting temperature; embedded thermocouple; infrared thermography;
temperature measurement; turning

1. Introduction

Machining processes are not yet completely understood due to the highly non-linear
nature of the process and the complex interaction between deformation and temperature [1].
During machining processes, it is estimated that approximately 90% of the mechanical
work applied to the workpiece is transformed into thermal energy, generating a very high
temperature in a small area of the cutting tool (cutting zone) [2–4]. This high temperature
strongly influences tribological phenomena and adhesion, tool wear, tool life, workpiece
surface integrity and quality, and chip formation mechanisms, leading to high operating
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costs and reduction of the end-product quality [1,5,6]. It is a well-proven fact that cutting
parameters, namely depth of cut (ap), feed (fn), and cutting speed (vc) have a distinct effect
on heat generation and, consequently, on the lifetime of cutting tools, with the cutting
speed having the greatest influence, followed by feed and depth of cut [7,8]. As the tool
wear increases, the generation of heat also tends to increase, due to a contact area increase
at the tool–chip and tool–workpiece interface because of flank and crater wear. This leads
to a reduction of the cutting process efficiency, therefore requiring more energy to perform
the cutting action, consequently leading to higher temperatures [1,9,10].

Therefore, it is of the utmost importance to accurately measure cutting temperature in
real time to effectively and adequately optimize cutting parameters and cutting fluid flow
for minimizing heat generation, temperature, and tool wear [9,11].

Despite all the technological advances and intensive investigation in this field, accu-
rately measuring cutting temperature during machining processes still remains a great
challenge, mainly due to workpiece or cutting tool movement, small contact areas involved,
chip obstruction on the rake face, and large wear mechanisms [12,13].

Temperature measurement methods can be divided into two main categories: conduc-
tion and radiation. For conduction, interaction of energy among the particles from higher
energy to lower energy occurs, while radiation methods depend upon the emissivity and
temperature of the body surface [14]. These methods include embedded, tool-work, tra-
verse, single-wire and thin-film thermocouple, thermal paints, fine powders, PVD coatings,
metallographic methods, infrared (IR) pyrometry, and infrared thermography. Despite all
the available methods, none can be considered flawless and able to provide accurate results
in all situations, each having its own advantages and disadvantages [2,9,15].

Thermocouple methods are among the most widely used for measuring tempera-
ture during machining processes because of their low cost, robust nature, simplicity of
installation, and capability to operate over a wide temperature range [6,16]. Temperature
measurement by a thermocouple is based on the Seebeck effect, i.e., a small thermoelectric
current (emf) is generated when two dissimilar metals, alloys or nonmetals are joined
at one end (hot junction), and at the other end (cold junction), the open circuit voltage
or Seebeck voltage is measured. This voltage is a function of the temperature difference
between the hot and cold junctions, as well as the Seebeck coefficients of the two materials
used [17,18]. Among these, the embedded thermocouple method was stated to be one
of the most advantageous, since the creation of micro-grooves/holes for thermocouple
allocation in the cutting tool allows the achievement of reliable thermocouple protection
from flowing chips, as well as a rapid temperature response [19,20].

Chen et al. [21] employed the embedded thermocouple method to measure the peak
temperature on machined surfaces in hard turning of hardened steels. A K-type ther-
mocouple was placed in a micro-groove machined cavity, right behind the cutting edge
in the flank face, and protected with welded aluminum. Zhao et al. [22] measured the
internal temperature variation in orthogonal cutting of Inconel 718 with uncoated and
coated WC-Co cutting tools by using an embedded K-type thermocouple placed in a hole
drilled by electrical discharge machining. Xie et al. [23] used the embedded thermocouple
method to evaluate the influence of micro-groove shape and size on rake face temperature
during dry turning of titanium alloy with non-coated cutting tools. Thermocouples were
installed in blind holes at 0.6 mm distance from the tool rake face. Campidelli et al. [24]
developed a Bluetooth wireless transmission system capable of monitoring the temperature
during milling of AISI D2 steel with a tungsten carbide cutting tool by embedding a K-type
thermocouple in a fabricated tool hole.

