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## 4770647321 : MAJOR INDUSTRIAL ENGINEERING

KEY WORD: CUTTING CONDITION /ROUGHNESS / WEAR / CUTTING FORCE / MQL
PIYA SIRITHAMPITI: THE STUDY OF PARAMETERS OF TURNING PROCESS FOR
CARBON STEEL ON CNC TURNING MACHINE BY UTILIZING THE MINIMUM
QUANTITY LUBRICATION (MQL).
THESIS ADVISOR: SOMKIAT TANGJITSITCHAROEN, D.Eng., 111 pp.

This research studied paramjaters of iumingrpm-cess for carbon steel on CNC
turning machine by ulikzing the minimum guantity lubrication (MQL). The objectives
were to find which {acfa@_nﬁéctm responses and o find the best cutting condition that
provides low surfacefoughness, low téor wear and low cutting force.

Under the study, Cutting paraﬁé{tem are feed rate at 0.15 and 0.18 mm/rev,
cutting speed at 150, 250 and 350 nﬂn‘ﬂn depth of cut at 0.5 and 1.0 mm. with cooling
condition at dry cufting, wet cutting ar‘ig:l MQL cutting at 3, 5, 7 bar. The Design of

//4‘

Experiment was camdﬁ out basaﬁ on 5 ygﬁpnnses. surface roughness, tool wear, feed
cutting force, radial cutting fﬂl’CE main cutting force.

- Al

The result shmue-d that, at 95% eﬁﬁﬁﬂe ntial level, 1) cutting speed affected all
five response 2‘} feed rate dnd not aﬂ‘ectyradmlacutnng furce 3) depth of cut did not
affect surface rolighness and feed cuﬂlng force. E:ul‘ﬁngd‘aondltmns that provide the
beslt response is al feed rate 0.15 mmirev cutting speed 250 m/min depth of cut 0.5

mm with dry cutting.

Department Industrial Engineering Student's signature ﬂwa}nm{a{:

Field of Study  Industrial Engineering Advisor's signature

Academic year 2007 .
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\fiutleuga (Minimum Quantity Lubrication, MQL) WnuLULANAN (Conventional or

o o

Flooding Application) azdaainlviaasuvunisnanaslaeseliaddny  wananas
FANANNALTILINNLTLRNDNINAAINTZLIUNITHAR ST AT NANINUIAFANNTNNIUNA

[~ a a % o ralld ' = % o dl
HuNATUAZIETNAT NN INAN BTN ATA9AIAN AN AL mmmﬂugﬂm 1.1

0 Pow e Cioste

% | Machine Costs

| 0 Coolant Sys. Cosis

0 hisl Colection Costs

W Chip Handling Sys. Costs
0 Labor Cost lar Machining
| Tool Costs

0 Cost of Delective Parls
| Coolant Purchase Costs
| DeEposal Costs

O Labor for Fusd Chy.

B Cost of Dow ntima

B Eviron. & Health Costs

e f
“ "14' i ..'

B .

o 1%8 |

Fluid Costs: 15-20%
AN Michigan Technological University [3]
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laws and
regulations

leakage flow

By

~ @

environment
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DRY MACHINING )
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image gain cobaiii cost Job satisfaction
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31l 1.2 dazlaminesnissnuunui [2]

lunsruaunIsAanaelssinnnuan Yaunnansvaeduraaifiuliaaiign

q

!
[ o [ o 4 =

(Minimum Quantity Lubrication, MQL) Liutlaqa@1Atu@11sLn19snLLLWIN N13Nazin

o

o 1 o

Fasanan 4 lunnssinasals fumalulagillldassasdaonudnlaluFasssunFunu

P e v oA o« Wy = = P Do =
ansuseaunaefiutiaanga (MQL) suldun 1) malulatinns@aansuaeaunaaifiu 2) 1iin
299 MQL 3) psiuuailagelunisfmnsne ATENHEAA UAZIATANANT N1IRANTEUN
avAtsznausieluszuy MQL egeddauazinliainisoussquadnsisiesnsld et

