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ADVISOR : ASSOC.PROF.SOMKIAT TANGJITSITCHARQOEN, D.Eng, 165
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The objective of this research is to propose an equation of surface
roughness prediction by using air blow. The use of air blow can preserve the
environment and reduce the coolant cost. This research utilizes the response
surface analysis with the Box-Behnken design to develop the predict surface
roughness model. The aluminum (Al'6063) is employed for the cutting tests and the
cutting tool is the coated carbide ball end mill (TIAIN).

The experimentally obtained surface roughness model in this research is
developed and proposed by using the exponential, which is obtained by using the
multiple linear regression analysis. The parameters in the model consist of the
cutting speed, the feed rate, the depth of cut, the tool diameter and the air blow
pressure. The cutting force is measured by employing the dynamometer during the
process. The inprocess cutting forces showed the same trend with the surface
roughness, which can help to analyse the effects of the parameters on the surface
roughness. The prediction interval with 95% confident level is proposed to verify the
predicted surface roughness from the model. The experimentally obtained results
showed that the best cutting conditions are the cutting speed of 2,600 rpm, the
feed rate of 0.02 mm/rev, the depth of cut of 0.75 mm, the tool diameter of 6 mm,

and the air blow pressure of 3 bar.
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a

ANNNANTUNNL

v
1% o o

- Partial face milling N13AALUIAIANIEANALTUINUNEIANLAE

v
o o

- End milling N130AwUIAIni asalid s uALgnanatiaandniaguau

a

it}

v
o o

- Profile milling NN9HALKIFNNARANTZNABLAL ANLUBNTBIT NN
. . Y da o . 2 va
- Pocket milling NsARKUIAINHAFARITILALIATUWITEEY
- Surface contouring NSHARUARIAENARAFILEANTEN LA ALTRdUIAY

ANNNB

MNT 2.4 N9 ALLLLUAGS (n) Conventional face milling (1) Partial face milling (A) End

milling (4) Profile milling (A) Pocket milling (@) Surface contouring [2]

2.1.2 NIANNNIITA

1) Up milling (Conventional milling): AANTAFARd LT el U s
Az liifmanlaneansuzuslilum Efsémmmq%zﬁ@mdﬁmiﬁmm

2) Down milling (Climb milling): Fannailndn i fufianelousai

o Y a o = & ' o d?
@51’1’11‘1)1Lﬂ@LﬁHI@MZ@ﬂmeMuWiﬂUWQ HAMUENTIUBLNITNITNAUL



15

Cutter rotation direction Cutter rotation direction

Work [«—"Chip length

~¢— Feed direction

Chip length
—p Feed direction

(a) (b)

M) (2)

mwﬁ 2.5 1ANNN191ie (N) Up milling (1) Down milling [2]

2.1.2 (3aun56n (Cutting conditions)

4 v A

Any Yy ¥ 9 A o A A e A o P
W ldnauuddnedu nseanatluniosiionanugiundnndnsianiialu
] A [ [ 1 Y
NUYATIMNT TN MINzNYszinnvouasoenaama N uzunuryuIzie Iy 2 Uszan
) [ Y
9 1NTOINYUNALUIUOY (Horizontal milling. machine) HAZIATOINYUAALUIAG (Vertical
milling machine) FuUAToINANIADIHAN TANMMINEaUAVYsLIANYRINUNAIAU
3 o o @ @ @ egqe
anuswadmsuauialunsaineniansinay (Ball-nose end milling)
1 o Qy ~ = I o IS a 9 ] A a =
drudaiilousunuannsanzlasuitudasususadulumiie Jadwas a0

Tadaeunian 2.1

fr =f xzxN 2.1)

[

A = Qy a A 1 =
Taeh fr o am"uﬂawvuqm (VaauasaauIn)

[

f  fp dantloullada (Glaamas aoilu)
A o
Z 0 MUY

A < 1 =
N A9 ANULTITOU (59U ADUIN)



Spindle speed

rev/min

Feed rate
min/rey

Width of cut
min

mm

Depth of cut

NN 2.6 NIFFIA LUNTZUIUNNIIA [3]

3) ANNNLEINTTAA (Cutting speed, V) Auansldan
axDxN
1000
~ a = = . =
Wa v AR ATIMLEANTIFA ( LUATFRINN)

A 1 o o a a
D Aa uruAuina1sresiafin (Nadiung)

N A8 AoaNidasen &R (3aUFBUNT)
4) A3 LuN96A ( rotation speed, N ) Aruansldann
1000v
N =
7xD
= 2 @ o \ p~
bR N ARAINLTITALBIA ( TALFAUIN)
A [~ % ] =
v AR ANNHIFI IUNITAA (LR TARLN)

A ] o o a a
D Aa uuAutna1s1esilnfin (Jadiung)

16

(2.3)
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5) amanilau (Feed rate, f,) Aruanldann
f, =Nxn xf (2.4)
d' = 1% o a a ! =
LA fr AR s ilausn ( HAALNATADLUN)
N A2 Ad39901  #in (39UFBUTN)

A o = o
Z AR ANUIUNULBIHARA

f Aa n9tlaunmsany ( NaANATADNL)
o ° o d” o e o a
6) anannandailalanglunszuaunnaia ( R,e) WUU Slab miling AN

2.7 aunnslgann
Rug =Wxdx f, (2.5)

A A [ o [ %2 dgll a A 1 a
Wa R, A8 drgninnantiialany (ANUNAFNARNATFBIN)
W A8 ANINAAINTBITUINL (RARLHRAT)

d Aa Anuanlungie (Radlumg)

[ %

A o a a 1 =
f, A fms1lau B/ (HAQLNATHARUN)

ANNIN 2.4 awn9ndfulEniy end milling, side milling, face milling was

1 v
NN9AALLLAY TALIN1IANUIUNURINNTFR
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Cutter position at end of cut

Cutter position at start of cut
| :

fr / \ |
~—=+ ) o (+)o
/
Feed (relative to work)
Work
4 L——» A
Side view

AT 2.7 N9ALLL Slab milling [2]

7) nanlunaia (T,)

7.1) @%3U Slab milling fiasArtadszaznIadnsia (A) Razdnnapinuan

AANIUNARANRANAT

A= Jd(D-d) (2.6)

A fa svaeniadinfin (HaRLMAT)
d Aa ANANTUNIIFA (HARLNAT)

A 1 s = o a a
D A8 NUALENANIDINANA (HANLNAT)

arunsnAaa R lunedia (T, ) Téain

T _L*+A 2.7)
f
e T fAs Tl lunnssn U17)

v
L Aa ANENNT99T1NY (RAALNAST)
Afasy  axdndn  (Radm9)

f Ae amstlau (HARNATHAUNT)
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7.2) AMFUNIAALUIAY 1TRN1INARAUTIN  (Face milling) wenl@iuaes

N30 AININT 2.8

Cutter position at end of cut Cutter position at start of cut
|

b CAREN N b
f 3 ool
Cutter position at end of cut Cutter position at start of cut e |y V + P
X 2 I
s ; Feed N\ N7 7777777
- =3 - 2 S B V- LY 4 X \
7 \ N7 ) (relative 1
et _.{, . D to work) |
Feed ' ue
{relative ~_| 7 X ‘
to work) } |
> O f«———1L > A O je—1L ——»{ A r
Top view Top view
@ (b)

(M) (?)

NN 2.8 NIFALUIAG 1 TBNIIHARIUEY (Face milling) (N) NTElN 1 (1) NIERR 2 [2]

dd‘ o 1 e = o 1 o ' 14 4 aal
NTTUN 1 mme@uﬂﬂmwmmmm@glumLmu\mm\mfmmumu (szaz A uaz O

'
o

= (P dl dl ¥ 1 Cy = o A
mrmmmmumwuwmLaumu@uﬂﬂmqmmm) ULAa

A A U o a a
LD A AR TZUZLANBA  (NAALNAT)
D A

B HUANETNANNIAINATA (RARLNAT)

a

add oA A o e o LA a v = o & = 3
NTTUN 2 memm@ghmLmuqmmu@@ﬂmmnmwm memuq’]u@mmﬂﬂ

(W) azAussevidn Lavaanuedani1sfinlaann

A=0=/w(D-w) (2.9)

o a a

A ¥
AR FEEUCLANBA  (NAALNAT)

1%

A
D A9 ENUANTNANNIINATA (RARLNAT)
W

a
v

AB ANNAAINNNIFATINNY  (HARLNAT)



arusnAaa N I lun96e (T,) 29999 2 netlldann

T Aawaildsa ( U17)
Wa L A8 ANNEN9199T1a U (RAALNAS)
A A9 s2UsdNAR (RARLMAT)

f Aa dnsilau (HARLIATFHDUNN)

a o [ N
2.1.3 ANLFaURIELgA (Surface finish) [4]
o o 17 dl a :i’ dld o
ﬂizmumimmgﬂmmhm@mmmmm

X Y S a oy
BIUBUBITUITUN mumﬂmmmmi@ﬂﬂhgﬂ wuUagAE AN

Anwnuziusnsnaiueanhl  Anwouzaesiadniaazuandlugilaannias

[ Y

% ' 1
sasia i Faanunsouanslasaning 2.9

Waviness height

Profile

Waviness

)~ Roughness profile
( (See below)

Roughness height

Roughness Profile

Amplitude
distribution
curve

m:rmummmmmmﬁ NP

1
o A

RNazNana

Negative
| i skew

(Evaluation length)
Ry = Maximum roughness depth (peak to valley) along I,
Ra = Arithmetic roughness average

DN 2.9 8RB ATBIRITINENY [4]

20

(2.10)

ImgIN1g

(Chip) AT laasil
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ANBIULABIANNEFULEY (Surface finish) azuandlugiaasnniauiRuasiaTiueun

arnanssa
1) ANT9T9E  (Roughness): avtlsznavldfedesinsauinidnuazazidunnaniu

wanerTes awguAniinaInsasmae ldannisvinAmiidoaeesiiafn  ANGIRAE
= = = o ° . £ o o by
wsaANANLRAYNIA AL IMUATIIAINENININENGT  “cutoff length” 13@ “roughness
sampling length”

2) 908AAY  (Waviness):  Useneulildnssesagaszuniuinugadauialunindn

“roughness sampling length” (Jszanas 1 lumsau) ameinainnisduvizadisaamiiuu

o

Tz AesinninnaIniunisylunisinunuazguug i luniesn

3) sReAUNEN9 (Lay): iWusag muiniuiAn19e19 TnasduiuiAn19189T1anna s

v
o %

~ A A | = A A o
HARA TUNINITLARDUNTERINTUINULASLATANH AR A
o a o o Qd‘Q 4,( 1 a
4) ?‘ﬂﬂmﬂuqm (Surface flaw): LﬂU?ﬂﬂmqVUWLﬂﬂmuLLUU@‘N @'\LM@Lﬂ@NWQ’]ﬂ?@ﬂ

ANUDNNNLALINLAY 111398579 WasanIA

o  ar

5) ANGEELRY  (Surface finish) AAINANATYFONTTAINLTYNALLAZN99AI19T8S

3-34

Tuu NedaNlsznanwazn1adnaesneasinaulAisiesa Aunamdvisasinaiviidin
] A c6 ¥ o A 1 A @6 ¥ o o
doe Ui didudneusnimivesesivaluaeon - i ldanenglaaenAaaanudinag
Qa’ a c6 v dld L % v
19401411 VN HuashinuaniRnisasioulig
= a o s a o 1 d@I =2 =
ANNEELRIENFATEANANNNI RN UNIARNAN 8 EN9TIsIN DN LN LR HA

= o

L4 1 v
Fin 3UNTIT89TUIY ANUTSLINTB9LATENENT TanTu TTadalunissin uazianiasn
Tnemialiudn Arasiuvenuiinanunsadsulieg luglaanuduiusaesdnsnistlausinuas
Y - A e nyd a a = o)
naduuguinaeeslninld TeApN 29298 R0 (R;) nanguainnsndauiy

v
ANHANNUS LA A9
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0.125f 2
R = D fxn (2.1 1)
X
— =+
2 T
R, AR ANNTFUITIY ( NaALUFT)
f Aa 9mMIIN19TIaUAR (NaALNAT/N)
A 9 1 6 al [ a a
D A8 mnaduNuAuTnanaesiinng (HanLupg)
n A8 anuaLALLeInaNAn

Iag lATeavNng + uu1edennaialuL Up milling

IFanann1sfan g 2.10 uaziinN3inAING29EHI998A (Roughness depth (Rz)) T4

ATEIUNNE - YNN8 DINIAALLL Down milling

2.1.4 MIIAANMNUTUTEUDINURA [5]

ad o 1 a dl dl dl o
MHINAIAINNTTUTCHILRAE (Average surface roughness (Ra)) B9AN Ra NATUIN

Rz ANUALLAAINANNITAININA 2,11

1
y Ra=- [|£(x)|dx

A \ 0 i o A
A O 5 o i,

IR0 7707
WP TETE
/

Ra

AINA 2.10 ﬂ'ﬁﬂ%Mﬁ;ﬂiﬁ%ﬂﬁﬂ (Ra) [6]

I = S=lg

-
Rz= 5 (Rzq1+Rzz + Rza + Rza +Rzs)

AN 2.11 ANANINTFUIEEIAN (R2) [7]
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2.1.5 ANNSAUNLINATUAINNSAR (Cutting temperature) [4], [7]
Tunszuaunissinlanzsinliumm 1 uaz 2 1990135 Hansulasugui
WANAFN (Plastic deformation) naainnsulasugl azvinliiinaanfeuluiEomm 2 As
o a A o a dl = o .2 o
NNTALAATAWAETANZLURIANLIAIHARR IULTR0N 3 1HUNITALARTEUNINNT UL

RONAL F9NINA 2.11

Secondary zone
~ of deformation

Friction on

Primary zone A\~ rake face

of deformation _

Friction flank face
> Work piece

\_ﬂ_ ——e il _.__.—--"'"-'-—‘_—-""
d' a dl a v o/
ANN 2.12 UTRUNLAAAAINNTAULEE A [7]

waswlunszuaunasinlanz 60% azgnldlunisulasugiluzionm 1 uazan 30%
azgnldlunisdinusinum 2 tapasgoydandsaullugUusad@aaniunidunuuionns

waz 10% luidnnn 3 azdogluglusa@aanuiiiauuiouay #anIni 2.12

60%

NN 2.13 FARIuPNNFaUNNATLEHR [4]
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%

2.1.6 N19ANUSAURINARAA (Tool wear) [2]

TunissinriuiinsnduIusflunfesian wisusousslunissinuarguugilunig

'
o [ A

¥ o asj % a < o azay a o 4
Glﬁllﬁ@]\i @ummmmnLLiﬂuﬂ’]immumum’m’mmuiﬂn%mﬂmmmm ﬁ]ﬂ’]ﬁ‘LLﬁ]ﬂ‘Mﬂiﬂ

¥ a % [~ ] v % a 1 o di Y ~4
LL@%Q’]QWMQNI‘MT}W?W @Q\‘]N’]ﬂiﬂﬂ@ZQ\‘i Ha LN AFALIANIIERUAIAS LL@ZL@@Ni@L?Q

A o Ny A o o o o o o o ® A4 A o Aoy
bIULARIINLS LV]ﬂtui@ﬂﬁquﬂﬁmﬁr"Q3iﬂﬁqu@q 31 vUszaunan 2 Uszihine L?@\TQ@QVIIT

o o

1 a o dl b4 ¥ = o d? Y o a o i’/
WWN@M@LLZ\]&EU?’]\W@QN@M@ LW@ELumﬂmﬂmmmmummmmumu 11&9]'11&']@@%@\134@5]@%%

Az deaiun I TanNaI N TONUNIWAEULIY gRIMNN wazN1TANYIR UNTTLAUNIS

q

o !

