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. GRINDING
SURASIT THONGTAWEECHAIYAKIJ : INFLUENCE OF FEED RATE AND WORK
SPINDLE SPEED IN EACH STEP OF CYLINDRICAL GRINDING PROCESS (ON
CENTER) ON THE SURFACE ROUGHNESS. THESIS ADVISOR: ASST. PROF.
PARAMES CHUTIMA, Ph.D. THESIS COADVISOR: ASSOC. PROF. SOMCHAI
PUANGPERKSUK. 86 pp. ISBN 974-332-758-4.

This thesis is focused on the effect of cutting condition on surface roughness
(roughness average (Ra)) in each step of cylindrical grinding process (on centef). After the
experiment and analysis of variance, it is found that the parameters which affect on roughness
average are micro grinding feed rate (D), feed stop after micro grinding (E) and interaction
between the both (DE) at 0.05 level of significance. As Fy=29.76,It is found that E has greatest
effect, when use low level of E (E=-1) or when use longer feed stop after micro grinding. Which
contribute to lower Ra. Also, D has effect on Ra as well. D affects lay of finished surface before
feed stop after micro grinding. Therefore, if D were high or fast, it would cause deep lay, which
is resulted from abrasive. If E is not long enough for other abrasive to clean top of lay. This
leads rough surface or on the other words, high Ra. The result of experiment indicates that
when controlling the micro grinding feed rate and the feed stop after micro grinding at
appropriate level, the grinding time of specimens can be reduced to 31.58 percent.
Consequently, comparing between results from the experiment and those from regression

equation, there is about 95.24% accuracy.
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wiludgrinas g agussmsiaanunourasiagi fides msuwenanuiln
ARWDBNATNATTINRITLRD ﬁ”llﬁﬁﬂﬁ@msmmaaumaaﬁmﬁwﬁgn@nLwiaml,ﬂuﬁ'mmm

g1dke eldfiaanunnaiu (Wavelength) $ig17 ﬁaﬁfm:ﬁmww:mwmmumﬁﬁuﬁgﬂ
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Jwdn  anugmeangegaignRn RN anuenaiudaeen  (Cut-Off

Wavelength) dapnimuaiinanapuluanisenoning las B.S1134 Wiviiny 0.25,
o~ =3 =) v 1 ; 13’ [ o v Cl‘ o

0.8, uaz 2.5 Hadwammadenlidundriazinediuiamiiaziinisasasay

dimihlifianuduadu  deudwlanniuvesenuneuitasdsnguou

i o { S ¢ P a a & a

anupnfignaaan  Weanuiuadwfndn  deuarresanuveuiiasisiin e
{ a 12' ;
ANLMARUAABANNL RN

SSURIMITNAR WM TR ETE 1 anusnedudnaanfltazdn 0.8 TaALNAT 07

fnsuTwnwidawaaugiazldowa 025 Tafwes Jesmanzay ngnae Tdémiy
o _ A v A s a =) d; o c;' A’ a =

mivAmilaglfiadaauidsn da ANugIeRRAARaNAITIRNIUAINAATIIIUINTT

Qs

919

. &

nndsanuivduasinldhiidnadg uazianuianudnduiezdalionad
s =

AU latIaNuRuIBYaIR 4 d1%U [2] Ao

— aNUNENUAL (Roughness) Hutsznaudls anyldadianowaifiresduain
Sasulng JUuuuvessesfiifieasiiannaannsiensesaiasiieda anugiviannu
Anwassassenanyldaduaue {Wuafildannisia

— amailupin  (Waviness) da USmsswinanaminuis  laouasluiiud
ywalngUszano 1 Tadiuas) Hoafiann misusnfiowndoazriu ilesnnmsu
Pauaiesfioda

— fign9TadTReaa  (Lay) szuaainldunindues  TasiAnL3inwe et
N lfAnfanensedauiaaseiasiions

— FaUNWIBIUBEITUINU (Surface Flaws) anuldsinanansaanuliiSauwas

v
a

mmumu‘[mﬁé’ﬂmmummém %aLﬂuﬁaunwiaaﬁﬁag;n”lulm"a@m'%a%mm Aanfiaztiia

D

a o

Aaduda Doldun wangwiu uafiu uaznawlansfien@auiiauauda (Buit Up Edge)

=)

RIDLATOINAAANLANDN URZHNIRILWRIVDITUINY
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2

2.3 DRI gzl

fodudosrluiutledvfimanunsnifadonils Miliilosndefwdoss oy
ailauadasiiada Alaudasiuinun usr Inssdellanuaudaasisdaiiios Seiing
lasasanuaNuReIuAn  wIa Qmmwﬁamaa%mm LAALANMURAINARILVDIN DAY
L‘%'Uizvluﬁﬁagluﬂaﬂqﬁu sofunmsenfiendanlddefintosln  dniumndenldsonin
Fosluliimunzauiviagsesdnmda uaz S Seflanuduiuatnenn anu
wandvassafindos uaansnetineldaoit
2.3.1 gﬂmamaLsmﬂﬂmaaé’aﬁwﬁmﬂu (Geometry and Size of
Abrasive Tools) teanuszanlunisldawliiendumaioslufuen  wiams
L‘%‘mzvl,ug‘l,u %aﬁazﬁuagﬁwm@ e gﬂ‘sﬂwao%umu Gﬁwzﬁﬂﬁﬂﬁmmumaam’%aamﬁm

TOULABAINAT?

2.3.2 sflavaaiiada (Abrasive Type) Avsrfianldnnsssuma waz lean

ANTRILATIZR

fiatanldansrsund Idun iwws (Diamond), ﬁw‘f}vmmgmu (Quartz), 13
azafifinuaanlad(Corundum), Wawi(Emery), AwlW(Fiint uaz InLamu(Garmnet)

Fatafldanmssouanzilaniagll léun White  Aluminium  Oxides,
Monocorundum, Green and Black Silicon Carbides, Boron Carbide, Borosilicon Carbide,

Chromic and Titanic Aluminium Oxides

2.3.3 10U NATa (Grain Size) TINURAIDITRAVDITUABWNITYNY

win anudaIn1izesnmnImia Tazlizweanangiu lesudslaiiu dyanssi 2.1

@19191 2.1 FITNUAAIYIUIANINTIFINYDNUTATR

YUIAVDILINATR (Grain Size)

WO 10 12 14 16 20 24

Urunans 30 36 46 54 60

azLdua 70 80 90 100 120 150 180 220
aziduaun 240 280 320 400 500 600 700 800
an‘émﬁqm 1000 1200 1500 2000 2500 3000
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2.3.4 130 w30 Awuds (Grade or Hardness) 1o vinmaiasszluiuausa
vofadaznuanylyl usr fusinafanwe adaszngassnaindidszau iudo &o
Aufiudsazdasldirszauiuiannni safiudurluicon wiaoanaildin safiu
L%mzvl,w?il,ﬁmj”wq@aanmnﬁaﬁm%m:vl,u"l,@i”\‘m do dofwdonlufidan(sot) uaz aa
ﬁuL’?ﬁmﬂu?ﬁﬁ@ﬁwgﬂaanmﬂﬁaﬁwﬁm:vl,uvl,ﬁmn fo sofudusyludiuds (Hard) Taw
Finsaenuudsvssdafwduseluwiu waslhiluniade g euddundyoueniwsonne
FIenTed 2.2

A9 2.2 TWUAAINTA BIaANUTY Use lasvasnsenaivaadade

ISR %30 ANALDY (Grain or Hardness) lassgiamsdadlvasdata
(Structure)

SaU4N E F G azlduaann 0-1
dau H [ J K | azideq 2-3
YIunand 1 M N O | thunas 4-5
Wil P Q@ R S |umulngy 6-7
udsnnn T U v W | swulwgun 8-9
LLﬁamnﬁq@ X Y z

2.3.5 las9a19m 590672800010 (Structure) WaASIALAUTIAMURUILEL

PR A A v A a = A ' o =
2831070 WIBVWIAVBIIWI Fedefwdszlunfumaznulnajain (Open) dnanilu
L= =) Clld ' v as ) U =1 ~
fofwdsrluifiawalngnin wsz wlsfSanmandszaudautionn v3e insauds
dudefwiosrluifunagniwan vie azbua (Dense) WnazldTunmantszaudoun
dastan wie insegau lasflaseaiensiaalraadadanas HeunungeuInnany

LeU 0 D19 9 AIANTI9N 2.2

lassasenisdaaavadatanuduaasliiduionisdszanmdSuimaueaania

PFudadadaayeiiy dutveanaudasuudzin wude 2]

2.3.5.1. 35N TN TihwmanazUSunasanlse s iuuavianag
ATon Az le

' | ar ' A‘I ~ ar 2
sz uenaadaa1seiin = (VUWAYDILUAUG)
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2.3.5.2. 715N DA UTE R BT U A BT 89 LA LR WA NS
o \ A a A A A ar = A da =
eIy fs suudpuiiitSunmaidszeu 55 Wasiduduasiuiia Gz

munnlsznafnaeudadac i use lwsuudgwifianuiougs duda

1 =3 Q- 1 A'/ e 2
sz Sunaauaaaaaisei = (“IJ%"IGI“UE’NLﬁﬂ?JW)

%
% a

PENINHHIRTNITAUTENTHIN WA AT AN NN RO LT U WAL N 71D

v
L~ a

A2 N I UIUAUA AN FU NN LR8I TR UAa A

= (amaninzasefwiorle) x (M) x @waduIRguina1IvaIde
Audntelu) x @nusseuvessofwdsszle) x (@rdszanmZunn

(2

ANAATAANTINNN)

2.3.6 Tiiau09en1lsea% (Bond Type) stszauasrnmihdilumssufiada
Talddenu wialdifiagUnsmannadiavasdeiuld Serfievasmilsrauifionlsin
agluﬂﬂgﬁu @ur Vitrified Bond, Resinoid Bond L& Rubber Bond

Vitrified (V) L‘ﬂuﬁaﬂi:muﬁﬁmmLL?‘?@LLsagaﬁq@ NUADNIIVNY . ﬁqmwgﬁ
g9 uae ﬁé’ﬂwngﬂéwﬁmuau foadnalsfiony  Geaslimanzfiezldiunuisouse
nyzunn uar defwdsselufiienunmwites nefiflesann Vitified 1udLzand
daudnadz wie vl&iﬁ@mju WRANERIRIUU T NNTBI9I% ﬁﬁaamsmmumﬂ’]g}m wae
manzdmsuanwdssslunenulaonaly

Resinoid (B) Lﬂuﬁaﬂizmuﬁ'ﬁmmﬁwﬂ;ugmﬂ’h Vitrified walanusunTaln
msﬁnmﬁqmwgﬁgaﬁaUﬂ'jwa”aﬁm’%m:‘lu fivunanenlszenw Vitrified %anandl 69
nusasail waz Wi %wm:ﬂﬁﬁ’@muﬂaUﬂ%&aﬁiwlﬁﬁmmﬁmﬁu . ﬁgmwgﬁgaﬁu
flatszanm 200°C Resinoid ﬁa:nmsJLﬂuﬁ'zﬂi:muﬁﬂqmamﬁamﬁ: WAUNEEINILNNG
L?Jm:vl,uﬁﬁaamsmwm%aﬁ@goG] TldanuanudsseluaziBoa auan (Deburring) wes

YU WID NTUIUNINAIN WA’ HARINK

Rubber (R) Husndszmuniianubondugeiian luusseddszauiinaiimn
Audlewaiunmsdadmandeda ludnwasiiianummnwiugs wis HuwagwInLan
LA NWABNITYNUALYN  (Water-Resistant) WU WA LWAT MK . DURNAE

Itnuwlaanumanideszlute 9 wazimanzneltiludafudsse ludmiudsy (Regulating
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&

Wheels) lun1sidoszlunuuliaud (Centerless) e lHiludadatuamu (Cut-Off Wheels)
1989 WAL Fa8UIN

24  nsHewtadaanintdgse e [2]

Tunnsoselunsonszuantin  sarmideondefindssluwd mitunuazing
ﬂi:ﬂuimUmalumimuqmmmaamﬂam?ﬁﬁmfu ussfiiadwundafmaose luuas
anufouiitAatulunszuaumadoszlunsonszuen  dannndussBamisrszuinada
datudadszau s ldifadangaeenindafimdoszluwle G lFsanmsilauda
ﬁuL‘%‘m:vlum]”lm%vumumm:ﬁﬂﬁﬁaﬁm%mﬂuﬁm‘a‘ﬁnmaﬁgﬁu §MIUATTHY
yasaafndusz lulunsruiunmnioss lunsenszuen LLam@T\‘igﬂﬁ 2.4 {10700 A UWHIRIN
Ya38aRn ﬁuﬁaﬁuﬁmaﬂmaﬁmmﬁq@ A LLa:ﬁq@aanﬁQ@ B lan E aguuidugud
nanaudLssef B 5:%11%&@%%@mﬂwgmfu%m’m%gm%mﬂuaanﬁalugﬂénu o4
TSy EGB Jzngaoan iy

Abrasive wheel

5UN 2.4 mavhvngavaefuidese ulunszuaunindose lunsonszuen
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e e ' a Q [~ = »
25 ildandinansmmuasfiidiiazasnszuiwvnisidasein [2]

A52UNN T8I I LF B A LT AN LAIAIEUTIVITUNG  weNaT laanaz iy
Qmmwé‘mﬂaaﬂmﬂfuhjmﬁauﬁ"vflmwiaz%mm wude Inaneifadangstlnanisnudani

d1159 dadialalil

251, *?aqﬁﬁwmﬁmz\lu I@m?&quﬁaﬁ]:ﬁﬁmsﬁmﬂu iﬁaﬂiﬂi’a@éau
252, dhnadegfidnizlueen  dwhmsdenunu  @ielitiinuiagn

Fosrluaanunn) AdasldRafwdoss lufiveny, wiv udezlnaNoonunfia Ayvaeduay

'
=3

2z lddinfiaas

25.3. dofiwiusly dudetelvwalngvionsny AzBurluwldanunay
Anluszaunils dudadadumainasiesldfndisefianBoaunnin

