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2.1 NFEUUNIFAA (Machining process) [6]
o =< Y dll I o di o [ a 4’1 [ dl M ¥
NITUIUNITHAA UHIEDN ﬂ’]ﬁ‘I‘HLﬂ?@\‘iﬂ’ﬂﬁ]ﬂLWﬂﬂq’QﬂﬁQuLﬂuﬂl@\‘iL‘LL'PJ’)ZQ@L‘W@DL‘M”LQ
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1AUAZzUINIRITUIURINTARINTT nevLaunssadunszuauns IR A NA ATysTada

o

a o n=l
nuge ez A lulat

Y Y a
a0 St
1) Wlddudaguanalseiny 1) Newdagiiseiisuin
2) AFNTUIIUIN ALAZ LN 2) Minanlunssnuiu
FiNe)
a [l o
3) HAMNLN UGS
4) HATWINUGATINET AN NG

Work New surface Feed
Spead motion (work) motion
N

Feed motion

Cuttingtool 1% ' —
(a) (b)
< 2 S d motion
Rotation l pee
MilSiyg cuer _\ % Milling cutter New surface

New surface

Feed
motion
(work)

Feed motion
(work)

Work

\— Work

©) (@

[

o e o oaa X .
U 2.1 nszuauniedasing q Mdluugiuddny

o

2.1.1 FUAUBINTZUIUNISNA

Usznausas 2 AnwoLL A NIAAWNITIL uasNeiaLIR AagLi 2.2



Speed motion

Cutter
Speed motion

\(Q 4 Depth

Feed

(n) (D)
519 2.2 gllareInszuaunsin n) NeRALLITIL 1) N9HAKLIGT

n15AUUITIL (Peripheral milling or plain milling) A& N1sARNELNUMYY

PUIUAUNLEITUINY LAZLFEA Aa daudusatnaeslinfa uisaanttly

|
aa o '

Slab milling N3AAKUITILNNARANINININTUITUNIABIANY

- Slot miling ATAALMIILARAFALALNINTWINY B lTAATuT e
(Slot)
= o

- Side milling NMTAALKITILARAFARAFIUEN19TBIT N

wealt A o v v 1% ' o o ZJ/ v
- Straddle milling MUBUNLNITNAATULINLANTENINUNNADIANY

el
|

}— Q:E: - Q; =

Work Work

%3—- Og

Work

(L] {T L

g
-

(M) (2) (%) ()

917 2.3 stluuvaasnisiauuasiu (n) Slab milling (1) Slot milling (A) Side milling (1)

Straddle milling

v 1 v
N1sALUIRY (Face milling or end milling) A8 NsiARRKNUMYUAIRINTL

v v v
NURITUIN LAENTTLAUNTAAAATULT DA UT L9955 e Livaanifly

v
o/ o/

- Conventional face milling N13AAWUIRINHAFARLAUENWAUTNA

u

NINNTIANNAITUINY

. S o/ :/z dl o o n: = % a
- Partial face milling NFNALUILNNATENINUTUINWENLIANWLALIR



v
o/ o

- End milling nsiauusaniasadiduniuAudnanetiesndifiotuanu

U

o

- Profile milling N8AALKIFNTARANIENIFABUALANUBANIDITUINY

- Pocket milling NsiawuasandasinizguazfindusuldFay

v
v v

- Surface contouring NM3AALWISNARERARRTILeANTERRLLAALTIW

AulAsaus
e == P
m
Vot bige. Work

() @) (@)

N 2.4 sUuuL199n19ALWIAY () Conventional face milling (1) Partial face milling (A)
End milling (4) Profile milling (/) Pocket milling (@) Surface contouring
2.1.2 NANIINISNA

1) Up milling (Conventional milling): #dn1elasiamnsedruiunisniatlausa
dl o Y a o a ;’ ¥ 1 o’
BeazinlinoAslanedneuzingllun - Bafusuagasedeandinisie
a4

2) Down milling (Climb milling): #irmnaiimsialun1ameafunianistlausada

o v a o = 2 i o 43
@:Wﬂmnmﬂﬂ:ﬂw:aﬂﬁmwm‘lﬂma HAMNLNIUBININNITNATY
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Cutter rotation direction Cutter rotation direction

e 000 diraction

(n) (1)
gﬂ“?ll 2.5 $iAn1an19ie () Up milling (%) Down milling [6]

= a . " a
22Laﬂu1mnﬂiﬂﬂ(Cumngcondmons)iunizuqunﬂinﬂ

¥ o o

tadenineadasiunissinazlsznausaniiadusiie Feaunsoasunelffesialalil

= Y °o o a0 X
gﬂw 2.6 LAPNANBEUZNITAINTLNIUIRLIU

Spindle speed
rev/min

Feoed rate
s rey

Width of cut

717 2.6 nssialunszuaunisia

1) ANNIEINIEA (Cutting speed, v) AMuanelFann

v_ﬂxDxN
1000

We  NARLNAIAAUNY

dll = 1 L a o a a

Wa D e uwruAutna1sesiinia (Reawmns)
N fa AuEsaulungse (32UFBUT)

2) AuFasaulunis@a (Spindle rotation speed, N ) Auansldann



1"