Y A4 A o o A o A A o o o
2[g) Qumqugﬂmﬁ\‘]mﬂ\‘]Lﬂﬁ"ﬂ\‘]ll‘ﬂmm“]zwﬁNuqLﬂﬂQﬂUﬂqﬁ‘ﬂqgﬂW?\imLMN']Z@N?J@\‘]N@G]@@’]VI?U

o

ANURINAARA UATAIUTLNTELUIUNNIAAAINIRE N EIBSH AFANATULAGEa W MANaN 3

aJe

aeing 913797 2.1 Ineialiludn nsdanusatesilasnaziiunuusestlupaslll  (Gradual
= , Ao g va = a a N o oA e o =
wear) Banalnsneinlifanisdnsetdnniinduiaszudnslasiniuasnasians  uas

1R AN TR eI AF AT LR AT UKl WIZ 199NN 36

A15199 2.1 glununisdngnaesiings (2], [8]

sduuunistign | @nin HARNE

wsalunsfANIN .S
1. Fracture failure - LATRIHAFALLANNIUN

mnl

dl A o ! = o 4
2. Temperature - . Lﬂﬁ"ﬂ\ﬁd@[ﬂﬁ’ﬂtﬂﬂuu@m’&ﬂgﬂ @LW]']SL‘M
_ BUUNH UNIFRZa L

failure AIMNANTDINARNANAR

\WadasinaziglUunadon Ml

. Usensninlunisdinanas iansdn
\NANNIANUTBTRIAN . . .
3. Gradual wear UTRRENTIATT GATNLUAIANNLALYNE

=3 % o al dl
NAZANLUNUAIMNLALUNLLUBIANN

DU

nalneing o I Tiifansdnusasdnaiiodndaszuinalnsaiuiaslans uay

UsnuindndasndelnsiniuRatueulusendnanisdin arnnsnagdlismnmeai 2 .2 &
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=2 ?.’/ a Y @ QI é’ dl ¥ @ o
ﬂ@lﬂﬂ'ﬁ’&ﬂﬂi"ﬂ‘ﬂ\‘l 5 LL‘]_I‘]_I"WLﬂﬂ1®L?QEI\‘]‘]J‘Lﬂu@ﬂ’]thVleLﬂﬂ'J’]NL?QI‘L&ﬂ’]?ﬁ@Q\‘] ] Ineanny

atigEanalnnisAnusauuy Diffusion waz Chemical reaction avENiiAdENgnIMNRAS

AN519% 2.2 NalnN1sanusaaasafia [2]

naln AR HA
Abrasion mémﬂﬁlLL%mm’%mm%ﬁﬂﬁmqmu vinliiAnsesdnusauu
wiasflasnAan | MQARARANNT NavaLLATRIANY
Adhesion Tavzassatagninlidaiunialfimnudy | Aiasesdnnsanzoni
LL@z@mmﬁ‘ﬁéq AEl
Diffusion AAnTsuanazAaNiuszudtaiouinvesdan | MinsesdAnnsaLFionin
2 1n rpaNvesiafnazvngll msuds | ane
anad M lidngsianistiangln Abrasion way
Adhesion
Chemical mqm"}qﬁmqqLmz@mmﬁﬁ@w:ﬁﬂﬁ \ngesdAnnIaLFinnin
reaction AelfTReneentindu ilfiasasiiafagen | A
ad
Plastic Aegnnnifige3ionnNen ANFnALE \ngeeAnNsaLTNNY
deformation | y|3uugiluuuwanaiin sinldinesenisfia | vau
naln abrasion

2.1.7 a18223NARAR (Tool life) [2]

-dl A o =2 o o -dl A AQI ¥ ¥ Adl A&I A o
DVELATANNBAR UNED] nafnlngduanATasiaFuAuldulneNpTaINasea

TaipalFauuinauuuTuurtame sz lugnInzimen i aunseialdaunsn iprasia

v
o o 1

o o©

sntiusialUls lwanzinndwinnissinaziianalnnis@nusesine] uulasn G9asldnsn

INNTY ANANAUTIZUINNIIAN NI N AF AT LA TUNIFALAASFININA 1 4 T
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AHANTUS lugAzuanaDesas@nusauuional  (Frank wear) dausaaidnysauuiaane
(Crater wear) AaznaUlUANHILIALNTY T09U89n198nNsad N D uLNaan 1ALl 3 dqg

A9
a

Tunszuaunsdnaznudnanaz iasesiiasinllFas) aunssia@ais udares
o [ o o [ a A 1 o v A o ¥ [ o t4
indusnduausnluiiduenliannasin sz dasaunnudanisduausnliag
A a o ¥ ! a Qy 3 1y o Zj/ =2 ¥
wiauANazi ldannd1dng uazanwaesTwIiazasnin Ay AsiAglald

e s o S
N0 lunT96 A 1A FeTAe

A Break-in period
| | Failure g _
Steady-state wear region —p~e—region Final
|

| failure
|
' Accelerating
Uniform wear rate

|
|
|
|
|
| wear rate
|
|
|
|
|

Tool flank wear (FW)

I Rapid initial wear
|

I
|
|
|
|
|
|
|
|
|
il

Time of cutting (min)

MAN 2.14 NI NANNFNNUTIZUINNUUIATALANUIALURIAEILAL AN 1T 1UN96 R [2]

2.1.8 5Jaqm°ﬁlﬁ'1tﬂ?’mﬁ’aﬁﬂ (Cutting material) [2]

1) WANNANANTLBULAZIMANNATNANLUNA1Y  (Carbon and medium-alloy steels)

'
[ % a = o

wiannanAfuewiuiagniiunngauazldunlusuaty  fl (Tapping) asinfiinain

q

De

o =

<3 ¥ = = o 1 =X o1 Y o 4 ¥
Lmrmmmuﬂmﬂmq%umﬂmmm%mumn mmefmmmzmqmgmmmﬂmﬂm

q

! 1 %
de usdnANudslaznIIuAanIsAnusas A uiLNsFiaNANNIEIgs  AndntHatacld

AUUAANANINLIEATALAN
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2) WANNANIRLAN (High-speed steels) ldunTueusinannuiaseuge nusanisan

o

wa warsA lluwesnauiuAuaNTRresiafn  WesaIndanssinniinusauss

|
o

NIzUNNUAZNITRANIN AR I e usinninisduasimeulsa

3) Tauaasaanan (Cast-cobalt alloys) HAMNUANGY (58-64 HRC) Nusian1s@nmise
v [~3 v a6 ¥ [ d’j v v = 1 ¥

165 Hpnuudegaudidngomnildenuazganiu Jaginuusanszunnliten Asldmunzazld

ALuUFnsaLg daulvegldiuausnuey

4) ASlus (Cemented or sintered carbide) HAvNudNgenngoamnd Tupdananu

A 1 ) v 1 v 1 [ 3 A o & = &

tavgunaziinanFougs uslfidu 2 nguudn ) he Mawuaflufuazinmisonaslus

nsnanlavasfazdaayinTiiuLsnszumn i udazanAuuisiaznimusansdnise

N © . = vy - =

ANNNIDIN AN LN ULAZNNINURaN AN lARaENTINaN A lusas InTeuLay
wnundn JanUssinniangiunissanaonaiaseud  wanglimunzsanisdu e
a d” Y o o [ 2

giaRldiuNsfaLLLaNN S

5 Tand ya (Coated tools) TiLMUARIALAY WaAANA TN agHARRLIL

nidedanlldieaeuastie 10 win - dagnldiaeudnaziilunaninmsanlulae g

= & a :’/ A
mmidfiananflus uaziasin AruwduraauLsznm 5-10 luaseu

&

a . ° A A P = P
6) lkig1Hln  (Ceramics) V]q”‘]qﬂﬂgﬂLUHN@@ﬂVLGﬁmV]NﬁQf]NﬂgLﬂHmLL@KﬂQWNU?Z‘;V]ﬁ@Q

u

o %

antvusan3ingd lige nuauFaulsn annsfinvevanlansuuTueuld HoTuanunas

a

L
o o =

IS = 'Y a allﬂ o A A a 1 !
AANAITNLTLLGN LATBLALNATATYADNA mmumﬂumummimumﬂ

7) Andintusaululas (Cubic boron nitride) uiagnaauuisInign NusAanisd@n
al o dl < 1 =3 1 1 dld nl/ = ] o <

NIRRT ANFATNLIILI weit)312 A9 lmNNLARI UNEN1IFUAZIOU UN1EABNIIFAIAN

i -

TEGLRPIRLN

8) lanausd (Diamond) vusantsdanusalen  auaNledslEiuuNFAaInI?AN

a
ATLREAGN
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2.1.9 n1gaankuUUNIsNAaaY [9], [10]

ANTRANLLLNNINAAAY AR N1INARALINENATILALNMFanaLTaq IAenINIg

waswlaspfaudsindn  (Input variables) lunszuaunisvizanssuaunisnaulasne

1
a

tﬂl dl 3 2% o/ da/d 1 v a dl [ a‘d‘ %
LW@W@ZWWIV@’WN’WO@\‘]Lﬂ@LL@%?ﬂ\‘i’&’]Lﬁﬁ!ﬁﬂ\‘i | ‘Vlﬂ@eL‘MLﬂﬁﬂ’?ﬁ‘Lﬂ@ﬂ‘L&LL‘ﬂ@ﬂ“ﬂ‘NN@@Wﬁm1®

(Qutputs or responses)

goutlsftidn (Input variables) @awnsauenlaiilu 2 nguae saullsiiaruanls viza
ﬂ@'ﬁ’ﬂﬁmll@ﬂ@f (Controlled variables or factors) virasaulsiansaaanuuuld (Design
variables) uazfauilsnliannsnmunnls Fandd dautsisunauseuy (Uncontrollable or

noise variables)

2.1.10 BWUINNNITANLRUTIATINITATINITNIFRANLULNITNARD [9]

A9 B NTIFIA DA LUNITAN UL LLAZALATIZHNITNAREY NANANLT1UAN9ET
A o Y % ) ! o o o o =
ynauninaadasluntmasssazdasdanuilaathedeuiasmiausnidednmasls
1 [~ k3 v 1 = cY dl [~3 9./:// 1 qol/ o a
ag aziiudayaldadngls uazasdmmeideyaniiuliiuedisls  dunaulunisaniiunig

anaazn lgsanaliil

1) navnanadnlaisiloyyn (Problem Recognition & Statement) UdAUANA

a X, ' @ A v oo, | oaa
ﬂmwumuumLL@:mquﬂmmm LLmﬁlum'mLﬂm@qLmeum@uuVLm”me@mamm Tu

TUABUELIIALFBINEN NN UL AN AR LR Lsr AR 1IN 19N ARDY way

v
o

Uepeaanisazdeamndeyadunmainyanaveniaenusne) Mfeades Wl wlun

FFINITNUNUNUTZTUADINN LHUNHAR WNUNNIIARIA H1FUNT gNATLAZIEUNLAAS Dot

1
al

wnasastimiiianndaauasinaeteuinsannudilafnaaiulsngnimias

v ¥ ¥
ARELAATINELe9Ty il Faeneiiedan190enwLLNIIAABIYNATIANIATENITINL
luu

2) nspensdaulsnanal (Choice of Response)lunisidansaulsuanan g

(3%

neaauasaziiladn  daulstlaglidayainaaiunszuaunisinndsdnmey  Ueaaisd
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! A A ~ R @ o = y
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6) N1TIAMZITeYATINADNR (Statistical Analysis)l31AIAXINENIBNINNATA
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regression) [10]
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2.1.12 MINAKALANNRNNEANIRIRNNITAULLIL (Model adequacy
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Rashid, F.F.M., Gan, Y.S., and Muhammad, Y.N. (2552) [17] 91u34eiils
NNNIANHINITAFINANN 1IN ATIAANAAT LMW NIDIANT TR (Surface
Roughness) 289U I NIELAUN1T CNC End-Milling e/l Linear Regression Analysis
= a o = Z /8 N 2 o = A
TIN1 RN I UaNNI9AD AINIEIHR §59IN13T181 ANNANGR TINAT LFRAINNNT
WRUNILAIAN NS HINNTDIUAZAIAN NI EHIA3 9N HANN1INARBIHANN

uHUEN 90% dasataasisnisinaldatuisnldleiuRenlanisdanlasunlacllls  Fag

b2 1
o

WAANLsEANs miynafRenlanissnulasl

4
o

Lee, K., and Dornfeld, D.A. (2547) [18] 111Aa8RlAN1N19AN®INN945194NN13
NNAUAAIAATIUNIINENINIAINATUITHY (Surface Roughness) 484N3¥L91N13 Micro-
End-Milling Inainnanilimasnldane amnuiEafa amsnisileu Auansa wuy  Linear Model
TedsanniennanszdnednalandafisrAusne fuAIAINY3EsEHY WU
AuduusiuuuLldifle linear asUfuidasuanniaiduuuy Polynomial Model @anin’le

o= v o a 1 a a
annawenInitAuInamesiuANiuaiuInngn Tnalgaemnuianain +/ - 10%
wanaIntulungzuaun1e - Micro-End-Milling  aziiannsdnaaasiasaniatu
~ .~ 4 A ' 4 A o -
Wasannanuliiduuuansreasresiie Anulianuinseaaesacile uaznisduazinau
dl A 1 o o U a ag/ = 1 dl dl [
pa3Azasialuseningineu M lianuagassfiotueuldGauwinnes - (run-out) ey

