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

equation, there is about 95.24% accuracy.
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