* 1000v (2.2)
xzxD

N

Wt sAURBUIY
dl e < o a a ] a
e v e ANEluNsRR (HaRLuRIFiauIP)
D Ao duiuaudnantesinge @adwng)

3) dmsnilau (Feed rate, f,) Auandldann

f,=Nxnxf (2.3)

M98 NAANAIFHAUT

A s < o ' P
e N AR ANNLTITaLTUNNTAR (FUABUN)
A o a o
n, AR ATUIUAULBINAGR
f Aamstleudasaiy (Chip load) (NanaTsany)

4) dmsamsindaiialanzlunszuaunisda (R,,) wuy Slab miling fagil 2.7

AanlAann

Ry, =wxdxf, (2.4)

Wiae  gnuIANRARNATHaUNT

= . % g a a
We  w AB AINNANITBITUNNU (RARAT)
d Aa Auanluneia (HARWAT)
£, A dnsileu (Feed rate) (HadLumssiauId)

aunsh 2.4 a1u90UFul4iU end milling, side milling, face milling wa¥NIs

ARLLLRY IAENITANUI LN URINNTHA



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

¥ b
" "y e
r 7 i
4-—-4\—+— /} d # ~+ o
N BT ‘
Work

N
Feed (relative to work)

I e AES—(

Side view

7U% 2.7 msfiauuy Slab milling

5) warlunein (T,)

¥

1) 45U Slab milling FaIAUIUTEEENIQEER (4) Aazidniemnuanis
MNNARINANNNT

A= JaD-d) )

WY NARLNAT
dl A =< o a a
LNB d AR m’manlummm (NAALNRAT)
S ] L8 a o/ a a
D AR Lﬁumu@uﬂnmwmmnm (mmum)

aunsnA At lunisen (T,) léan

L+ 4
T, = (2.6)
T
' a
UUE U
dll A .: a a
LN L AR AITNENIUDITUINY (HaaLNRT)
< Y o a a
A AB TTUSLARA (NaaLNGT)
e o a a ] a
[, Padnileu (Feed rate) (HaawmssiauIn)

2) AmFun1esnuuIE wianieiaRauin (Face milling) uenléflusaensd 49
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oo
3 \ v
Cutter position atend of cut  Cutter position at start of cut A -, ! ‘
\
reed \_ | 77
Mo = g
to work)

D e | i

Top view

(¥)
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917 2.8 nMsAnaan ungsn () Neddn 1 (1) Need

nseid 1 WuruAugnaavFesuIaresiinfnland iuu (ssey 4 uer O

- Ve ek L ' - A o o oA
N‘Ilu']ﬂWl"mUﬂ?ﬁ“uﬁ‘ﬂ'ﬂ\’Lﬁuﬂquﬂuﬂﬂﬂ'}\ﬂﬂﬂﬂﬂ) UWUAR

] =
" U

1
A 1 o

A LS a a a
Y[ D AD NIUAUENANNTBDINANA (NaaLumT)

U
| 1

aa A A o @ o \ A a v P v - 2 9
Nagun 2 LNT’JNﬂmﬂ’ﬂ%l‘uﬂqLluu\iﬂlﬂuﬂﬂﬂquQﬂﬂquﬂuq LATAATUNITIUNNLAUN

1] (w) azauInszazdn wazeanaasnissinléann

A=0=w(D-w) (2.8)

] =
Wioe w9
dll & ] L3 = o a a
Wa D A durnuAudna el afin (RadNmg)
w A9 ANNINNIIFATUIN (HadLNm9)

arunsnAIna N I lunngsia (7,,) 18999 2 neadléann

r - L+24
i

(2.9)

dninanunaznssumsIfourdana
Hosayaauivy
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] =
U UMM
dll A A’l a a
bNB L AR ATNENITBITUNINU (HaaLupg)
& Y o a a
A AR TTUSLUNGIA (HaaLumg)
& o a a ] =
/. P dmnilau (Feed rate) (NaawmssiauIn)

2.3 Anutsauiiadisa (Surface finish)

nszuaunsAngniNn Ifinend AT u U AN BUzuaz W AR NI FRInns Taenns
AR - N Faglil e
DUURIBITUIUTINUAINTISIBINTean lugtuLLaaadrTans (Chip) ReBuwanuildazd

dnwaziuansreiueanld AnwuzaesiadriFeazuanslugiaasguant@fiaznais

o

pase Ui Teaunsauanslddasdd 2.9

U

Waviness height

f/ (See below)

Roughness height

Roughness Profile

Amplitude
distribution
curve

{Evaluation length)
Ry = Maximum roughness depth (peak to valley) along 1,
Ra = Arithmetic rough

7171 2.9 usziBunreiaTuy

ANEOTIBIANGEELRY (Surface finish) azuandlugresnmanHveaiaFuend
aznanasssialiil
1) A3IN329T (Roughness): avtsznavllsiedasdnenunndnuaavidaniidaiu
wae ey anvamaniiaanseenae liannsinauiidanirTesiie s Ay
o = a o ° y £ o ] R
guaasvrenNanadtgninlaeiMuateIANeanilaiBend “cutoff length