AN ZANIY ﬁmmﬂiu'i@ﬁLmzﬁmmmgmmmf



Equipment

- int. / ext. feed

Tools

- internal feed
- external feed

Economic
Dry Machining
with MQCL

Settings Machine Tool

- MQCL supply
- upgradability

- ail flow
- air flow

|
=

717 1.3 szuuaesBunansuaeaunaeiiutiaangn (MQL) [2]

a

Instulagiiludsnavndeyase Ard1eaztianagaslunisannisdnusaiia i
a o o % = = S = =
NANMIUssndAnAIUAfENITAARIIAEATIN  LHBIRINN9REARLAZNIRNYTRTBIHA
o 3| o O o o o ij/ % v ISU4 <
Anaziilusinaninanssougaasnszuouniarn daiududilanalnreddasluladls  fiay

dszauarngdalunislivilgnszununissinld avndudenaesnszusunisdaniiling

a a =X = o =1 dl o :J/ v A
"JLﬂﬁ"]zﬁﬂqqﬂ\lLZQEIﬁVquLL@Zﬂ@VLﬂﬂ’]ﬁ‘Zﬁﬂﬂi'ﬂﬂJ'ﬂ\iMﬂﬁlﬂLﬂuL’j"ﬂ\iﬁl’m patiuauiaslnglula

a

R 3| QI o s dl 3 v v s v d’f al 1 a o/ o
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ARALATTWINY Azt liladndnuseuaziusaulilinunn Rnsesdndouuazsaaumn

Y o = = - R A o o a9 o
1@ ﬁﬂuuﬂq?ﬂﬂﬁqﬂﬂﬂ\iﬂﬂﬁ'zﬂ'ﬂﬂ’ﬂ'ﬂ\iTzUUimﬁ‘IUI@ﬂ@ﬂNﬂquﬁqﬂﬂéﬂﬁquﬁﬁl\?@qﬁﬁ‘ﬂﬂqﬁ‘

Uszgnalld MQL 3191 10 wansdeszuuzesinsiulat

Contact
/ conditions \
= direct stress
Workpiece = sheanng stress Tool
* hardness - temperatures * properties
* toughness s = coating
* structure = surface
Cutting ASurface damageA Interfacial
parameters b d element
= cutting speed Er, 2 * none
- feed s s * coolant
= depth of cut {'] i , = MQL
i n Tribochemical § || ..

reactions
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LANAITUAZIUIENLINAIT DY
2.1 WUIAALASNYR])
2.1.1 ngzUaUN19AA (Machining Process) [5]

nazuauNIAAUNNEDeNIInIdALedanaan nsnndnAnlanzean nsldrTasile

o dl o %3 1 a dy s nﬂl v 1 a’l ai %
ﬂﬂLW@ﬂWQﬂ@QuLﬂuﬂl'ﬂ\?Lu@"JﬂﬂLW@Emeﬂlu’]ﬂLL@Sﬁﬁ“]_]?’lx‘i‘ﬂ@\ﬂ]u\?’]uﬁl’m%ﬁl'ﬂﬁﬂqi

Q k1l

o dld o o :J/ a a L = dl Ay adA
nezuaunsalungELIUN1INRANNED ELIVN@\?W’]M?EILL@SWWIMI@HLuﬂ\‘i'ﬂﬁﬂ&lﬂmﬁﬂ’ﬂ

o 1 1

1) WLé’ﬁmmmqﬂﬂizmm 2) m%’wﬁmmmmmLngﬂswmﬂiﬁ 3) ﬁmqmmuéﬁgq 4)

1 v
a ¥ o a

Qa/ v = = 1=l = A = v ¥ o
HaTueugavnelansning urideidena 1) Siawdagnseiaaey 2) MHnalunissinuiu

. = & - X AN e = o
gﬂcﬂ 2.1 LL@ﬁﬂﬂ\jﬂ?ZUquﬂq?[ﬂﬂmLﬂuWUﬂqumﬁq 3y 3 AENAR N1TNAN NITLRNY LLAZNITNA

Wiork Meprs uurbacn |' 1 el
Spaa MOTion | work | v
et

- - ] PATTIrE et

~ I 5 Mo murimoe
e !
Friutan = Faod motion
pworky | B i)

U7l 2.1 nezuaunqsnesmsneunugugfy [5]

2.1.2 (3aulun1s@n (Cutting Condition) [5]

'
o o dl’Ll?}

nsnavfiunszuaunsin ldiasneumaalunnIiAndag lideanisaanann

HoTuanuiadzldimaanszuan vyuluuwiunuaesduwag IadnazgnilewluiiAnisun

WNUMHUTWIY AdREasat lunsnasarlaNdNAusTUANEFRR AN 2-1

N=v/zD, (2-1)



Ime9 N (Rotational Speed) = Aaiiganlunnsuyy (sa1/und)
v (Cutting Speed) = ANHIZIER (WAS/UNT 913D WR/AUP)
D, (Diameter of workpeice) = WUNIUAUENAWNIDITUIU (AT 1130 ¥5)

=2 Q” o % ] g Qy A ¥ 1
miﬂawu\‘nu%mﬂuLéfumu@utlﬂawsﬂ@\‘mu\‘mummmﬂ D, aa D, WUNIU

Autnananauanitianmanlunigsia (depth of cut, d) TeAruanildainaunisi 2-2
D,-D; = 2d (2-2)

