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Abstract

The purpose of this research was investigation of the effect of main factors on
the surface roughness and the dimensional error in para wood turning process for
manufacturing furniture parts using ceramic cutting tools. The main factors, namely,
cutting speed, feed rate and depth of cut were investigated for the optimum surface
roughness (Ra) in furniture manufacturing process. Normally, acceptable Ra was between
3 K 9 µm before sanding process. The experiment was carried out on turning para wood
(furniture grade) at a combination of 3 levels of cutting speed (256, 363 and 534 m/min)
and 3 levels of feed rate (0.6, 0.8 and 1.0 mm/rev) at depth of cut of 1.0 mm. The result
showed that increased feed rate resulted in higher surface roughness. This study found
that the recommended cutting conditions for turning para wood are cutting speed of 534
m/min, feed rate of 0.6 mm/rev, and depth of cut of 1.0 mm.