'
=K o ]

! 14
ANMANIRNAIATYFD AN T AT TUN Tz LU ALLL Micro-End-Milling

Tangjitsitcharoen, S. (2552) [19] l#MnnsAneNamaniIanisaifafivunsas
A1FUNTNANUANNAN (Plain carbon steel) faailndnASludlaenisdnfalauniuinas

dl o/ o/ o/ % sl 1 (1 ¥ dl
WaRTadausAnNTe N IUIUNN96A ﬂ’Jﬂﬂ’]ﬁ‘ﬂ‘iZﬂqﬂ B a8 TN UAN VAR LHH‘L&@EI‘V]Z‘;@ELM
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AN1ITNNTAALLILIANG] AINNANITANEINLGY AINTTITHILATNNIANUIRBIH AR

anunsnasunelfsasLsasaNinA

Tangjitsitcharoen, S., Arayaphitaya, S. and Thongprasert, S. (2553) [20]

a o o

X el o o = v -
JMUI ﬂuﬂﬁﬁlaﬂﬁ‘t@\iﬁm'ﬂ aummanlanisinlaneimaunzan 1eunannaiAfuan S45C

o

o s A a P o C = o o
uipsinafludinaauianliReulanisdanuansneiulaeg Ansasuduiusues
Reulan19fnNiuafednsIN198N1aeINARA AINTUTTRILDITUINU USSR LAY
ad‘ a dq( a =3 1 o 1 dlda a 1 o v ac
g RNNATUlaENaNT A s s RENENAsaNIIER feeRanisaenuuunig
VAA8IULL Box-Behnken Design usssinuazanunalunissin gninuntseansldinanis
nraman N lunszuaungsalag laun luinesuas Pyrometer TaRMFILIULATRSTEWT NG |
Tansauaraunn N luaniesin
AIRmaslunigsn liun auEada dnsnistlew uazmanuanlunisdin e
=R a dl £ dl 2~ 1 o o 1
WeNIIINANUENURANHRENIgA AInNanNInAaaIuandliviud dnsnsdlausngdana

wngasiap NN TngldmatiANuEAHARaL WL Box-Behnken Design

| 1
o a o

ANNUANNTNARAINLIN AR TR UNTLAU 95% FRaTlausALazAINITIsa 1
NARBNARALINY 359 T lAUAAINNMENLIRITUNNY  ARdIuNIasA waTgUNHN IUNNIAR dou
= o | . kS, = A 2 & o -
ANNANFA [N NasaNana U 3 Fa Raulanisfnnangn An ANEERA 350 WAT/UNT
An1N19TIaUAR  0.15 NAAAT/201 LAXAINANNIIGR 0.5  HAALNATHAZANNNT
AudnRusIun ldanniaaaesitldiiuiunislunislesgnesall Taaldrinvunnang
ﬁf«ﬁﬂr;mjsumn@zmummﬁqmn@umimmz’ﬁuﬁuﬁrﬁ INBALANAIINUEINUNADITLINY

WFlamuti e NN

WIEWNEIR AAUAUA, IR NANNLIGNE , TIYMTIA FA5D9, WAL
v 1 1
AR AzLaEAR (2553) [21] anlszasArasnuddsilinasasnisnsanamintaulanis
FALULANINAMNAY 0.5 MPa WUUEeN LasllUAZARNUa94NIUaiuANNsl 0.5 MPa
dl dl o a a dl o Y = % %
WwarnReulanisinagritanimuizanlunsyuounisindasiaiauuuiauea Taanis

s ¥ a rdgj a
ﬂ?ﬁﬂﬂﬁlﬂ’]ﬂ‘ﬂﬂ’]?ﬂ] LATISUNUNINARBDL

nsdneNn e unszuaunsgninandssendldinednusesinluannianigsin

120U BATIAAILLAYILATITTANNANRUSI9IN19ANUIeINARRA AN 2929200 Rewls
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NN3AR LATIINFA ANNAN1INAAIANNANRALTIa9ReulIN96R AN 39292 [0 LTI
o/ dl

% a rdi/ a = v [~ a a o a
fin N ldannisataszinuiananauuws IuiuluiAn1aneaiu aanu WIVTTNILRSNNT

=2 IS o a Yy o dl a g o
anusarevilnfngnusnasung lidlausesininaauluazsn

4 . v s - oo

Raulan2danmunzauinlgainnimeaaalaefansouna NN IR INLALAY
FUYUNIARADNNIAALLILANIINANAY 0.5 MPa NIANNIEY90U 2,178 381/417 §R91N19
a1 0.01 HADLNAT/IAU LAZANINAN 1.5 NaaNmT amauiutaulanissauuudlan uay

LULAZAA9TDINTUADEIUAINNAL 0.5 MPa

aa o

o
ATINE

a o

Undias  (2554) [22] uAREENTRgLsvasAien s WANNNg

De

WeNIRiANT s RN dMFLTuNluNINAIMANNA AT uaNNe N afinAT S LA AR URY
TneldaBn1siuRonanauauedfaEnIseanuLLNImMAaeILULTen LAY INANEN
ANANRUTIaeTAdENTARN INARe AN 32T HITBNT U UINARLATHIUUYH N19FR
44 o dad day Lo . o d wwy
WenReulanissananganlinnnuagusziotenganialugaininagassianeenivls

AINNIATFIU JIS BO601(1982)

o o« dad doy N < . o
Reulanissinnangan iannagaseiadosgauansniseloulanisfinnimanzas
sepuiladumuIEIingegn 340 Lumssiaun anginistleusngn 0.15 HadlNRIFaIaL

=

FLUTANFARNANGA 0.2 HARINAT UAZIANAYNNAGIAR 1.2 HaRLuAT

Tangjitsitcharoen, S. (2553) [23]

e X o o 4 y e
NUASEHANEIMIANRENIFIANNNTaNNgAaNNslsrens iansvaaduly 3
A o £% % = o £% I8 1 [~3 o o
sULUL AR NeAALULWER  nesiawuLiElan way naesinuuu s fansuaeLtiu 4 uiunis
NAUUANNAIANTUAY  JIS:S45C  praiafamflusiaaeuio lunimmaaaslfinimue
a o o d” A [~ o o o =S o = o dl
NIIVRADTIUNIFAAG AD ANNLETA SRINTIAURR AINNANAR LAZANELINP AT
wisiwesnielunszuounissn e liludinasiuazesunaanduiudsogumng)Nsn

ANNTUTEHIVBITUINUE BAINNTANNTDVBINA ULAZANBUZNNTTALAY

AINNNFIATILINUAIAN1IENTFANUNZANNGATALNANTUIAN A INBFTIZRY

1
=

209TUINY. AYHAGAR UAaTLFNINNT AN IMAS LW ABNIIFAALLILILN AoeANNIEIRRT

250 WAT/UIN SRFTlausn 0.15 NARINAT/IALU ANNANNNTHRA 0.5 HARLNAT
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3.1 N1gaanLUUNITNANRY

NUARBUAIFN sz aIANE NI ANHIMNANNIIINUNY ANHITILIRITUINY UAZUSS

|
=

ANAAT WNILPINNTELIUNTGA 1a9Raulan196m aeldanuln way Anwwnaning n1g

g

o % o

ANMNITANAIWTL nITLauNIinezgilaN faeln Hana uwuuiaueaiunisld anw

= o o A ' gy = a =
uﬂ']?V]ﬂ@@QQZNﬂ’]?LLﬂ?Nuﬂ@"\ﬂM’N”I NAINAFANAFIDLUNADAINITANTT AR AITHLTEL

g

[ %

AU
ROTUNNU LazLesn TaaninisaaniuLniam m@mLﬁ@ﬁwummq:miﬁmﬁmmmﬂu

NITLIUNTARTUINUB T RLTHRIN

3.2 msnnuatlaaanldlunisnanang

o a

3.2.1 {RgNNANENAFAAIINLTLLRIURITUY
a Qa’ ] o ?/ a o dl a
nsuAnTuddulunssuauniaintuaridaden i lunisiansananinIn

PAITUINUAD AN FEILRNI99T U TaeusssalunssLnutiardenalaansaiuaIm
= a = o Y v a o 1 dl 1 % :J/ % = a d!
(3euie Asin e adtf e NdINANsEN UL LS IARLATANITELIRY 39
arnnsauendu 5 fadendn- 1HAsi

1. Tladeniiaganna (Man)
TladenilaganniA?adadans (Machine)
fladtiilasandnga (Material)

ladeiiagannaanig (Method)

ok~ w0

ladtilaaann&IIAdaN (Environment)
1 v % 1 !
Inatladenlinannunilusuddaiazninieninus iitutlade A

v :l/ dﬁl dl = =3 o aal [~ o dJ [~ o o
mmmmuauim e AnenetiadaInan19itunan aailusquilsnanlunig

i
=

2aNLULNIMNARENTIaeARFediLIAdE R inadeslunisitvuadulsdmiunis

1
a g

NAR84 (Cutting Parameter) TunszuaunisindReulusneidinasionnnuEeuamumy

fife AYNEY 9au, AnuAnTwNgsn dnsnstleusin  auadusiuguanansilings uas



ANALANLLN Taefladeudndis 5 tlade avdanalaensasa ANEFEUR 19T LAY
o o :l/ a o da,d A 3 o o dl 1 o =]

WA FITILINUARE TR AN 1A AN NANINININITANEN

3.2.2 sTAUTadtaaaNn lElun1snaaag

svoutladelunnmeans  (Level)  aznnuuaiuA1Aai deasiiiarlads

AanWlY 3 72AL ‘llmmfm@Tﬂ%’mﬂ@mqmﬁﬁmmﬁﬁmﬁmamﬁmﬁmﬁﬁﬁmmmjﬁ@mﬂ%mu
g e o X
LARRAI

1. AN3araL (N) @anldnsssu 1,800 2,200 was 2,600 3AUFABUNT
ANNANAR (d) @anldnszau 0.5, 0.75 WAZ 1 HARLNAT
Fm3nstlausn (F) @anldiszau 0.02, 0.03 Lay 0.04 NaALNAIFIL

aduNIuARINAHAFR (D) 6, 8 waz 10 HAAINAT

o~ w0

ANAUaNLLN (A) 0.3, 0.5 waz 0.7 wnnzdiama
RoulaN1ImMAALINAZIINIIFAATISIUIN 3 ATY LNBAYINYNABITBINANIS

1 %
NAARIN LG NN T

3.3 Mapaunuuazglnsallunisnaaas

o
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1. danmueu Niflunmeasauezgilifion (Al 6063) THIWIA AT 64

HAAWMT 819 64 NAQLAT LAEd 45 Naaims

k4 1
a a

2NN 3.1 TaaTwaun 19 lun1meand

q

9 o

v 1 L4 v
TuuddsililfinAranuuiaesdannldinguanuuntiansn daluesgiiten

(Al 6063) N1 Tun 9T uulueddstiaggnimua ldAA Nl A ey

o =2
N17aATIAdNITANIAY
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o L%

Hane Wuladauuudiuea (Ball End  Milling) faaniamFlusindaauniafag

nmtenegiitenlulag w2 andn awaduiuARTNaaawIm 6, 8 uaz 10 AALWAT

&

AINN 3.2 HeRALLLYRUea 83 7-Leaders

%

2. wsesiiduTuNTuldwnefafaia 5 unw e Mazak §1 Variaxis 500-5X 14lu

v
NNININTNARBIAATUINL

MWA 3.3 IATasTidug LT uladunesEie 5 wnu 4 Variaxis 500-5X

%

3. launlndmesvireduimesinnsasin (Dynamometer or Force sensor) @a Kister
U 9257B A miudausesin anfauenialieas (Charge Amplifier ) B¥a Kister

type 5073 ANNFLBNEIATY LY DULINAR
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mMwil 3.5 fauenddaliiens u 5073

9

4. anadaladlal (Oscilloscope) ftia YOKOGAWA $14 DL 750 Tduansnauiaziuin

! o dl a -ER’ o
ALINAANLAATUIUNIFA

|

N 3.6 eas@alaalatl §1 DL 750
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5. 1AFRNIRNAYINEEURNTWINY (Roughness tester) Bia TSK 1 Surfcom 1400D 1