Infrared thermography is another method widely used for cutting temperature mea-
surement, due to its ability to visualize thermal gradients, operate without contact, and
fast response. However, the accuracy of this method is highly dependent on the optical
properties of the target object, cannot be used when cutting fluid is employed, and chip
obstruction makes it difficult to measure the temperature at the tool-chip interface [25,26].
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Heigel et al. [27] measured the temperature at the tool–chip interface with an infrared
thermographic camera while machining Ti-6Al-4V with a transparent cutting tool. This
allowed measurement of the radiant temperature near the cutting edge, as well as obser-
vation of the chip curl and breakage. Hao et al. [28] compared the cutting temperature of
uncoated and TiAlN coated cutting tools in orthogonal cutting of H13 hardened steel by
using an IR thermographic camera. Ramirez–Nunez et al. [29] used infrared thermography
to develop a smart sensor for the timely detection of tool rupture in the milling process in
dry and with coolant conditions, being the smart sensor capable of providing heat curves,
the thermogram, and the thermogram’s average acquired during the monitoring of the
cutting process. Pratas et al. [30] monitored the temperature during face milling of an
Inconel 718 workpiece with a diamond coated cemented carbide end mill by infrared
thermography and compared it with a boron doped diamond-based thermistor fabricated
by HFCVD.

Additionally, other methods have been employed for rake face cutting temperature
measurement. Li et al. [20] reported a novel fabrication process for embedding K-type thin-
film thermocouples into the rake face of cemented carbide cutting tools. Kesriklioglu et al. [31]
fabricated thin-film thermocouples in a commercially available tungsten carbide cutting
insert rake face for accurately measuring the tool–chip interface temperature during turning
of AISI 1040 steel. Han et al. [32] obtained the real-time temperature in the cutting edge
during turning by using a near-infrared fiber-optic two-color pyrometer inserted into a
micro-hole below the tool rake face. Saelzer et al. [33] utilized a small two-color fiber-optic
pyrometer with a diameter of 330 µm to directly measure the tool rake face temperature in
orthogonal cutting of AISI 1045 steel and Ti-6Al-4V by preparing a workpiece with three slots
for locally and temporarily interrupting the chip and, consequently, allowing measurement
of the rake face tool temperature. This strategy was then employed by Afrasiabi et al. [34]
to validate the results obtained by numerical simulation.

In this study, an embedded K-type thermocouple approach was developed for rake
face cutting tool temperature measurement during dry turning of AISI 1045 steel. This
approach differs from other embedded thermocouple studies reported in the literature
because it doesn’t resort to the creation of holes through the cutting tool, that can weaken
the overall tool strength, to measure the temperature in the rake face [16,22,24,35,36].
Different cutting parameters were evaluated to assess tool temperature, with the obtained
results being compared with infrared thermography measurements at the exact same point,
thus providing useful information for cutting parameter optimization and, consequently,
allowing increased tool life and productivity.

2. Materials and Methods
2.1. Concept Design

Cemented carbides, notably WC-Co, are the most widely used materials for cutting
tools due to their inherent high hardness, toughness, and wear resistance [37,38]. For this
reason, uncoated WC-Co commercial cutting inserts (CNMG 120408-GS, Palbit S.A., Branca,
Portugal) were chosen to be used in this study. A K-type thermocouple was selected to be
embedded in the rake face as close as possible to the cutting edge, but outside the cutting
zone so as to not affect the cutting process. As shown in Figure 1, the thermocouple tip
was placed at 2.9 mm from the cutting edge in a micro-groove produced specially for
this purpose. High-temperature ceramic adhesive was used for thermocouple protection,
insulation, and fixation in the micro-groove.
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Figure 1. Schematic representation of the K-type embedded thermocouple WC-Co insert.

