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Effect of Milling Parameters on Surface Roughness in High Speed Milling GH4169
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[ABSTRACT]
cessed for the study on the effect of the cutting parameters

The orthogonal experiment is pro-

on the superalloy GH4169 surface roughness by using
the carbide tool on the condition of the high speed mill-
ing. The theory model between the surface roughness and
cutting parameters is established. The variance analysis is
applied to check the significances of the surface roughness
prediction model. The research results indicate that feed
rate have highly obvious influence on surface roughness,
followed by cutting depth and cutting speed, the interac-
tion of the high speed and low feed to improve surface
quality is favorable.
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Fig.1 Milling process
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Fig.3 Effect of cutting speed on surface roughness
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Fig.4 Effect of feed rate on surface roughness
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Fig.5 Effect of cutting depth on surface roughness
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Fig.6 Reciprocal effect of feed rate and cutting speed on
surface roughness
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Fig.7 Reciprocal effect of cutting depth and cutting speed
on surface roughness
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