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Abstract

This research aims to study the influence of turning parameters affecting on the machined
surface characteristics of titanium grade Ti-6Al-4V. Experimental tests for longitudinal turning were carried
on the automatic machine with uncoated cermet under the dry machining condition. A study of turning
parameters consisted of cutting speed, feed rate and depth of cut. The results of the machining
experiments showed that the ten-point average surface roughness (Rz) decreased with increasing cutting
speed. The average surface roughness of ten points was reduced from 11.789 Mm to 8.532 m by
controlling the cutting speed from 150.0 m/min to 262.5 m/min. The reduction in surface roughness of
workpiece may result from increased cutting speeds causing the work material to soften due to heat, thus
reducing the force required in the cutting process. The average surface roughness increased with feed rate
due to the more distance of cermet moving was leading to higher chip thickness which directly affects
the machined surface of workpiece due to the contact of the cutting edge tool. In addition, the roughness
of the machined surface of workpiece was increased with the depth of cut. The average roughness of

machined surface presented by 16.7 microns at a depth of cut of 0.3 mm/rev.
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