! [ % = dl dl o @ A 9 1 a a =
daudnsnnistlaulngnnngnnazidaadusnsndodadulumiog URALNAT/UIN

vide BTl daqunna 2:3
f=Nxf (2-3)
o f (feedrate) = dmnanilausninmeidu JadLumns/uni visa faslaund
f (feed) — gpannetlailn Tadnesey vie tndesey

[ %

v
8R31N1TN1AAI4R (Material Removal Rate, MRR) ﬁqumﬁqﬂ?‘mmm@ﬁm%mm

q

dl = ] I = 1 | = = Q9j = o %
mgﬂﬂmmﬂiﬂmwmfmm Amdaenily au.an/An?d vise audoan? azAtuamldann

ANNN9TN 2-4
MRR=vxfxd (2-4)

Cutting spead, v |ANHITIER = Wekpan frgrll surtecd)

It

 ANANSA
Dapin, o 1

e e Feedr  AmITlausA

771 2.2 fadeisina-lunnsdin [5]
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Aafaaunsouiivtssnnanuladnglszasfuaziladelunisdnlneuiadusmuuuvenuuay

FALLLAYIALA

AN9199 2.1 N2ZUAUNNTAALLNL TN WA IF ALLLVENULAZ NI ALLLIAZIALA

szinnnisan . - . ANLER
mui’mqﬂs:mﬁ ANLslunsilau ANANLUNITHR Tunsde
4N 4N
NIAALLLIVENL (0.4-1.25 mm/rev) (2.5-20 mm) rﬁlﬁ
(0.015-0.050 in./rev) (0.100-0.750 in)
i1 fin
NNIFALLLAZIDEA (0.125-0.40 mm/rev) (0.75-2.0 mm) 49
(0.005-0.015 in./rev) (0.030-0.075 in)

2.1.3 ngudnisinatAslanslunisaalans (Theory of Chip Formation) [5], [7]

neuddnluanniluadanszuaunissnlanzaziflugluuneeuu@n (Oblique Cutting)
fegn 2.3 Tedudensianisaweazit - wisasanamasaldgluuunissinuuueaininues
(Orthogonal Cutting) ln139tm3129f e Teazniliaranzflidineaunnn draufnaeslnmq
14

ANNAURANINNITARAUNNTTIauaznN I AINNTDAANNTIAIIEAAN 3 AN UAaIRE 16

fagn 2.3

1] Chip-Bowargia

ol

Bank laow
Waoekplece Fogd -~ 4 : <)
VR | e Wb
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Tnefionuuds  giluuunsdneaininuea  azunnefnsldandnnesinfinRauss

v
a

v Aa -&l dl = o = o A 9 [ o Y a
AINNUNANITLAARUNUADAIN AL A mmm:;t:a@utmiﬂm@mmmummﬂummﬂtﬂ@mmu
AT G (Shear Plane) LL@5‘171’1guﬁmzu’mmmaﬁu\ﬂmﬂugmlﬁﬂu (Shear angle)
a A | a dl o a ] ] % o Y a
mmmwmuLa@m:Lﬂummmwwa\mumﬂ@mu”Lmygﬂ"LﬂﬂsLumimm LL@&‘V]’]I‘MLﬂ@ﬂ'W?

wWazuguuuwanasn

Chip — Toa! f

e Work —

[ -+=— Work ¢

917 2.4 uanan w 3 FRT89NI9AALLIL Orthogonal Cutting T9xasanlFLae 2 JF [5]

Awdugluuunisdnuuy aalnlnuea gUsNBaNHARRANNNIOLAARLARIEINN 2 1N
AD 3NANE (Rake angle) uaz YNMAL (Clearance angle) JuANtaziTlufaNIAUARANINIT
wasunvasAsnaslan: douyuvauazifuynsendngionay (flank face) MURATWINUA
1 =X 2 dl a é’ é’ ar dl
tuNNINaAs. JtukuuveAn lavziiAsTuasAuiuA ininzavAsiany (1) Tuaneh
AR TAUZINAINDFATNIZUNILIReYN ANt lanazanauiy t ansdou

) o ~ ] 3 . ) = - L e ) < NS ]
TEUIN to nuy tC L78IN90 Chip thickness ratio #1978 Chip ratio aRT18UUATNANUAENIT 1

AN

TunisinaAelanzazelungsinazLanfA1aINNITAALLLee I inuea LNTEIN
m?zmum@mﬂﬂﬁﬂugmﬂaﬂﬁﬁm‘umzm‘uLﬁqﬂu wiazinialluLznns (Zone) guluuiunng

oAl NNATIWATNAaINI0uAAlAAIgLN 2.5
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i 1 14
71 2.5 madswAlanemniaTuaslun196n [5]