2.2. Micro-Groove Production

A Nd:YVO4 fiber laser (XM-30D, XianMing Laser, Liaocheng, China) with a maximum
working power of 30 W, a laser spot size of 10 µm, a pulse width of approximately 10 µs,
and a wavelength of 1064 nm was used to produce a micro-groove on the rake face of the
WC-Co cutting inserts. The micro-groove was defined by using a computer-aided design
system, with the laser parameters being optimized to obtain suitable dimensions for further
thermocouple embedding and a better surface quality and smoothness. This process led to
the selection of the parameters presented in Table 1. During laser processing, a jet of air was
used to remove the produced debris and then all samples were ultrasonically cleaned in
isopropyl alcohol for 5 min and airdried to remove any remaining debris and contaminants
resulting from the process.

Table 1. Laser parameters used for micro-groove production.

Parameter Value

Laser power (W) 30

Scan speed (mm/s) 2000

Number of passages 150

Pulse repetition rate (kHz) 20

Wobble diameter (mm) 0.5

Wobble distance (mm) 0.02

2.3. Embedded Thermocouple Production and Calibration

K-type thermocouples were manufactured by laser welding (LM-DVO 100, Sisma,
Vicenza, Italy) the positive and negative leg wires (0.13 mm diameter), thus creating the
hot junction. To ensure the thermocouple fixation in the micro-groove, as well as insulation
between the thermocouple and insert material and thermocouple protection from wear and
chips, a MgO ceramic adhesive (Resbond 906, Final Advance Materials, Didenheim, France)
with a maximum working temperature of 1650 ◦C was used. The characteristics of MgO,
such as high dielectric strength, durability, malleability, quick response to temperature
fluctuations, mechanical stability at high temperatures, and extremely high melting point



J. Manuf. Mater. Process. 2023, 7, 50 5 of 12

(2852 ◦C), make it the preferred option for thermocouple insulation material in a multitude
of temperature measurement applications [39,40].

The WC-Co inserts with the laser-welded K-type embedded thermocouple in the rake
face were then calibrated by using PREZYS T-25N equipment. For the calibration tests,
heating from 25 to 125 ◦C and then cooling from 125 ◦C to 25 ◦C at intervals of 10 ◦C with a
stabilization time of 240 s for each step were performed.

2.4. Tool Temperature Measurement

The WC-Co cutting inserts with a K-type embedded thermocouple were then used to
assess the tool temperature during single pass dry turning of AISI 1045 steel for different
cutting parameters (see Table 2). These tests were carried out in a lathe machine (Leopard I,
Gornati, Legano, Italy) for an evaluation length of 150 mm; the thermocouples were
connected to a National Instruments signal acquisition system module (NI 9213), and three
tests were performed for each experiment.

Table 2. Dry turning tests cutting parameters.

Experiment Cutting Speed (m/min) Feed (mm/rev) Depth of Cut (mm)

1 40

0.246

1

2 70 1

3A 130 1

3B 130 2

4 160 1

Simultaneously, the temperature was monitored by an IR thermographic camera (FLIR
E60, Teledyne FLIR, Wilsonville, OR, USA) that was placed above the tool rake face to
measure the same exact point as the embedded thermocouple. The emissivity of an object is
a crucial parameter when determining its temperature by IR thermography, the emissivity
being dependent on the composition of the material and its temperature. Based on the
literature [41–43], and since, in this study, uncoated WC-Co cutting inserts were used, thus
presenting a matt surface, a value of 0.90 was defined for the emissivity. The temperature
registered by the IR thermographic camera was then correlated with the temperature
measured by the embedded thermocouple over the machining time.

