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Development of Cutting Tool in Non-ferrous Metals at Turning
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Abstract @ Not only ferrous but also non ferrous materials such as aluminum, brass, plastic and
woods need cutting operation i recent manufacturing industry. Over the past few vears a
considerable number of studies have been made on non ferrous metal cutting. But more study is
required to meet various engineering needs. The purpose of this paper is to preform an experiment
on the influence of feed rate adjustment and side rake angle in turning operations from non ferrous
metals. As a result, the surface roughness was reduced when a side rake angle increases and
feed rate decreases in the case of the plastic, brass, aluminum, and paulownia. Therefore, this

papers develop a new type bite that be used to adjust side rake angle.
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Fig. 2 Idealized model of surface roughness in
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Fig. 5 Model by analysis of cutting force

Fig. & Classification of bite(ASME)
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