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The Effect of Speed and Amper on Roughness of the Cutting Surface
Edge Depth of 10 mm Al Using PAM
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Fig. ( ) Surface Roughness Measurements at 1,2,384 Different Points on Cutting Edge
Depth at 150 Current Amp and Cutting Speed 800 mm/min for Sppecmien No. 10.
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Fig. ( ) Surface Roughness Measurements at 1,2,384 Different Points on Cutting Edge
Depth at 150 Current Amp and Cutting Speed 1100 mm/min for Sppecmien No. 1.
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Fig. ( ) Surface Roughness Measurements atl,2,384 Different Points on Cutting Edge
Depth at 150 Current Amp and Cutting Speed 1100 mm/min for Sppecmien No. 1.
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