254, gmwraaesasdossly  ww  fuSwmsunsaliwinesvinliaadiu
L%'m:VLumgu‘lmﬁﬂmma axvn R ldaAinenundn wedosdnsfiuinlanans

255, sarnmstanieimafindannsilon ssgonalilafdTafiney

2.5.6. gﬂmmauﬁaﬂﬁaﬁ@ [3] nszaumaa e lwilunssaiialavzaanan
FurludneaEnaeauda AfenTTUINNIIa lasdadaiywadig giuuazyaedami
sadayine ginlidaiios visoag luyuifsinwmilaunuilana (Miling Cutter) uazide
iT@VLeTm:maﬁalué’nwmumu@N(Random)vlajm"hmma athdlsfianuyuaio(Rake Angle)
LWuuuiwansfin(Negative) il awn wIualla16nen ﬁaﬁv’uﬁal"ﬁnﬁa%mmgﬂﬁwaa
isasfladaludnumznasiadalunszuiunsia iuda a8 (Rake Angle)iflvualnn
nwinlussdaiiomnaanas wazdaussdndvmaiinazanald NMMTLeRETaITwINY LAz
mmgmaqmmLﬂ%@ﬁ%ﬁ“ﬂ%ﬁ@aewaaﬁnﬁazJ wonanit Yuray (Relief Angle)fiLnang su
fatlasrundaaam s iuadiuAmasEwn MTANLSGalusnI I T Aa M Fa I
m&;ﬁﬁ’ﬂﬁﬁ@mmémﬁ ywauﬁLmnf:amfué’qf’ﬁwlummﬁﬂL‘E‘immiﬁqﬁ'gmlu@maa
Fuam amuldmdedaianuldnasaudafifomealngazaenninsasdiuiesdsfe
naarmitien  wazltzfiua lanumsnamnfigsa mn*‘fﬂﬁmwiﬁwaaﬂwﬁ@gq
3N ARty a:Lﬂumq‘LﬁLﬁ@msé’uauﬁau wazvosialiu(Chatter) dmiuyuaadni(Side
Cutting Edge) Uazajudnany (End Cutting Edge) dauinsfiantwaiioudndouivany
ROUAD m’nﬁm34aJﬁ@ﬁwmuﬂumsﬁ@mmms‘lmaaﬂmaqmﬂam waziidiTe yuae
ﬁwﬁlmgﬂummqé“umwU@'aé’ném‘%a muﬁwmﬁ@ﬂmmﬂumnﬁ'mamﬁﬁmmmi
‘ﬂau‘l,ﬁgd%ml,a:ﬁaﬁvlﬁanmm

2.5.7. gﬂ"mmaafgwmu fdnuiivmema ssvinliAansduasiiion wasfe

aruwhfale
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¥ ' I Aa a Y @ “ Y , & 4
2.5.8. ihmdaidu Indwamedaniuangieiesliada (Tool Life)tvitnu ey
grelunmIaan1s&nusavadlaTasioda

wRSNIANAA b WA wLas  aeaNULREE
MIBITRINMTLORVAIRIATDIN AR TUW LazLamlans

2.6 ﬂﬂ’iﬁﬂﬂ‘iaﬂi’)\‘igaﬁ%ﬁﬂﬁ$1%

Periiniaianse i Lﬁﬂﬁ@uuﬁ’;uaﬂqw’%a AafauaIdaiwdnse lwasinnse
I@mgﬂuuwaams?{nma fAnsunmadussiu mmsm‘haaagﬂLmum‘sﬁnmavl.ﬁﬁa

(3
Il

2.6.1 Aanadszriueniadate Faduwaldszainisauta wa Jadu

et A @ @ i I A v &
wisuselaifpsweniuusida (Cutting Force) Mlfialin Misunald Liladangasanainnis
fafudnsrlu lwymeimadoselu @ouaadluglf 2.5 a)

a o v = o EXa & 4 v o a
2.6.2 1fannmIuanvinvasaadiedaiey netiiaduiasnnusiaafiuiniiuly
imdganuiunsdiuan (@euaadlugili 2.5 b)

2.6.3 Lﬁmnmﬁ@“ﬁ@ﬁﬁUa@LL%awiwéaaﬂmwgauﬂnLﬁuvlﬂ GgvzvinliAansuan

s 1 r=} o g: s = d‘ " ! o
WnonaEan wio USmMuaunaNtig Momguazadusaiuaniuiiiiedn luumerinis
Foszlu (@auaaslugin 2.5 c)

2.6.4 (RernuiiFsamuluzmerinnsdosely dnldAanis®nunsauIiindin

piaafiate IuanEmeNUIRIUAaNIINIIee  SINalRTaaenITEsse iy wia a6
Pumanea (@auaadlugii 2.5 d)

2.6.5 Aanniaulan: v CITRLD L’ﬁ’lvl,ﬂq@ﬁuluu‘%nm N
wniaudeda (@uaasluguil 2.5 e)

= ' [~3

I8 I99LANY

2.6.6 ifiaanianirgivnnadssslu dedeediudeda o vinmdunives
diada (@uaaslugui 2.5 1) fefiliasnngompingannlwrmsimaioslu
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Eﬂﬂ 2.5 Léﬁ'ﬂdﬂdﬂnym.ﬁn'lfﬁﬂﬁ5@@‘7%5ﬂﬂ5§ﬂ?uﬂ7ﬂ@ﬂ7§:‘z% T

fmsanwsafiiiedu  haen miﬁLﬁﬂi@%q@aaﬂmﬂu‘%nmﬁmﬁwaaﬁaﬁu
Bosluasild inaauaalnd 6'5\'1maw%:ﬁmm@;mirﬁﬁ'Lﬁ@ﬁfuﬁdﬁ Imsanuedanfn
Boszlulandafinies (Self Dressing) LL@iﬂﬁiﬁLﬁ@i@%@@aaﬂMfu zinarinliinmh
vosdefindoslufioglinely @ie Mdefwdvslulidoy) 1nda Govzdonald ae
anuEInTnleMIEaTnI qmmwﬁwm%umm:a@aa WY ANULNHENTBITHIAT Y
NuenasBnde aeiumsUSy e msdeuua gﬂhwaaﬁaﬁwﬁmﬂu AMUTINTD L
1396 Qmmws‘iwaa%mmlﬁﬁammau (ﬁﬂL’éwGTu) sunsanzildlasnsanuesds
Fwdosrlu oo 9 Weeldwosdwedasfiolumsanudsdainidos:lu ol
vosdafiudnsly suasdsguinymuzuesdefwioslu fo vwnavesdadadilng las
a'%”mmﬁ@ﬁmauﬁmﬁﬁﬁmm@gwgu‘m@mﬂ waz dafufifinse wis enwudesng
nndafanavesengmilinusesdeimisnly sl doRudosslniAidadaiu
Monocorundum L8z White Aluminium Oxide %zﬁmqmﬂfmuﬁgm’h Standard
Aluminium Oxide uaz dafiwisselufilddrtszawiln Vititied Wz Resinoid 9

a1 qmﬂ%’muﬁgaﬂ’hﬁaﬁmﬁ g5z [ lTa71) v 5w dln Rubber

F95spzIa TR IImsanuaInofiudnselu (The Service Life of An Abrasive
Tool ) azvimyiadaanuLdunibiguadia (i) Fa1992 08 IT IS ANUEIE B
ﬁm%mﬂmﬁuagﬁu anuiine sannsilan ausuidvesdafudsszlu uaz ane
mssaasmadoszle  laomly FaszpzaEnimsanudsdaiu i luazaglu
139 0.5 19 300 w1l dwiumsidoszluglu uaz 910 3 fv 80 wifl dmiumaeszln

3dnIsuan
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2.7 WMLl b

m:mm%mzvl,w,ﬂuns:mummfﬁ@ﬁﬁﬂmﬁ@qmwgﬁgamnluu‘%nmﬁa%mm
Imﬁmw:qaﬁa 2000° F (Uszanos 1093.3° C) dallunalvmansnvnlwiunnuwitame
afamsiador wiafiemslritsnninfun soiulselommandldannamas
Liu Ae mnqmﬂ%mmaam’%mﬁaﬁ@ (Tools) s wiasnitsivn 1wl naiauiiosn
Dla msawqmwgﬁmauﬂ%aaﬁaﬁ@ (Tool Temperature) Lﬁaamnqmmgﬁmamﬂ%aoﬁaﬁ@
a@adtﬂmﬁni@m]:ﬁﬂﬁmqmﬂfmwaa asflodainduann  srsvaaLfiues
qmwgﬁmadm‘%"aqﬁaﬁm Togmsaausatiaams  ussvilwanuiauiitiedwanaslydne

atifgasdie asvaatiuazsiwianuaunsanlanuSmilAianisaaida

a A/ [ =4 =
WANNIAUIINVBIE TRRBLEYU Ao
— A1eaanyIan
— AALTILFUANIU

— fdaiaelany

Tadpeneg Afuade mahnunaedn laud danufeustim:z mubhang
Sou uar mudusditieanuion a9 m&hffgwmﬂummmﬁuﬁﬁ Farinfirlse
Fntusiiln 2 npasusindu (Mineral oy TagifisuaniBinasaasSanas uas 1Hundts
Tunane o mméaLﬁuﬁﬁﬂizaw‘ﬁwaﬁ,mﬁnﬁu fnuasdoundvld vesmanfine
fusih (Watermix Fluid) Wufiouldiuann iwsehanusmansaluniswdofin waz &3
waoliuiilaldnauin (Neat Cutting Oil) sinezldiumuiidasnisnisvaaausnnninnms
naatin uaﬂmﬁamnmﬂﬁumgjﬂﬁl‘ﬁmu"naal,ﬂ%mﬁaﬁ@ mivaatiudsmsaamsie

& & o “ o 9§ w a wa S Y
LUHIVDITIITUAIL LIRS mmlvxmsﬂgummmwuanmEJ

Qmamﬁaéuﬂ figdmrasmnmsauiitsnhanld da sxdaslifaatn m3ole)
alalsivnldRmioviemszanifion uar axdasldindudie liwmanit inmadenna
gulalufianudssusiSofmtsdwdweamnanmslasulevasasvnatuitly nausin
Huszpzanwnng  vendnidoetiomil 'ﬁ’iaﬁmiﬁwmsa:mUﬁngumwawna15ﬁﬁu§1u

& Y o & ' & % T o ar ' I - - o
Wwshaiu wananniiensvdatiuazdas vl ise wSenansaniueiasfians uaz 9100
daaliune
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271, URAUDIRNTRROLAN

walildmsmdolin ﬁﬁﬂsz‘&ﬂ%ma"uaammﬁ]:ﬁaoﬁmm%m‘hwaxgo fanw
%auudwaammmmﬂuvl,agm uaz Inshenuiougs vfﬁLﬂu%ﬁalummﬁimﬁuﬁﬁﬁq@ﬁ
197390 indaiFouifouiueiesudnit wanisihldfenusansalummdeaule
aaea soiniudalnnaasssrdafufiuandioin sasvia de

2.7.1.1. dduf lduaniin (Neat oils) G9azlwmndadufia

2.7.1.2. 90wafiNguA U (Watermix Fluids) Svazldnsvaaliuig

Taamansily shiudlingnin acldmuemfifienusn uar msdafimin wie
@Ta\m’riqmmwﬁ';%mmﬁﬁﬂﬁw FNNULUBINITLIRITARE GBI TANUS ARt
N1 30 LNATEBUIT ﬁwlummﬁaﬁ"Lﬁuﬂdﬁﬁmmmmsrﬂum‘mda?im:"[&iz%wé’ayuﬁa
Foutumavaadn daiuesld sesmaifinsuiviuns LATaniTnnsld veunedd
naurUn unwuiidanawld i linauin

2.7.2. MIRONTAAVDIFIINEDLEU

WANAIATYVEINITRANRITNADL UL RUNUTZAUYDINIVADRW Uaz NIRED

= A & o a \ ) g
LﬂuﬂL“Nq:aﬂJcﬂuagﬂUﬁ’ﬂﬂﬂ 3 aﬂ’]\‘]@\avl,ﬂu

2.7.2.4. NITIUMIYNUAILA38ISNT (Machine Operation) 13znaus iy
ﬂ’nmmn@imaagﬂ%wmaaméaaﬁaﬁ@, SnIaInuan, AnAnesesliadasudaiuTy
% UaY SANMIFATWNG sanmsiatuwnmiuieiiusasanuinlunsda (Depth of
Cut), 8aM3ilan (Feed Rate) taz aMul316e (Cutting Speed) Uad86n4 G]ﬁﬂm’smﬁ:
Huuadenssfifanesasdona was ﬂ‘%mmmm%awﬁ'Lﬁm‘fmﬁalﬁ%qﬁ’um:@haﬂm
¥ lagfinszuiumsvianuueseiasdng ﬁaglmmmﬁwma FEANBIALAN

ﬁaanwsmwda?zumnmnﬁﬂﬁaU

— M (Internal Broaching and External Broaching)

— myenihindyn (Tapping Threading)

— NIELIUNINRALNALD (Gear Manufacture by Hobbing, Shaving, Milling)
— MW (Reaming)

— M3Lanz3AN (Deep Hole Drilling)
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— NIRIEY (Drilling)

— m‘iﬁ@"ﬁugﬂ (Milling and Form Turning)
— m3iugl (Planing and Shaping)

— MINR (Single Point Turning)

— 3oy (Sawing)

d e ] o % o a o A o & =
nezuwmInagdudslunsmainliiuanunideiss  duumnmaaiinds
AN IININROAY

a AV WV we v @ A o v oH e o e P
ganllatlumentedu fe Boslu wer nwvaumINsuARAL  audls

= ~ - & g & Ao & o 4
(Honing) Waz WAWWS (Lapping) Nanuaiiunszuiwnmsnisnemaiunmsiadslansa:
anveanlulasWuldn gunauneg Tu ’Lum'sﬁmmuajmﬂﬂmm AUAIRINYAIY 9%

