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Abstracts
This research aimed to study the factors that influenced the tool life of Tialn with through sharpening cutting and coating for
milling medium steel carbon S45C. The control variables were cutting speed, feeding, and depth. This research studied the
influences of overlap, cutting direction, and coolant on the tool life of Tialn with sharpening and coating and the tool life of End
mill. The results showed that the factors influencing the tool life of Tianln were overlap, cutting direction, and coolant. At the
significance level 0.05, the results indicated that the 4-mm overlap, clockwise direction, and turn-off coolant shortening the

tool life of Tialn. Tialn with sharpening and coating had longer tool life than End mill Tialn.

Keywords: Overlap, Cut direction, Coolant, Tool life
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Main Effects Plot for Tool life
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