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Study on Surface Roughness in Turning GH4169 Superalloy by Using Ceramic Tool
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[ABSTRACT] The effect of cutting parameters on

surface roughness is studied by single factor experiment
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by using ceramic tool in turning GH4169 superalloy. The
study demonstrates that feed rate has highly obvious in-
fluence on surface roughness, followed by cutting speed
and cutting depth; the optimum cutting speed ranges from
190m/min to 230m/min, and the optimum feed rate ranges
from 0.Imm/r to 0.2mm/r. The optimum cutting parameters
can control the roughness below the value of 1.2um; the
trajectory of feed movement constitutes the main feature of
the machined surface topography.
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Fig.1 Effect of cutting speed on surface roughness
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Fig.2 Effect of feed rate on surface roughness
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Fig.3 Effect of cutting depth on surface roughness
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Fig.4 Surface morphology for machining specimen by
using ceramic blade
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