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The purpose of this research was to study factors influenced in surface roughness for SCM 415
steel turning with carbide cutting tool coated CVD. Material used for experiment was hardened steel
SCM 415 with the hardness between ‘50 and 55 HRC, and cutting tool was coated CVD carbide.
Factors studied for this experiment were speed, depth of cut, and feed rate. Result revealed that
factors affected to surface roughness for SCM 415 was main factor of feed rate showed significantly
different at the level of .01. The lower feed rate would yield high quality of surface roughness. On
the other hand, the higher feed rate would provide less quality of surface roughness. Finally, the
regression analysis would be used to predict the trend of surface roughness for SCM 415 steel

turning.