3. Results and Discussion

In the present study, a micro-groove was produced on the rake face of uncoated WC-
Co cutting inserts by laser surface modification in order to embed a K-type thermocouple
for tool temperature measurement during dry turning of AISI 1045 steel. As shown in
Figure 2a,b, the produced micro-groove matched the defined design (see Figure 1), being
well-defined, smooth, and with good surface quality. Additionally, no microcracks, spatter,
and heat-affected zones were observed, allowing to conclude that the laser parameters
for micro-groove production were properly selected so as to not affect the cutting insert
properties. The micro-groove surface exhibited some scanning marks, due to the action
of the laser, which is potentially beneficial for the embedding process. As reported in the
literature, surface roughening plays an important role in the bonding strength, since a
larger bonding area contributes to a strength increase of the adhesive joint [44,45].

Figure 2c depicts the micro-groove surface topography analyzed by 3D optical pro-
filometry, and the micro-groove profile is shown in Figure 2d. The laser parameters,
presented in Table 1, were chosen to obtain a groove capable of guaranteeing a successful
embedding of the K-type thermocouple, with an achieved micro-groove width and depth
of 468.0 ± 7.7 µm and 439.3 ± 19.9 µm, respectively.
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Laser welding proved to be a viable method for thermocouple production, since it
was able to form a strong hot junction with a spherical shape, as shown in Figure 3a. This
type of junction, exposed junction, allied with the high thermal conductivity of the MgO
ceramic adhesive, allows greater sensitivity and quicker response time when compared to
an insulated or grounded junction [46,47]. A hot junction diameter of approximately 250 µm
was obtained, which is in line with the desirable dimensions to be fitted in the produced
micro-groove. In Figure 3b it is possible to observe the K-type embedded thermocouple in
the WC-Co cutting insert with the high temperature MgO ceramic adhesive.
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Figure 4 shows the temperature measured by the K-type embedded thermocouple in
comparison with the reference thermocouple during the calibration test. To evaluate the
reproducibility, three tests were performed in different WC-Co cutting inserts, showing
the measurements’ repeatable results. For the evaluated temperature range, a maximum
error of ±1.2 ◦C was found, representing an error of 0.96% of the maximum temperature
measured by the system (125 ◦C), which attests to the reliability and accuracy of the laser
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welding and embedding processes for producing WC-Co cutting tools capable of measuring
cutting temperature in real time.
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The influence of different cutting parameters, namely cutting speed and depth of cut,
on the tool temperature during turning of AISI 1045 steel was measured by the developed
K-type embedded thermocouple and the obtained results were compared with infrared
thermography measurements at the exact same point.

Figure 5 depicts the effect of cutting speed variation on the tool temperature for both
methods at a constant depth of cut of 1 mm. As expected, the higher the cutting speed,
the higher the tool temperature generation, with both methods producing this outcome.
However, despite yielding the same trend, as depicted by curve fitting, the tool temperature
measured by the IR thermographic camera was always lower than the temperature mea-
sured by the K-type embedded thermocouple. This is due to some difficulties encountered
during the measurement process, such as chip obstruction of the measuring point and/or
a defined value of emissivity that was lower than the real one, which leads to a lower
temperature reading by the IR thermographic camera [16]. Additionally, there is a tool
temperature increase with the machining time, but a tendency to reach an equilibrium
temperature is observed if the cutting time is long enough.

At the end of the evaluation length, cutting is halted, leading to a sudden decrease
in temperature, with the maximum tool temperatures measured by the K-type embedded
thermocouple being 178.07 ◦C, 246.65 ◦C, 256.36 ◦C, and 327.25 ◦C, for cutting speeds of
40 m/min, 70 m/min, 130 m/min, and 160 m/min, respectively. The similar maximum
tool temperature obtained for cutting speeds of 70 m/min and 130 m/min, was due to the
evaluation length not being enough to reach the temperature equilibrium, since a higher
cutting speed leads to a lower machining time, meaning that higher cutting speeds need
more time to reach the maximum tool temperature. As shown in Figure 5, the maximum
tool temperature was reached for experiment 2 at 86.2 s of machining time, while for
experiment 3A, the same temperature occurred at 40.0 s of machining time. It is also worth
mentioning that for experiment 4, only 15.0 s were necessary to reach this temperature,
while for experiment 1, the evaluation length was not sufficient.