- — T E o N 2 da X a A A &
UANAINNI9IRAUTNIAA lWHedanLd  SelnisReuiiinlulTuMauansdae 1l
UTIUNITRBUITNINNRNAIE (Rake face) uaztAmnaslany lugld 2.5 THuansliiiuns
a A all a d? 1 % dl = 1 a A o o dl .
130RRMINATRIUIZNINNITAR TEUNT LTRUNIT@eaUAAUN 1 (Primary shear

zone) BaT LFNNNTRBUANALTA 2 (Secondary shear zone)

anwnzaeArlaneNfinaul azauiuiladasiepdu alinresdanildlunisin
anazlunasinsne sduuunisiiazearslanzainnsouentiiiu 3 uuude
1) wnlauzifianisuanidugugn nadudagiulanzuazunndte annudalunissn
° Y Aa oA & i 4 A o
A1 AdNFeunfnfg AaTuanulin engrTasiafnuny
2) wnlanzenn doududu Manudasnmitan yuaauin ANEun196RgINg
a Q9j dl v ¥ o °
I ETE R CATN Y P TC A TG [TENT Tl
3) wslanzifansuaeuFniLINAARTaTLINL INANUTaRIWten yualelan

[~3 o oI a a’l dl = ¥ o
AR luNFReN RoTiuanui e lmay 1Husdngs

-jll dl a 1 v ! Q‘I a2 d? v dl
uananiArlansiinaeauivldmuglisaesmstaneniinaussgilin 2.6
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9117 2.6 Usztnmaasianlaveniianuwianugiling [7]

2.1.4 ANSaUNARIUAINNISARA (Cutting Temperature) [4], [7]

nszLnunsinlangazinlviusnainadnm 1 uay 2 Wenislasugiluuunanasn
(Plastic deformation) ﬁqgﬂﬁ 2.5 mmzwumnmﬂﬂﬁﬂugﬂLLuuwmaﬁﬂ%V‘iﬂﬁ’Lﬁmmm
v a o dl [ al al a = o a o ai
Fau U31UN19AaN 2 1HRNN9AaAALRAR A NZLURIAILTEIN AR 91LTIMNIFATN 3
A al al 1 Qg, o Aa I dl a % Z’/ dl 2 ~1 dl
ABNTAEARTLTNINTUUALEINAL  UIAINNITRIN TN AANNFa TSR LA A I TIW gL

2.7 une 2.8

Secondary rona of
deformation

Friclionon rake lace

Primary rons.of

317 2.7 1BuniinaNFauahn [4]
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7117 2.8 dadauANTEUNAATUBULFA [7]

anwdsui g liauelunisnszuaunisdnlanenudn 60% azgnldlunisnlas

LM NMIFRAIALT 1 uaENNIFARIALT 2 BN 30% azidanwasanullugiussdeaniu

a

MAaUuRaRe Bn 10% azidelillugilusa@aaniuninauuionay

I~ & W Yo o A = a o oAy
“’Vlﬂgﬂﬂ/l 2.8 %muimm’mmmwmu’mmgmf«]:mmﬂuLﬁ‘i:rTszL@zLﬂumum@u
-dl o A 12 v ! 1 o Qw
mgmmm‘imﬂumzmummWﬂﬂmfm ﬁ’J’WQJ?’ﬂuU’]\?@Qu@’mLﬁ‘l‘_‘ﬁ:@ﬁﬁﬂﬁﬁﬂ’]ﬂL‘Vlllﬂﬂ\‘iﬂju\ﬁu

wazRARR tNunENdudassuIelaRanULAE ANy (Tool-chip interface)

2.1.5 N15ANKSAVRINARAA (Tool wear) [5]

TUN3AATWINY NAFAATFaINUADLILATa M RNgeluIzudenI96in Husesn
wnAull agildladaunntinled §igaunngiluntednguiuld. Aazinldiindndenuas
@anliia wmalulagduiasnazlipudrdydudssisunan 2 deznnske Fesdianild

Y v
= o o o

o . ~ @l Al o 6 o e = N o
NIUHRA ﬂLL@zgﬂ?qﬂﬂl‘ﬂ\‘]N@[ﬂﬂ ‘V]\iuﬂLW@W@:quﬂﬂqﬂqmﬂﬂNﬂmﬂuqu AN LAY UUBRIN AR A

