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Experimental study of the affect of engineering tool shape on
surface roughness of aluminum (al 1060 — 0) on turning
process .
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Abstract :
This research includes a study of the effect of both clearance and rake angles on surface
roughness of workpiece by using conventional lathe and cutting tool ,high speed steel (HSS) .
The work material in this researth was ( AL-1060-0O), at different cutting conditions of cutting
depth , feed rate and at constant cutting speed 56.5 m/min) .
An experimental , were being made with changing clearance and rake angles at different cutting
condtions for surface finish . Experimental results showed that ,the clearance and rake angles
( a & vy ) affect the surface roughness, There are ideal values for clearance and rake angles
(@=9° , y=12% for (HSS). experimental showed that the cutting speed and feed rate have affect
on surface roughness ,where at increases depth of cut and feed rate , then the surface roughness
is increases .
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