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The Reliability Variation of Ceramic Cutting Tool Under
the Cumulative Action of Different Cutting Speed

Wei-Shin Lin  He-Jiun Hsieh Jia-Hong Tzeng Yu-Lin Li

Department of Mechanical and Computer- Aided Engineering

Abstract

This paper is used to describe the reliability variation of the ceramic cutting tool under the cumulative
action of different cutting speed. In this paper, the lognormal distribution model was used to analysis the
reliability of cutting tool. Through the cutting process, the values of the flank wear will be increased with the
cutting time. The quicker the cutting speed, the faster the rate of flank wear, and the shorter of the tool life.
From the pointed of reliability, it is indicated that the reliability of the cutting tool will be degraded with the
increase of the flanker wear. According to the experimental results, it can be found that the quicker the cutting
speed, the stepper the reliability curve of the cutting tool, and shorter the tool life. We also found that the
reliability of the cutting under the cumulative action of different cutting speed has the positive relation with the

constant cutting speed.

Key words : tool life, flank wear, lognormal distribution, reliability