)
=

mmm@wj'}Lﬂ%ﬂﬂiﬁ@l@ﬂn15ix’<§1g LR ﬁwlﬁﬁ@mmﬁ”amﬂuﬂ%mmgp RIRROLTY

b

gmTumsi3eselu (Grinding Fluidjudusniin de Swihiindofin wes  ssdosdnaiand
Aaanmatasanll asanduesrinansfinen uay vlﬂq@ﬁuﬁw,?mszvlu iefazlwilsz
anFnwmadsszludinter ardasainnunuunsdn lasnIsLaIeIBIWTS  (Diamond)
Huadias ssAnimwusssmsaindmsuninioslu @vl,ﬁmmwznmmﬂﬁmu

Pasfndoselu vssmainanitesyin iz oz sanudsRiuid v lueauwndn

2.7.2.2. *?aqmaa%umu (Workpiece Material) %as%wﬁngmaﬁaqmaa%mmﬁ
fdwAeados de mmmmmlumﬁugﬂ (Machineability) Feainazyimyialasiss
fnBmwuey daTMImgasanuadlans (Metal Removal Rate) luBatfnanudnynis
%Qﬂaanmaﬂamﬂ:mmsngvl,ﬁmnmqmﬂﬁammaam‘émﬁaﬁ@ vioRasanldan Hu
N, esasdlada, damniitlen, anuiaaa, anuanlunisda

as

2.7.2.3.189184.A309806@ (Tool Material) & 5 Uszinnwuan ail

2.7.2.3.1. Carbon Steel and Medium Alloys Steels Ja3uLds
wTsvtAzTan WAz SNUMUNIIRNUIAES azmvl,sﬁmummméfugﬂ'iwdwUG]‘l@T uaz 17
mmtﬁ’slunﬂﬁfugﬂiﬂg&ﬁfﬂ Fidanunzierlsty veanafinguivin iRefazinly
Lﬂ%'aaﬁaﬁ@Lﬁuﬁq@mﬁﬁa:ﬁﬂ@T

2.7.2.3.2. High Speed Steel (H.S.S.) Lﬂui’aqﬁlﬁﬁwméaaﬁaﬁu
atinumsfmmmnﬁqm lasdanuuwiameian Las ﬁwunws?nmaﬁgqﬂs:ﬂa‘uﬁuﬁmm
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A . 9 o & & o @ a ¥ o 4w, b4 = — o
L“uﬂ?ﬂ')‘ﬂﬂ\lﬂ@'}ﬂ @]du%ﬁ]dﬁ"l&lfljﬂﬂﬁlﬁlﬂ@ﬂﬂ u’]uuﬂi““ﬁ&lu’] I VSR RINHFTUNL
Wi le

t
<l a

2.7.2.3.3. Cast Alloy Tools 'Lummﬂﬂugw:uian’h H.S.S. ué

9 u
&

witgtoan nfiesldivnuans wissdedafifiaudaiden (Single Point Tool) uas
Part Off Tool sswaaifiudazldasiiwidufilinsuih Weallosmuesasiiodnan use
#38 N3E8tINTZYIwAY (Shock Load) §99)

2.7.2.3.4. Carbide Tool fanaudsnin H.S.S. wdlsznituin
Taofifiewuauas Carbon, Tungsten, Titanium, Tantalum %38 Niobium Lﬁumqlﬁﬁ
mwmmmlummudami’ﬁnmaﬁgamn goiudslisuindasdosaulatosmmse
Auanniin wafinsdasdefismandaiiuagisarsldmmaaiiulszian PYOIRAINHEY
s

2.7.2.3.5. Ceramic ifuﬁm'ml,l,ﬁagamnndw Carbide Tool W&
WG AN WAL AU TZNNN NI UK LR ﬁ):'L“ﬁ‘l,u"ﬁNﬂ'nm'%aﬁgamn EREaIEiatT
gaswafinauiuin adesrinliiawlavafn  use dsaeanshaidsvosdunulddn

A8
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2.8  NITE1999 WIVANLALIT DI

Jilani uaz Pandey [4] lé¥mnaaas lasldiuiluanslesidaain Emannd
enfaudniugunm leldnoouns uay neawdaniudidalase wuimslsisshee
ﬁqmauﬁaﬁﬁn’h TuguanuEinauaaIMITNwIaas TN anBaudsuiy
mylfingy uaz vasnsuTEnieihnduimihgseah udagnelsianumsnanszninein
5211 75% uay tnan 25% mmmlﬁé’mwmsﬁﬂ%umugaﬁo 150 mg/min. fiszuzWas

100 Us uaz nszug 7.5 A wananiudamsliinduledifaein dyldanumeuvesidn

IWAGNINTalTRITINLN9GT 1w dauing uen

Hiroshi, N., Heiji, Y., Makato, K. uaz Akira, H. [5] l@lL&as NIN3ZNAIVDIYA
AALWAIULEY Resin Bond CBN wheels ﬁ%ugﬂ TaeAsns WA stick S9quWut
anuenanIniumadszluresdofin  msFnayNae LazMTIaMINIzanafingwin
z%w%"uL‘ﬁau"l,mﬁ%mﬂmwvlﬁgmﬂ@ma I@ﬁqﬂnimlﬁsjﬁa%ﬁu m‘sm:mnﬁwamwé’@
Lﬁ@ﬁ]’]ﬂﬂﬁsl.ﬂﬁauﬁwzﬁa@;ﬁ"ﬁ’aU'ﬁ(ﬂa@ 38 etz wien giumInszynang i s
WANN (Fracture), MIvgeaanuaddafin (Release) Waz ANWMAINIUYEY CBN N3
ﬂszmUﬁamaogmﬁ@lﬁmﬁaaﬁuﬁm WA gnsunansgnsdh uas Senufisatasindides
NNNTINY Retrain Operation MIANULAINDRAL (Dressing) LL&x Returning Operation Bk

snansnlaiuquniInIzangdvauaaluzwnagld

'
a a

u33eed [6] lefhnisfinmnis Snfwadilinansznuiy aNuninURIgIga (R )
FWSUNTRUAIUMSNAIT eS8 9T Eud wuddmldnsefiac,) uar samaania
dosou (f) lesdanufuiusiumusunisvasenunouiafildanniemsing Tag
DAEMANM3a9 Design and Analysis of Experiments |&&annseadt R = -291r,f
+139.875r,°-211.25r,1-12.15r, +18 .5 +18.51r,+65.8531-5.762 sz LiasiliZouiioy

ﬁ'uammsﬁmaagwﬁﬂﬁﬂﬂﬁomﬂuﬁ WUNEANAUANEITINNURENUAIFIRA S

Wiy 0.314 lulaswas (Um) dmiulunsdnenisdaulasaeiialidlingds dasnis
MqﬂaanmaaLﬂwIa%: 19N ANURN M IART W LU TNadaaINREIURY LAFIN1TE
muqmﬁmflmmqﬂaanmaaLﬂi:f[ﬂ%:lﬁ”[@‘fmuﬂ’nwmuﬁaﬁﬁaamﬂﬁ lasnsidan’ld

FAIMTLABAAAUTAUARINZ RN R W ldaNUR N URING oINS
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& 1% a P o P ° .
quLaay  [7] vngnmSﬂﬂmmaaLaauvl:umsmmuﬂama:msmmumoq NIGN
wuunsulsgilanzdinisaaidn nldednwusiawsiddyuenssuds 4 Uszns de
aaTMINaLhalans, daINIIRNWIAVIBAALATA, ANMURETUTEIRIY Uas Jeusar

27159 NIINARAILALNITUUTANNTEUERATITIIUTII 9.85-30.5 A UAZ 28=Wad 50-1000

v a o« It s & a A‘l Ld = -~ ?s
ts lasmildmaes uazezgfiflnuiudidalasaradunudaiuninnd Alsi4140
PINHANMINARINUIINIIRNLEY  NILURAFTII  TWadanslivuvesnsaamnInaiite
lanz, dannsanwioradBiaalasn, ANUREIUVEIRINU UAzITEURsTI39 MIRNszY:

WRFINAADNTLRUAMNRITURIVEITUINN Uae TezfrT1TasanIInaiiialanzaziien

g9 iilavzuziadedluti 200-500 s dasimsinwsaves Bidalase Lilaldnasua

& a A ar wat &
LTl aLﬂﬂI@]i@] Q:ﬂ@ﬂﬂLﬁJﬂjZUzwaNNﬂqqﬂTu

lafia guiasnd 8] ldinsfinmisdniwavesgompiive IWadlad uazlaad
Falumssiumidaezaliftouuuylauaads nmsansifdsfenainiesiinade
qmﬂ{]ﬁmauLLﬁﬁwﬁ%aﬁNa@iamnﬁ@ atlad uazlaadda anvmmesss Seilaspes
nanldud dammslwavesimaodwudfud waznamInuirsadunwiRa o
Gialdrnmasasuuuindianinn (Fixed Effect Model) Laz3iazrianuud sl siuuan
Wi Tedfidnade adley uazlaadsa de sasmsinavasimvsaifmwifAuy 1nal
mvwindofumiuifind uasdniwatmwesiladunannoses Aszduioddn 0.05
LLa:ﬂ%é“ﬁﬁﬁwa@iaqmeﬁmaoLszﬁuﬁﬁa fammslnavasinvseuifa anmsnwi
neadumhuadRer uazdniuaiiuvesidondnoses fissduivind 0.10 Tezfisan
mﬂmmaufwa’aLLajﬁuﬁa:ﬁqlﬁqmmﬁmaaLLajﬁzJﬁmﬁ WazMsHra DRI Ul
ﬁuﬁ%:ﬁﬂﬁqmwgﬁmamﬁwﬁﬂ'&imuﬂaaamas’m‘%a Tnodammsinavesinvaou
Auifmanzaude 6.7-7.2 Ansaawf ez M IR W E 0 AT L R RNz A
fo 2w LLaf:qmwQﬁmmLmﬁmﬁmw&"amiw'mfmaaﬁuﬁL%u’mzauﬁa 131-140 896N

L TRLTOR I@U"ij’mﬁvlﬁﬁ)zﬁﬂmml,ﬁaagﬁ 104 BHN LLa‘:ﬁIﬂNEﬁ’N%mﬂaﬂﬁauaﬂ@

5 ysnaunt (9] VL@TﬁﬁmiﬁnmﬁaLLN@T@gaq@ﬁﬁﬂnﬁammm%ﬂﬁ lauldlia
ndarianue 9 15V Fuusineuuwi Rake %@ﬁ@ﬁ@i’fﬁugmmmmwgm American
Lathe Tool Specification. 9un3=¥IdANRILANAT LﬁamLmﬁmgaq@ﬁﬁ@nﬁau@iaw’%ﬁﬂ
susnsUle dnanInasesiiands H.S.S. ﬁﬁmwsJLLiagaﬁLLMM;J%:?ULLNGT@VL@M@U

AMdanfanTanuudan
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Taylor [10] VLﬁ%lﬁLﬁu'jm’nzuL’%’J‘Lumsﬁ@ﬁhimmmuﬁﬁﬂ'ﬁwaaﬂ'wqmadﬂf
selumsdalave wnfaanusiiduinldasilddannisuaas mummﬁaﬁguﬁu
Tz ldlufianuaangnisldauii %oﬁwalﬁﬁunulumma@gﬁu 3t Taylor 39180
Flumsaalanzatonile G]u',w:ﬁ5mnmmL‘%alum‘sﬁ@ﬁmm:awﬁﬁﬂﬁmqmﬂ”ﬁom
°1Jaalvﬁ@muﬁq@ﬁawﬁﬂmimaaaﬁﬂiammﬁ@@ms] wazldwuaunisanyluda(Tool Life
Equation) %\1LﬂuﬁﬁnﬁuamoLst’%mmlunm@iam’jn"aumsmqluﬁmaama‘ma‘?"

(Taylor’s Tool Life Equation)J&nunszaaii

Skl C
e V= anuSalunisda (Cutting Speed)
T = engludla (Tool Life)
n = freafi (Constant Exponent)
Wﬂ\‘l‘ﬁ (Constant)

1/n ~1/n

C=¢
wia T=K/V =KV
1/n
K

= @A (Constant) = C

daunTaylor wuin aanmsilauniia(Feed) uazanudniaaqa (Depth of

] ~

cut) fiflnadeanyiiadna Fadadousunislnallaeedt
T= K/V(1/n)f(1/n1 d(1/n2
o d=enuiniasda (Depth of Cut)
f = s Ieoulia(Feed)
K,n,n1, n2= ﬁ’lmﬁl (Constant Exponent of Speed and Depth of
Cut) %a%uagﬁuﬁmﬁ@%mm 89ALIznauN9

LINAMA THATDIFUINROAK uazdugNLAeITad
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NSANRWIWBIDY

3.1 1298N@19MANANIENUADAINNKUTIUHD

b

nmsAinmuaeu uwasnnulwindan 25 vilimansnasddedvlasnalud
mmw:ﬁwaﬁummmﬁmuﬁ’maﬁaq wIoTuunEIuwnTe o lunsanszuandIn
LLa@alugﬂﬁ 3.1

b

FNIEAVIAG Fuaudnszlu

aamsilan JUSIURzIIG

anUIITaU TaqUDITUNY

Usnovimgniuszluean

FIRTAE AW >

mianudsdafuwidasyln snaivirlunsanszuanuuudugud)

FNNENIAG AUgNaBILaTusdn

FAAUNIUNRIVBITUIN S amwmaam%ama:qﬂnsni%uﬁ@

NS 3INMATBI(Foundation)

PYUNA 3059
P Av e a
sungaugnlald AMNRYUH
' =< o
naneluAf
NN
ANuDNABILazIInG e A
TINFTHAI8Y Pmavsndiala
(Foundation) o
samimIing
<— InsanrTannuLd
Resolution % AULYLUL
<— lansHinmsiadivaadiada
Specimen >, Ysznn -
<— yflevesddTsan
L3O IARANURLURL dennsaLiiv . - -
SeRwdgarln