SAANNITEURNNTUY

AN 3.7 LPFENIAA2INTTTERITUIN 1 Surfcom 1400D

3.4 AUAAULATIENITNARDY

¥ v !
MdatazidunaunsnmesesdmiuRenlansdaseuuldannl danand

" a a

3.8 FaRaulalunsdauuuldanniiaz1din nozzie aunndulugud 1 Hadwns Inedvn

nozzle azaginainlaadianailszains 25 aAWAT LATNINN 30 B9A TLLWIIIL

NNN 3.8 anwauen1esaLuldanln
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]
3.5 ﬂ']iLﬂ‘iJﬁ'J‘iJi’?N‘lT’ﬂHﬂ

Tunafiudeyatiuazyinnisiiudayaan@uanusn IngiiniafiueAANEeLRn
BITUINL BAZWIFA ANNNeul189n178R IngavnuA1sasalll wsasmnlunug X (Fx) wed
nluuun Y (Fy) usadinluuin Z (Fz) ANANT9992 RATWINLLIRAY (Ra) WAYAIAINTTUTY

AT §940 (Rz)  Tneaniiulalugiaesusanis 3 Huoenily Tosu  (N) uazAtas

v
%

23T 2 Hutdaenilu lulaswas (um) wdainnsmaudniussasnanay tae
N1IRANTUIANAMNANTUSIRIAIAINTTUITRY  (Ra) AU usesinluuiadnda (Fx) Wald
ANNTTIANNANNUFVRITAGEIIADIUAINNINIAMBAAIAIINYIENITUINY  (Ra) LAYUN
1 a 6 1 3 = s aa dl o/ s [ o dl dl v
AaRmefEne liinisiinssinanisaiimiempnduiusaesiladeninaades
Tun1smdenlafnwnnzanii aznin1sRenlanaAnuBFauRiaduey  (Ra) HAnl
nin 0.9 Tulasims TneazBinmuninegu 1SO 4287-1997 GeldiAresmidudunTuiiodu
wasasiia 5 wnuNINTTAIRTUIIU LA M ATesdAANNIFELRY TN (Roughness tester)
| dl = dl o 1 = a ng
HueraedanlunsdaA1ANNELLRIT4
lunisiudeyanautinundesnsilEeatinsqan19IAIITiANNLlslau (ANOVA)
alalal [~ U 1 dl o’ al Zj/ [ d’j
azinsnsiusmumndeyaluisiaztaulanigsin lnsddunousian
o o o 4 Ade o A a o co v o
1. Tun139AKI9AR NIRRT UINLLLATASTLA LT UNTUD TR TN /RZARININ1T

Anfalaun ludimasvizadumasiausanaldlunisdn wapasan1ni 3.9

NN 3.9 N9Rea laun luRInasTaIEuIma ST AL
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o dl ] a o A < oo o dl
2. ymaidense launludinefvitaiumesinussiuwsastenadyyins - (Charge
Amplifier) iNauenadty 1 199u9san e antdusewrrasaanadyyinadiiu

wzadaaadaladinl (Oscilloscope) WAAIAININD 3.10

MW7 3.10 Masansade lnw ludaussiursasaenedy i nuszinTasanatalaaladl

o

3. diussAeasenatalaalay Inadspnsi1e] Fail
- Low-pass filter = 500 Hz.
- Sampling rate = 1 kS/s
- Record length' = 100 K
o X P 02 9 =< = y o A Ae oA oA a
4. thausnunazldlunisin AuuuthnniastineguulfizausesAresmSuBuNTui
Fumes wazn1nistnantinguanuive W u A ssunuuaslAnNize L wanas

AW 3.11

AINA 3.11 ANTFTENTUINBBAT TR WRENWNN LA Fa LS aeLAn
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sluma?mm@@qﬁum%’mﬂ@ﬁié’ﬂﬂﬂm%@giumifmimﬁ wazAearinnIsutlasianly
dovasadinynynniusasin mun sensitivity Iésielail

- W3R MIILNY X (Fx (N)) = V,, (Volt) x 200 (N/Volt)

- WA MM LN Y (Fy (N))=V, (Volt) x 200 (N/Volt)

- WER UMM Z (FZ (N))= V, (Volt) x 200 (N/Volt)

Fx (N) USIRANAINT

25.00 HsIRANaInIMaY
15.00

e

.00

o s A
INOAAUYLIRAY a1 (S)
-5.00 A
o 5 10 15 20
Fy (N
25.00 y(N)
15.00
-5.00 WAL IN-C N 131 (S)
o 5 10 15 20
Fz (N)
25.00
15.00
5.00
s sl
-5.00 131 (S)
o s 10 15 20

dl o o a
NINN 3.12 NNTANUIDULLINFARD R

AINAINA 3.12 LAAIFIDENINIIATUIDILINFARD A LN TAATUINWIANNAN
ASUaY (S50C) tnalEAnnisasausinf 2500 L/ en3tlausin 0.1 HALNA/I8L AN
=3 o a a 1 Cs o o/ a a dJ dl v al ZJ/
ansin 0.5 HadLA3 1WAEUENUANTNATINER 6 HARLNAT TILANIINAADIN AN
% ¥
fanadng (Dynamic force) uazusssnAudiintuluszninanszuauniesin luanudaeilazin
n3meiine I usafinadn (Static force) TUAAAINAITUNBIANLINFANATATRALNIAL

AUUIARAULTLRAS
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O e e oeseaees e I S s .
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5 i i ] i i

=0 L i i il | L L

p 150 200 250 200 350 200 450 500
E Frequency He

I e T

@ .

H i

= H

g [ - - e e B e e e T R e R B —
= '

g H

‘3 o7y ) ISR SO | P A U DL - SO | N, S | S RSB | RS (| S ————— —
E 1

g ]

S il ] ] ] ] ] ]

g 150 200 250 200 280 400 450 500
o Frequency He

B 83.33 Hz

o

a I'e o o dl
AN 3.13 uapennesAlARNL0IUFR uATAINDTRINTER
o ” N o . o
NN 3.13 uansnnaneidilaniuuazitlunimageumunreansinntaula
2ININT 3.12 iNatiuAgnsie taginudiassilnaandanisulasyizafacinada ( Fast
flourier transform) WaAWIMIANND IN96A Taevinnisuiudayausesinnainslunan 1
i mandlunssinaniladenninualuning 3.12 azldaunlunissinegn 83.33

B0 Tenssiuandainlugy 3.13 TnaAiuamain
N
H, = EXZ (3.1)

'
ac

Wa  Hy  Aeeudlunisdalunan 139 (@5)

A [~ o 1 =
N A8 ANNLTITALAA (FRUFAUN)

ATAUIN H, = 2500/60x2 = 83.33 &

3.6 LnannIsiaaniaaulaN NIz

nasinaRenNeulan1sfnaziaanain NMwa - 3.14 ANINIINUUARIAYINUTUIY

Aagh 1iiu 0.9 lulaswns Fadulinunnmnsgiu 1SO 4287-1997 Wasnnanniusiieg

kT

1 v
TugaamuagassinNNANINES Teaziin Iiarasiusveanuiauaztinld 14l

d‘ Y a dld Y
ARANUNTTNNABINITAITNUTUTENINN @mmwgﬂm
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Reaming
Broaching

Milling

Electrical Disch
B Lower Quality Feinealtischarge

Drilling

O Average Quality

u Higher Quality Planning, Shaping

Sawing

T T ] snagaing
engineerinﬁtuulbux.cum Flame Cutting
1 [ |

. ] | L |
100 10 1 0.4 0.01

Av, Roughness (micro meters)

MW 3.14 ANT3TIEIBIRIAMTUNITLIUNNSFN 7] [20]

3.7 NM1TAaRNLUUNITNANRY

Tun1299nLLLNNINAARITHA N UAR L ARININUATLALURITIA NN ARDIN AL
dll o = % ¥ XK o o o 1 d’l a
WATLNANTNLA LT LS D EILAANUN AR AINANINIDANUULNNTNAADILLLNVNINARNDL LA
Minitab @414 sunsnddagy nldluniseanuuunimeses M lild gluuuvesnimasey
o/ dg/
a1l
3.7.1 NM9RRNLULUANG-LLRNLAY (Box- Behnken Design)
Tunngeenkuuuand  -fiAl  EuN19eennUUANNIEAL (3-Level
Design) A mFUWANURINAARL N1908NLULTAZYNAFINTUNIAINNNFIINNNTRANLLIL
= k o < Aa & = a a
winnaea 2° funisaenuuiudenlyiiysal dareeniseanuuudlss@nininunnly
ANUANUIUIBNNITN ARDITIFAINTT
3.7.2 5£AUURILARL LUNITNARDY
Tunreenuuunimaaadil 1o ldldsunssy  Minitab dqeluniseanuuunig
noaasiuuiend -wiiweudaiullsunsupauiowmasdniagd Tnatlsynavsailadauan
5 {lade luwsiaziladed 3 9wAl (WAAIAIANTINN 3.1) wazidunIIMUULANAINAI9N
v
3.2 Tngdanuulun1meaaaianum 46 n1eaad teelulaaznimaaas An1siuinua
1 = a g o -dl a é’ 1 o o -dl o
ANANNHITEURITANT NN LAZWINAANINATLW | UTENI19NT2UAUNNI0A tastTadeinIuum
NABANIETITRLUFA dn9ntlausin mNNENFn Wik ugutnawinfn uazANFuani
ai [~3 % dl =) (% k% I Cs o o o [ dl QI 49(
Taed AoNHEAAN AINANFR LEWENUALINANNTINAR LazANAuaNL N INT WAy

denasiannagasTiananas daudnantlausinianasazinliainagassioanasieilade



1 v
o

= o dgl = ' a QSJ o A o dl ¥
meumuﬂumimm@mm\m%uN@m@ﬂfnm;mzmﬁuﬂwmm‘imﬂmm?L@ﬂﬂﬁ%w%

o

Tunmasasanglalfjimnisresrsasiionn

AN9197 3.1 seauaaatlade Nl liniImaaad

'
o A

Ameivia 7- Leader

srAvUastiag o

flade ﬁ°1"1(—1) nang (0) | 49 (1) z?ffy@m:rm
1.ANNNI578L (FRLARUNT) 1,800 2,200 2,600 N
2.8m51lausn (HaamsAasTeL) 0.02 0.03 0.04 F
3.ANANGAR (RaALNAT) 05 0.75 1.0 d
4. KW uALINANURITAR (RAALNAS) 6 8 10 D
5.ANAUaNLLN (Wwnnzdnfamna) 0.3 0.5 0.7 A
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AN919R 3.2 WwesndniseenuuLN1TaaesduiunIauuL Idanln

Spindle Air blow
StdOrder RunOrder speed Feedrate Depth of cut Tool diameter pressure Fx Fy Fz Ra Rz
38 1 2200 0.04 0.75 6 0.5
6 2 2200 0.03 1 6 0.5
35 3 1800 0.03 0.75 8 0.7
11 4 2200 0.02 0.75 8 0.7
2 5 2600 0.02 0.75 8 0.5
31 6 2200 0.03 0.5 8 0.7
13 7 1800 0.03 0.5 8 0.5
9 8 2200 0.02 0.75 8 0.3
23 9 2200 0.02 g 8 0.5
15 10 1800 0.03 1 8 0.5
34 11 2600 0.03 0.75 8 0.3
4 12 2600 0.04 0.75 8 0.5
18 13 2200 0.03 0.75 10 0.3
24 14 2200 0.04 1 8 0.5
36 15 2600 0.03 0.75 8 0.7
40 16 2200 0.04 0.75 10 0.5
41 17 2200 0.03 0.75 8 0.5

€9



16 18 2600 0.03 1 8 0.5
17 19 2200 0.03 0.75 6 0.3
14 20 2600 0.03 0.5 8 0.5
12 21 2200 0.04 0.75 8 0.7
43 22 2200 0.03 0.75 8 0.5
26 23 2600 0.03 0.75 6 0.5
27 24 1800 0.03 0.75 10 0.5
19 25 2200 0.03 0.75 6 0.7
39 26 2200 0.02 0.75 10 0.5
33 27 1800 0.038 0.75 8 0.3
7 28 2200 0.038 0.5 10 0.5
30 29 2200 0.038 1 8 0.3
20 30 2200 0.038 0.75 10 0.7
29 31 2200 0.038 0.5 8 0.3
28 32 2600 0.038 0.75 10 0.5
22 33 2200 0.04 0.5 8 0.5
42 34 2200 0.03 0.75 8 0.5
25 35 1800 0.03 0.75 6 0.5
10 36 2200 0.04 0.75 8 0.3
37 37 2200 0.02 0.75 6 0.5

12°)



21 38 2200 0.02 0.5 8 0.5
46 39 2200 0.03 0.75 8 0.5
44 40 2200 0.03 0.75 8 0.5
45 41 2200 0.03 0.75 8 0.5
8 42 2200 0.03 1 10 0.5
3 43 1800 0.04 0.75 8 0.5
5 44 2200 0.03 0.5 6 0.5
1 45 1800 0.02 0.75 8 0.5
32 46 2200 0.038 1 8 0.7

SS
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The regression equation is
Ra =-0.0459 + 0.150 Rz
S =0.0650093 R-Sq=95.5% R-Sq(adj)=95.4%