YRR “foughness sampling length”
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2) 908ARY  (Waviness): Useneulidesesagasruuduaiuieiiauialunindn
" a ; Gl =
“roughness sampling length” (Uszano 1 luasew) anmeiinainnnsduvisadl
$REANMRULT L UNTD ﬁmﬁmﬁLﬁmmn?um?:lumsﬁmmnLLa:fqmmﬁlunw
il
3) 9R8AUNL19 (Lay): iusessuidnduidnieeng SnazauiufiAniee9Tuanu
al @ o a a N e o
LAZUARA FINNINITARRUNTZUINNTUNULAZLATRINAG A
4) seunmilgu (Surface flaw): \fuseefMINAATULLLEN @1mBRANNAINTaE
o ad‘d ] } 2 ] v
ANMUNTNIUFAUINUAD LTUTDE517 NaIannIA
5) AANLFELRA (Surface finish) ANMNAAYAINIAINUILNALUAZATA19TD

vE v

Fuu nraanlsrneuLazn1sdnes1easinaulAfsesenAunismidviesi

Y @)

o a v ] @ o 2 A 1 @6 ¥
prviliindas v liiudneusiravzeresivaluaniou ueiifldaramglae

De

i

21A8AMNTU1 R8T LR U AaNTRINsasHeuligs

a

pnBLitdFainaa s fimeflunisianaieetnsdesuieginsansiia

o

fim UINs9999T 1Y ANLTILNNTReATEIENT danTuu Tadalunisdn uazTaniindn

Taevialuuda Arpnumenufaaunsadeulferd luslanuduiussesdnenistlousnuas

L3 IS

padutitugugnanresiiaiale TeAraunauia (R) Nanguarunsoidiawdly

©

Y o

ANHANNUS LA AT

0.125 F*
L il (2.10)

D fxn
2 Bz

ML NARLNAT

Wa  f Ae ensnisileusn (HARWAT/NY)
D & [l LS = [ 3 a a
AR 1aduEuANTNa 19T e (NaALumg)
n A8 A1UIURUTBIABNT A

loe iATaeuNne + vunafanisdauLL Up milling

LASRINHNE - NNETNNI9AAKLL Down milling

v a & a
2.4 mwsauﬁmmumnmsm (Cutting temperature) [7,8]

nezuaunIsanlanzazinlitizonniiai 1 uaz 2 Menisuldaugtuuunanasin

(Plastic deformation) nansznuainnisilasugluuunanamnazinlfifinmnuieutisinn
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o a o a o a A o a o A A o
NI1TAAN 2 L‘].Jur]']ﬁ'lmﬂﬂﬂ‘ﬂrﬂqLﬁﬁtﬂ“zuuNQﬂ’]ﬂm'ﬂQNﬂmﬂ AULTIUNITFAAN 3 ABNITLARIA

ArrndnaTuauiuRavey uasfiniresadnFausnnsouanslafegii 2.10 uazgli 2.11

Tool Secondary zone
" of deformation

Friction on
Primary zone Y~ rakeface

of deformation

\~3 Friction flank face
Work piece

§
%

U7 2.11 dndouprnfeuiniinunicsn

annwanun il lunssusunissinlansnudn 60% azgnldlunisdauugiisnn
NSFRRIALN 1 Wazn1sFnaALT 2 Bn 30% azi@andsulilugtussdaaniuiifiauuia

AE BN 10% anidegtlugtusadaanuifiauuionay

2.5 nNsanusRURINAAA (Tool wear)

v 1
lun9sinTuIIL Hasinaziaanudausuarguu)ingeluseudnanissdn dusly

Yy A v

nagsannifrllazn e fain s viadaunnisnasfuldfanldtnsfneaunas

L] U U

o

| a o a o o o

WanldiFaduwauniu malulatidrudasnaslinnudiduiulssifunan 2 Usznnsha

v

v
= o o o/ 4

ﬁ' o dl Y o 1 = d”ﬁ lﬂl o v =] o é’
FasdannldnNafinuargLlineeeliasn Helfinenaliengnisldauresinfnuiuag Ty
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|
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AUIAAIBINAFAULAZINITDIAUN IR TAANATNNTONUNIUABLIY BIUNNH UaZNNT

q
| ]

dnuselunszuaunsiin dauludruginsssesadesilefpasimuniaafunismgned
MuNzaNTaIl AR AAMTLTan Il Afin LATAIMFUNTTLIUNITFAAINIALMLLRINARN
Aetulddananmaman 3 atna Famsed 2.1 Taevialuuds nisdnusesesiladinaziuuyy
retflurely (Gradual wear) GsnalnsnsqivnlfiAanisdnusednfafuiassudnedia

o o

FatuLAENaslany waztTRa ANt NIl as At uRa TN w NI MINaN9s R

A1997 2.1 sUutunIst1gavasilagin [1,6]

sluuunisdnge ame] HAAWS

1. Fracture failure usslumssmuniiull | wresiiednumniiug

P . wirnsiesnazdauuazida gy auin iAo
2. Temperature failure | 9RuuNWN1IARE 3
ANTDINAFAAAR