~ e o o o o f a
Elh’] 31 N\7ﬂ7\77jﬂ7uﬁﬂ\7ﬂ?7175/7’)ﬂ')ﬂ?')l/Nﬂnf:Wﬂﬂaﬂ'g')NWU")l/N?
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3.2  astaaniavgninIInaaad

MR 2.5 wRnled1  insinns@neiladu i lenaiuiudtn g uy
Bue Az nduns@nw lasnn  walFawin o nisiviniladouinung  §sy

AN ° o [P P- i W ~
m@lwaﬂ‘lwmmmmmsmaaﬂ@nnﬂ%wm@a‘lﬂu

3.2.1. wiendszlunsanszuan (Luudugurd) 7 GE4A-50 (WRalan TOYODA
MACHINE WORK,.LTD.) illweiasdgszlunifinangannilisrmatSouifisuny e
a1 uaz tpiuiiiesosdssinniiisesaanded

v A

3.2.2. daaRwdoszlu Lﬁaoéhmmmamﬂawé’aﬁm%mﬂmpa%’m:ﬁaaﬁwms

v e

auqa (Balance) daiwisszly Jalunahitlsioamninn legtszanm 20 wifidaas

8/

LR ﬁ]'mmmqﬁﬁaﬁm‘%mﬂuﬁsnmﬁauﬁwga ldmunzrufasyinninasautladsoile

=3

3.2.3. MIeNuaIRaRwIsT 1u Maziinmsanen lagtainnsanuessa iy

: & ' ' a LY ' v [ o @ o a g
Borrlwiudnanenudadianuneiuitannitesagiels wazasdasrinnsiasiauuaiTu
INURAINYINIIANLAIR R TE 11 ﬁﬂﬁmm@aadﬁﬁ‘hmumsmaaaqamﬂ Tuna
Uvadadulylden

¥ ' c: By el [ o A A ' ' o - \

3.2.4. tsatin udniatanisdimainingds fanurIURIRIo 1 A
aadrmauioudigsingiraain  aedaslusivlumniuien  wiaunudasvinanu
§raNAMTUUTT (T9AN) e masiin

3.2.5. iwy3 (Diamond) \fuiledudniledunikiandny udduiledundneagsdn

v ]
(% ~

23uwity nefifiasnniawmalngts 2 nzda F9ldmanzrunasyiimsénm

3.2.6. TUU AD FANMRUBARILAUS (Locating Pin) (JuTugiuvaaaIasnted

=3 I

Bud (B0 Mazak) Tarhmvhflumisdimuadumisasnaiees 15ixg S45C Hiuns
P o

nd9 uaz Miaudedroniswiionimalwiia (Induction Hardening) léenauuds HRC
44 914 54

3.2.7. wiaeianunenufin (Portable Surface Roughness Tester) tilute3as
Taanunenuin Sesansniadeudeldazean uar Swany (H¥e Mitutoyo U Surftest
301 Code No. 173-938E)

3.2.8. mm@;ﬁuﬂ d5lalenanasludid stnan qmwgﬁﬁﬁ@%ﬂwm:ﬁwms
Boselu yay ﬁafrl,ﬁ;aamna‘aulmy’Lﬂuﬂﬁ]aﬁmsjmmmmuqﬂﬁ vwinazvmyaauguld
Anszvinlannn
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mnmq}Naﬁmﬁhﬁaﬁnmﬁﬁmluﬁamao FNENSAA auAvnn IR na LR
1298ANA LTI U agﬂuamwn,?xmﬁmaa@msﬁﬁmsmaao natileasan anzng
A nIEyiMInugu YFudaenladng uay falnansenulasasenuiatluniseae

ann:n’m'fﬂlmwia:ﬂu’u@awuaamst,%m:"l,umani:uan(l,l,uuf;Tungs;T) azdidnes
ANUEITOUBRIT I e stlon@armanaauiid i usesdefiu
Boszly)  wandeiwluenuudaztuaendos  Sseiiffadnfisula@innnuiluiagad
2.4,2.5118%2.6) LLa:m@hLﬂuﬁa'{TwETnﬁﬁNam:ﬂmiamﬂ’nwmuﬁ’maa%mmagji 6
v [1] Fadh

—  anutiiTauvasTuwlutrasmad s lureny
- mmL‘%asaumaa%m’mlwﬁ’aamﬂ%mﬂuﬁuqﬂﬁm
— Farmitlawaafiuwds e I mFwawlugiensao e luweu
as s a = \ % Qy 1 = =1
— danmstlendafuwdss: ludmBuanulutism s luazidoa
— garmntlandafiwduse B uawlusan1s o luaz dua e

— na'mqwﬁamnmumﬂ%mzvl,ulumom'n%m:vl,uanﬁmﬁmw

ANT8Y §NNEMIAA 119 6 fdh FzuEasanITUIRITA s lunsenTeuen (LU

Gugudl) dmiuisnmieszluuouwdu ldasgh 8.2

*— Rapid Feed

Air Cut Grinding

A 4

/ Air Cut Grinding Feed Rate

k Rough Grinding
Rough Grinding Work Spindle

,~ Rough Grinding Feed Rate
Speed

® £

/ Fine Grinding Feed Rate

Fine Grinding

Finish Grinding

Micro Grinding .~ Micro Grinding Feed Rate Work Spindle

Speed

X Spark-Out Grindingy Feed Stop after Micro

31N 3.2 daurls nia windieaslusuaauds 9
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3.3 N13anttyUNITNaaad

Tumsoanuuuminaasei Tdhwenns1es MIsenLULNINARDS (Design and
Analysis of Experiments) 10892y NMINARBILLUY One-Quarter Fraction of 2,\,6_2 Design
@y Design) laninmsranluudasriauudaaudiudu (Treatment Combination) 111
7 4 dolumarnmsnasesiiaslinimeneananue 64 MInaaes Fsdauds wio fase

v
=1

lunisnasnsiiag

3.3.1. 9nuSTeLTnITwn Iutueinsdosluneny unuday B) lapfiasvi
mMInanasi anaSaTay 339 uaz 403 saudewfl

332, ANUEITALVITUIL ‘lwﬁawaamnﬁmz‘lm‘?umauqﬂﬁm (UWnuey A) lag
fiazrhmanaassdl AWI52TOD 233 uaz 296 soUdDUIT

333, sarmitandafindorsludimduem  Iutuvesmadoslumey  unw
o F) lagfasriimimesasii dasnisilen 1.0594 uaz 1.9069 L uERINaN
fadiues dauh

334, sanmitlendefiudoszludmduem IutuvesmadeslnasBon Wnw
2 C) lapfiesvimmesasfi samnistlon 01200 uaz 0.2400 L UgUENaN9
HafNay douwh

335, sanmifendafudorrludmmduen  Tuteesmados luandoafiae
unudae D) lasfiesynmmanasfi sammsilen 0.0699 waz 0.1776 iWuAgudna
fiadluasdaui

3.3.6. nm‘mqwéq”amnmn%‘mﬂu%mu‘luﬁawaamsﬁm"l,uau’é'U@ﬁmw (UNw

iy E) lasfazvinminaaasil 2.9326 uaz 1.4189 3wl
fnua i Design Generators fla E=ABC uaz F=BCD
‘Lumsﬁmu@@hgj}aq@ Wae @iwqm Tdanmydiwinsed sanuasiy wisndoszlu

galuld Tetlaud30aA(Rigidity = L/(D average)) Tolevinny 1 uaz 3 enud1eu (@61
PMNAAHBIN N.1)
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3.4 qa_lnmfﬁ‘l%‘l%mswmam

34110500303z lunTanzuan (Wuusugud)

waaadnsrlunsenszuandalugda i GE4A-50 (WAalay TOYODA
MACHINE WORK , LTD.)

3.4.2.FaRwl3nse i

SoRuIose lulTIvg A60-15-V10W %aﬁgﬂ’m LA mm@ﬁagﬂﬁ 3.3

317 3.3 daAwdosely

3.4.3.dnaatin
5 & & AN v oA @ = = - . = A ¢
hewmdaldunld fe laan 763 18y wihemsaifuriiadaanziues
U390 Ingsnavidw 1993 516 AWanuluwAlae  g1ansnlTiandaiungs uee 90
= = a P o, eay A @ B ° [
Lwi:"l,umannnmm Wangunuiwslfdonls  sasnuaaAinTunluy e rinewle
Lﬁmmﬁmmﬂ@qa ﬁ’llﬁqmauﬂ@mw&iaﬁmﬂmﬁw U YasnuwnITRasNfAavas

wlanzld (Anti Weld) laovinmswaaldianudutudszanm 3 wWosidud laviSunas



3.4.4 W77 (Diamond)
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WATSTUIG 2 NS MEaMsuNIanueInafimda sl G‘Eaﬁgﬂ%ﬁa WA

mm@]ﬁqgﬂﬁ 3.4

Note 1 :
Note 2 :

Diamond 2 ct
Nickel plating

5N 3.4 1wy

2.5
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3.4.5.5%9%

]
A W

FANIMRUAGIURAS (Locating Pin) luduiusasietesnddiud (8¥a
Mazak) d9vinwindilumsmmuedunissiuaiaes 538 S45C HrunInds uaz ¥iila
wiaeomanfeniimelWin (nduction Hardening) lédanuuds HRC 44 9 54 lag
Lﬂu%mmﬁﬁaguﬁu GTaLLamlugﬂﬁ 3.5

Tap MS DEPTH 10mm. CIx60° chomfer 60°

45" undercut

<0.89x0.12

+(\; I 47{\‘_,
& —I—————}H—H i— =
S — 7T >/
o W
r?f 8y
| /
10 15

31N 3.5 Tuau
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3.4.6.10389700NRYURY (Portable Surface Roughness Tester)
wWinsTaanuneuRa WuaSadiaanumveuis dGssnisoedontele
82090 uazdaans (B%aMitutoyo uSurftest 301 Code No.178-938E) augadlugi 3.6

Surftest 301

SYSTEM DIAGRAM

i

178- 375 178-374  178-373  178-372 178-371

l
m mmwmmv .‘% Spsneas {_,n s

s 3
i

995596

i

Yl
g {
¥

¥

937386(1m)
965012(2m) i 995992
? L 995086
‘ errnam - it s | !
‘ i {
M-SPC system g ]

995599

A b 995595
/I N
I 886019 . 986018 995581

5111 3.6 (A3997AAIIUBEILAY (Portable Surface Roughness Tester)

LABO2BAD2
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3.5  AUAABIBNITNARDY

PYUADWIUNIINAR DI TR ITH

3.5.1.1la1e309 uszdafuwioslu laslvidafuidoszlunyudszunm 108515uf

352 J5umuasuoaeios uay vnsidawlsunsa

3.5.3.anudsninAuians: u (Dressing)

3.5.4.15asudwesdauds wiatleduliasstiunmimasas

3.5.5. % uiuilowd fnwas (Between Center)

3.5.6./m38u3elu (natlu Cycle Start)

3.5.7. 4 mInaassdluiuaen 3, 4, 5 Uaz 6 IATY 64 NIINARE

3.5.8 i Funudldannmadsszlnldimsia amenanunenuinaisves
Sunudildannisndoszlu
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41  13NOWHN15IVY

Av & & = 6 ; 6-2 . ¢
M3 IUNIINARDILUL One-Quarter Fraction of 2 Design(2yy Design) a9

zdvznavlildng 16 MIalundaanduts ua: luudazniaiuuaaaudiutwinazinsyii

MINA[AIE 4 A5 TINAININGRDI 64 AT9 UIFaANNTANENT 6 11998 luldazilady

wivsandu 2 s2au Geesunudrveddeduaualulsig (Coded Variable) @9laasbuan

5’10‘7‘; 4.1

A15191 4.1 MTLRAITIIAIYa9T L6 9 uas mMsudsarvevilesaduaiudssia

Variable Name or Factor Process Variable Code Variable
| Rigidity3 |Rigidity1 | Rigidity3 |Rigidity1
A Finish Grinding Work Spindle Speed 233 296 -1 +1
B Rough Grinding Work Spindle Speed 339 403 -1 +1
C Fine Grinding Feed Rate 0.1200 | 0.2400 -1 +1
D Micro Grinding Feed Rate 0.0699 | 0.1776 -1 +1
E Feed Stop after Micro Grinding 2.8326 | 1.4189 -1 +1
F Rough Grinding Feed Rate 1.0594 | 1.9069 -1 +1

Tunsdiflazion 1auiualsiaes (Generators) #a | = ABCE = BCDF = ADEF @992

gonalule Alias Structure @IugaIlWAITIIN 4.2

PNATNN 4.2 faliifia NIauuaaauTlwTw 19 16 NIALUBaAaNTILUTY wan

4:3/ { e [ Ld a ' 13 ' 3 o : o
wnifalinimasenilwlimaldzununisgy Jahnmsgumdaunaunasueoms

NARDIAILRAILUANTIN 4.3




A59N 4.2 mrvuaavlasvasver lauas(Alias Structure)

M m O O @ »F

= BCE = DEF = ABCDF
= ACE = CDF = ABDEF
= ABE = BDF = ACDEF
= BCF = AEF = ABCDE
= ABC = ADF = BCDEF
= BCD = ADE = ABCEF

ABD = CDE = ACF = BEF

AB = CE
AC = BE
AD = EF
AE = BC
AF = DE
BD = CF
BF =CD
ACD = BDE = ABF = CEF

= ACDF = BDEF
= ABDF = CDEF
= BCDE = ABCF
=DF = ABCDEF
= BCEF = ABCD
= ACDE = ABEF
= ACEF = ABDE

AN919N 4.3 AITIURAINTAUNUAANTINTY URSAI1ALNITNAS DY
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Coded Variable Treatment RUN