Fitted Line Plot
Ra = - 0.04593 + 0.1505 Rz

144 S 0.0650093

R-Sq 95.5%
1.2 4 R-Sq(adj) 95.4%
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Spindle Feed Depth Tool Air blow
StdOrder | RunOrder | PtType Blocks speed rate of cut diameter | pressure Fx Fy Fz Ra Rz
38 1 2 1 2200 0.04 0.75 6 0.5 2.596985 | 0.642937 | 1.089867 | 0.1174 0.932
6 2 2 1 2200 0.03 1 6 0.5 2.224842 | 0.462266 | 0.801098 | 0.4469 | 3.5616
35 3 2 1 1800 0.03 0.75 8 0.7 2.26543 | 1.050769 | 1.147269 | 0.9431 6.1656
11 4 2 1 2200 0.02 0.75 8 0.7 2.196776 | 0.870604 | 1.00577 | 0.8506 | 4.7896
2 5 2 1 2600 0.02 0.75 3 5 1.947218 | 0.477709 | 0.872986 | 0.1958 | 1.4896
31 6 2 1 2200 0.03 0.5 8 0.7 2.295896 | 1.127345 | 1.253547 | 0.8384 | 5.5968
13 7 2 1 1800 0.03 0.5 8 0.5 2.310245 | 0.777964 | 1.12888 | 0.5493 | 4.2368
9 8 2 1 2200 0.02 0.75 8 0.3 2.163069 | 0.744351 | 0.862256 | 0.1703 1.632
23 9 2 1 2200 0.02 1 8 0.5 2.841985 | 1.108343 | 1.063444 | 0.465 3.4976
15 10 2 1 1800 0.03 1 8 0.5 2472877 | 0.801641 | 1.065478 | 0.3178 | 3.0832
34 11 2 1 2600 0.03 0.75 8 0.3 3.145385 | 1.05318 | 1.240052 | 0.1825 | 2.1928
4 12 2 1 2600 0.04 0.75 8 0.5 3.896576 | 1.5796 | 1.655613 | 0.5547 4.376
18 13 2 1 2200 0.03 0.75 10 0.3 3.469416 | 1.90238 | 2.50963 | 0.8034 5.964
24 14 2 1 2200 0.04 1 8 0.5 3.532585 | 1.192625 | 1.393431 | 0.1243 | 0.9784
36 15 2 1 2600 0.03 0.75 8 0.7 2.117884 | 0.461129 | 1.167537 | 0.7095 | 4.7944
40 16 2 1 2200 0.04 0.75 10 0.5 4.352025 | 1.708344 | 2.304746 | 0.9022 | 6.9712
41 17 0 1 2200 0.03 0.75 8 0.5 2.030251 | 0.51869 | 0.914905 | 0.3482 | 2.3544

9



16 18 2600 0.03 1 8 0.5 3.719563 | 1.514998 | 1.391244 | 0.5361 3.8672
17 19 2200 0.03 0.75 6 0.3 29142 | 1.674895 | 2.228092 | 0.393 3.3112
14 20 2600 0.03 0.5 8 0.5 2.027866 | 0.38916 | 1.046756 | 0.3753 | 2.7304
12 21 2200 0.04 0.75 8 0.7 2.27462 | 0.814121 | 1.23535 | 0.6185 4.02

43 22 2200 0.03 0.75 8 0.5 2.15994 | 0.507233 | 0.945576 | 0.3118 | 2.4704
26 23 2600 0.03 0.75 6 0.5 1.855757 | 0.355978 | 0.743604 | 0.2464 | 2.8472
27 24 1800 0.03 0.75 10 0.5 3.847461 | 1.444578 | 1.983449 | 1.2746 | 8.7128
19 25 2200 0.03 0.75 6 0.7 2.0266 | 0.229096 | 0.934424 | 0.2072 1.0328
39 26 2200 0.02 0.75 10 0.5 2567711 | 0.972347 | 1.31471 1.0135 | 7.9288
33 27 1800 0.03 0.75 8 0.3 3.397805 | 1.251733 | 1.406698 | 0.2553 | 2.1264
7 28 2200 0.03 0.5 10 0.5 2.915129 | 0.995263 | 1.578455 | 1.3002 | 8.4968
30 29 2200 0.03 1 8 0.3 3.435081 | 1.323588 | 1.355471 | 0.1946 1.708
20 30 2200 0.03 0.75 10 0.7 2.754801 | 0.985115 | 1.178671 | 0.8989 | 5.0064
29 31 2200 0.03 0.5 8 0.3 2.705058 | 0.843117 | 1.204194 | 0.3294 | 2.5272
28 32 2600 0.03 0.75 10 0.5 4.063118 | 1.651888 | 2.299439 | 1.2219 | 8.3856
22 33 2200 0.04 0.5 8 0.5 3.126992 | 1.030118 | 1.310581 | 0.5699 | 4.2336
42 34 2200 0.03 0.75 8 0.5 2.190116 | 0.555974 | 0.888951 0.359 2.5504
25 35 1800 0.03 0.75 6 0.5 1.989769 | 0.282754 | 0.695364 | 0.3422 | 2.7088
10 36 2200 0.04 0.75 8 0.3 4.104643 | 1.678986 | 1.791014 | 0.357 2.5808
37 37 2200 0.02 0.75 6 0.5 1.946013 | 0.227081 | 0.521819 | 0.3654 | 2.4056
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21 38 2200 0.02 0.5 8 0.5 1.914962 | 0.518613 | 0.73011 0.4125 3.192
46 39 2200 0.03 0.75 8 0.5 2.801241 | 1.055213 | 1.187458 | 0.5316 | 3.9496
44 40 2200 0.03 0.75 8 0.5 3.2112 | 1.449413 | 1.726711 | 0.4875 | 3.3544
45 41 2200 0.03 0.75 8 0.5 2.599615 | 0.944492 | 1.088161 0.398 2.9352
8 42 2200 0.03 1 10 0.5 3.820604 | 1.502516 | 2.017082 | 0.5296 3.976
3 43 1800 0.04 0.75 8 0.5 2986763 | 1.124742 | 1.325105 | 0.5441 3.6824
5 44 2200 0.03 0.5 6 0.5 1.439425 | 0.253217 | 0.704924 | 0.3354 | 2.7104
1 45 1800 0.02 0.75 8 0.5 2425412 | 0.912639 | 0.94811 0.5443 | 3.8824
32 46 2200 0.03 1 8 0.7 2.034533 | 0.705338 | 1.066319 | 0.5355 3.644

v9
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S = 0.147997 PRESS = 1.97576

R-Sg = 85.04% R-Sg(adj) = 75.96%
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Contour Plot of Ra vs Depth of cut, Air blow pressure
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Surface Plot of Ra vs Feed rate, Spindle speed

Cutting condition
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Surface Plot of Ra vs Tool diameter, Depth of cut
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Surface Plot of Ra vs Air blow pressure, Tool diameter
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S = 0.323526 PRESS = 7.31074

R-Sg = 87.59% R-Sg(adj) = 80.05%
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Surface Plot of Fx vs Tool diameter, Depth of cut
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Surface Plot of Fx vs Air blow pressure, Tool diameter

Cutting condition
Spindle speed 2600
Feed rate 0.02
Depth of cut 0.75

3.2

3.0

Fx 28

7.5
2.6

6.0

4.5 Air blow pressure
6.0

9.0
Tool diameter

NINY 4.18 NI FNALARITZALTBIUIFA LUUIUNY X (FX) TuauaduliuaAusinang

WA (D) azANAUaNLLl (A)
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4.4 aguuan1siAgziAnawlsilsau

-dl ¥ -dl 14 a o aa v A o dl [ 1 =
\esannsiunuuannisilfannisiaszinneaindalidaden i danaatnd
o o o ] dl o £ X v o A o o o dl (]
HdnAnysiananauiiinisdne assasinnsangtlaasannisiserinnissiniladeilidena
Cae o o A oy dn o ¥ o . X 4
agadtldAtyasn aliaunisflsdudauanysniiniu Teuanasaesaunisangil
WhauauiuaunissuglassRaulanissiauuuldannl GsSaulanssnuuuldannlg

wanldAa ANIFIaURA (N) 2,200 s0UABUNT, 8R3IN13TIaUAR (F) 0.02 NaALNAIFasaL
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, ANNANGR (d) 0.75 HAAWAT, IAEURNIUALINAINIFR (D) 8 HAALNAT, AT INALAN
il (A) 0.3 wnnzi$aana (3un$) sanuwanslumang 4.4

AN919% 4.4 nanaLasaNnsANgFaauTUaNnsangUaeanssiauuLldani

Predicted | Actual | %Error | R-sq | R-sqg(adj)

Full Model 0.1696 | 0.1703 | 0.4206 | 85.05% | 73.10%
Ra

Reduced Model | 0.1718 | 0.1703 | -0.8732 | 85.04% | 75.96%

Full Model 2.1999 | 2.1631 | -1.7027 | 87.65% | 77.76%
Fx

Reduced Model | 21998 | 2.1631 | -1.6966 | 87.59% | 80.05%

1 v 1 1
ANNNNTNANTUNANT N 4.23 TUAZIARS I ITFUANAINEANAIAUDAHARALNT AT

v

A1 IPEAZNINITADNAIANNNRANANATDINARDLNAIAY LAUININATRANAANANDLITIUN
1 1 ] v & o A a all 1 . dld 1 1 dl o dl aI/
A lduaNANeiuAazINITReNfiangINAY - R-Sq(ad)) NHANGINT NTLAUANNITRNY

o v o/ o 6 o/ 1 dl ] 1 v dl o/
95% m"lﬁ”lmmmilmmmqmuwuﬁmmﬂ@wmﬂ NdsuasananaUssitaulun1gsin

wuvanll sasaliil

R, = 4.05029 — (0.0034796)N — (1.89375)F + (2.89515)d — (0.492637)D +
(0.186016)A + (5.01142 x 10~7)N? + (0.0534894)D? + (0.00951027)A% +
(0.0448875)NF + (0.00098075)Nd — (5.025 x 107°)NA — (99.62)Fd +

(3.4175)FD — (10.47)FA — (0.44105)dD — (0.08405)dA + (0.0175212)DA (4-1)

F, = 19.0541 — (0.0106349)N — (421.459)F — (3.61949)d — (1.08158)D +
(0.678318)A + (1.01354 x 107°)N? + (7837.34)F? + (0.0470984)D? +
(0.0162097)A? + (0.173501)NF + (0.00382266)Nd + (0.000109271)ND —
(104.286)Fd + (28.3335)FD — (46.5933)FA — (0.495693)dA (4-2)
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& o o

. N ) o q - -
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Mew Spindle Feed Depht Dimeter Air blow
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NN N TUTUASNABI AN BT LRI VITUIUTANN N TG e LT

4.6 NINAFALLNDLUEUNARNITNARDY

SinlglAntlasefmanzauanaunisimnungldun BevlanissauusldauiAe
AYNHNAINNITITEL 2,600 FALAAUNT, 8MFINTTlausA  0.02 NAAMNATAEIEL, ANANAA
0.75 Haawm3, IIAEUNIUARTNAINTGR 6 HAALNAT, wazANAUANILT 0.3 wnng
t5ama (3un9) Tneiaziin@aulanisdndanan lsinssmiedusunanimaaesdaanis

NARBITN 5 NINARBY TINANIINARBIUAAIAIATIN 4.6

1
=

A1519N 4.6 HARDLIIAININARAIA2 s Na U NI ARRmNIzaNIaInfa LU 9NN

ﬂﬁ?%@@@\iﬂ%ﬂ'ﬁl Ra Fx
1 0.1122 1.8053
2 0.1208 1.8832
3 0.1155 1.8289
4 0.1088 1.7584
5 0.1269 1.9032

ANNNIINAAAIEUTULATA NINARBIFALNDLNNINAGAUN AT ARG LANDLN 161
AMNANNITNIUNY TULRANFIANTNT 4.7 HINARDL T-test TIANRALUDILANDLN LHAINNT

oy - o Ry o % = P e e
nagaLLHaFauRsUTUNanaun lFanaNN1INWNasfad i AN LANFA19TY TuRe
prageaNFUANNAT AN At dATuNNaRA  0.05 uariiszAuAINTeN 95% nuls
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H, : ARALIAINARALN IHANNNIINARASLANFNALANIAINARALANANNT

NIUNEl

=i k4 o v v dl ] o
A1T9N 4.7 HANNINAKALAE T-test m@ﬂﬂ@@ﬂﬂ’]?ﬁlﬂﬂQEILQ@MiﬂIMWQ“’]T@QﬂW?@@LLUU@N

wl
Heulannsdm | weameu | N | Mean | StDev | SEMean | T p
Ra 51 0.11644 | 0.00730 | 0.00327 | -0.54 0.619
NTAALLLANLLIN
Fx . 1.8358 0.0586 0.0262 1.03 0.363

AN519N 4.8 ATAINNRANAIAUBIAINEINNIINLANRTNUBNHARNDLANANNNTF AN AN AN

=% Ra & Fx &
[ - (e
g [ [
e = =
2 5 . = . &
e - El@ | & . E|la& |%
& € | £ S |« & | £ g
< o] < . o] < o
— = > <z S
1 0.1182 | 0.1122 | -5.08 1.8089 | 1.8053 0.20
2 0.1182 | 0.1208 | 2.20 1.8089 | 1.8832 | -4.11
3 0.1182 | 0.1155 | -3.98 1.8089 | 1.8289 | -1.11
4 0.1182 | 0.1088 | -7.95 1.8089 | 1.7584 2.79
5 0.1182 | 0.1269 | 7.36 1.8089 | 1.9032 | -5.21

AN 4.8 LAAIANANNEANAIATENINATNENNIAITUANAINA IFAINNINARDS

|
¥ Cl

sndgasitaulanisdanuuldaniln eAnasadlunlsainnisdanuuldanlngn
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naaed dauAnensaildinnainAn  Optimization WA 4.19 TIRTNULINAT % ANANH

