Journal of the Korea Academia-Industrial http://dx.doi.org/10.5762/KAIS.2014.15.2.603
cooperation Society
Vol. 15, No. 2 pp. 603-608, 2014

A12024°] & AW JlFol4] T AR A3 AT

A Study on Surface roughness in High speed face milling
machining of Al2024
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Abstract In many manufacturing such as the components of airplane and automobile, aluminum alloys(Al2024)
which remarkable in low specific gravity and high strength have been utilized effectively. Face milling
machining technology for surface roughness quality of workpiece has been applied in these fields. A face
milling machining with chamfered throw away type insert tip can produce a perfect flat surface only in theory.
But It is impossible because of many unwanted factors, namely, cutting temperature, plastic deformation,

dynamic effect, etc. In this paper, experimental investigations are performed to improve surface roughness after
high speed machining of Al2024 using qualified face milling cutter body for high speed machining.
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[Fig. 1] Schematic diagram of the surface roughness
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[Fig. 2] Effect of material anisotropy on recovered surface
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3] The response of frequency at free state
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[Fig. 4] The response of frequency at 1,885m/min
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