1
1 o =

NaTulFAaea1manan©) 3 aL9AIN1I19N 2.2
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;13199 2.2 gulununisdngeaesdasadulhllfilasanavnfssaliil [5]

siluuumsidane ALU6) HA
1. Fracture failure BN QTG IGINET LATDINBEAALANTILN
2. Temperature failure GRNEFI LN LATDINBARATEAULATIAY

el RGNS T DR HE PR RN

ANAN

3. Gradual wear AAnN138nNa89ANGRA afaazmeliunagan i
Wsz@nsnnwlunissin
ARRY LNANNTANBENITIALEY
AATNUUAIAN N9
wInazAfNEiUAINK

a

@meilaganguuni

a

nNsanusateslasAwuUAesluAasll (Gradual wear) Az lAAN18NUTaTN 2
o = a é’ dly a v a dj = 1
AAUATIAE IATUNANULUIBIRIAIELAZATURINAY T9FaNTT crater wear uaz flank

wear AaLan g 2.9 uaz 2.10

. Flank wear
banawidth-(F\W)

| &

Crater wear —

% - —— Notch wear

Noga radius waar

]
o

3117 2.9 uansN1s&nwasiafin MuAunednAtyaainaiiaseadn [5]
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FRUANLURINAL NARINATRLARTENINNTA

o o

2 S = 9
AANUTUINUNNAILLA

MNAULU

FREANUURIANS

o A o

nnanniaslanzgiuiaga

9117 2.10 speANUUHAA"Y (Crater wear) UAzIaBANUILRLMAL (Flank wear) [5]

£
v o oa Aa

13FNURINAUNNAAINNNFALARVBINAF AT LEITUINUAL 9N AN Ia9Liie
iy Lo o 6 v a 2l o Yo ~ \ =
TFuuEInnIfule ez lifnresdniwiuledn 13Eanq19088nUIN (notch wear)
ANULFNUUBIRIMALTUNALFINL nose radius 131380191 nose radius wear T9azLiiwlé

Tugiln 2.10

] dl o v a =X a a o o 1 = o o =3
ﬂ@iﬂL‘]’T\‘i"]‘VW]’ﬂﬁLﬂﬂﬂ’]ﬁ"&ﬂﬂﬁ‘@ﬂﬁ‘mm&l’]@&lN@?Zﬁ’)’]\ulﬁlﬂﬁﬂllLﬂl‘m@\ﬁ@‘lﬂg LA

Ui dudasendndndniuiemuiulusendnaniedin asunsnagy1Ffmnsen 2.3
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A19199 2.3 Na AN W RANNaNuauul s [5]

naln AR A
Abrasion | aunianwisresduinuazyiniuedouaTasia | Mnliifnsesdnuuiovay
FnARETTUQARABANNT LazsaeAnuUuRaA

Adhesion | Tauzaasatiagniniiatiunielfiaaudunas | ieses@nuzouionns

HIUUNANES

Diffusion NANNTLANDYABNANIENINNauNI89dan 2 | M liiiauuRaRY
11n avnanaasinfnaznell AvNLTsanaq

mlsdnesanala abrasion WAz adhesion

Chemical | ANIBIRAGILATATUNY NGazTin i INAspLANLFIURGATE
. a aaa a nl/ o 2 Ad' A o 1
reaction Nalffsen eantinduazinlifinsesiadngen
a9
Plastic A UNNNNAILT I UANAR ANARazENaauy | Mnliiiaseadnuutonay

deformation | gtlutiunaaasn Mnliirasenisiiangin

abrasion

=3 i’/ a N~ al 49{ dl % [~3 o
nalnn1sdnusans 5 wuuazifalfiigeauluaningnldannuiialun12sn

497 IneiannzaeineBenalnees Diffusion Az Chemical reaction avENiindNeNgnmaR

6N
k1l
2.1.6 218 1RLATRINAAR (Tool Life) [5]
TuanEANIa9INN1995 na lnnsdnuses 1 uRiafdnasldnaNNN Iy
v o o ! =2 IS v o o Y o dl
AYNANTUSIEnINNsAnusevelinfniusTaznatunsiauans ARy 2.11

a

ANANAUS gl aziansiesauRnuuRanaL  (flank - wear) W& wiLses@nuuiinane
(crater wear) AaziAATWIUANHULIAENTY T9U89nN19AaNUTad N s wL9aan IAlW 3 D099

Aag17 2.11

Tun1sngzuUnNIFinaznLdIN1Naz 1T AT asn Tl FasaunssyiaLde nne LA
i o £% 1 1 dl dl o 1 v a % o o/ £ %
AaguAUlFAN TN I uEeeNanAn  IWIZINaINaLANLAY  nsAuNAsA LAY

widaudnazin lFannandnfuazaun naesduuazfeanunlinsoe - Aaiuasld 14
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it ln12adulalunnlasuinfafe lEAN U898 ANUURINAL [UENANTALANLIUND

