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A Study on Cutting Character of Side-rake angle Adjustment at Non-ferrous Metals in
Turning
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ABSTRACT

In the present industry, there are necessary to cut not only iron metals but also non-ferrous metals such as
aluminum, brass, plastic and wood(Paulownia).therefore it had been made the studies of non-ferrous metals by many
scientists. we hope this kind of study will continue.

The purpose of this study is to conduct the basic experiment about influencing of the feedrate adjustment and the
change of the side rake angle at turning of non-ferrous metals.

As the results, the surface roughnesses and Cutting force adjustments were on the decrease with a side-rake angle
and feedrate diminution in the case of the plastic, brass, aluminum, and paulownia
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Table 1 Material of used experiment

No.| Material Disposition Size
1 Prass 3604 @50 x50
2t Aluminum 2024 O50 x50
3 Plastic PET 50 x50
4 Woood Paulownia D50 x50
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Table 2 Feedrate adjustment data {mm/rev)

No. f1l2]3]als|6{7(8]|9|t0f11{12
feed 56y 480 3601 300, 2401 1801250, 120
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