In Figure 6, the effect of depth of cut variation on the tool temperature, for both
methods, is shown for a constant cutting speed of 130 m/min. It is possible to observe
that the tool temperature increased with the depth of cut increase, since a higher cutting
depth leads to more material being deformed, leading to a higher heat generation in the
cutting zone. Maximum tool temperatures of 256.36 ◦C and 340.03 ◦C were measured by
the K-type embedded thermocouple for a depth of cut of 1 mm and 2 mm, respectively.
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The IR thermographs obtained over some machining times and the embedded ther-
mocouple measurements show that the cutting tool heated up very quickly in the initial
seconds, but over the machining time, this rate tended to decrease (see Figure 7). Addition-
ally, this rate of temperature rise increased as the cutting speed and cutting depth increased,
as shown in Figures 5 and 6. In Figure 7, it is also possible to observe the temperature
distribution over the tool’s surface, the chip formation, the K-type embedded thermocouple,
the workpiece, and the cutting zone.

By comparing both measurement methods, it is possible to conclude that the obtained
results highlight some of the disadvantages of the infrared thermography method, since
smooth, accurate, and reproducible measurements were difficult to obtain. On the other
hand, the proposed embedded thermocouple method seems to be a reliable, precise, ac-
curate, and cost-effective approach for real-time temperature measurement. These results
also allow us to conclude that the MgO ceramic adhesive ensured efficient thermocouple
fixation as well as insulation and protection from wear and chips.
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4. Conclusions

• Laser surface modification was able to produce a well-defined, smooth micro-groove with
good surface quality matching the defined design for subsequent thermocouple embedding.

• The laser parameters used in this work were properly selected to not affect the cutting
insert properties, since no microcracks, spatter, or heat-affected zones were observed.

• Laser welding proved to be a viable approach for producing reliable, accurate, and
precise K-type thermocouples with a maximum error of 0.96% of the evaluated tem-
perature and achieving a hot junction diameter of approximately 250 µm.

• WC-Co cutting inserts with the ability to measure cutting tool temperature in real
time, with great sensitivity, quick response time, as well as protection from wear and
chips, were obtained.

• Despite yielding the same trend, the tool temperature measured by the IR thermo-
graphic camera was always lower than the temperature measured by the K-type
embedded thermocouple.

• Maximum tool temperatures of 178.07 ◦C, 246.65 ◦C, 256.36 ◦C, and 327.25 ◦C were
measured by the K-type embedded thermocouple for cutting speeds of 40 m/min,
70 m/min, 130 m/min, and 160 m/min, respectively.

• Regarding the depth of cut, maximum tool temperatures of 256.36 ◦C and 340.03 ◦C
were measured by the K-type embedded thermocouple for a depth of cut of 1 mm and
2 mm, respectively.

• The IR thermographs obtained over some machining times and the embedded ther-
mocouple measurements showed that the cutting tool heated up very quickly in the
initial seconds of turning, but over the machining time, this rate tended to decrease.

• The proposed embedded thermocouple method was shown to be a reliable, precise,
accurate, and cost-effective approach for real-time temperature measurement, thus pro-
viding useful information for cutting parameter optimization, and allowing increased
productivity and tool life.

• Additional studies will be performed to develop a reliable approximation of the
temperature in the cutting edge by correlating the obtained results in this study with
numerical simulations and/or analytical modeling. Additionally, the influence of
tool wear, tool coatings, and tool geometry on the tool temperature measured by the
approach developed in this study are other research lines that can contribute to the
knowledge in this field.
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16. Kus, A.; Isik, Y.; Çakir, M.C.; Coşkun, S.; Özdemir, K. Thermocouple and Infrared Sensor-Based Measurement of Temperature
Distribution in Metal Cutting. Sensors 2015, 15, 1274–1291. [CrossRef]

