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A Study of Factors Affecting Surface Roughness using Face Milling for Heat Treatment of

Medium Carbon Steel AISI 1045
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Abstract
The purposes of this research were to study factors affecting face milling for heat treatment of medium carbon steel
AISI 1045 by use of carbide insert cutter. The factors used included : the strength of work which pass and do not pass baking
at high temperature , cutting speeds and feed rat. The feed depth of milling is equal to 0.50 millimeter. And to compare the
difference of variables that affecting surface roughness testing. The major finding were as follow : interaction Effect between
the heat treatment and cutting speeds , cutting speeds and feed rate significantly affecting surface roughness at the 0.01,0.05

respectively lever and cutting speeds is main factor significantly affecting surface rough at the 0.01 lever Beside this

result was found that cutting speed at 420 meters per minute and feed rate at 100 millimeters per a minute of work that pass

Annealing regularly affecting the most delicate surface roughness at 0.473 micrometer

Keyword : carbide insert / heat treatment / cutting speed / feed rate / surface roughness