Waiasinazungliunedon vl ss@nsnw
Aansdnusarasan | lun19inanad INANIIANUIaDLN9TIAL

3. Gradual wear | " 3 - o
B gavinaudaaudenneiazadaiuang

@euneliedangumni

=< a

nalnsine q A liiAan1s@nusetfinniedudaszudelnfnduanlans uas

v
v o a a

a a o ' a o ' o Y o all d‘
Wundadudaszuinalasaiuiaiuanuluszndnanissin ainnsoagdlifanied 2.2 3
nalnnis@nusens 5 wuuazialfiidauluaniasildanuialunisdngs o lnaaniy

atinadianalnnis@nusauuu Diffusion waz Chemical reaction azBaiindneNgomMige




AN 2.2 NAINNNTANNIAURINAGA [6]

naln A6 HA
; o a 74 3 £ 4 A o o Y a a
Abrasion aynAnuiesdunuasi liundoueiesiiedn | inliAnseadnusauile
ADE ] NYARADNNN waLuazRaATE
Adhesion TavzaasatgniniRaiuneliaauiuuas \nseednuraLizianmiony
HUUYRNGY
Diffusion RanTsuanazAaNiuIznINmaningesdan 2 18a | NnseadnusaLFnntony

= o =1 o 3
@:mammmmmzmﬂﬂ ANNLINARAS N W

dnesaniniianaln Abrasion uaz Adhesion

Chemical reaction | ANFaRRgaUaTgUURngusinliiiallfBe | Ansesdnusatfinmtionie

U U

aandndu N l¥rTesilesneauas

Plastic deformation | \iARIUUYRNGILTIINANER ANFAATENLALY \Nnsee@nusaLizianitonay

suuuwanadn Mnliinesienisifianaln Abrasion

2.6 218229ARR (Tool life) [2,3,6]

o

dl' =l o =® o/ (% dl A a‘ % Y dl dﬂl A
BELATEINBAA NNIEDN watsnlaetduaniAsaslaGusuldulaafinreslasa

Tipe lanuunfauuuTwIuTiapena s lan1zimaa i aunsenalianusnldiasasile

v 1
o o o O o

satuseluly luansiidduinnisinazifianalnnisdnusesiieg uuiinda Geazdemnsnd
it mmﬁuﬁuﬁ%wdwmsﬁﬂmmmﬁmﬁmﬁm:a:mmﬁiﬂumiﬁmmméﬁgﬂﬁ 2.12
Fepnudniuflugazuansissen@nuseuufianay (Frank wear) fagilfl 2.13 dausendn
WIALWNIANY (Crater wear) ﬁqgﬂﬁ' 213 FaziAsmuludnEnsiiea ty

TunszuaumssinaznudnsiazldirsesiiosnllFes q aunseia@awna udaree

' |
a A

PnauNauANsnludidudanldannnn wmezdilasfananudonisduaNAa A

& a ° ¥ 1 a A’l < Yy
wiawANazinlfanndnng usrannIneesTuuiazaanun lisdan
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| failure

A Break-in period
l : Failure ¥
Steady-state wear region —»--region Final
|

|
| Accelerating
Uniform wear rate

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

Tool flank wear (FW)

| Rapid initial wear
I

|
|
|
|
|
|
|
|
|
|
|
|

Y

Time of cutting (min)

317 2.12 nemlpnuduiussendnsnaseadnusauuioAsuazaa 4 lunissn

() (1)

WIRUUNIANE (Crater wear)

a v o al o W
2.7 ’Jﬂqmﬂwmﬂ‘imu@ﬂﬂ (Cutting material)

=3 [ o =3 [ .
2.7.1 LMANNAIAITUAULATLUANNAINANLUIUNAS (Carbon and medium-alloy

steels)

wiannarafusududagiiituingauarlduinlusiwane fd (Tapping)

o < -

S o A ¥ = a o PRy X~
Haspnnianmannatnanunaasiangiasinazuiundt tauddndagilaziisnang

Y o £ Y [ =3 ' =2 s o [ o o < =
wdodulanlidne widraanudauaznismusanisdanusanndmiunissiniiannEage N
o a d“d Y o/ o dl -1 °
LS AVENIE (TN T P E M T

(=3
2.7.2 mannﬁ"lsauga (High-speed steels)
Munnluusnaanuidiseugs nuseanisdnise uazsatldunsnnnidiaiiay

fupnanTRredlasis iHesandanUszinninuseusinszunnuaznisuaniin aeiuasinld

Tuwusaninisduasinaulss
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2.7.3 Tauaanuaanau (Cast-cobalt alloys)

ya al%/

#1AuuTaga (58-64 HRC) nustanis@nusalsn HAnuudegauwidngoumgi
o d’l v v =< ' o ' o
Nuazgen Jagiinuusanszunnliden Adddmanzazldiuanusnseugs daulugldny
URARENY
2.7.4 anslum (Cemented or sintered carbide)
= < a o S ' o ¥ 1 Y @
fianuudsgannianungil Iedannntavguuazinauiaugs il 2
' o A o & a o s ] o 2 o/
nauuan 9 A veamuaFludusrinmsonaflus nisuanlauesfazdaain s
nezunnléip usazanANuduaznITnusianisdnuse avunsaiuALLwaznIMUse
<< Yy o = o o d" [ o
nsanusaldsaanisnanafluseesinmiasussununidn Jaguszinnilivanziunisin
d’ < ° ' ' ; a o a d‘l Y o o [ 14
PAnuFiseusn iezlimunzsientsdu dasaaliatldfunesiauuuaninle
2.7.5 TamANA (Coated tools)
Mifueusinsauge ieanailunisineu engladauiuniniiafailails
wwaeuanss 10 wih Jagildindeusinaziflunaninmienlulaed nmsauaslus uas
a :l/ 4
198N AN FUAReuszHn 5-10 Tupsau
2.7.6 V518N (Ceramics)
ool = 5

