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Abstract

        The purpose of this research was to investigate the effects of rake angles on
surface roughness in furniture para wood planing process. Only one side planing
process was studied. The workpiece moisture contented the values of 11- 13 %. The
tungsten carbide cutting tool was used in the experimental works. A set of tool consists
of four cutting tool which each was 125 mm in diameter and 150 mm in length. The
varied rake angles of 40, 45, 50, 55 and 60 degrees at fixed clearance angle 15
degrees were examined. The pilot study was worked out to investigate the effect of
primary variables (rake angles, feed rates and depth of cut) on surface roughness
values (Ra, Rt, Rrms) was studied in details. In addition, tool life of each cutting condition
was collected for considering the appropriate rake angle in this process.
        Experimental results showed that the surface roughness of para wood planing
process was effected by feed rate, rake angle and depth of cut. Surface roughness
increased as feed rate and depth of cut increased and it decreased as rake angle was
increased. The interaction effects were negligible. Tool life decreased when the rake
angle increased. The appropriate rake angle for para wood planing process was found
to be 50 degrees  which generated low surface roughness and acceptable tool life
value.