Hanannaglugag T 10% dafusneyludwsiaeniulilunimanes

A1597 4.9 AIANHANAIATBIANENNIALTUAITIIBIAINUTERNITUINUUBINARDL

g {adelun96im mwmgm:ﬁ's%u\ﬂumgm (Ra)
NAABY N F d D A Actual Predicted Error(%)
1 2200 0.015 1 6 0.5 0.4469 0.4025 9.93
2 2200 0.015 0.5 8 0.7 0.8384 0.7686 8.33
3 2200 0.01 0.75 8 0.3 0.1703 0.1696 0.42
4 2200 0.01 1 8 0.5 0.4650 0.4479 3.67
5 2600 0.02 0.75 8 0.5 0.5547 0.5130 7.51
6 2200 0.015 0.75 10 0.3 0.8034 0.7488 6.79
7 2200 0.02 0.75 1005 0.9022 0.9811 -8.75
8 2200 0.01 0.75 10 0.5 1.0135 0.9414 7.1
9 2200 0.015 0.5 10 0.5 1.3002 1.2839 1.25
10 2200 0.015 1 8 0.3 0.1946 0.2090 -7.40
" 2200 0.015 0.5 8 0.3 0.3294 0.3200 2.85
12 2200 0.02 0.5 8 0.5 0.5699 0.6144 -7.80
13 2200 0.01 0.5 8 0.5 0.4125 0.3940 4.49
14 2200 0.015 0.75 8 0.5 0.3980 0.4060 -2.01
15 2200 0.015 1 8 0.7 0.5355 0.4895 8.60

1.6000
1.4000
1.2000
1.0000
0.8000
0.6000
0.4000
0.2000
0.0000

+10% error

aMuagaszia (um)

A"

3 4 5

6 7

8 9 10 11 12 13 14 15

—¢— Measured Surface Roughness == Predicted Surface Roughness

-10% error

msnAaTd

NINY 4.20 ANANEANAIATBIAINENNTLILANATIIDIAIINTIE NI TUINULBINAR DL
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A157199 4.10 AANNEANAIATRIATNYINTUNLANRTNUDIATBIAA FALIILNE X (FX) U8

NARBALU
nng adelun136n w39 TN X (FX)
NAARY N F d D A Actual Predicted Error(%)
1 2200 002 075 6 0.5 2.5970 2.4791 454
2 1800 0.015 0.75 8 0.7 2.2654 2.1978 2.98
3 2200 0.01 0.75 8 0.7 2.1968 2.2106 -0.63
4 2600  0.01 0.75 8 0.5 1.9472 2.0229 -3.88
5 2200 0.01 0.75 8 0.3 2.1631 2.1998 -1.70
6 1800 0.015 1 8 0.5 2.4729 2.5699 -3.92
7 2600 0.015 0.75 8 0.3 3.1454 3.2535 -3.44
8 2600 0.02 0.75 8 0.5 3.8966 3.8254 1.83
9 2200 0.02 1 8 0.5 3.5326 3.4772 1.57
10 2200 0.02 0.75 10 0.5 4.3520 4.3954 -1.00
1" 2200 0.015 0.5 10 0.5 2.9151 3.0522 -4.70
12 2200 0.02 0.5 8 0.5 3.1270 3.0696 1.84
13 2200 0.02 0.75 8 0.3 4.1046 4.2401 -3.30
14 2200 0.015 1 10 0.5 3.8206 3.7206 2.62
15 1800 0.02 0.75 8 0.5 2.9868 2.9967 -0.33

6.0000

5.0000

4.0000

3.0000

2.0000

1.0000

0.0000

—4— Measured Cutting Force

+10% error

usdlususunududa (N)

=fi— Predicted Cutting Force

e == -10% error

1 2 3 4 5 6 7

8

9 10 11 12 13 14 15

mMEvaaed

AN 4.21 AIANNRANAIATRIATNENNTINLANATIIBIATLIAR MALUILNY X (FX) 289

NARaL



90

ANAN9NT 4.9 - 4.10ANANNEANAIATBSATWEINIDITLIANATITBIAINUUTY

NATUINU UAZATLINAR LUMUILNY X (FX) T8INARELLLLENAITNANAL TIATWUINA % AN

pNRanatnegugas £ 10% dadudney udashaeniuldlunimeses uazlduanals

WUAININT 4.20 WAT4.21

4.7 PSWEINTIANLULITE4 (Prediction Interval)

Tun1nnnnwennsadAwuLgae (Prediction Interval) asiNa®I9NANa3eA oL
. . e A . 4 4
Aennsad agluAn snenIniiuLTNsTALAINITNUN 95%

AMNATNT 4.19 WA 4. 20 WLANNINENNTUIRQEFNN1INTABRR AN NN Tad
nsweNIniANNagITE oL A (Ra) LAz wsaAa ULy X (Fx) agil 85.04 % uas

(
o o 1 o o ! v dl ar é’ o
87.59% ANANAL AMnANUNLEIdananaatifdannsnim N Iuansatina 1l
NNINENNIRIANNTTERLRAY (Ra) LAY WNARLHMWILNY X (FX) NeALANTasiy 95%
dl 14 S v Y a‘d‘ e 1
annisnldgnneseuwaziuduseidureuianniamensnl a9ldlunisneinsnial
U9 (Prediction Interval) tN@RIARELAINUNLENTB9AIAINYILTEHATUINUN AR
o 2 1 d’ ! I d‘ 4 o o 1 13 o I o dl
nssnae luwsiaznmeaesdanudAn daInn1sindeeg ludureuandinans fanand

4.22 WAL 4.23

al o dl 14 Ly a dl
A199N 4.11 ﬁ@@ﬂiuﬂ’]‘i‘ﬂﬂ@‘ﬂ\‘lL‘W‘ﬂ‘ﬁ’]L@‘Hfll‘ﬂ‘]_lL"I.I[5]ﬂ’1?WEI’]ﬂ§‘M°lI‘ﬂQWJ’]N°ﬂ§;°ﬂ§‘$NQL’i’l@ﬂ

n1g {adelunnssin mfmmgm:ﬁq%mmm%ﬂlﬂ (Ra)
NAADY N F d D A Actual Predicted Error(%)
1 3000 0.01 0.5 10 0.3 0.63 0.71 -10.72
2 3000 0.03 1.5 6 0.7 0.46 0.36 25.45
3 3000 0.03 1.5 10 0.7 0.83 0.72 13.09
4 3000 0.01 1.5 10 0.3 0.75 0.89 -15.05
5 3000 0.01 0.5 10 0.7 1.1 1.35 -17.77
6 3000 0.03 1.5 10 0.3 0.66 0.61 8.78
7 1000 0.01 1.5 10 0.3 0.31 0.30 3.86
8 3000 0.01 1.5 10 0.7 0.91 1.19 -23.80
9 1000 0.03 0.5 6 0.7 0.87 0.73 19.03
10 3000 0.01 0.5 6 0.7 0.41 0.35 16.15
1" 1000 0.01 1.5 10 0.7 1.28 1.00 27.91
12 3000 0.03 0.5 6 0.7 0.60 0.75 -20.34
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A1519% 4.12 1A lun1IAa e e AL LIANIINYINTOITBILINEA LN X

Mg tladeluinnasin waaluuuaunu X (Fx)
NNAaa N F d D A Actual Predicted  Error(%)

1 3000 0.01 [ 05 10 0.7 2.46 2.10 14.65
2 1000 003 05 6 0.3 5.75 5.89 2.46
3 1000 001 15 6 0.7 2.44 2.00 18.00
4 1000 001 15 10 0.3 3.56 3.73 -4.82
5 1000 003 05 10 0.7 4.61 5.19 -12.54
6 1000 001 15 6 0.3 3.05 3.48 -14.00
7 1000 003 15 10 0.3 5.67 4.79 15.60
8 1000 003 05 6 0.7 2.22 2.67 -20.35
9 3000 001 05 6 0.3 2.05 1.46 28.97
10 3000 001 05 6 0.7 1.14 0.97 15.60
11 1000 001 15 10 0.7 2.72 2.26 16.87
12 3000 003 05 6 0.7 3.34 5.05 -33.91
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dl zl/ n:ll o o dl o o ¥ [
ANTNNT HANITNANDIATN 1 ZQ’]‘M?UL\?@H%JF]’]?W@LL‘].I‘].ILL‘].I‘].IVQU@@I@EIWWI?J@NL‘]J'W

Spindle Feed Depth of Tool Air blow
StdOrder | RunOrder | PtType Blocks speed rate cut diameter | pressure Fx Fy Fz Ra Rz
38 1 2 1 2200 0.04 0.75 6 05 2.345685 | 0.580723 | 0.984404 | 0.1060 0.8418
6 2 2 1 2200 0.03 1 6 05 2.652431 | 0.551108 | 0.95506 0.5328 4.2461
35 3 2 1 1800 0.03 0.75 ) 0.7 2.034659 | 0.943731 | 1.030401 | 0.8470 5.5375
11 4 2 1 2200 0.02 0.75 8 0.7 1.856582 | 0.899582 | 1.039247 | 0.8789 4.9490
2 5 2 1 2600 0.02 0.75 8 05 1.564321 | 0.383773 | 0.701324 | 0.1573 1.1967
31 6 2 1 2200 0.03 05 ) 0.7 2.314153 | 1.136310 | 1.263516 | 0.8451 5.6413
13 7 2 1 1800 0.03 0.5 ) 05 2.132546 | 0.718125 | 1.042049 | 0.5070 3.9109
9 ) 2 1 2200 0.02 0.75 ) 0.3 2.345672 | 0.807188 | 0.935046 | 0.1847 1.7698
23 9 2 1 2200 0.02 1 ) 05 2.845714 | 1.109798 | 1.064839 | 0.4656 3.5022
15 10 2 1 1800 0.03 1 ) 05 2.344163 | 0.759915 | 1.010019 | 0.3013 1.9748
34 11 2 1 2600 0.03 0.75 ) 0.3 2.954628 | 0.989308 | 1.164847 | 0.1714 2.0598
4 12 2 1 2600 0.04 0.75 8 05 3.465851 | 1.404992 | 1.472603 | 0.4934 3.0028
18 13 2 1 2200 0.03 0.75 10 0.3 3.374970 | 1.850592 | 2.441311 | 1.4377 8.7200

T0T



24 14 2200 0.04 1 8 0.5 3.246718 | 1.096115 | 1.280671 | 0.1142 0.8992
36 15 2600 0.03 0.75 ) 0.7 1.883427 | 0.477755 | 1.209632 | 0.7351 4.9673
40 16 2200 0.04 0.75 10 0.5 4.352116 | 1.708380 | 2.304794 | 0.9022 6.9713
41 17 2200 0.03 0.75 ) 05 1.845624 | 0.471522 | 0.831705 | 0.3165 2.1403
16 18 2600 0.03 1 3 05 3.715465 | 1.513329 | 1.389711 | 0.5355 3.8629
17 19 2200 0.03 0.75 6 03 4.125654 | 1.765385 | 2.34847 0.4142 3.4901
14 20 2600 0.03 05 ) 05 1.805657 | 0.406681 | 1.093882 | 0.3922 2.8533
12 21 2200 0.04 0.75 ) 0.7 2.356976 | 0.843597 | 1.280078 | 0.6409 4.1656
43 22 2200 0.03 0.75 8 0.5 2.025561 | 0.475676 | 0.886748 | 0.2924 2.3167
26 23 2600 0.03 0.75 6 0.5 1.914588 | 0.367263 | 0.767178 | 0.2542 2.9375
27 24 1800 0.03 0.75 10 05 3.546794 | 1.331689 | 1.828449 | 1.1750 8.0319
19 25 2200 0.03 0.75 6 0.7 2.045689 | 0.220379 | 0.898868 | 0.1411 0.9935
39 26 2200 0.02 0.75 10 05 2.854697 | 1.081023 | 1.461652 | 1.5649 8.8150
33 27 1800 0.03 0.75 8 0.3 3.389562 | 1.248697 | 1.403285 | 0.2547 21212
7 28 2200 0.03 05 10 05 2.653415 | 0.905910 | 1.436744 | 1.1835 7.7340
30 29 2200 0.03 1 8 0.3 3.046579 | 1.173892 | 1.202169 | 0.1726 1.5148
20 30 2200 0.03 0.75 10 0.7 2.705643 | 0.967536 | 1.157638 | 0.8031 4.9171

0T



29 31 2200 003 05 8 03 | 3.005646 | 0.936804 | 1.338005 | 0.3660 | 2.8080
o8 32 2600 003 075 10 05 | 4668143 | 1.767371 | 2.460192 | 1.3073 | 7.9019
20 33 2900 0.04 05 8 05 | 3156478 | 1.039832 | 1.322939 | 0.5753 | 4.2735
42 34 2900 003 075 8 05 | 1.892045 | 0.480307 | 0.767967 | 0.3101 | 2.2033
o5 35 1800 003 075 6 05 | 1.667954 | 0.279104 | 0.686387 | 0.3378 | 2.6738
10 36 2900 0.04 075 8 03 | 4325140 | 1.648681 | 1.758686 | 0.3506 | 2.5342
37 37 2500 0.02 075 6 05 | 1.095047 | 0.216982 | 0.498612 | 0.3491 | 2.2986
21 38 2900 0.02 05 8 05 | 1498712 | 0.513050 | 0.722279 | 0.4081 | 3.1578
46 39 2900 003 075 8 05 | 2746129 | 1.034453 | 1.164096 | 0.5211 | 3.8719
44 40 5500 003 0.75 8 05 | 3408455 | 1.448266 | 1.725344 | 0.4871 | 3.3517
45 41 2900 003 0.75 8 05 | 2547146 | 0.925429 | 1.066199 | 0.3900 | 3.1699
8 42 2900 003 ’ 10 05 | 3997151 | 1.571946 | 2.110289 | 0.5541 | 4.1597
3 43 1800 0.04 075 8 05 | 3248743 | 1.223398 | 1.441335 | 0.5918 | 4.0054
5 44 2900 003 05 6 05 | 1487158 | 0.261614 | 0.7283 | 0.3465 | 2.8003
1 45 1800 0.02 075 8 05 | 2648137 | 0.996447 | 1.035174 | 0.5943 | 4.2389
32 46 2900 003 ’ 8 07 | 2216078 | 0.768277 | 1.161469 | 0.5833 | 3.9692