A B C D E F | Combination

S I T A s O e O I I (1) 26 31 25 24
1 -1 -1 1] -1 ae 45 39 43 17
-1 1 -1 ] 1 1 bef 48 41 44 35
1 1 -1 -1 -1 1 abf 22 18 2 63
-1 1 -1 1 -1 1 1 cef 14 58 20 4
1 -1 1 -1 | -1 1 acf 40 30 42 32
-1 1 1 o I bc 10 9 28 50
1 1 1 -1 1 -1 abce 34 49 11 61
-1 -1 -1 1 -1 1 df 51 23 37 56
1 -1 1 -1 1 1 1 adef 53 52 12 55
-1 1 -1 1 1 -1 bde 64 59 33 57
1 1 -1 1 -1 -1 abd 15 36 27 8
-1 -1 1 1 1 -1 cde 54 13 47 16
1 -1 1 1 -1 ] A acd 19 21 5 29
-1 1 1 1 -1 1 bcd 38 60 3 7
1 1 1 1 1 1 abcdef 46 1 62 6
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39

dl UV o e d‘ n‘ o s N ar
o ldfauMINaasIaneIei 4.3 395uvnmMInaass lasnsdSudivastlady

g Alamuualy  udnhdunuiduwlddimsiaanuneuineds

BRI

AMNYNINAUAABANLYINAY 0.8 HaRLNGT) Uae UWANNAN ITNARDYI AILFAIIUATI9T 4.4

A9 4.4 MITVURAINANITNAREY (2, Design)

Coded Variables Treatment Response (Ra)

A B C | D & F | Combination

e I O I T A B I ) 022 | 020 | 0.19 0.19
1111 -11]-1 1 | -1 ae 017 | 023 | 025 0.20
-1 1 -1 A 1 1 bef 0.18 | 0.21 0.21 0.23
1 1111 -1 1 1 abf 0.19 | 0.20 | 0.17 0.20
-1 ] -1 1 1 -1 1 1 cef 025 | 0.23 | 0.20 0.23
1 -1 10 -1 ] -1 1 acf 022 | 022 | 0.24 0.19
-1 1 1T 01 -1] -1 bc 018 | 023 | 0.22 0.22
1 1 1] -1 e B abce 019 | 025 | 0.21 0.26
-1 -1 ] -1 1 | 1 1 df 024 | 019 | 017 0.25
1 -1 1 -1 1 1 1 adef 024 | 0.34 | 023 0.30
-1 1 -1 1 1 | -1 bde 026 | 023 | 0.32 0.34
1 1 | -1 11 -1 ] -1 abd 017 | 019 | 0.20 0.22
-1 -1 1 1 1] -1 cde 029 | 029 | 0.25 0.27
1 -1 1 11 -1 ] -1 acd 0.21 0.20 | 0.18 0.26
-1 1 1 1 -1 1 bed 0.20 0.23 0.18 0.17
1 1 1 1 1 1 abcdef 0.23 0.27 0.26 0.21
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a ¢ a =N '
4.3 msumﬂwﬁagafmm%ms'gmewmwuﬂsﬂsfm

mnNamsmaaammmﬁﬁaa_jamﬁm’ﬁﬁﬁmm LNARDNDTWRTIUDILG RS
NIMNBEAUTIUTY  NTAINtagRNDIla G950 45 NIREIRINIIDENEND

o o o [ aao v a &
St ke LNl TE RN wadaa gL ATIzRa LTI

4 a s & . ..
A5191 4.5 AITINUFANAT Effects, AUL/ss@NTaNN1INAN8Y (Regression Coefficients),

a8 Sums of Squares

Variable Contrast Regression Estimated Sum of
(Factors) Coefficient Effect Squares
Average 0.224531

A -0.17 -0.002656 -0.005313 0.000452
B -0.31 -0.004844 -0.009688 0.001502
C 0.11 0.001719 0.003438 0.000189
D 0.81 0.012656 0.025313 0.010252
E 1.29 0.020156 0.040313 0.026002
F -0.21 -0.003281 -0.006563 0.000689
AB+CE -0.21 -0.003281 -0.006563 0.000689
AC+BE 0.09 0.001406 0.002813 0.000127
AD+EF -0.17 -0.002656 -0.005313 0.000452
AE+BC+DF -0.13 -0.002031 -0.004063 0.000264
AF+DE 0.85 0.013281 0.026563 0.011289
BD+CF -0.15 -0.002344 -0.004688 0.000352
BF+CD -0.49 -0.007656 -0.015313 0.003752
ABD -0.17 -0.002656 -0.005313 0.000452
ACD 0.01 0.000156 0.000313 0.000002
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INAT Sums of Squares NHFRAMNATNA 4.5  RIINTOWILNEFIAITIILATIZR

ANULLUTUIIU (ANOVA Table) iNafazvinmstudulain filadolarnafiiiantwadasn

AMURENURWRAY TIlunTITuilalszauanusaiu 95 %

13191 4.6 ANOVA Table vavanungiuinady (2, 2 Design)

Source of | Sum of Squares | DF Mean Square Fo P - value
Variation
A 0.000452 1 0.000452 0.49 0.4942
B 0.001502 1 0.001502 1.63 0.2074
C 0.000189 1 0.000189 0.21 0.6571
D 0.010252 1 0.010252 11.15 0.0016
E 0.026002 1 0.026002 28.28 0.0000
F 0.000689 1 0.000689 0.75 0.4001
AB+CE 0.000689 1 0.000689 0.75 0.4001
AC+BE 0.000127 1 0.000127 0.14 0.7162
AD+EF 0.000452 1 0.000452 0.49 0.4942
AE+BC+DF 0.000264 1 0.000264 0.29 0.6002
AF+DE 0.011289 1 0.011289 12.28 0.0010
BD+CF 0.000352 1 0.000352 0.38 0.5458
BF+CD 0.003752 1 0.003752 4.08 0.0490
ABD 0.000452 1 0.000452 0.49 0.4942
ACD 0.000002 1 0.000002 0.00 0.9677
Error 0.044125 48 0.000919
TOTAL 0.100590 63

R-squared = 0.5613

R-squared (adj. For d.f.) = 0.4242




42

MANTWN 4.6 NTZAUANUTRIU 95 % (Foosqas =4.04) wuin Uasunfiuag

NTLNUAD A1 NURLIURD Aa

1. dasnstendafwdessludmduenluiunsdeslvscBoafitas (D)
I@U@vlﬁﬁ]’mﬂ'ﬁizo fande 11.15 (mnmswﬁ 4.6) Godenannnin 4.04 (Fo.05.1.48)

2. nmv]qﬂﬁwﬁamm%m:vl,ulwﬁaamsﬁmﬂuau%‘mﬁmw (E) lasgldand
Foﬁmﬂﬁa 28.28 (mﬂmi’mﬁ 4.6) Gafidnannnin 4.04 (Fo.05.1 48)

A8 A o

3. @nwatiu AF+DE langldaneir, fiannile 12.28 @NeA 4.6) Tefien
NN 4.04 (Fo.o5,1.45) %dmnmmjmaﬁ'm’immm LRSNTZUIUNITHRG WUI Jade
%amzmnmm’%aiawaa%mmluman’m%mzvl,wﬁv’u@]auq@ﬁw nuaasnsilouaoin
Fosladnmnawoulutaensidoss luneny (AF) ‘fuhiﬁm@gmamaﬁm%mmmmwﬁ@
frznduiuiledoiisniwads danuvmuiieds suinsaniaanzBninasiy
sendesarmatlandafudoss wdtuwnulugromadosslussBoafiiay  Huaa
%q@ﬁmﬁamn‘%mzvl,u’l,wﬁaanm% gz luazidoafiaw (DE)

4. BnBwatiy BF+CD langldndn Fo flanndl 4.08 @INA159% 4.6) Foien
NN 4.04 (Fg os.1.48) arnmsRsandsudsinTsumsnanay (mnmﬁoﬁ 4.5)
wui Seuviniy —0.0077 @efldntesunnidafisutudulsinSaunisnaneguesdng
watawszning aasnsilendafimlsszluazidaaiiaw (DE) fa 0.0133

guadpnimie lilnguaisaweiazasln dulldunilianina vienansznuy
da ANMNRINURARNARL8I WY UUFadl Fy (MaTf 4.6) Telddeenin 4.04

(Foos1.48) Totlrznavlifnailagsene 9ash

Lanuisevvestunulutiemadoslunoy ®)
z.mmL'%asamaa%mmlwﬁawaamiﬁimﬂuﬁ%@@uq@ﬁm (A)

3 danmsilendafndos ludmsunulwimwesmados lwweny ¢
4 Sanmatlendefudosy lwdvndunulusamemsioslwsndua ©)

5 ANTWRIINVDILRTENT 4 112990 UL

Warnsdaaspdvgnlldlidnina  doannunanuiadowssiuauean  lay
wastanzaansdaudefudusy lut v dunulugsnmado e luazidoafiias (D)
nm‘mq@ﬁmﬁamm%m:‘lﬂmﬁwmn‘%m:hanﬁmﬁmw (E) uaz ndwatinwsItae
& ¢d‘ ' v L & ab = = ) Pt 1 o a nl' ]
negadfinanuteeu  (DE) (metiaidumsdnlunisensdaussyinnsUsulfuuen

a ar o = 1 =) =1 2
299139039V 8AADNINATIN  BF+CD) waNIngy wiesagl unimesasiuy 2
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Factorial Design AimM3vindn 16 @39 lukdazniawudnaudingy auaasliluaisefi

4.7

AT190 4.7 FuaRInanIInasasnaaiilu 2 ° Factorial Design

Coded Variables

Treatment

Combination

Random Sequence

Response (Ra)

D E
1 -1
-1 -1
1 1
-1 -1
-1 1
1 1
-1 1
-1 1
1 -1
1 -1
1 -1
1 -1
1 1
1 1
1 1
1 1

de

de

de

de

26 | 31 | 256 | 24
22 | 18 | 2 | 63

40 | 30 | 42 | 32

9.0 8 1. .28 50

45 | 39 | 43 | 17

48 | 41 | 44 | 35

14 | 58 | 20 | 4

34 149 | 11 | 61

51 | 23 | 37 | 56

B {36 27 /8

19 | 21 o [29

38 | 60 | 3 7

83 | 62 | 12 | 55

64 | 59 | 33 | 57

54 | 13 | 47 | 16

46 | 1 62 | 6

0.22 1 0.20 | 0.19 | 0.19
0.19 1 0.20 | 0.17 ] 0.20

0.22 1022 | 0.24 | 0.19
0.18 | 0.23 | 0.22 | 0.22
0.17 1 0.23 | 0.25 | 0.20
0.18 |1 0.21 | 0.21 | 0.23
0.2510.23 | 0.20 | 0.23
0.19 ] 0.25| 0.21 | 0.26
024 | 019|017 | 0.25
0.17 1 0.19 ] 0.20 | 0.22
0.21 1 0.20|0.18 | 0.26
0.20 | 0.23 ] 0.18 | 0.17
0.24 | 0.34 | 0.23 | 0.30
0.26 |1 023 | 0.32 | 0.34
029 ] 0.29 | 0.25 | 0.27

0.23 | 0.27 | 0.26 | 0.21

NNIYY %%am‘ia@gﬂm N gﬂLm‘umsmaam:mmmﬁﬁmﬁ'}msﬁwmam'w

6199 Uz FINATIMANsianuLlsdTnlveg asiiuaasluansien 4.8
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1351911 4.8 ANOVA Table 289010 neUA AR (22Factorial Design )

Source of | Sum of Squares | DF Mean Square FO P - value
Variation
D 0.010252 1 0.010252 11.44 0.001
E 0.026002 1 0.026002 28.89 0.000
DE 0.011289 1 0.011289 12.56 0.001
Error 0.053047 60 0.000884
TOTAL 0.100590 63
R-squared = 0.4726 R-squared (adj. For d.f.) = 0.4463

PMNANTWA 4.8 N52AUANITBNY 95% (Foosieo = 4.00) B snansndudule

FisNlnansenudaaNIRLNURIARY  Aa

1. Sanmsilandafindosyludmduwemlugisminios luaz doafiam(D)
I@mg}vl,ﬁmn@h Fo flannfis 11.44 (ﬁrm@’ma“?i 4.8) Fefienannnin 4.00 (Fo.05.1.60)

2. L’va.g}@ﬁwﬁonﬁL%m:ﬁu‘twﬁaamsﬁmﬂuauﬁU@ﬁmw (E) longldainen
Fo s 28.89 (mnmswﬁ 4.8) Hefienannndn 4.00 (Fooseo)

3. Anwatinvesidnesasfingrundnedu (DE) I@]U(ﬂv[,ﬁﬁ]’m‘ﬂ"lfzo fiands
12.56 (RINGNT199 4.8) TITAWNNTT 4.00 (Fo 06 1 60)

Tzl AWl HaN oo NN HUBRAAATDY NU NMTaTERauLlsUTIwa laannis
AT LUG1T N 4.6
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44  N13A59FRUAMNYNABIBBIFUULY  (Model Adequacy Checking)

WarhmsBuduanugndas  uas L%aﬁa"L@Tmaoﬁagaﬁm:é’amﬁagam YN
9 v ade A a4 a &
aTIIRAUAMNDNGRIIRY Tamuudnddy Ao anwaaaeiew (Erors) Afiadwilu
{ s { v QQJ
ANUAMALAREUAUHDINNN FUNGNNIUTANTZIRG (Repeatability) 184MINanes

ﬁ]:ﬁaaagmalﬁﬁaﬂm 3 13Ny @

44.1.anuduind  (Normality) ﬁ%fﬁﬁaamnmnﬁa;&aﬁiﬁﬁgﬂLL‘UU MINTZY
LfJuLL‘u*uﬂﬂ<?‘1LLﬁaﬁazﬁﬂﬁ”LajmmmﬁﬁmﬁLﬂmfzﬁﬁagaﬁ?ﬂﬁ ﬁofuﬁwmnﬁagamﬁﬁgﬂ
wuumInszaeduuuulnd  uaesin ?Ta;‘J,aﬁ‘lﬁmmfu‘lﬁmmnns:mumsﬁ"laﬂﬁﬁmuw
Wuunangu ’f?iaﬁ'iuﬂuﬁﬁ):ﬁaaﬁuma’um Lﬁa‘ﬁ’mflsLLﬁ”Lmﬁauﬁﬁayjamﬁﬂms
a7z maesauenuiundiuaansorldlasldnszesnasan nsnszanewy
1n@ (Normal Probability Paper #3a NOPP) winganinyszanmamnusunusiiulguass
1& waaein ﬁagafﬁuﬁ mMInszaeuwiuudnd was ﬁagamfm%aﬁaw Gonalduaaaly
T gﬂﬁ 4.1 w’%agﬂﬁmmmugﬁum (Histogram) Uad@LABRRE ﬁmamlugﬂﬁ 4.2

- Normal Probability Plot for Residuals

999 [———— T T 77T E ) AT g

percentage

3 . i : L : ; L i ; 1 i ; 1 : , 1 1 ; ]

-.07 -.04 -.01 .02 .05 .08 g1

Residuals

3111 4.1 N3 Normal Probability Plot yasaiuamnia (2° Factorial Design)
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Histogram for Residuals

24 1 — - T T T ]

20 F 7

o R !