PALWINTL 0.5 NAALNATHAZNNINUALUE AR

A - Break-in period

I Failure
0 AR Steady-stale wear region =4 region

Final

fallure
E Accelerating
r- Uniform N wear rala
] R
?. wear rate
=
=
)
=] |
(=]
o
Hapid initial wear
d & L L5 = AR - -

Time of cutting (min)

dl [ o [ 1 = = dl o dl [~3
917 2.11 N3 ANNANRUS IxMd 19 IUATBL AN UURIAELAZLIAT I lUN35ATNIANLEY
RN (5]
o g vo o = S . oo o
nuaisinee) AdduTuiaenent1eATedta fniAYl
Adl dl A o O
1) wafiAIeIlefnTge
2) pIasANUUNAUAL (flank wear) fagimn
3) ABNAULATENNE NARBLIAAINNNALING
4) H@sansrulurnzniniswasuiladenisdin
5) wrlanzndnweadteTudy; s liunausnfanisin lune
6) ﬁq%mmﬁ@mmwéhm
7) EAaglunassnAN L
8) UUANNANUIUTUINUAN 1A

9) duanaR 11N 19FRRINNA
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21.7 'Yﬂ@m'*ﬁ'v‘hm?mﬁaﬁm (Cutting Material) [7]

= o ¥ = [

HesnluganaRavsiasANulegs Fuusanssunnlan nusedisead wily
a 4 A o 1 1 = o a a
pduasaudanniantRfainasldarnnsonuliluiindnatinmes

1) IWMANNAIANTUBULAZIUANNATNENL1UNA1e  (Carbon  and  medium-alloy

|
a I %

steels) wanndafueiudanniiunngauazldunnluwans fid Jasenniain

q

= o !

wannduaNunasazieonginfnazuiundt Daudandaniiazisnangnudaduldnuls
8 uidrAnuduaznIanURanIsanusenIdmiLNIFANIANEIgY HasinTiiniiasld
ALNUARNAINIEIFDUAN
2) WANNA199Ugd (High-speed steels) lduanlususnAanuiiiseugs nuse
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8) lauaus (Diamond) nusani1sanusalen auANledslEiLNIUNABINIIAIN

=
AMRIEIRIAN
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End cutting edge angle

(Tool Geometry) [5], [7]
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2) Side cutting edge angle  amuIdNIEENNLRsER AL 1l TaTuanu

3) Side relief angle Lﬂuiw:mﬁ:mwLﬂ"'}'mﬁ@ﬁmﬁuéumuﬁ TPLAN
4) End relief angle Hussssvinssudn e AT UT TR ALE
5) Side rake angle TAuRAn 1 lvaaeAslans

6) Back rake angle TTeAURAN9lvazeAslany

7) Nose radius (NR) AR ALY
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End cutting edge
angla (ECEA)

"?f o’ Moso radius (NR)
|
|

|

Sida cutting =

edgeangle [ —

(SCEA)

(a)
Side rake 4
angle {u,]f.'!—- |
|
] A
Siderelel | | | End rolial
angle (SRA) -+~ | angle (EAA)

{b) Tool signaitine: u . i, ERA, SAA, ECEA, SCEA. NR

91171 2.18 nsnuueAyanRinasiagia [7]

2.1.9 ANNEINITO LLN19AR (Machinability)
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2.1.10. AANNLSELNA (Surface Finish) [4]
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WAL ANMEUANIIAAINTRETMINAR IFAINNMNAUAYY cutting tool AINGARAE
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Magnified view at 0

917 2.14 91882BEATDIAITUINY [4]

2.1.11 g1svaaLEy (Cutting Fluids) [5]
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LIS, Utilization of Cutting Fluid
{1 0 gallons annually )

Soluble Gil
46%

Straight Oil SRt
pot- 12%

A Michigan Technological University

717 2.15 dadauns’ld Cutting Fluids Tuiszinaauigewssna (3]

2.1.13 nisiinenvaargulilldanu [4]
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2) nsuaafiuluLuazeas (Mist application or mist cooling) ﬁﬁmmmfﬁu%gﬂ
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Tt Vb Michigan Technological University

51l712.17 N34 Cutting Fluids Wit Mist application
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7117 2.18 3% High-jet method [4]
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'
a

wlsuiiesanniadel + aanslsdulnesssuanfivasdea aunsdonainldandefniiin
mmLLr;mm'”mﬁum@ﬁmﬂaﬁumm%mmﬂmmmmmmLLﬂaﬁuImﬂﬁimmﬁu?@ﬁ'L‘?‘mdﬁ
ANNNHANAIAKLLIAN  (Random  Error)  aesdeyausiiedatiuneausiitazunainiady
(Factor) uﬁqﬁﬁﬂmﬁwmmﬁ@fﬁ"ﬂﬁﬁﬂﬁlﬁmmﬂmmiﬁu FedupnuuLlsiuranuaiAn