vnanegililaneanlasnianuaziBuaunaraauLTgnogs Jantinusienis

q

ARG numNFeulsd annisinasAelansuuuanuld BatuanundssndaauEey
] n=ll 0 o 4 A o a d” ' '
84 witedendrAryredasintiinilinusanisnszunn
2.7.7 Astintusaululag (Cubic boron nitride)
3| o/ d‘n‘ < all ] I o d’ < '
Hudaphiiaouudannign nusansdnusauasilausaiudause wsiils:
=2y, . Sa : - . o G o o
Adlimunzdesuiiinisduaziiiew wanzsensiamanitanuudege
2.7.8 lanaun (Diamond)

nusians@nuselan duanldineldiunuiideinisranuazidang
' [ 5 s
2.8 UszinnuasgnsuaaLeu (Cutting fluids) [9]

BTN mwmwu’mmimmu

1
= a a a

1) @nswaendu (Coolant) Hinfludautszneudn Aty Hdsr@nsnnnnnigaiie

v
o o a

MAndage 1 Benldlunisndsuaznisin uarlnnauiiFsal
- AARNTBUTININHAFALAT T

- Ne"YIReHAGn
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- Lﬁ'umﬁummm’Lummmgmuqﬁ
2) asusedu (Coolant)  FunsTu Afdautlsznenaes dames Aaetu uaz
Waaneia iudaudsrnevddny fusrAndnmannileldfiaanuiEas feu
liiunisanzuazindinden (Tapping) LLa:ﬁ@mam;Tﬁﬁaﬁ
- aausuAnavusswinaeiasiless WAIAn LATTLNL
- dnenguesiinga
wiivszinmandautlsenauansind
1) mﬁ']quﬁqﬂu (Cutting oils or insoluble oils)
iendszianiflifdaudsrneuestin Wiiuansudeifiu faldRaduan

qavnedey uasileaiualin Widulsvnniiazldunainnisnduinduusdaulnnjazinisld

CH

'3 g o A dll o v é’ QI . 1 dl ?; | [~3
WTudR g dnsiuing nasasliinedinliinasauuasiiuauaniisilunisuaas e sy
UszinnBazld iU ufnl1una1afeniin AANNseIn1sasRNLEe (Additives) Haandnlu

al a o a‘t . 3 ' -3 e‘l’ ' 1 1% | a 4 3 o '
NIOLUBIBNADY (Emulsion) wevsafiulssinnilusdeslfaandy 3 98are Wduus

o/

(Mineral oils), W1siulasiu (Fatty oils) warAUNANTBIAT9TY 2 UsiumalazliAuantR

lunisnsafiuauusianantmlunisaadunnufauldnn  dnsnisaiamaanuFeusdas

9
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UTNU 3 mumu@:ummqmu'amaunummuamﬂmmmuq ANUUUTNUELNRTUINLUNS

]
o
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2) @19ananasadu (Emulsified oils or soluble oils)

ansananiitunantinsduns (Mineral oils) lsTunaun (Fat mixture) WATWAN

|
a o o
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3) A9 ININNIFIULATIZA (Semi-chemical fluids or  semi-synthetic
metalworking fluids)
gnsvaaifiunaaifiulssinniarl g uNaN1a91u1T8 5-30% NANALANTIRN
c d

araFnusieane) v lwlnsd il iledasananisinnsauaeiinfauazuanu uanainiid

v
o

annsaiudgennantifiaas Wduus (Mineral oils) latasnisinansimnussdaiy
anstsznavainandaines (Sulfur) way A8 (Chlorine) NNTANAFITNINTGALNBFaZ T
ARTAN AN AR AN NRBNAZALRALURIALIBINAFA WANAINT ANFLANLAITITeRY
d o/ a ?:/ = a o 1 dl o
ANHLADeTATTaeiualn luu19AFaatinnsingnsaInaneNsnuNadas i atlasiunng
a a 6 o v T Y a dll Ql 1 dl g o O d’, Y
Wulnaeaansdunds wazansannanladudldsnaslinaiiuni1svaaa uiusa wanild
AU LRAZINREN A NS TN s AR D9 un AN
4) @a1389LAT1Z] (Chemical fluids synthetic metalworking fluids)
0 [~3 d" [~1 o/ s ) %I o ] [~1

ansvaafiulssinynibiiluansdamnsed IR daunan a9 douninaziily

WanasauItuarasatuvTEnazate b IAnanEnaefiu aan1sinazess aAnIs

aandiadu  warilasdualin  ddulvgjaciinnaniidlunisannaufaunusvanifiulis

o n‘" = a vl o o o/
ANTLANIININUATHANMHIANEL TGN lﬁmmnumummuuﬂ

U.S. Utilization of Cutting Fluid
(100,000,000 gallons annually)

Soluble Oil
46%
vvvv : Semi-
-, Synthetic
L 19%
Straight Oil Synthetic

239 12%

717 2.14 dadaunisldansvsedulutlszimaanizainiEn
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2.9 UseTand Tne waznisiaanldasuaaceiy