> 1o o .
2 i 1
s i S y
= 12 N 2 S0 —
g i o2e%s! e 2RISR KRN j
': 8 :_ : :u:n Lo I: E: __
4 __ - . EE::::.n:-:x "lu: S0 SR __

[ L | = N ; 1 s e i

~.08 -.04 08

Residuals
511 4.2 UNBDEUYIY (Histogram) YOIANFAMNAS (2° Factorial Design)

mﬂgﬁﬁ 4.1 AR LAILFRNTINADaNUINUEN WSS I FUaTI 1S LEad

o0 magaqmﬁﬁﬁnwmxgmmu Msnszansduwluulng LLazmngﬂﬁ 4.2 F1UNTOURAINTT

328G UBIA AR AN T AN HMeN1TNIz Y INALA INUANINTZaN LU ULNG
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4.4.2.amuiudssz (Independence) ’LuﬁagaLL@ia:GT’m:ﬁaaﬁﬂmuLﬂu‘é‘]m:@iaﬁu

LA
e v 9

nsildmndeyalifianuiuderzdain  wildllaanmiensifoyald lasamne
MIMFNaiy e aaanang @T@ﬁ?uﬁ’mm“ﬁagavl,ajﬁmmLﬂuﬁaimaﬁul,l,é"u LRI
Toyaflanuewdos (Bias) lummmassvanuiludaszanunsarild laomsaiisunu
MW NSRLRAIANUEURUT TN deenie nU d1eunisnasas wanll
o & a

mmmﬂizmmgmmuﬁLmuauvl,ﬁ 5a"l,@”’jwagamuuwmmLﬂuﬁmzuau%aﬁavlﬁ TR
louaaslilugun 4.3

Plot of Residuals vs Random Sequence

11 E T T T T T T T T
.08 - ) .
X

wn 0> - 2 j
— [ x / _
g r X " = ) b
o 02 + X O
Q_/. __ X < - ]
01 3 x : e X x o e ><><>\_
L XHARX X X -
Ll xx  x o % x z
S04 - x % X o x N

. X x X X
L » 4
L y ]
-.07 I R S — i S L N R R
8 16 24 32 40 4& S0 o4

Random Sequence

511 4.3 UNBNTWNITNTETURANAIIUTUNUDTENTN AUAIKEESD NUSIAUNITNAREY

(2 ? Factorial Design)

N3N 4.3 UAR AT LNWNIWNIINTZNLNDONUIBUI AN BT L UULEN LR

Talaunsniszun mgﬂLLmJﬁLLmaﬂ@T waasdn deyagedlanuidudaszdonu
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443 amufiiafosnmwaasdnanundslsiun (Variance Stabiiity) teiunisingu
i ﬁagaﬁvl,ﬁmﬁ?u Iasunmfivinannsssmsiimsdaruiuanangueds Seily
ANULANGNTITDYS Lﬁ@mmnmm@;ﬁvlsjmmmmuqu"lﬂ” (Chance Cause) luszuufi
V‘hn'mﬁm'am’mﬁagmﬁﬁﬂ?u ﬁwmnﬁagaﬁmmmLLﬂiﬂnuﬁ"LajﬁmﬁmmwLLST’J LRGN
el ﬁagmﬁﬂmnmmqﬁmmmmuqﬂﬁ wd laldsunsaiugy  lunsnesauanad
wwagTmwaassanunlslyin  sansonszildlasneseuriuurwmMwnInIzan e
LRAIAMUFNNUTIINING @eamnie nU edszunmnesenadsasidusadainydsaay
suad (Ra) %aﬁwmmmumwmsm:mmﬁﬁﬂwngivﬁﬁ 3o §88n UaaIi ﬁagmfu"l,&iﬁ
LRI WIaIsnaILsUTIN e Tenuuand1easianunlslsn Sons lelans

Wlugild 4.4

Plot of Residuals vs Expectation

.11 _I T T T T _

08 - N

I x ]

—g 05 ._ : x ]

L i

: B x X -

SRR P R . ~

N7 . % Y x |

é) L X 4
X

"01 __ i X X N

. < * X ]

X X ]

04 - % . A -

% i

-.07 1 L TORAL Y A A S S I S VIR X 1, 1__

2 22 24 26 28 3

Expectation

gijﬁ 4.4 UHNBMIWNITATEPIUNURIIANUANNUTTENIN A UFHAES DY 159wy o9

gaulsaauauay (Ra)

mngﬁﬁ 4.4 ARULAN Lmumwmsmzmﬂﬁaaﬂmﬁuhiﬁé”ﬂwm:@;Lﬁﬂ%d‘ﬁagaaﬂ

LRI ﬁaga“g@ﬁﬁmmﬁLaﬁﬂ‘in’]wmaamﬂ’amuﬂsﬂim
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45 NISABKI Dispersion Effects

INFUMT Ra = 0.2245 + 0.0127D + 0.0202E + 0.0133DE UnLFAIBIANTNWA
yastladfiinansenudeanunenuinais ds samnmsileudefudsszludnrnduiu
Tugramadsseluazidoafivan (D) L’Jm%q@ﬁwﬁamn‘%mﬂu‘twﬁaamm’ﬁim:‘luau‘ém
R (E) uay answatiwvasiasonges findundhedu OF) ualdldliasawna
Aoty MInNseny WaBYBWaTInIINIEANy  WINLAFINTIORTEN Ie NLHWATY
LR NNFIRR AT IR et USRI T B fivn TN s‘f}awavl,@ﬁmmvlfﬂugﬂ
fia58948

Plot of Residuals vs Factor D

g1 =" T T — .
08 b
I .

X
% .05 " .
= - ;_
= 02 = x
W | % ]
Q L *
& ol s 5
:2 %

-.04 ¢ — SRS o E
e :
07 I, , | —] Tj

-1 -6 -2 2 6 1

Factor D

51l 4.5 UABNTNUEIIA U YN U TN AUFHRRANUITEAUYaIE 0 TIN5 aua o7 1

Beos lwdrmuuluremaios lusziboafitae (D)



Residuals

Plot of Residuals vs Factor E

50

11 ' ! ' T T ]
L i
08 - |
I x ]
05 K&

| % ol
| x ; |
02 Bl
| % i_
L x |

-.0] kX X
T x]
| % ol

=04 % s
L o
-07 & - 1 il | | >|<_

-1 -.6 =2 7 6 1

Factor E

31l 4.6 UNBNITWUEAIATINFUA LT TSH TN ﬂ"lmmMﬁan”m:@”wadnmHg@ﬁmé’dmi

Residuals

Besluludrnmsifose luaziduaiiee (E)

11

.08

.05

.02

1
faw]
x|

-.04

-.07

Plot of Residuals vs Factor DE

[ oz Y e il
L X
X
o R S W O
| X
R
B
| X
X
2
_gé__,__, d » = - T
X
-1 -6 -2 2 6
Factor DE

gﬂﬁ 4.7 UNBATWUEIIAIINEUNHBTIEHIN AUAHBABNY STAUYaIANTWASINTZN I

sasnstlousofiuissse I duaulurinmasoss luaziSuaiies uas

szavyasInmgaimaintsdys lulurs madussluazifoadines (DE)
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Plot of Residuals vs Factor D and Factor E

Y

o
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T
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T
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Residuals
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1

1
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T

Factor E

Factor D

51 4.8 LN AURAIA TINFUABITENRIN AUFHARENY TeaLYadaaTInstlouaaiis
Bese lugmaunulurismnive luasidoafiiae (D) uas TEALUYDIININLA

Q’ o = Il = = a
fonsininduss nluzas madvszluazibuaiiae (F)

PMUNBANWININTE N ALEAIANUFUANTIZRIN duamnde 1y dadsasin
2oIAMUTABURUEY (Ra) UAY UHWAWULRAIANMUANAUSIZNING duamndonussey
wasifedt duazifinlein ﬁszﬁwaaﬂﬁmﬁmqa (High v30 1) Tamasiledniuidnwme
AITNTEINLUDY fi’lLﬂwm?za@iamTNg@é’aﬁ?u Fesuarsfiezlwanuanlalunnsfiasdum
Dispersion Effects danansnnszinldlasdmnn danuulssuwinamgu (Standard
Deviation)  luudazszavresifasy uae dashafildlumsdszfinuuiavas Dispersion
Effects (F') Tummanss Ssazuaatliluammef 4.7 Gamint ddranuudsmuves
Anamndovasifdvluzdugs Jauviniy danuulslnuwiesduamnievatads Tu
sedueh udr dafafldlunislszurwiaues Dispersion Effects (F7) G9lduaaasin'ly
Tue397 4.7 sxmansndssanmmsnszaoduuuudnd wuin sansonsevinle las
mIersavendudndiu  mansomldlasldnszanwnesey  mInTrasLLLLNG

(Normal Probability Paper w38 NOPP) Sonalsiuanslilugid 4.9

o . S*(*
log  F :ln#
ST



AN 4.9 FINUFAIGIFNATTIUNTAIAY Dispersion Effects (F' )

Factor Variance F,
Low Level W High Level
A 0.000739 0.000957 -0.258599
B 0.000815 0.000848 -0.039293
C 0.001012 0.000693 0.379578
D 0.000535 0.001176 -0.788560
E 0.000593 0.001118 -0.634848
F 0.000808 0.000881 -0.086484
AB+CE 0.001043 0.000646 0.479320
AC+BE 0.000710 0.000997 -0.340087
AD+EF 0.000902 0.000794 0.127091
AE+BC+DF 0.000716 0.000986 -0.319576
AF+DE 0.000753 0.000958 -0.240340
BD+CF 0.000851 0.000848 0.003321
BF+CD 0.000986 0.000605 0.488789
ABD 0.000987 0.000709 0.330496
ABF 0.000691 0.001020 -0.389938
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Normal Probability Plot for Dispersion Effects
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511 4.9 n3IW Normal Probability Plot YaIIRAAN 1 TIUN T34V 1I9 V0 Dispersion

Effects ( F,.* )

3ngda 4.9 wuagdldd dsddnldlunnsdssluimases Dispersion Effects
(F') vwananmndeanmldifdusuwasinu fa ldeansovinstiuduldind Dispersion

A/ =) =3 a 1 o a‘: 1 L4 =
Effects rLumS‘Ymaaa‘g@u %30 BNTwaTaIuaazlay wuaAaudINaN e ENINT
46  NITRITWIATIWINS IENITNAFD (Choice of Sample Size)

Tunsaasuluin Siladvlatsfidnansmudennunenufnaesiuenuin nsda
sulalagditsfinnuidnslunmsdaaulans  enuheniluwssanufiansa wuodl 1
(Type | Error) wia sedurtuddn (Significant Level) wnudny &dnwola Saluns
naapIRmrua RS ALrTD 0.05 war anuhasiluuesanufansa wuud 2 (Type I
Error) unudan dansnl 4 lasfeinduiefifienudniuedrsnnn dmiulunism
PuadInEnsnaaasesanszinle laonsldiguldalof(Operating Characteristic
Curve) lapfimmiimasvenduldilod (4) &MU FuUUULLUBNENaAIN  (Fixed
Effect Model) Waz ﬁmsﬁmu@lugﬂmmLmn@mmnﬁqwamwm‘ﬁm’umﬁa%’m QUYL

Wanaaaulaifanae (NMsUieoaundisw) lagfhuuald X manwefls drenuuen
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' ' ~ @ A:o I A a '
dvrasanaanvastadulag (unlidmuald X = 0.05 T9RaTM19NeN Tolerance
Grade 189A1ONURLTURIARE é’(w%fumn%m:vluﬁaaﬁq@ A9 azUTudan 0.1 1w

0.2 lulasiuas) uaz dwlmesveaanled (¢ ) mursom laeanssd 4.10

A135197 4.10 PIWUFAIENNITIIHINITIdLeasvauaulaelad

Factor ¢2 Numerator Denominator
Degrees of Freedom | Degrees of Freedom
D 2 _neX2 d -1 de(n -1)
Q=
E , ndX’® e —1 de(n -1)
¢I:': %
2ec
DE Wy d -1)(e -1) de(n -1)
© 20 d-1)(e-1)+1]
@15197 4.11 mTvusasswandiaesvenauldiled
Factor ¢2 (n=16) ) Numerator Denominator S
Degrees of Freedom | Degrees of Freedom
22.62 4.76 1 60 <0.01
E 22.62 4.76 1 60 <0.01
DE 22.62 476 1 60 <0.01

mnaunslua i 410 wsr Gewlrtsduaanodiuand winiieasues
uldaladangg ladiasef 4.11 Gzl anuihaniuwissanufionsia woy
#i 2 (Type 1l Error) unudhodansal g Gserandnldh Tlame vis anutaniui
adasulein sarnmstloudefiudsr s tunuluzrimadossluasdoafiaw (D)
nm‘mq@ﬁwéﬁmﬂ%m:"l,uluﬁ’mmsﬁmzvluauﬁU@ﬁmw (E) uaz BNTWaTINTDIUITY
Yageefindiandadu (DE) iufinansznude ananenuieioraduauns 97 tady
sonsvinlifinansznuse enurenuimesdunaen teont 1 wWesidud fszdua
\TBasiu 95 1astdud (o = 0.05)
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47 AITRINTOMANENaN1adg0ID s uNtNafna a1e3 INREIURD

