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The paper considers designs of end cutting tools intended for machining wood materials as well as 

the possibility of producing this tool using the method of hot plastic forming. The features characteristic 

of hot extrusion of wood-cutting end tools are discussed, the basic mechanisms of thermal processes 

that proceed in a billet during hot extrusion are found and relevant formulae are derived. The experi-

mental technology presented is designed for production of a bimetallic end tool. It is based on the oper-

ation of extruding the workpiece of a tool tail part (40 X carbon steel) into a billet of a tool cutting part 

(P6M5 high-speed steel). This allows significant saving the consumption of expensive P6M5 steel. The 

process of hot extrusion makes it possible to obtain a complex tool profile as well as appropriate re-

cesses required for brazing hard alloy plates without using machining. The hot extrusion method also 
permits ensuring high dimensional tool accuracy and high-grade surface quality.
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