€01
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Spindle Feed Depth of Tool Air blow
StdOrder | RunOrder | PtType Blocks speed rate cut diameter | pressure Fx Fy Fz Ra Rz
38 ’ 2 1 2200 0.04 0.75 6 05 2.698693 | 0.668117 | 1.13255 0.1220 0.9685
6 2 > 1 2200 0.03 1 6 05 2.042219 | 0.424322 | 0.73534 0.4102 3.2693
35 3 2 1 1800 0.03 0.75 8 07 2.265946 | 1.051009 | 1.14753 0.9433 6.1670
11 4 2 1 2200 0.02 0.75 8 07 1.985647 | 0.962119 | 1.11149 0.9400 5.2931
> 5 2 1 2600 0.02 0.75 8 05 2.031756 | 0.498449 | 0.91089 0.2043 1.5543
3 6 2 1 2200 0.03 0.5 8 07 2.302451 | 1.130564 | 1.25713 0.8408 5.6128
13 7 2 1 1800 0.03 0.5 8 05 2.514658 | 0.846799 | 1.22876 0.5979 4.6117
9 8 ) 1 2200 0.02 0.75 8 0.3 2.115484 | 0.727977 | 0.84329 0.1666 1.5961
23 9 ) 1 2200 0.02 1 8 05 2.800145 | 1.092026 | 1.04779 0.4582 3.4461
15 10 ) 1 1800 0.03 1 8 05 2.645218 | 0.857510 | 1.13973 0.3399 2.2284
34 11 ) 1 2600 0.03 0.75 8 0.3 3.224135 | 1.079548 | 1.27110 0.1871 2.2477
4 12 > 1 2600 0.04 0.75 8 05 4123615 | 1.671637 | 1.75208 0.5870 3.5727
18 13 ) 1 2200 0.03 0.75 10 0.3 3.645597 | 1.998985 | 2.63707 1.5529 9.4192

V0T



24 14 5500 0.04 ’ 8 05 | 3551423 | 1.198985 | 1.40086 | 0.1250 | 0.9836
36 15 2600 003 075 8 0.7 | 1.802213 | 0.457154 | 1.15747 | 07034 | 4.7531
40 16 2500 0.04 075 10 05 | 4372565 | 1.716407 | 2.31562 | 0.9065 | 7.0041
41 17 2900 003 075 8 05 | 1.956421 | 0499828 | 0.88163 | 0.3355 | 2.2688
16 18 2600 003 ’ 8 05 | 3717564 | 1514183 | 1.39050 | 0.5358 | 3.8651
17 19 2900 003 075 6 03 | 3925462 | 1.679722 | 2.23451 | 0.3941 | 3.3207
14 20 2600 003 05 8 05 | 1654879 | 0.372722 | 1.00254 | 0.3594 | 2.6151
12 21 2900 0.04 0.75 8 07 | 2598462 | 0.930029 | 1.41123 | 0.7066 | 4.5923
43 20 2900 003 075 8 05 | 2.315461 | 0.543755 | 1.01366 | 0.3343 | 2.6483
26 23 2600 003 0.75 6 05 | 1.985467 | 0.380859 | 0.79558 | 0.2636 | 3.0462
o7 24 1800 003 075 10 05 | 3745693 | 1406368 | 1.93099 | 1.2409 | 8.4823
19 o5 5500 003 075 6 07 | 2.354826 | 0.253682 | 1.03470 | 0.1624 | 1.1436
39 26 5500 0.02 075 10 05 | 2498560 | 0.946160 | 1.27930 | 1.3697 | 7.7153
33 27 1800 003 075 8 03 | 3796513 | 1.398615 | 1.57176 | 0.2853 | 2.3759
7 o8 2200 003 05 10 05 | 3.215467 | 1.097802 | 1.74108 | 1.4342 | 9.3722
30 29 2900 003 ’ 8 03 | 3.025646 | 1.165826 | 1.19391 | 0.1714 | 1.5044
20 30 5500 003 075 10 07 | 2798454 | 1.000725 | 1.19735 | 0.8307 | 5.0857

S0T



29 31 2200 003 05 8 03 | 2659801 | 0.829011 | 1.18405 | 0.3239 | 2.4849
o8 32 2600 003 0.75 10 05 | 4158712 | 1.574499 | 219171 | 1.1647 | 7.0396
20 33 2900 0.04 05 8 05 | 3.134563 | 1.032612 | 1.31375 | 0.5713 | 4.2439
42 34 2900 003 075 8 05 | 1.997417 | 0507057 | 0.81074 | 0.3274 | 2.3260
o5 35 1800 003 075 6 05 | 1.684569 | 0.281884 | 0.69322 | 0.3411 | 2.7005
10 36 2900 0.04 075 8 03 | 4513684 | 1.720551 | 1.83535 | 0.3658 | 2.6447
37 37 2500 0.02 075 6 05 | 1.146589 | 0.227195 | 0.52208 | 0.3656 | 2.4068
21 38 2900 0.02 05 8 05 | 1.649135 | 0.564544 | 0.79477 | 0.4490 | 3.4747
46 39 2900 003 075 8 05 | 2.874102 | 1.082659 | 1.21834 | 0.5454 | 4.0523
44 40 2900 003 0.75 8 05 | 3.403467 | 1.446147 | 1.72282 | 0.4864 | 3.3468
45 41 2500 003 075 8 05 | 2624108 | 0.953390 | 1.09841 | 0.4017 | 3.2657
8 42 2900 003 ’ 10 05 | 3547120 | 1.394964 | 1.87270 | 04917 | 3.6914
3 43 1800 0.04 075 8 05 | 2875104 | 1.082694 | 1.27557 | 0.5238 | 3.5447
5 44 2900 003 05 6 05 | 1521433 | 0.267643 | 0.74509 | 0.3545 | 2.8648
1 45 1800 0.02 075 8 05 | 23463671 | 0.882894 | 0.91721 | 0.5266 | 3.7559
32 46 2900 003 ’ 8 07 | 1.974016 | 0.684358 | 1.03460 | 0.5196 | 3.5356

90T
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Spindle Feed Depth of Tool Air blow
StdOrder | RunOrder | PtType Blocks speed rate cut diameter | pressure Fx Fy Fz Ra Rz
38 ’ > 1 2200 0.04 0.75 6 05 2.746577 | 0.679972 | 1.152645 | 0.1242 0.9857
6 2 2 1 2200 0.03 1 6 05 1.979876 | 0.411368 | 0.712893 | 0.3977 3.1695
35 3 2 1 1800 0.03 0.75 8 0.7 2.495686 | 1.157568 | 1.263876 | 1.0390 6.7923
11 4 2 1 2200 0.02 0.75 8 0.7 1.548100 | 0.750112 | 0.866570 | 0.7329 4.1267
> 5 2 1 2600 0.02 0.75 8 05 2.245576 | 0.550905 | 1.006748 | 0.2258 1.7178
3 6 > 1 2200 0.03 0.5 8 07 2.271084 | 1.115162 | 1.240000 | 0.8293 5.5363
13 7 2 1 1800 0.03 0.5 8 05 2.283531 | 0.768968 | 1.115826 | 0.5429 4.1878
9 8 ) 1 2200 0.02 0.75 8 0.3 2.028052 | 0.697889 | 0.808434 | 0.1597 1.5301
23 9 ) 1 2200 0.02 1 8 05 2.880096 | 1.123206 | 1.077705 | 0.4712 3.5445
15 10 ) 1 1800 0.03 1 8 05 2.429250 | 0.787499 | 1.046681 | 0.3122 2.0464
34 11 ) 1 2600 0.03 0.75 8 0.3 3.257393 | 1.090684 | 1.284210 | 0.1890 2.2709
4 12 > 1 2600 0.04 0.75 8 05 4.100262 | 1.662170 | 1.742158 | 0.5837 3.56525
18 13 ) 1 2200 0.03 0.75 10 0.3 3.387682 | 1.857562 | 2.450506 | 1.4431 8.7528
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24 14 5500 0.04 ’ 8 05 | 3.799613 | 1.282776 | 1.498761 | 0.1337 | 1.0524
36 15 2600 003 075 8 0.7 | 1.768013 | 0.448479 | 1.135508 | 0.6900 | 4.6629
40 16 2500 0.04 075 10 05 | 4.331393 | 1.700245 | 2.293820 | 0.8979 | 6.9382
41 17 2900 003 075 8 05 | 2288708 | 0.584721 | 1.031375 | 0.3925 | 2.6541
16 18 2600 003 ’ 8 05 | 3725659 | 1517481 | 1.393524 | 0.5370 | 3.8735
17 19 2900 003 075 6 03 | 3691426 | 1579577 | 2101291 | 0.3706 | 3.1228
14 20 2600 003 05 8 05 | 1.723062 | 0.388078 | 1.043845 | 0.3743 | 2.7228
12 21 2900 0.04 0.75 8 07 | 1.868422 | 0.668736 | 1.014743 | 0.5080 | 3.3021
43 20 2900 003 075 8 05 | 2138799 | 0.502268 | 0.936321 | 0.3087 | 2.4462
26 23 2600 003 0.75 6 05 | 1.667217 | 0.319811 | 0.668056 | 0.2214 | 25579
o7 24 1800 003 075 10 05 | 4.249896 | 1.595678 | 2.190913 | 1.4079 | 9.6241
19 o5 5500 003 075 6 07 | 1.979308 | 0.213228 | 0.869701 | 0.1365 | 0.9613
39 26 5500 0.02 075 10 05 | 2.349877 | 0.889857 | 1.203176 | 1.2882 | 7.2562
33 27 1800 003 075 8 03 | 3.007340 | 1.107888 | 1.245045 | 0.2260 | 1.8820
7 o8 2200 003 05 10 05 | 2.876506 | 0.982076 | 1.557541 | 1.2830 | 8.3842
30 29 2900 003 ’ 8 03 | 4.233019 | 1.631045 | 1.670334 | 0.2398 | 2.1048
20 30 5500 003 075 10 07 | 2760307 | 0.987084 | 1.181027 | 0.8193 | 5.0164
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29 31 2900 003 05 8 03 | 2449727 | 0.763535 | 1.090530 | 0.2983 | 2.2887
o8 3 2600 003 0.75 10 05 | 4.262498 | 1.613793 | 2.246410 | 1.1937 | 7.2153
20 33 2900 0.04 05 8 05 | 3.089935 | 1.017911 | 1.295049 | 0.5631 | 4.1834
42 34 2900 0.03 075 8 05 | 2680885 | 0.680559 | 1.088151 | 0.4394 | 3.1219
o5 35 1800 0.03 075 6 05 | 1.716784 | 0.287275 | 0.706482 | 0.3477 | 2.7521
10 36 2900 0.04 075 8 03 | 4375106 | 1.667727 | 1.779003 | 0.3546 | 2.5635
37 37 2500 0.02 075 6 05 | 1.196404 | 0.237066 | 0.544764 | 0.3815 | 2.5114
21 38 2900 0.02 05 8 05 | 1.397039 | 0.478245 | 0.673279 | 0.3804 | 2.9435
46 39 2900 0.03 075 8 05 | 2783492 | 1.048527 | 1.179934 | 05282 | 3.9246
44 40 2900 003 0.75 8 05 | 3421541 | 1.453827 | 1.731969 | 0.4890 | 3.3646
45 41 2200 003 075 8 05 | 2.627591 | 0.954656 | 1.099872 | 0.4023 | 3.2700
8 42 2200 003 ’ 10 05 | 3917540 | 1540638 | 2.068259 | 0.5430 | 4.0769
3 43 1800 0.04 075 8 05 | 2.836441 | 1.068135 | 1.258413 | 0.5167 | 3.4971
5 44 2500 003 05 6 05 | 1.309685 | 0.230394 | 0.641387 | 0.3052 | 2.4661
1 45 1800 0.02 075 8 05 | 2281738 | 0.858577 | 0.891947 | 0.5121 | 3.6524
32 46 2900 0.03 ’ 8 07 | 1.913504 | 0.663380 | 1.002887 | 0.5036 | 3.4272
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Spindle Feed Depth of Tool Air blow
StdOrder | RunOrder | PtType Blocks speed rate cut diameter | pressure Fx Fy Fz Ra Rz
38 1 2 1 2200 0.04 0.75 6 0.5 2.596985 | 0.642937 | 1.089867 | 0.1174 0.932
6 2 2 1 2200 0.03 1 6 0.5 2.224842 | 0.462266 | 0.801098 | 0.4469 3.5616
35 3 2 1 1800 0.03 0.75 8 0.7 2.26543 | 1.050769 | 1.147269 | 0.9431 6.1656
11 4 2 1 2200 0.02 0.75 8 0.7 2.196776 | 0.870604 | 1.00577 0.8506 4.7896
2 5 2 1 2600 0.02 0.75 8 0.5 1.947218 | 0.477709 | 0.872986 | 0.1958 1.4896
31 6 2 1 2200 0.03 0.5 8 0.7 2.295896 | 1.127345 | 1.253547 | 0.8384 5.5968
13 7 2 1 1800 0.03 0.5 8 0.5 2.310245 | 0.777964 | 1.12888 0.5493 4.2368
9 8 2 1 2200 0.02 0.75 8 0.3 2.163069 | 0.744351 | 0.862256 | 0.1703 1.632
23 9 2 1 2200 0.02 1 8 0.5 2.841985 | 1.108343 | 1.063444 0.465 3.4976
15 10 2 1 1800 0.03 1 8 0.5 2472877 | 0.801641 | 1.065478 | 0.3178 3.0832
34 11 2 1 2600 0.03 0.75 8 0.3 3.145385 | 1.05318 | 1.240052 | 0.1825 2.1928
4 12 2 1 2600 0.04 0.75 8 0.5 3.896576 | 1.5796 | 1.655613 | 0.5547 4.376
18 13 2 1 2200 0.03 0.75 10 0.3 3.469416 | 1.90238 | 2.50963 0.8034 5.964
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24 14 2200 0.04 1 8 0.5 3.532585 | 1.192625 | 1.393431 | 0.1243 0.9784
36 15 2600 0.03 0.75 8 0.7 2117884 | 0.461129 | 1.167537 | 0.7095 4.7944
40 16 2200 0.04 0.75 10 0.5 4.352025 | 1.708344 | 2.304746 | 0.9022 6.9712
41 17 2200 0.03 0.75 8 0.5 2.030251 | 0.51869 | 0.914905 | 0.3482 2.3544
16 18 2600 0.03 1 8 0.5 3.719563 | 1.514998 | 1.391244 | 0.5361 3.8672
17 19 2200 0.03 0.75 6 0.3 29142 | 1.674895 | 2.228092 0.393 3.3112
14 20 2600 0.03 0.5 8 0.5 2.027866 | 0.38916 | 1.046756 | 0.3753 2.7304
12 21 2200 0.04 0.75 8 0.7 2.27462 | 0.814121 | 1.23535 0.6185 4.02