=
laa g

A v v oA A = '3 < Y v o & . o °
'Luummdwa@m@ﬂadmﬂm Taomldazldanuduiutaasdn R, S9a1a170¥h
mﬁLﬂ'ﬂ:ﬂﬁmﬂgﬂmamaLimmﬁm @T&melugﬂﬁ 4.10

"5

f

A
A

51U 4.10 MwuFanTINIsIInale uae R, 989A29IUNEY

gl 4.10 BULFAITINT IO NIVEIAN R, o A8

2
(rn )2 = [JZ:J =+ (rn — Rmax )_
2
rlo= _+/”'2 =t 2 R2

n 4 7 max max

= 2 alo v & A L3 § o &
g9 R dMUaBUIN KB L“U’llﬂ gw 2RNAZY 2

max
2

J I fwiaoiiln Tulaswes (um)
T
P a o y a =2 A & a a :
laofl f fa danmsilawosaiasnds Imibniu Tadluatdatou
~ @ A It v A a6 -~ v A = < = s a a a
fn Ao Seflvaudedadudin wie Salveslaniy Twiodu Daduas

ANTIVLVI WIBUTTIR mvlmm;aﬁaa B IFYNNToaNULULNNING RS LA ¥
mInasadldzunsdafl R..= -291r,f+139.875r, -211.25r £-12.15r, +418.5F +18.51r,
+65.853f-5.762 Tauilavunvinnisid3uufauny ammsmauﬁwa@ﬁ@ﬂﬁamﬂuﬁ WL

AIAULANANIVDIAIUN muﬁagdq@ﬁﬁmmﬁu 0.314 um

PNANVTUAUTVEY R, AUBNTWAMAIRSS PWAITIFOUDI WHUITING  291Ne
] r=} =3 (%3 Ly L | =1 = s & = v a d'
5es fia danmitlen () uaz Sadvesdanfeaflud (r,) wwdumaliifiaanuaulan

AHNNTAN BN A NI NN AT AIUT U I RIFINTHARDAIAMURLIUANARY TIRINIID
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° ~ @ o 2
nazilalas  maAnmInesaslussdunasuesifadslumsnaaasuuy  2°  Factorial

2 [ & o A
Design (Addition of Center Points to 2 Design) 39%% 16 a39 WAz JUNNHANITNARDY

AIURAILBA1IIN 4,12

A15I9N 412 ITNUFAIHAM INAaaY UM TANM Imasaylussaunavra9tTasylunas

nasavuuy 2° Factorial Design (Addition of Center Points to 2 Design)

Coded Variables | Process Variable | Random Sequence Response (Ra)

D E D E 1 2 3 4
-1 -1 0.0699 | 2.8326 | 26 | 31 | 25 | 24 | 0.22 |0.20 | 0.19 | 0.19
-1 -1 0.0699 | 28326 | 22 | 18 | 2 | 63 |0.19]|0.20 | 0.17 | 0.20
-1 -1 0.0699 | 2.8326 | 40 | 30 | 42 | 32 | 0.22 | 0.22 | 0.24 | 0.19
-1 -1 0.0699 | 28326 | 10 | 9 | 28 | 50 | 0.18 | 0.23 | 0.22 | 0.22
-1 1 0.0699 | 14189 | 45 | 39 | 43 | 17 | 0.17 | 0.23 | 0.25 | 0.20
-1 1 0.0699 | 14189 | 48 | 41 | 44 | 35 |0.18 | 0.21 | 0.21 | 0.23
-1 1 0.0699 | 1.4189 | 14 | 58 | 20 | 4 1 0.25]0.23 ] 0.20 | 0.31
-1 1 0.0699 | 14189 | 34 | 49 | 11 | 61 | 0.19|0.25|0.21 | 0.26
1 -1 0.1238 | 2.8326 | 51 | 23 | 37 | 56 | 0.24 | 0.19 ] 0.17 | 0.25
1 -1 0.1776 | 2.8326 | 16 | 36 | 27 | 8 |0.17 |0.19| 0.2 | 0.22
1 -1 01776 | 28326 | 19|21 | 5 | 29 |0.35|0.20|0.18 | 0.26
1 -1 0.1776 | 28326 |38 |60 | 3 | 7 | 0.2 |0.23]|0.18|0.17
1 1 0.1776 | 14189 | 53 | 52 | 12 | 55 | 0.24 | 0.34 | 0.23 | 0.30
1 1 0.1776 | 14189 | 64 | 59 | 33 | 57 [ 0.26 | 0.23 | 0.32 | 0.34
1 1 0.1776 | 14189 | 54 | 13 | 47 | 16 | 0.29 | 0.29 | 0.25 | 0.27
1 1 01776 | 14189 |46 | 1 162 | 6 |0.23|0.27]0.26 | 0.21
0 0 0.1238 | 2.1258 | 65 | 66 | 67 | 68 | 0.28 | 0.26 | 0.24 | 0.25
0 0 0.1238 | 21258 | 69 | 70 | 71 | 72 | 0.24 | 0.24 | 0.28 | 0.24
0 0 01238 | 21268 73 | 74 | 75 | 76 | 0.22 0.25|0.24 | 0.23

L 0 0 0.1238 | 21258 | 77 | 78 | 79 | 80 | 0.23  0.20 | 0.28 | 0.17
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PNNIRNMNMITNAABI L UIZAUNAN VDI RN TORINTINITAIWI DA

9 9 uazaeamImTienereanuudsdiulnl dsfuaadluarsnef 4.13

A1519N 4.13 ANOVA Table 289a1UMENUANGNE (Addition of Center Points to 2°

Design)
Source of Sum of Squares | DF Mean Square FO P - value
Variation
D 0.010252 1 0.010252 11.73 0.001
E 0.026002 1 0.026002 29.76 0.000
DE 0.011289 1 0.011289 12.92 0.001
Pure Quadratic 0.003315 1 0.003315 3.79 0.055
Error 0.065537 75 0.000874 j
TOTAL 0.116395 79
R-squared = 0.4369 R-squared (adj. For d.f.) = 0.4069

PN 4.13 Uz NIZAUANULTONY 95% (Foos1,70 = 3.96) %t ®u1TOEUIY
1@ diTassfiinansznude aranuneuiaiy fo

1.8ammstlondofiud s lwdmdnnuludrsmsdossluazBuafiewo) lag
gvl,éfmn@h Fo fiannde 11.73 (ﬁnnmswﬁ 4.13) Gafienunnin 3.96 (Foo51:79 )

2.mqumﬁwﬁamsﬁU':?:Vl,ulum\mﬁsﬁmzvluauﬁmﬁmw &) laggldainen
Fo funfie 29.76 (mnm‘mﬁ 4.13) Fafienannnin 3.96 (Fo05:1,79 )

3. Anwasauuasifadunagasfinanaundnaii (DE) T@m@vl,ﬁmnm Fy fiannfi

12.92 (313197 4.13) DTeuINNT 3.96 (Foo501,79 )

§auANBNInadsaas (Pure Quadratic) vasifasenin lumunsafuduwledin 1fu
Taspfifinansznude menunsuiaeias neihiasene Fo=3.79 (mnmiwﬁ 4.13)
GoflAtoanin3.96 (Foosre)iiazifinldiniianuasaasasiumsdieszianuulsilsiu
‘ﬁ'vl,eﬁvﬁ)’mmﬁdﬁ 4.8 (22 Factorial Design)
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IMANIWANTNANTENUGD FIANNALTURURRE AILFaslne15197 4.13 19150
° ° Y a £ ' d ° o Y
BTV BnTruNInanoulnid  TIEUNTOINTRIIRUNSANURUWUE

PpIUIRLNLNRAD AMURITLRIRRY A9
léa = 0.2278 + 0.0127D + 0.0202E + 0.0133DE

Tasf D da dammstloudafudos: ludwduwinulusreaninisszuazidoafia

E @8 L’Jamqwﬁamnmunm‘%mzvl,ulummfm‘%mz"mauﬁU@ﬂmw

]
r A

Fadeyinny -1, 0 Wae 1

winvmsRnsanliazdsedwinezwuiauwuuniiumanssy annniduuy
i viliflaseinsn SSe fHenanasuINnINATRREANARINLA B HT DI LAY MS¢
Feazfinavinlnaafnanuasiatadantasiuuulng Sddininduaiaanuaaia
LA O UVDITAMVULAY UAZIINAN Resquared G9dentvindy 43.69 1lafifud maftanansa
fr98aldan nouiluiadefl 2.3, 2.5 uax 2.6 Uude mmmmﬁwaa%mmﬁ?u%uagjﬁu
BNDWIFAIIguINUIY LLa:ﬁﬁ%’]észﬁﬁa JUT 1we uasgUnsinaisnadianiayudg g
209007 %a@mﬁm:ﬁmsm:mUﬁaluﬁnwmmuuqu (Random) uananiidesinisdn
wsnvaddafimdnszln uar Tnseanudsdofinioszlulasdafiuias (Self Dressing) Totiln
mqlﬁtﬁ@mmﬁ@wm@lum:mummamau“iT'mga vf‘savl,u'mmmﬁnmsmugu‘éw%wa
AINAIITINA
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L ]
48 n1IaTREBUANgnaaszasstuuylng

Lﬁaﬁﬂmiﬁuﬁummgnﬁaa LR L%aﬁavLGT"Uaaﬁagaﬁm:ﬁamﬁagam ¥ns

'
a

Y @ o @ A P da & &
(ﬂj’)%aal}ﬂ’lqwgﬂ@a\?ﬂaﬁ PEFNUANTIAO @ aNUARIALaRdW (Errors) MNOVWLT 0

=

AUARTIGLAR U AN INEUAaTINEUIANTNZIAR (Repeatability) TadnIInaaadaz

q

ﬁaaag’malﬁlﬁaﬂm 3 U5¥n1T LTULaN @8

4.8.1.0Muiund (Normality) onaleuaslilu 31U 4.11 use 4.12

Normal Probability Plot tor Residuals
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31 4.11 N3 Normal Probability Plot vaysinamnia(Addition of Center Points to 2°

Design)
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Histogram for Residuals
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Residuals

gﬂﬁ 412 uEwNIUTY (Histogram) 289 LFAnRe (Addition of Center Points to 2°

Design)

N3N 4.11 RwldFwnTINAsanunwadnsa Uz o Tu dua s ld e

' @ Ao & a P
M maﬁaﬁ@uuaﬂwngﬂu“u ﬂqjﬂizaqULﬂuLLUUﬂﬂ(ﬂ ({53} ﬁ]’]ﬂgﬂ'ﬂ 412 RIUNTOURAS
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4.8.2.anududasy (Independence) %dwavLGTLLamvlﬂugﬂﬁ 4.13

.08

Residuals
s g8 3

]
(]
e

-.07

Plot of Residuals vs Random Sequence

61

’.I

Random Sequence

80,

gﬂﬁ 413 UHBNIANITNI=UAUAIAIANUTUN BT TENIN FUANED NUSIAUMITNAREY

(Addition of Center Points to 2° Design)

mﬂgﬂﬁ 413 URKLATT  LHWIINANTNTEN S AN TR AN A LU LAY

uaz hlsaunsatlszan mgﬂt,muﬁtmuauvlﬁ WRAIIN i aga"g@ﬁﬁmmtﬂu% FILGaant
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4.8.3.anufiafissnmwuasdianunlslsiw (Variance Stability) Gamaleigasly
Tuzulfi 4.14

Plot of Residuals vs Expectation
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3‘1]7] 414 UNUMANINIEIENURAIANINRUWUETENIN AUAKED NUATINITISL LUV

galsnauauay ( Ra )J(Addition of Center Points to 2 Design)

Qs

afmgﬂﬁ 4.14 2 AWLEI WHWATWANTNTZANE NaDNINTW LN AN T gmﬁ R
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doan ugavi dayagailianuiieiosniwsssdinnandslsm
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49 AIAIARNIYANNRYIVAIRAY

NMALaTNEFaNunlslswA ldanasen 4.13 mmsnﬁmﬁa‘gﬂaanmlﬂu
FUULLIRUNTNANDUUER aMNENABTUaI e BNTNadD aNUREILRIDRY da

Ra =0.2278 + 0.0127D + 0.0202E + 0.0133DE

L‘ﬁa'lﬁ"[ﬁqmmwﬁa(mmwmuﬁam‘é‘n) fiddugmiutununesey  1aasfie:
Usudsanmstloudefindosrludminnulugrinsdos s doafies ) uas
'nm%q@ﬁmé’amﬂ%m:"lulwﬁwnm%m:vluazlﬁé‘U@ﬁmw (E) lﬁaglmzﬁw‘hﬁoam
Tlasy Sefeurihfiu  0.0699 Lﬁumuﬂuﬁnmoﬁaammdamﬁ uaz 2.8326 ANl eu
fey maitlunsdidldansanmstlandafiud s ldmduelngrsmss o luazdoe
'ﬁLﬂwlmzﬁuqm:ﬁﬂﬁ%umuﬁ‘[amaﬁa:vl;jﬂau (Roundness) &9 (ﬁauamlugﬂﬁ 2.4)
%%amaﬂmsm"l.ﬁmngﬂﬁ 415 Fozidiuldin midasmlaundafndos=lwdmdu
awlutwmadosluandoafiew @) lusrdudadlddiaannaaassmiuaan
weNUANRAEIasERMiidINT  seeninsaisdwiusmananenuRlai ety
nwiissnsanmitlandafmdss lwdhmueulutmadessluazdoafiens  (©)lu
:ﬁug{a waefidnanuuandsassnaaninga IR URei s utuiY  1iaRansan
Sﬂ‘ﬁwamaanmwq@ﬁmé’enmﬁmzvl,u‘lwﬁ'mrmﬁ]m:"l,uaxl,‘é‘ﬁ@ﬁLﬂw(E) CAPUSPIY
ﬁmsmﬂﬁmngﬂﬁ 415 U8z 4.16 ﬁmﬁu‘l@'ﬁwmshs:muﬁwaa“ﬁa%lalmzﬁmﬁwaa‘é"n%
WatIRaInuiNINTZA ﬂﬁmglwﬁaoﬁ'Lmundﬂmsm:ﬁn pivastayaluszauedng gues