Uszlond

1) dnengaiiao

2) WinprGureshatuny
3) daelunisnidnandan

4) annsdaidiuarestuay

5) aausalunIsAn (Cutting force)

A 173 ! <
nsidenldarsuaeiiu
1) Hananssalunisgananuiaulsigs
2) Tiinaduimiiagnauian

=) =
3) HANLADETGY
4) qaanuing

5) lunn R T e v

2.10 meszanaldansuaaiiu (7]

R

1) laszimnerasansnantfiuiluiunsesa
AUNINTRINENIY

2) MABRILIARDH

3) NMALUFILINIALUAIINIG

4) a19aaLfuu9Iilna1ani iR 89
g’ a dll aaa a
Tuudemeilasanliisenai

5) @a1suaaifiuuetinaaluasia

2.10.1 nMsnaaduuuuiian (Flooding application or flood cooling)

v v 1 1
UNEIMABLEUATYNANLHIVIBAN LU EIMABITUNLTLI N AT MY UTBILATE

FLAUT LN TTURITUAAT ANEIa9UN YA uazTIUa1E ANaIN1TaluNNTLEN

a d’l’ all o A i = o o a’/ 1l dl = o | (-1
ummwu*nmmL@@u?:mm‘mmmmnu’numu@:iumL:J@maunumwa@Lﬂuu,uua:@m

WeasanauseynAreseuaaifivazinndinissafiuiuuazess awinliniadnis

a -g d‘ o A 1'% '
UTHITUNUN [ﬂﬂLﬁl’ﬂuiﬂﬂ']ﬂﬂ'ﬂ
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U7 2.15 nsusadiuuuuilan

' [~ 5 s . . .
2.10.2 N1TRRBLAULLUASARY (Mist application or mist cooking)
e maaifiuazgnanalaaiadsangnesnuuunningianiy e vasidunld
arfidufludounanndn auinresavensin awadn o fazidan fous 5 8 25 Tuasen

-;1 a 17 1% < a o 5 o Aa
azeasilargnandnluasannuiiagensedionnissia (Cutting zone) TaeenAtainiaiia

[

Ansugaiuiaduiy teulinsudeifiuluusreetasfiaan1ssruussLNEa N AT LA

¥
o o 14

@ A adday '\ ad @ P
ﬂqu@qu?ﬂluﬂq?ﬂ@@Lﬂquq 7] 'Jﬁull‘ll’ﬂ‘lﬂLlﬁ‘ﬂuqq'lﬁﬂq?ﬁ@@LﬁuLLUULﬂﬂﬂ (Flood

o

application) Wszda9inazaaq g NTEMaafiuaranaiiasannsueNLsa

|
A a

< ° v a o v [y ad o &
‘ﬂ\‘i"“ﬁ’]'ﬂﬂlpﬂﬂﬂqﬁ‘@@‘ﬁULﬂqﬂ’J’]N?@‘HN’]ﬂiﬂNqﬂﬂlu Lu’EN’Q']ﬂfJﬁuqzrﬂﬂﬂqTﬂ@'ﬂLﬂumqiﬂ

D

Inensesaumutageasinlilinansnaaduisndn AUTanaunseiatunsnan il
a o 2 = 1% a © v < : o ¥ o o
vsnamdntldanuazduinldaunsadiuiuanurneniialdtoann lunssuaunisse
lanzlngianzed vt ldinsnafluflunisda azwudnddnsusefiuuuuden (Flood
5 N o v o/ a v b2 dg ad I [~ ;
application) a1anlliasiniinseaunni1ald lunsdlll A8nsuaaifiuuuuazeas (Mist

application or mist cooling) axilutsyizmiatinannsenistinenaaesiingn

717 2.16 mafauuuldarsusadiuuuuazens
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' o g L%
2.10.3 mwamgmmummmwmuge (High jet method)

v Ay

TwashalddnfdelinFaundrscuubn Agniaualne Pigott uaz Colwell

° o/

] < (=1 v Y Yo o a o d‘ Qdd’l ° < dld
LL@ZEI@N"]ﬂﬂ@’]EIN’]Lﬂu‘ﬁ'}‘ﬂ’ﬂﬂqﬂmlﬂﬂUHﬂQ’Qﬂﬂ@’]ﬂ’]ﬂu‘n’&ul@ 15UArRALRNIUNALANTN

ANSgeanlldefionauresinsin veanaldiduliviearsananin uaviniu (Water-

based and oil-based)

2.11 vAulaune [6]

a Q‘I .:; 1 =< v dl a ds( 42/ %

AOTUIIUNEIUNIINAWAT  gUuuvredAslansIiNATuAzIURE TUANNUUI DY
wrlans (to) TurnserenaslansinfanasmussuILiaey ANunTeAslanzas
anaall tc §msdINIEMdng to U tc Fundn Chip thickness ratio %38 Chip ratio
sRTFIuNAzNAYetNIT 1 1@NaluAnAALARIaNZATe LN TAARZLANFNIAINNITHALLIL
yuFRIN nszanszuaunisnisatuglasiliiiauusswinwingy wiasiiadluLizian
(Zone) gduuunsiaslaneiiaTwase anwuzrevAslansiinnIul avauiuilade
fnepau alnresdanildlunisdn  an1ezluntsdnsing suuuunisifinreAsians
anunsaunentsitle 3 wuuAe