=KX o

Tuiufeyaastiesnanannadesiirdtnasassnanaresdioys

fladenAnadaaziansnarannuulsfuaesdagadalsdnilugawlsaass e

' o zﬂl [ 7 -dl o A <3 o a o 1 o g
nasiemulanin Jaiudeyaiisdnuasaiiumusunn saudsdaszAsnainaslaifian
a 1 IS I dl = 1 o o % o 9:/ Aa a 1 o
WEUARTAaE ) ANTeTENINsEAL (Level) vasiiade thiladusiu Nangnasemiutlsni
AivwiazszAufasinasedutlsmuliviieniu  nsinssiasinlaanisiinimaaey

. e ta e P

(Treatment) NUUAANFAULLIAATENAIULITANENRMIAIFAIULITA NN ATUANNNNINARD S
i’/ ¥ o° 2 1 all a 49{ ! :j/ =
Py W lUAins g nul st uninATUAINANINUANG 19T BN TNARBITIUE

@ o o A 1 dl = o o a o dl dl ! v Y
UEIAN ﬂm‘,ﬂi"rﬂﬂ WawmauiuANlsiulnasssuanfaassaulsnu LL@%LW@VI@Z%QHIMQ
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A AT aT U UNANNTA AL lFAINN1IAaaIRI TN L ARININI NN
(Replicated) Hlfauaudieyanusaznisnaassuinne nspenszauaesilads diflunis
o , v
lzadgtlutiaasnimaaedargnizandiuuiuanzas (Fixed effect model) wanlgain
kY a a o d‘ o dl ) 1Y = o
nsnaaasazaglifianizansnasesiladanssiuminmegsy  usdinisiensyaLves
fladeiiluniamenuuugu gUuuuaesnimeasuazifluuuugy (Random effect model) Ha

Tfannnismaaatazaganinalaasnnasilade

WANN1SRY ANOVA hunnsldmnnuulsdsusndasziie RA. Fisher l4¥anns
AngzrirNwanse  lagdnatiuuanAtesNeania lugtresAtAnnLlslsaulAduaN
aanuuanuuanseeias) 'Q’]ﬂ‘ﬁ/uﬁﬁﬂQWNLLMﬂﬁi’Nﬂ@H"]&MN’]Lﬂ?‘HULﬁ?;l‘i_l fAu
Lmnﬁhﬂmﬁmmﬂmedwﬁ@ﬁﬂﬁqﬁuﬁm@ dam09n1sld ANOVA flunisuiiloyvnnng

WaaadANLAe (Inflated risk)

= 4 = o ;il’
Tunsoinag Single Factor Ng‘]_] LLLNIINAADIANL

1) Complete Randomized Design (CRD) wixnzd@uiunaz 14y Uncontrollable

)
A ' o s 3 =< o o )
Factor mmmmiuimuﬂ LL@%VLNN noise factor NIINA[BNATLANANNITNILLULAN LATNIT

NE
2) Randomized Block Design (RBD) §i84:n139114uNA3 ¥nd19)nn1svnaanss
wazin1INNLAeA

3) Latin Square Design (LSD)

Tunsad Mult Factor H31luuitmiavnasassil

1) General Factorial @ldAunTImeaasny 2 tladsaull 3w lfiiauaues
a a ! . . a a o n dl a a [ A dl
ANTNATIN (interaction effect) LazaNINaUAN (main effect) BIBNTNALAITIAREFINABKAN
netuannidassuiiadasuliudmnldensng  (effect) aeasdnilassniladsuuwlag
fagl

2) Fractional Factorial Design
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2.2 L ANAITHARTITUIALNLNLIURY

N.R. Dhar, M.W. Islam, S. Isla, and M.A.H. Mithu (Il 2005) [8] lenN1sANIE

aa 1 <3 ¥ dl aa} a o ] =K
N@ﬂizmu%ﬂﬂﬁﬁﬂ?m'}m@’]ﬁ‘ﬁﬂ'ﬂLﬂuu'ﬂﬁmﬁ;mm@ UUNNNNAVIUSAA gﬂmmmmwﬂmimm

9
LAZANEFILENTID9TWNY  TUNNINANMANNAIANSUaY  AISI-1040  Faaladnanflus
(uncoated carbide) WrsBLAINIINAILLLLRSLATNINALLLIN AT ua e fiu
WLANAAINNT MU AN TNaBIINTANAAAINNIDAAGIUUONIUEFR  RNANITHLIRY