ANDTWANIRDY
s 6‘5 P~ o v e A r=y i‘i v 1 s QI ‘4 v
muuﬁmm:mlwﬂmamwamaaﬂ'ﬁag‘lmmum FazlFenananuioaIy

A A ~ o o & A @ ° ' { o
weURARY, Ra (D=-1,E=-1)  uannilianudiilunezdesinnmsmsisanadadn
284 FaNUREIURNARIAaRNNY Ra (D=-1,E=-1) figap Falddaanany was 129089

. . il o 5"
FAARANBVBIAIANURENVANRRY G35

ANARULANNAENLRNDRE 2zl

Ra (D=-1,E=-1) 0.21 Tulasiuas

AT TRANMUTONR 95% VAIAIAIARINEAMURLNUANARE  FIRTUAANURLIVED
WRUUDITUIN 22100



64

Ra (D=-1,E=-1) = 021 + 0.6 Tuleswas
Toh
015 <Ra(D=-1,E=-1)< 027 . Tulasiuas
Plot of Mean of Ra vs Factor D and Factor E

28
<
& 26 i
O | °®
(@) ®
= 24 | 1 J
5 e _
S 22+

. 6!
2 2
1 % A = _¢%  Factor E
s = a 1 -1
Factor D

gﬂﬁ' 445 UNBMIWLEAIAUSUNRHE T INEINARINIRED  fWSUANANIRELAD
DALV WY 1Y sEAvvadsanmstlausafindyse g Fuanlurienis
Wosrluaziboadiias (D) uaz 'a‘m”waaLm’mgmﬁ'ma"iamiﬁysz‘lulmr'wms
Bz luaziboaiiae (E)
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Plot of Residuals vs Factor D and Factor E
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gﬂﬁ 416 UNBNINUEAIATINTUNUTTZHINAUAHAAED NU SSALUYAIENTINITIOUR DT %

Wose ludmdunulurismnios: luasifuafias (D) ua: TEAUYDIIRINYA
fonaemniuse lulurremaivs luazibua ity (E)

FIRSUTWANUTOU® 95% VAIFAARUILLARNE SR TUAIANURIILAILDRY
YDITWINH 3117% 10 TN 321677

Ra (D=-1,E=-1) = 021 + 0.01 lulasiuas
020 <Ra(D=-LE=-1)< 0.22 laulasiuas

uay Waunstududnavldinmsvimmeassainiy ludsuwlufiin Usuandan
miflaudafwdvszludmBwulugmadosluaziBoafion (D) uar namgadls
a . . o - & 27 . & @ 8 A
nasmadgselulutremaidesyluazboafiiey (E) lmglmmummaaaﬁmu Faden
LYiNN1 0.0699 Lﬁumuguﬁnmaﬁaﬁmmﬁamﬁ LRz 2.8326 TN AUEIAL &auilaui
AR LA N UAI N URINURANBRIVAITUINN  IIWIUTIRY 10 Twaw 9 leHans
B lumold@anlatrsduasanen 4.14
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@19197 4.14 arruaavnannies: lnneldifeuly D=-1, E=-1)

Furwdoslnd | denumouiueds | swnwdeslud | denem PURLRY
1 0.19 6 0.18
2 0.17 7 0.18
3 0.22 8 0.21
4 0.20 9 0.23
5 0.24 10 0.18

nanTef 4.14 ldnadsvsanunenuinads =0.20 lulaswes uazwuinen
13 ﬂfuagluﬁaaﬂawuL%aﬁu 95 1afidud Femanndaanunansisy wWisanarhng
Roson3oufisuiuduadsresenanuneuinaiefldnnsunisoanes  nande
guNInAnesinNNnNaeg 95.2411a515Ud
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5.1. ﬁ'aaplwamﬁ%s

5.1.1. ymisnznaeildaumiinsiuiuldihinansnude s
RUTURURRUDITUINUADE IUT19V89ANFANNIZNNTANNRNINNTITE Ao

5.1.1.1. anuFrseurasiunuluiiems@ase luneu
5.1.1.2. mmﬁfasawad"’?jym*mlum\m'm%mzvl,mfuqﬂﬁ'm
5.1.1.3. amstlensafudusy Inludranmadaseluneny
5.1.1.4. 8amitandafimdoss wlugremadosluazidoa
5.1.1.5. 530 T9ANTWaTINVDILATLAINA1IT 19611

5.1.2. FIENTRANNLNNTAANINANTENUGD @10 URENURAARLVBITUIN WAL
2819 IUTIVBIANENNIEMNIAANTINNTIVY o

5.1.2.1. dansilandafudo szt snonlugemsdo s luazdoe
Wierls
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§NNEMIAR SRTUM AT lunTinszuan NOUNARS NRINARDY
anuEiouaastunn Tutenisidoss lumeny 339 403
(Rough Grinding Work Spindle Speed (r.p.m.))

anuioupaatuin Tugenadoss ludua augany 233 296
(Finish Grinding Work Spindle Speed (r.p.m.))

Sammitlondofndoszlwdmnduan lugiewesms 1.0594 1.9069
Wosrluneny

(Rough Grinding Feed Rate (¢mm/min.))

Sarmstlondafiudoszludmsuan Tudasvains 0.1200 0.2400
Bosrluazdoa

(Fine Grinding Feed Rate (¢mm/min.))

samsilendafudosbudmdunn lugsaims 0.0699 0.0699
BesrluaziBoaRiee _

(Micro Grinding Feed Rate (¢mm/min.))

VAMYARRINMID o3 lwgnon lugrweams 2.8326 2.8326

By luasdaaRie

(Feed Stop after Micro Grinding (sec.))

RN LELN151 9852 IuTuaua2a819

117 16311
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AMAHWIN N

.1 A8A15AnIea Rigidity
$IMual Rigidity = A

Overall length of workpiece rigidity

A =
Avreage value of workpiece diameter

A3 N AITUFINTVAT Rigidity

Value “A” Rigidity Setting
8 or Smaller Large 1
8-12 Medium 2

12 or Larger Small 3
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1. 35m 7 InluLUUWAEY (Plunge Grinding Method)
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i =% s - =1 Qv e b
n.3 ATWIITIN LA BIVBILATDILD ﬂigl%‘ﬂiﬂﬂ‘iﬁﬂaﬂaﬂ‘[%mﬂ "a;% GE4A - 50

dnBieetine 9 1 wedesduszlunsnszuandalud@ su GE4A - 50 71 (H@w

Tay TOYODA MACHINE WORH, LTD.) @9l@finsivuauiann TOYODA MAGHINE

WORH, LTD.Hudmwnianasnisie a‘?ﬁlﬁ‘lumiﬁwm UWATFNIENITIA URZNITTNAUG

o ' ' ] & 1 ! e . o i
ALRIIATY € ‘%G%Z%%B%ﬂﬂﬂ? Rigidity @GLL&@GI%@]W'E’N“?I n.3

A15199 N.3  AITNUAAITIIAINFNNBT TZATNIIWITIELADSHI 9 ALTIUNITAI%2 e

RN1IENIIAN UBSNIITIIVBAGIRUIGI 9 LN Rigidity

AUTOMATIC DETERMINATING PARAMETERS | Rigidity 1 | Rigidity 2 | Rigidity 3
ROUGH WORK SPINDLE SPEED COEFF 317.0000 | 283.0000 | 267.0000
FINISH WORK SPINDLE SPEED COEFF 233.0000 | 217.0000 | 183.0000
TRAVERSE SPEED COMPENSATION COEFF 0.6500 0.6500 0.6500
FACE ROUGH WORK SPINDLE SPEED COEFF | 350.0000 | 300.0000 | 200.0000
FACE FINISH WORK SPINDLE. SPEED COEFF | 250.0000 | 200.0000 | 120.0000
ATR CUT FEEDRATE COEFF 10.0000 10.0000 10.0000
ROUGH GRIND FEEDRATE COEFF 90.0000 | 70.0000 | 50.0000
FINE GRIND FEEDRATE COEFF 0.2400 0.1800 0.1200
MICRO GRIND FEEDRATE COEFF 0.0006 0.0005 0.0003
FACE AIR CUT GRIND FEEDRATE COEFF 5.0000 5.0000 5.0000
FACE ROUGH GRIND FEEDRATE COEFF 1.5000 1.0000 0.6000
AIR CUT GRIND START DIA COEFF 0.1000 0.1000 0.1000
ROUGH GRIND START DIA COEFF 0.0300 0.0300 0.0300
#2 ROUGH GRIND AMOUNT COEFF 0.0000 0.0000 0.0000
FINE GRIND AMOUNT COEFF 0.0300 0.0400 0.0500
MICRO GRIND AMOUNT COEFF 0.0080 0.0100 0.0120
FACE AIR CUT GRIND AMOUNT COEFF 0.1000 0.1000 0.1000
FACE ROUGH GRIND AMOUNT COEFF 0.0150 0.0150 0.0150
FACE FINE GRIND AMOUNT COEFF 0.0200 0.0250 0.0300
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A ' -2 v o ¢ . . a 5 4 Puy o
19791 n.3 (GIE)) AVINUFOIOIAITNFUANUDITEHINAINITINIAND TAY G]W‘l’lf”Zun’)‘iﬂ’)u?m

AIRNITNITARN LA MISTIRUAGTINUIGI 9 NUAD Rigidity

AUTOMATIC DETERMINATING PARAMETERS

Rigidity 1 | Rigidity 2 | Rigidity 3
FACE MICRO GRIND AMOUNT COEFF 0.0050 | 0.0060 | 0.0070
COEFF OF FEED STOP AFTER ROUGH GR 3.0000 | 4.0000 | 5.0000
COEFF OF FEED STOP AFTER MICRO GR 7.0000 | 9.0000 | 11.0000
COEFF OF FEED STOP AFTER FACE GR 2.0000 | 3.0000 | 4.0000
COEFF OF FEED STOP AFTER TRVRS GR 2.0000 | 2.5000 | 3.0000
ROUGH GR TRAVERSE SPEED COEFF 0.1700 | 0.1500 | 0.1500
FINE GR TRAVERSE SPEED COEFF 0.1500 | 0.1300 | 0.1300
MICRO GR TRAVERSE SPEED COEFF 0.1300 | 0.1100 | 0.1100
FACE FINE GR TRAVERSE SPEED COEFF 6.5000 | 6.0000 | 5.5000
FACE MICRO GR TRAVERSE SPEED COEFF | 55000 | 5.0000 | 4.5000
RGH GR INTERMIT INFEED COEFF 0.0100 | 0.0100 | 0.0100
FINE GR INTERMIT INFEED COEFF 0.0050 | 0.0050 | 0.0050
MCR GR INTERMIT INFEED COEFF 0.0020 | 0.0020 | 0.0020
FACE FINE GR INTERMIT INFEED COEFF 0.0030 | 0.0030 | 0.0030
FACE MICRO GR INTERMIT INFEED COEFF 00015 | 00015 | 00015
SPARK OUT TRAVERSE TIMES COEFF 4 5 6

4 5 6

FACE SPARK OUT TRAVERSE TIMES COEFF
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B data (Workpiece data ) Rigidity 1 Rigidity 3
B00O: |TOTAL INPUT STEPS 1 2
B0O06: {LOCATING METHOD 1 2
B012: |DRESSING INTERVAL 0 1
B0O30: |IMAXIMUM PART DIA. 0.0000 1.0000
B031: |PART DATUM POS. 0.0000 1.0000
B033: |PART LEFT END POS. 0.0000 1.0000
B036: |LOCATING STROKE 2.0000 3.0000
B040: |[LTRL LOCATE POS. (MSTR) 383.3952 384.3952
B043: |Z - AXIS LD/UNLD POS. 535.0000 536.0000
B050: (WHEEL WARNING DIA. 330.0000 331.0000
B0O51: |WHEEL MINIMUM DIA. 325.0000 326.0000
B090: |LOCATING SPEED 60.0000 61.0000
B119: (Z - AXIS PSW ON 534.9000 535.9000
B120: |Z - AXIS PSW OFF 535.1000 536.1000
B136: |ROUGH GRIND Y/N 1 2

B137:

FINISH GRIND Y/N

1

2
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C data (Process data ) Rigidity 1 Rigidity 3
C000: |GRINDING METHOD 1 1
C020: |RGH WK SP SPEED 403 403
C021: [FIN WK SP SPEED 296 296
C035: [TRAVERES END 0.0000 0.0000
C036: |INDEXING POSITION 377.0000 377.0000
C040: |FINISH DIAMETER 15.0235 15.0235
C041: |AIR GR START DIA. 0.5000 0.5000
C042: |RGH GRIND START DIA. 0.4300 0.4300
C044: [FIN GRIND START DIA. 0.0380 0.0620
C046: [MCR GRIND START DIA. 0.0080 0.0120
C080: |AIR CUT GR FEED RATE 10.0000 10.0000
C081: |ROUGH GRND FEED RATE 1.9069 1.0594
C083: |[FINE GRND FEED RATE 0.2400 0.1200
C085: IMICRO GRND FEED RATE 0.1776 0.0699
C096: |SPARKOUT FEED RATE 4232.8000 2819.3000
C105: |CYLN SPARK OUT COUNT 0 0
C110: |FEED STOP AFTR RGH 0.4467 0.8850
C114: |[FEED STOP AFTR MCR 0.4189 2.8326
C118: [RGHT STOP AFTR TRVS 0.4054 0.7725
C119: |LEFT STOP AFTR TRVS 0.4054 0.7725
C124: |ROUGH GRND OFFSET 0.0000 0.0000
C129: ENISH GRIND OFFSET 0.0000 0.0000
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