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A Study on Cutting Character of Side-rake Angle Adjustment at

Non-ferrous Metals in Turning

Jm-Seo Jung*, Jae-Uhk Jun**, Gu-Sang Han*, Sang-Ha Seo*, Man-Kyung Ha***

ABSTRACT

In the present mdustey, there are necessary to cut not only wron metals but also non-ferrous metals such as
alumimum, biass, plastic and wood{Paulownia) therefore 1t had been made the studies of non-ferrous metals by
many scientists The purpose of thus study 15 to conduct the basic experiment about mfluencing of the
feedrate adjustment and the change of the side rake angle at turming 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
dimmution m the case of the plastic, brass, alurmnum, and paulowna

Key Words : Paulownia(2 5 H), Tron Metal(dH <), Non-ferrous Metal(H} 8 5<%), Side-rake Angle(5H 73
AFZh), Feedrate Adjustment(®]% % Z7) Cuttng Force(-d4}€)
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No Material Dusposition Size
1 Brass C3604 05050
2 Alumimum 2024 B50%50
3 Plastic PET 050=50
4 Woood Paulownia $50%50
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Table 2 Feedrate adjustment data (mm/rev)
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Tabte 3 Cutting condition of feedrate adjustment

Cutting speed(V) 235m/min
Depth of cut(t) 0 6mm
Feed-rate(f) step 01~12
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Table 4 Cutting condition of side-rake angle adju-
stment
Cutting speed(V) 235m/min
Depth of cut(t) 0 6mm
Feedrate(f) 0 060mm/rev
Side 1ake angle(., )} 0 ~ 50
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Fig. 4 Diagram of result by feedrate adjustment

Fig. 5 Diagram of result by change the side-rake
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Fig. 6 Diagram of result by change cutting force
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