[ 9

(1) welanziianisuandlududn natudaanilssuasuandne Aausalunissn

q
]
A A

ANFaUNIiaGN Reuulin engirsesiiasnegauny
(2) wnlavzeng foududu Ratudaguiies yuaienin avadalunissingands
a Q” n‘ v al ¥ o °
WUL wsn Rotuanuiiliey Tdusesins
(3) wirlanziianisaansniuiATasiannvseduiny adudanmiles yuAte
L7 < o s a .i’ dl 1l ¥ o a’l’ all
ae AansFalunnssinen Raguwauinlalifey Musaings uananiliaslansy

Aeerautislimuglinsresastansnifisaudagii 2.17
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1 2 3 4 5 6 7 8 9 10
.' .Is C‘) - g

2 E.%o e Mw
me e (G W) | &

ribbon | tangled |cokscrew| helical | long short spiral | spiral long short
chips chips chips chips | tubular | tubular | tubular | chips |comma | ccmma
chips chips chips chips chips

i _a g ] !
7191 2.17 dszmresanlansiiintuwiannugilsna

2.12 NSNAFAUAMHNLUNIEANURIFNNITAULLY (Model adequacy checking) [11]

a

% A 9o o
NIINAFALANNIANIZANTBIANN1ARLLLN RN S 3 Nl A
1) N3AAIIRIANLsEANEN19sindula (Coefficient of determination: R?)

wWuwAldeunaauaInisaaaannIsnanes viasaudsaassluannig
NANBEINIANNITNATATUNENITIU AL AIIRIAA LAWY Wiamaulsanu I dludndqu

wirle 1 R* Bsunnaunisfitadianuwmnizansnn wsilunialjiis iesandn R2faanals

a =

lunnsidasunias Ae Waina1wIumwlsdassluannisAnasd A dnlsadnalunig

o

peaula AldAANNNUFUAMAY (R ) Wnu

2) NMINAKDUNITUNAAMNIUNITANUIBIANNT (Lack-of-Fit test; LOF)

= o o

1 o X aa @ v 3 \ o  eay ya
ﬂ’]ﬁ“ﬂﬁﬂ'ﬂuuqz'Vl']’IluL'ﬂW’]:ﬁﬂ?mVINﬂ']?LﬂU'ﬂ'ﬂﬂ;l}@‘ﬁf] LLWN@@WﬁWiﬂNﬂ’]qu U

v a

dnazidudeyanlFiannniseanuuunNITNAfes HaIaINEaININITAuAYD1 TaeRansaun

u

RINAN P-Value 189 LOF S1HAININAGIAY @ ARUUALEY aNNNHAYNMNNZAN

3) NMIneaaLTEAAYIA9ANLTANE lUANNNINANBLAT A TSN DUANLLILTAY

(Hypothesis testing for regression coefficients and interval estimation)
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nsnaseutadiAyresdulssans luannisoaneadnlddniudunaugadine
neunazunannis il lunsnennsal IngazvinnisdseunnsAinansaingasnisiae 14
Adsznnniuuuqauazaassell inedeldiiadssloniigegalunisinlidscandldide
NIUANUTTNIIANNLLFUTIUIRIFIUTZNIUAINA19LAT AZA1NT0ANTUNIINAGAL
anuFigu waznisdsraunuuuudaeld TnevisludnliuuneaeuannfignuanizaAias
P ] o 8 v ] a9 s a Wy
Usz@Ansluannisannesdeazinlingudnannisaaneanainauazansaanglasonls
Gl ] o \ % ° 4? dll s 6 a

wra i damFunistssrnniwuudassinazniawivatsslaminnswannsal nedlannisnanas

2819918 NAZNIN1TAFTNE M UAIA N T U

2.13 NSNARBILUULANG-LLRULAY (Box — Behnken design) [11]

a

:d’ 3| Ao a a 173 ° o d o A
m@*nmamumumwmammuﬂa‘mwﬁmwLmzuﬂulmmﬂmmun?mﬁnmﬁ%ﬂw 8

| |
v

5vAU (3 level design) laeaniznsainsesnisaireannissaudsiiletiadeudlade ds
130704 (Quantitative factors) ¥4 1381 ANA LA Taalduannisaaanisnaaadaag

wlAnaGuasngnuIniuqaNanana (Central points) sauidnll

B
= ———)
o] -
be 17 @
*———-———E—:ﬂ%- ————— B e
d -1 Pe
//ﬂ/,i,__{_--,_@; ________
= &

717 2.18 nseanuuLLesnLULLBNg-lwRKARLLY 3 Faulls

2.14 NUNIUITTUNTTH

Tu3an19gaa1unssN n1sANEIReulanNI9sin(Cutting  conditions) Hqallszasd

d oo v o oligals 4l o oo sumh  ooe o .
welildRenlanisiniiangedasiarsantladaiin lnauadnsnissauansnei 2 fw
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o o