http://doi.org/10.1016/j.ijmachtools.2005.07.024
http://doi.org/10.1016/j.ymssp.2020.107302
http://doi.org/10.1007/s00170-020-06155-3
http://doi.org/10.1007/s40430-017-0869-7
http://doi.org/10.1016/j.sna.2018.07.017
http://doi.org/10.1016/j.applthermaleng.2018.07.107
http://doi.org/10.1007/s00170-022-08957-z
http://doi.org/10.1007/s00170-020-05404-9
http://doi.org/10.1016/j.measurement.2018.09.074
http://doi.org/10.3390/app12136583
http://doi.org/10.1016/j.applthermaleng.2015.03.083
http://doi.org/10.1016/S0301-679X(01)00068-8
http://doi.org/10.3390/s150101274


J. Manuf. Mater. Process. 2023, 7, 50 11 of 12

17. Kucharski, J. Thermocouple Temperature Sensors. In Microcontroller-Based Temperature Monitoring and Control; Ibrahim, D., Ed.;
Newnes: Southampton, UK, 2002; pp. 63–85.

18. Morris, A.; Langari, R. Temperature Measurement. In Measurement and Instrumentation, 2nd ed.; Morris, A.S., Langari, R., Eds.;
Butterworth-Heinemann: Oxford, UK, 2016; pp. 407–461.

19. Li, T.; Shi, T.; Tang, Z.; Liao, G.; Duan, J.; Han, J.; He, Z. Real-time tool wear monitoring using thin-film thermocouple. J. Mater.
Process. Technol. 2020, 288, 116901. [CrossRef]

20. Li, J.; Tao, B.; Huang, S.; Yin, Z. Cutting tools embedded with thin film thermocouples vertically to the rake face for temperature
measurement. Sens. Actuators A Phys. 2019, 296, 392–399. [CrossRef]

21. Chen, L.; Tai, B.L.; Chaudhari, R.G.; Song, X.; Shih, A.J. Machined surface temperature in hard turning. Int. J. Mach. Tools Manuf.
2017, 121, 10–21. [CrossRef]

22. Zhao, J.; Liu, Z.; Shen, Q.; Wang, B.; Wang, Q. Investigation of Cutting Temperature during Turning Inconel 718 with (Ti,Al)N
PVD Coated Cemented Carbide Tools. Materials 2018, 11, 1281. [CrossRef]

23. Xie, J.; Luo, M.; Wu, K.; Yang, L.; Li, D. Experimental study on cutting temperature and cutting force in dry turning of titanium
alloy using a non-coated micro-grooved tool. Int. J. Mach. Tools Manuf. 2013, 73, 25–36. [CrossRef]

24. Campidelli, A.F.V.; Lima, H.V.; Abrão, A.M.; Maia, A.A.T. Development of a wireless system for milling temperature monitoring.
Int. J. Adv. Manuf. Technol. 2019, 104, 1551–1560. [CrossRef]

25. Goyal, A.; Dhiman, S.; Kumar, S.; Sharma, R. A study of experimental temperature measuring techniques used in metal cutting.
Jordan J. Mech. Ind. Eng. 2014, 8, 82–93.

26. Saez-De-Buruaga, M.; Soler, D.; Aristimuño, P.; Esnaola, J.; Arrazola, P. Determining tool/chip temperatures from thermography
measurements in metal cutting. Appl. Therm. Eng. 2018, 145, 305–314. [CrossRef]

27. Heigel, J.; Whitenton, E.; Lane, B.; Donmez, M.; Madhavan, V.; Moscoso-Kingsley, W. Infrared measurement of the temperature at
the tool–chip interface while machining Ti–6Al–4V. J. Mater. Process. Technol. 2017, 243, 123–130. [CrossRef]

28. Hao, G.; Liu, Z.; Liang, X.; Zhao, J. Influences of TiAlN coating on cutting temperature during orthogonal machining H13
hardened steel. Coatings 2019, 9, 355. [CrossRef]