43 22 2200 0.03 0.75 8 0.5 2.15994 | 0.507233 | 0.945576 | 0.3118 2.4704
26 23 2600 0.03 0.75 6 0.5 1.855757 | 0.355978 | 0.743604 | 0.2464 2.8472
27 24 1800 0.03 0.75 10 0.5 3.847461 | 1.444578 | 1.983449 | 1.2746 8.7128
19 25 2200 0.03 0.75 6 0.7 2.0266 | 0.229096 | 0.934424 | 0.2072 1.0328
39 26 2200 0.02 0.75 10 0.5 2.567711 | 0.972347 | 1.31471 1.0135 7.9288
33 27 1800 0.03 0.75 8 0.3 3.397805 | 1.251733 | 1.406698 | 0.2553 2.1264
7 28 2200 0.03 0.5 10 0.5 2.9156129 | 0.995263 | 1.578455 | 1.3002 8.4968
30 29 2200 0.03 1 8 0.3 3.435081 | 1.323588 | 1.355471 | 0.1946 1.708
20 30 2200 0.03 0.75 10 0.7 2.754801 | 0.9851156 | 1.178671 | 0.8989 5.0064
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29 31 2200 0.03 0.5 8 0.3 2.705058 | 0.843117 | 1.204194 | 0.3294 2.5272
28 32 2600 0.03 0.75 10 0.5 4.063118 | 1.651888 | 2.299439 | 1.2219 8.3856
22 33 2200 0.04 0.5 8 0.5 3.126992 | 1.030118 | 1.310581 | 0.5699 4.2336
42 34 2200 0.03 0.75 8 0.5 2.190116 | 0.555974 | 0.888951 0.359 2.5504
25 35 1800 0.03 0.75 6 0.5 1.989769 | 0.282754 | 0.695364 | 0.3422 2.7088
10 36 2200 0.04 0.75 8 0.3 4.104643 | 1.678986 | 1.791014 0.357 2.5808
37 37 2200 0.02 0.75 6 0.5 1.946013 | 0.227081 | 0.521819 | 0.3654 2.4056
21 38 2200 0.02 0.5 8 0.5 1.914962 | 0.518613 | 0.73011 0.4125 3.192
46 39 2200 0.03 0.75 8 0.5 2.801241 | 1.055213 | 1.187458 | 0.5316 3.9496
44 40 2200 0.03 0.75 8 0.5 3.2112 | 1.449413 | 1.726711 | 0.4875 3.3544
45 41 2200 0.03 0.75 8 0.5 2.599615 | 0.944492 | 1.088161 0.398 2.9352
8 42 2200 0.03 1 10 0.5 3.820604 | 1.502516 | 2.017082 | 0.5296 3.976
3 43 1800 0.04 0.75 8 0.5 2986763 | 1.124742 | 1.325105 | 0.5441 3.6824
5 44 2200 0.03 0.5 6 0.5 1.439425 | 0.253217 | 0.704924 | 0.3354 2.7104
1 45 1800 0.02 0.75 8 0.5 2425412 | 0.912639 | 0.94811 0.5443 3.8824
32 46 2200 0.03 1 8 0.7 2.034533 | 0.705338 | 1.066319 | 0.5355 3.644
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Response Surface Regression: Ra versus Cutting speed, Feed rate,
Depth of cut, Tool diameter, Air blow pressure

The analysis was done using coded units.

Estimated Regression Coefficients for Ra

Term Coef SE Coef T P
Constant 0.406017 0.06391 6.353 0.000
Spindle speed -0.046781 0.03914 -1.195 0.243
Feed rate -0.014331 0.03914 -0.366 0.717
Depth of cut -0.097537 0.03914 -2.492 0.020
Tool diameter 0.343150 0.03914 8.768 0.000
Air blow pressure 0.182263 0.03914 4.657 0.000
Spindle speed* Spindle speed 0.080317 0.05299 1.516 0.142
Feed rate*Feed rate -0.001967 0.05299 -0.037 0.971
Depth of cut*Depth of cut 0.002592 0.05299 0.049 0.961
Tool diameter*Tool diameter 0.214092 0.05299 4.040 0.000
Airblowpressure*Airblowpressure 0.038175 0.05299 0.720 0.478
Spindle speed*Feed rate 0.089775 0.07828 1.147 0.262
Spindle speed*Depth of cut 0.098075 0.07828 1.253 0.222
Spindle speed*Tool diameter 0.010775 0.07828 0.138 0.892
Spindle speed*Air blow pressure -0.040200 0.07828 -0.514 0.612
Feed rate*Depth of cut -0.124525 0.07828 -1.591 0.124
Feed rate*Tool diameter 0.034175 0.07828 0.437 0.666
Feed rate*Air blow pressure -0.104700 0.07828 -1.338 0.193
Depth of cut*Tool diameter -0.220525 0.07828 -2.817 0.009
Depth of cut*Air blow pressure -0.042025 0.07828 -0.537 0.596
Tool diameter*Air blow pressure 0.070325 0.07828 0.898 0.378
S = 0.156550 PRESS = 2.35632
R-Sgq = 85.05% R-Sqg(pred) = 42.52% R-Sqg(adj) = 73.10%
Analysis of Variance for Ra
Source DF Seq SS Adj SS Adj MS F P
Regression 20 3.48689 3.48689 0.174344 7.11 0.000

Linear 5 2.60606 2.60606 0.521213 21.27 0.000

Square 5 0.47126 0.47126 0.094253 3.85 0.010

Interaction 10 0.40956 0.40956 0.040956 1.67 0.144
Residual Error 25 0.61270 0.61270 0.024508

Lack-of-Fit 20 0.57579 0.57579 0.028790 3.90 0.068

Pure Error 5 0.03691 0.03691 0.007381
Total 45 4.09959
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Response Surface Regression: Ra versus Cutting speed, Feed rate,
Depth of cut, Tool diameter, Air blow pressure

The analysis was done using coded units.

Estimated Regression Coefficients for Ra

Term Coef SE Coef T
Constant 0.40637 0.03955 10.274
Spindle speed -0.04678 0.03700 -1.264
Feed rate -0.01433 0.03700 -0.387
Depth of cut -0.09754 0.03700 -2.636
Tool diameter 0.34315 0.03700 9.274
Air blow pressure 0.18226 0.03700 4.926
Spindle speed*Cutting speed 0.08018 0.04708 1.703
Tool diameter*Tool diameter 0.21396 0.04708 4.545
Air blow pressure*Air blow pressure 0.03804 0.04708 0.808
Spindle speed*Feed rate 0.08978 0.07400 1.213
Spindle speed*Depth of cut 0.09808 0.07400 1.325
Spindle speed*Air blow pressure -0.04020 0.07400 -0.543
Feed rate*Depth of cut -0.12453 0.07400 -1.683
Feed rate*Tool diameter 0.03418 0.07400 0.462
Feed rate*Air blow pressure -0.10470 0.07400 -1.415
Depth of cut*Tool diameter -0.22053 0.07400 -2.980
Depth of cut*Air blow pressure -0.04203 0.07400 -0.568
Tool diameter*Air blow pressure 0.07032 0.07400 0.950

S = 0.147997  PRESS =1.97576
R-Sq = 85.04% R-Sq(pred) = 51.81% R-Sq(adj) = 75.96%

Analysis of Variance for Ra

Source DF Seqg SS Adj SS Adj MS F P
Regression 17 3.48630 3.48630 0.205076 9.36 0.000
Linear 5 2.60606 2.60606 0.521213 23.80 0.000
Square 3 0.47114 0.47114 0.157046 7.17 0.001
Interaction 9 0.40910 0.40910 0.045455 2.08 0.068
Residual Error 28 0.61329 0.61329 0.021903
Lack-of-Fit 23 0.57639 0.57639 0.025060 3.40 0.089
Pure Error 5 0.03691 0.03691 0.007381
Total 45 4.09959

oo oolNoNoNoNolololololNelNolNolNolNolo]

P

.000
.217
.701
.014
.000
.000
.100
.000
. 426
.235
.196
.591
.104
.648
.168
.006
.575
.350




116

1 o

ANINT 7 HANNIAAIZTRARDLLINAA TULLIUNY X Nausniladed llddad Ay

Response Surface Regression: Fx versus Cutting speed, Feed rate, Depth

of cut, Tool diameter, Air blow pressure
The analysis was done using coded units.

Estimated Regression Coefficients for Fx

Term Coef SE Coef T P
Constant 2.49873 0.13945 17.919 0.000
Spindle speed 0.06735 0.08539 0.789 0.438
Feed rate 0.55425 0.08539 6.490 0.000
Depth of cut 0.33416 0.08539 3.913 0.001
Tool diameter 0.67479 0.08539 7.902 0.000
Air blow pressure -0.46051 0.08539 -5.393 0.000
Spindle speed* Spindle speed 0.16217 0.11562 1.403
0.173
Feed rate*Feed rate 0.19593 0.11562 1.695 0.103
Depth of cut*Depth of cut 0.02454 0.11562 0.212 0.834
Tool diameter*Tool diameter 0.18839 0.11562 1.629 0.116
Air blow pressure*Air blow pressure 0.06484 0.11562 0.561 0.580
Spindle speed*Feed rate 0.34700 0.17079 2.032 0.053
Spindle speed*Depth of cut 0.38227 0.17079 2.238 0.034
Spindle speed*Tool diameter 0.08742 0.17079 0.512 0.613
Spindle speed*Air blow pressure 0.02622 0.17079 0.154 0.879
Feed rate*Depth of cut -0.13036 0.17079 -0.763 0.452
Feed rate*Tool diameter 0.28334 0.17079 1.659 0.110
Feed rate*Air blow pressure -0.46593 0.17079 =-2.728 0.011
Depth of cut*Tool diameter 0.03001 0.17079 0.176 0.862
Depth of cut*Air blow pressure -0.24785 0.17079 -1.451 0.159
Tool diameter*Air blow pressure 0.04325 0.17079 0.253 0.802
S = 0.341579 PRESS = 9.00827
R-Sg = 87.65% R-Sqg(pred) = 61.85% R-Sg(adj) = 77.76%
Analysis of Variance for Fx
Source DF Seq SS Adj SS Adj MS F P
Regression 20 20.6935 20.6935 1.03468 8.87 0.000

Linear 5 17.4529 17.4529 3.49057 29.92 0.000

Square 5 0.6270 0.6270 0.12539 1.07 0.398

Interaction 10 2.6137 2.6137 0.26137 2.24 0.050
Residual Error 25 2.9169 2.9169 0.11668

Lack-of-Fit 20 1.8781 1.8781 0.09390 0.45 0.907

Pure Error 5 1.0388 1.0388 0.20776
Total 45 23.6104
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Response Surface Regression: Fx versus Cutting speed, Feed rate,

Depth of cut, Tool diameter, Air blow pressure
The analysis was done using coded units.

Estimated Regression Coefficients for Fx

Term Coef SE Coef T
Constant 2.49873 0.13208 18.918
Spindle speed 0.06735 0.08088 0.833
Feed rate 0.55425 0.08088 6.853
Depth of cut 0.33416 0.08088 4.131
Tool diameter 0.67479 0.08088 8.343
Air blow pressure -0.46051 0.08088 -5.694
Spindle speed*Cutting speed 0.16217 0.10951 1.481
Feed rate*Feed rate 0.19593 0.10951 1.789
Depth of cut*Depth of cut 0.02454 0.10951 0.224
Tool diameter*Tool diameter 0.18839 0.10951 1.720
Air blow pressure*Air blow pressure 0.06484 0.10951 0.592
Spindle speed*Feed rate 0.34700 0.16176 2.145
Spindle speed*Depth of cut 0.38227 0.16176 2.363
Spindle speed*Tool diameter 0.08742 0.16176 0.540
Feed rate*Depth of cut -0.13036 0.16176 -0.806
Feed rate*Tool diameter 0.28334 0.16176 1.752
Feed rate*Air blow pressure -0.46593 0.16176 =-2.880
Depth of cut*Air blow pressure -0.24785 0.16176 -1.532
S = 0.323526 PRESS = 7.31074
R-Sq = 87.59% R-Sg(pred) = 69.04% R-3g(adj) = 80.05%
Analysis of Variance for Fx
Source DF Seq SS Adj SS Adj MS F P
Regression 17 20.6797 20.6797 1.21645 11.62 0.000
Linear 5 17.4529 17.4529 3.49057 33.35 0.000
Square 5 0.6270 0.6270 0.12539 1.20 0.336
Interaction 7 2.5999 2.5999 0.37141 3.55 0.007
Residual Error 28 2.9307 2.9307 0.10467
Lack-of-Fit 23 1.8919 1.8919 0.08226 0.40 0.942
Pure Error 5 1.0388 1.0388 0.20776
Total 45 23.6104

oNoNoNoNoNoNeoRolNohoNoNoNolNolololNolNo)

P

.000
L412
.000
.000
.000
.000
.150
.084
.824
.096
.559
.041
.025
.593
L4277
.091
.008
.137
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