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Experimental study of the affect of engineering tool shape on
surface roughness of aluminum (al 1060 — 0) on turning
process .

Oinal Andacd) 45 pddl) o adadl) Band paudigl) JRE S Agles dudd )
4lal Al dules A (AL 1060-O) pssialy]
sall/ A1) agaall/ Jeolaw) J e Ao a0

s A DAl
= (Clearance Angle & Rake Angle) «sally padall gl ) (e S 80 Al ja Sl 138 Gauial
(HSS) 4l cile yull calia & 55 (e adad Bac 5 4gayliil) adal jal) 23Sle Coaddiial 38 ¢ alidiall daailll el 45553
(Cutting Depth) adad (3eal o paie ahad Cagha 35 ((AL-1060-0) psial¥) (e (1o 4l gidia aladiul o5 M

. (56.5 m/min) 4e udl &5 ae ¢ (Feed Rate) 4pdas Jaras
< sh sl adling adad g yh (85 aediinsall saell Cijaldl 5 G sladl (G o) H) DS juas die aglae el el Al
(a&y) Cooalls pasdall gl 3 S L0 ellia ol il PR e d | adaudl sl e
(o ) (HSS) adlall e judl alia ¢ 55 adad 3aad Bl G sladl 4505 O i s ¢ Garall dpadad) a5 gl e
O i ¢ dgadad) 4 pidl) Al o S 5 4l g adadll el o) o U (y =12 )dall Al s =90

caonhahan g3al) ala i Legdaly 3
Abstract :
This research includes a study of the effect of both clearance and rake angles on surface
roughness of workpiece by using conventional lathe and cutting tool ,high speed steel (HSS) .
The work material in this researth was ( AL-1060-0O), at different cutting conditions of cutting
depth , feed rate and at constant cutting speed 56.5 m/min) .
An experimental , were being made with changing clearance and rake angles at different cutting
condtions for surface finish . Experimental results showed that ,the clearance and rake angles
( a & vy ) affect the surface roughness, There are ideal values for clearance and rake angles
(@=9° , y=12% for (HSS). experimental showed that the cutting speed and feed rate have affect
on surface roughness ,where at increases depth of cut and feed rate , then the surface roughness
is increases .
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