29. Ramirez-Nunez, J.A.; Trejo-Hernandez, M.; Romero-Troncoso, R.J.; Herrera-Ruiz, G.; Osornio-Rios, R.A. Smart-sensor for tool-
breakage detection in milling process under dry and wet conditions based on infrared thermography. Int. J. Adv. Manuf. Technol.
2018, 97, 1753–1765. [CrossRef]

30. Pratas, S.; Silva, E.L.; Neto, M.A.; Fernandes, C.M.; Fernandes, A.J.S.; Figueiredo, D.; Silva, R.F. Boron Doped Diamond for
Real-Time Wireless Cutting Temperature Monitoring of Diamond Coated Carbide Tools. Materials 2021, 14, 7334. [CrossRef]
[PubMed]

31. Kesriklioglu, S.; Arthur, C.; Morrow, J.D.; Pfefferkorn, F.E. Characterization of Tool–Chip Interface Temperature Measurement
with Thermocouple Fabricated Directly on the Rake Face. J. Manuf. Sci. Eng. 2019, 141, 091008. [CrossRef]

32. Han, J.; Cao, K.; Xiao, L.; Tan, X.; Li, T.; Xu, L.; Tang, Z.; Liao, G.; Shi, T. In situ measurement of cutting edge temperature in
turning using a near-infrared fiber-optic two-color pyrometer. Meas. J. Int. Meas. Confed. 2020, 156, 107595. [CrossRef]

33. Saelzer, J.; Berger, S.; Iovkov, I.; Zabel, A.; Biermann, D. In-situ measurement of rake face temperatures in orthogonal cutting.
CIRP Ann. 2020, 69, 61–64. [CrossRef]

34. Afrasiabi, M.; Saelzer, J.; Berger, S.; Iovkov, I.; Klippel, H.; Röthlin, M.; Zabel, A.; Biermann, D.; Wegener, K. A Numerical-
Experimental Study on Orthogonal Cutting of AISI 1045 Steel and Ti6Al4V Alloy: SPH and FEM Modeling with Newly Identified
Friction Coefficients. Metals 2021, 11, 1683. [CrossRef]

35. Bagherzadeh, A.; Budak, E. Investigation of machinability in turning of difficult-to-cut materials using a new cryogenic cooling
approach. Tribol. Int. 2018, 119, 510–520. [CrossRef]

36. Zhang, J.; Liu, Z.; Xu, C.; Du, J.; Su, G.; Zhang, P.; Meng, X. Modeling and prediction of cutting temperature in the machining of
H13 hard steel of multi-layer coated cutting tools. Int. J. Adv. Manuf. Technol. 2021, 115, 3731–3739. [CrossRef]

37. Guimarães, B.; Guedes, A.; Fernandes, C.; Figueiredo, D.; Bartolomeu, F.; Miranda, G.; Silva, F. WC-Co/316L stainless steel
joining by laser powder bed fusion for multi-material cutting tools manufacturing. Int. J. Refract. Met. Hard Mater. 2023,
112, 106140. [CrossRef]

38. Guimarães, B.; Silva, J.; Fernandes, C.; Figueiredo, D.; Carvalho, O.; Miranda, G.; Silva, F. Understanding drop spreading
behaviour on WC-10wt%Co cutting tools—An experimental and numerical study. Colloids Surf. A Physicochem. Eng. Asp. 2022,
637, 128268. [CrossRef]

39. Liu, H.; Mao, X.; Cui, J.; Jiang, S.; Zhang, W. Investigation of high temperature electrical insulation property of MgO ceramic
films and the influence of annealing process. Ceram. Int. 2019, 45, 24343–24347. [CrossRef]

40. Hornak, J.; Trnka, P.; Kadlec, P.; Michal, O.; Mentlík, V.; Šutta, P.; Csányi, G.M.; Tamus, Z. Magnesium Oxide Nanoparticles:
Dielectric Properties, Surface Functionalization and Improvement of Epoxy-Based Composites Insulating Properties. Nanomaterials
2018, 8, 381. [CrossRef]

