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Abstract

246182

The objectives of this research were to study factors that affect to surface roughness and tool life
of carbide cutting tool. Material used in the experiment was carbon steel grades S50C which had
hardness between 56 £ 2 HRC. The cutting tool carbide was used by PVD carbide tool. Factors
were consisted of cutting speeds, feed rates and air cooling pressures. Results revealed that
interaction factors air coolant pressure relatied to the cutting speed and air cooling pressure with
feed rate. There were related to the surface roughness that affect the statistical significance level of
.05. The higher cutting speed with higher air cooling pressure was increased surface roughness of
the workpiece. When decreasing the feed rate and increasing the air cooling pressure were effected
to the lower of surface roughness of the workpiece. The interaction factors were air cooling pressure
,cutting speed and feed rate. There was related to the tool life a statistical significance level of .05.

Increasing cutting speed and feed rate to higher would effect to a decreasing a tool life carbide.

Keywords : Milling / Surface Roughness / Tool Life /Cutting Speed /Feed Rate /
Air Pressure in the Coolant / Carbon Steel Grade S50C
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