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Wear characteristics of coated Si3N4- TiC ceramic tool
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CUTTING TIME (min.)
Fig. 1 Average flank wear with time for different tools
(cutting speed:250m/min, feed rate:0.3mm/rev, depth
of cut:1.5mm, workmaterial:SM48C, cutting fluid:dry).
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Fig.2 Crater wear with time for different tools (cutting
speed :250m/min, feed rate :0.3nm/rev, depth of cut:

1.5mm, workmaterial:SM48C, cutting fluid:dry).
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