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Abstract

Tool life characteristics were investigated for the TiN coated (PVD) tungsten carbide cutting
tools o mprove the tool life

Experimental variables for TiN coating were coating time and cathode bias voltage and cut-
ting variables were cutting speed and feed rate.
As a experiment resuit, TiN coated tool life was extended about from 2.14 to 2.7 times than
that of not coated tungsten carbide tools. Also, coating thickness is much affected to tool life.
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