AR anwaznisldatsuaeifiu (Cuting  fluid) wazA1saulsfulunisda (Cutting

parameters) [12,14]

mi’lﬂ”imwa'@Lﬁulunszuqum?ﬁmﬁ«gmﬂa‘:mﬁﬁﬂlﬁmmmﬁmmL?qmaﬁmfgﬂu
MSANHARNW LazA LTI eE Y Titanium alloys FafigRanITi AR
asvaafuiuieniulunszuiunisinlngasinutinfiduinese s Lazneugaify
NITLAUNNIRAANNTILANANE 18T 30 % aeielsfann nsldansuaedunialdAnus
ALUNTIAY Lmi:rgmamﬁf?w,qmé’@u WAL NN [14,15] LLazLﬁaﬁmsmqé’unuwudw@aﬁq
17% mnﬁunummﬁm%«um WATAINNNINARBINITAAUANNATWTY (ASSAB DF3) fng
Aafage Andunuansvaedulfidu 7-17% Gegenidlediausudunuiiaga (Tianium)
fAndu 4% uaz 2-4% dusunnsiadeniindaminndr (AIs 4340) ANFUNUNITHRA
Fann

' |
a 17 o a o A

e ineadesiveidsanismnReulanisfinfivunzanAaniseanuuunimaaes

v

Taeldaanu

a

NAHARAL (Response surface analysis) WUen1snaaadidugasuuulsun n1s
ADNUUURIUUTTANNANY (Central Composite Design, CCD) LaznN1saanwLULaNG-tU%
ULAY (Box-Behnken Design) 1A8N151@@N3 801992 AA1TUIAINANUIUNINAREY N1FHIAN

\PTIaNs Anwouzaesdaya va4 [10,11]

A g

n1sAnmtladeidusautlssiulunissa Woun nsldsaussdu 3 saldud Aausy
n196ia (Cutting speed) 8Rs1ilaw (Feed rate) uazyniinfndtudng (Side Cutting Edge
Angle, SCEA) [12] Bngtluuumilsde nsldudsdudilnedsusanufafingnaunuda
LL@:Lﬁummﬁnmiﬁm(Depth of cut) Wld [13] LLﬁqﬁﬁmmmmumwmam(Design of
Experiment, DOE) #iae1lilsunsu Minitab, Design expert software salysunsun19admisig

7 wsiu ieai e lunasunisannes wazailumanuionanausell

nanautiNRatsanlaun uselunisinanuunu (Axial forces) [12-14] uaz A2Y
1793¥293TUIN (Surface roughness) n&an136in tairanairafluunuginuiauanay

(Response surface model) L@AIANNMNIZaNTaIN13 T Ranlens5s

M.A. Dabnun, M.S.J. Hashmi wax M.A. El-Baradie ?JGTﬂLﬁEIfJﬁ’Uﬂ'J’WMIi;“M‘z

ATUITUNAINIARTIAYINTFTERIT U UANRUSU AdFaRAsA (V), Shanisslaw ()
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LAYANANNSR (d) Fann1s R, = CVYd™a iklm AeAash [16] Wwidaaiu Y.
Sahin w8z AR. Motorcu lildannis R, = CV'f"d’e Tt n, m, p AeAnAsTiuaz e Ae error
Feldtinadafadnudadadunilsludaud sfunnfiansan dau Junakam,  Chansit,
Papichaya (2551) idanldaunis R = CV*'f°R *D*(Fy/F2)® 1ati RnFy/Fz #Aa Nose
Radius kA% SRT1E9UWIIN1IAATULUILAY y WATWAY Z YiTaFenanT1dau ussfitlausiauss

NAN ATNAIPL WAL al-a5 ABAIAIN

d; a o o/ k% | a o | 1 o v
WHanansuntlads sl ssiurasuiazandsanudwsazsanlsazilsznaullfqs

|
o | !

doyaarNAIAL AAN AINAIT LAZATEY delHianeseniseenuuunImaneiuLeg
Basim uax Bashir (2009) ¥dewlsndsuuylildansveeifiu dudsafueniidues
M.Y.Noordin, V.C. Venkatesh, S.Sharif, S.Elting, A.Abdullah“?i‘fnﬂ’l’a“ﬂm@ﬂ\‘lma‘ﬂa\‘lmﬁﬂ
AIs! 1045 wun/laildansuseniu uaz N.H. Emagrabi, C.H. Che Haron naaasaugiliagin

Millundaaas

o

[y o o o o o v A o o o
mﬂﬁQLﬂmﬂﬂ@ IuﬂQ'ﬂuuw QV]’]ﬂuu@ﬂﬂ@ﬂq?@‘ﬂﬂLLUUﬂ?:UQUﬂquﬂtﬂﬂl‘ﬁﬁQQH

|
b4 Cl

Reulansldansuaaitiu (Cutting fluid) AeReulalunimeaassaa 1.n130nlaeldarsvas
i 2.nssianunlildansuaaiiiu 3. mssimuuuldiiunnasvdafiutenfign sonlutienns
panuuuIneuuesulsFuluAise Ui AsA (Spindle speed) WazANNANUTERAGA

=2 @ - o o =
(Flank wear) "NL‘ﬂ‘H‘V\N’l‘H’l’Nﬂ"lT@ﬂﬂLL‘UUﬂ’]i“Vlﬂﬂ@\'inﬁ?‘ﬁ’\L\'i'ﬂull?lﬂﬁ‘j‘[flﬂ“/lLV]N’]:@NVIQ@I@EI
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