41. Hou, J.; Zhou, W.; Duan, H.; Yang, G.; Xu, H.; Zhao, N. Influence of cutting speed on cutting force, flank temperature, and tool
wear in end milling of Ti-6Al-4V alloy. Int. J. Adv. Manuf. Technol. 2013, 70, 1835–1845. [CrossRef]

42. Ivester, R.W. Tool temperatures in orthogonal cutting of alloyed titanium. Trans. N. Am. Manuf. Res. Inst. SME 2011, 39, 253–259.
43. Kieruj, P.; Przestacki, D.; Chwalczuk, T. Determination of emissivity coefficient of heat-resistant super alloys and cemented

carbide. Arch. Mech. Technol. Mater. 2016, 36, 30–34. [CrossRef]

http://doi.org/10.1016/j.jmatprotec.2020.116901
http://doi.org/10.1016/j.sna.2019.07.043
http://doi.org/10.1016/j.ijmachtools.2017.03.003
http://doi.org/10.3390/ma11081281
http://doi.org/10.1016/j.ijmachtools.2013.05.006
http://doi.org/10.1007/s00170-019-04088-0
http://doi.org/10.1016/j.applthermaleng.2018.09.051
http://doi.org/10.1016/j.jmatprotec.2016.11.026
http://doi.org/10.3390/coatings9060355
http://doi.org/10.1007/s00170-018-2060-4
http://doi.org/10.3390/ma14237334
http://www.ncbi.nlm.nih.gov/pubmed/34885488
http://doi.org/10.1115/1.4044035
http://doi.org/10.1016/j.measurement.2020.107595
http://doi.org/10.1016/j.cirp.2020.04.021
http://doi.org/10.3390/met11111683
http://doi.org/10.1016/j.triboint.2017.11.033
http://doi.org/10.1007/s00170-021-07417-4
http://doi.org/10.1016/j.ijrmhm.2023.106140
http://doi.org/10.1016/j.colsurfa.2022.128268
http://doi.org/10.1016/j.ceramint.2019.08.151
http://doi.org/10.3390/nano8060381
http://doi.org/10.1007/s00170-013-5433-8
http://doi.org/10.1515/amtm-2016-0006


J. Manuf. Mater. Process. 2023, 7, 50 12 of 12

44. van Dam, J.P.B.; Abrahami, S.; Yilmaz, A.; Gonzalez-Garcia, Y.; Terryn, H.; Mol, J. Effect of surface roughness and chemistry on
the adhesion and durability of a steel-epoxy adhesive interface. Int. J. Adhes. Adhes. 2019, 96, 102450. [CrossRef]

45. Katainen, J.; Paajanen, M.; Ahtola, E.; Pore, V.; Lahtinen, J. Adhesion as an interplay between particle size and surface roughness.
J. Colloid Interface Sci. 2006, 304, 524–529. [CrossRef]

46. Labfacility. Thermocouple Theory and Practice. In Thermoelectrics Handbook; Labfacility: Sussex, UK, 2006; pp. 10–40.
47. Duff, M.; Towey, J. Two Ways to Measure Temperature Using Thermocouples Feature Simplicity, Accuracy, and Flexibility. Analog.

Dialogue 2010, 44, 1–6.

Disclaimer/Publisher’s Note: The statements, opinions and data contained in all publications are solely those of the individual
author(s) and contributor(s) and not of MDPI and/or the editor(s). MDPI and/or the editor(s) disclaim responsibility for any injury to
people or property resulting from any ideas, methods, instructions or products referred to in the content.

http://doi.org/10.1016/j.ijadhadh.2019.102450
http://doi.org/10.1016/j.jcis.2006.09.015

	Introduction 
	Materials and Methods 
	Concept Design 
	Micro-Groove Production 
	Embedded Thermocouple Production and Calibration 
	Tool Temperature Measurement 

	Results and Discussion 
	Conclusions 
	References