- Ly L XX 2 s X g . o
2997118 THAUTLIANIEaLN IR ALAEERINT9TlauTUIY wenanTlAENAYTanET
Iinaneurhield innasaefiutiasngn  Awunisldislsunamsediutienngn
AHWNYNID  WANAMNAZTIANANNAWNIN UNIFANED  fetraainaniniandannig

o dldd %
NWNIUNABNAIE

N.R. Dhar, M. Kamruzzaman, and Mahiuddin Ahmed (1 2005) [9] l&n1n13AnmA
UNUNNIBINITNAUUANNAT AlSI-4340 ﬁqaﬁ%ﬂ?mmmma’@Lﬁuﬁ@ﬂﬁqmﬁi@m@ﬁﬂmmm
findaAFlus (uncoated carbide inser) WAXANNBELRNIESTWTIANEINIFALAL
ﬁmmn’nﬂ@u%umu&hmﬁu npanldiEdinnamaefutesigaauninandnansin

weavesH AR LAz AN TR AT ULR IRl annsnagUididudedesielli

1. AN9IOUIBINIIAAALEAE MAL ANdIRaLuLuHILATIULEEn (e
MQL axsnangamianisinlanandd Gz liansinaesinfida pdnuiasnaslanzan

e lAt1Ad

o \ = N o PN N o oA
2. -15'MQL ﬂQE@@ﬂq?@ﬂV?‘ﬂm@\?NﬂmmLL@%LWN@’]E}}?@\‘]N@W@ LA

W UL UAUNIINAUAN AlSI-4340 FneMaLuLITentaz L

%

aa o ng % dd%’ dl = =
3. 18 MQL wﬂu@mmwmmmumu@mwmmmummmnmmnmmmm

o o =2 = o dl o & = o al 43 Y o O 4
FIANARAN @m‘ﬂmmﬂm@mmmmmmmmu@nmn%mﬂummmummmmmmmqmmﬂu

NARNINABINITAAUNNAUAE 1IAIANNAINITDFATUINUFILAINITINNAL

Tae Jo Ko, Sung Ho Park, and Hee Sool Kim (ﬂ 2003) [10] NNN9ANHINAlNNIg

NnayNIAL1sT0a 1T NNIINAYINLITZNALIANE NNIUHUTBITUINY NIINTEUNNTBIANT
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PAAFUUUTUINUUAZHARA N1TTMELAYNNTIAILILLLARAN ALY NUIAHLETATa1 T

k4
ﬂ’1?MHM%M\?’]HLL@Ké/ﬁlﬁ‘qﬂ’]ﬂﬁﬂ"ﬂﬂﬂﬁqﬁ‘ﬂd‘ﬂ Lﬂufl HANTZNUAAANIINTULAZIU AR

|
A I ] [ % '

aynauelsten  WaA1seAINaIiNTY  1adusinuguanafeftresenIAazEs
! ¥ ¥ < QI 49( da/ % 1 U [-3 [ dl ° Y a
anad daupdudufiaziinay wanaini Tae Jo Ko linanadn dsuidundniivinlinifia
ayNALe lITaaABNIUNUIBITUINY HanIsAnELandlifiudInalnnisiaaynALalsTe
AAINNIINARBIABNIINITUNNUIIANINADEBLIUNARALATIABNAITANE  LATNIIUN LB
A etlwlafinn lunisndsadsainisanannlédn nalnniafineyniauslsseadouliny

NARINNNINIZUNNTIAN VAR UL LN AR ALAZLAEN A AN

J.F. Kelly and M.G, Cotterell (il 2002) [11] lsiansmagatasnisdszynsildans
waeLuANEREsN]  INENIANN9EN1INIIRATINIZANNAA AU TN TN TTLAT
agiitlanuan J.F. Kelly wizindnniaaaiiingsndnaniaanzaas duuulsunuaisvaeifiu
eangn  Usnnauansuaaliui lilunszuaunisianzeeedaias s unuriesunnilemey
Aunissediuuuuilen  AaneuddEnUdIsIuninITinan  Wsinuamaeifiuuay

ANHAUTBIANINABLTIUNLANNZANAZYIN [B72 1890 A Ang9g A

A.S. Varadarajan, P.K. Philip, and B. Ramamoorthy (U 2002) [12] l&tlszensild
ansvaaifiulaanisandsnasifiudasauigelldnBnmunisdnanenaunanguuds
AEEMINNTT IaTeaTVaefiuNTesNINLUINNN 2 RARART/UNT ANITOUTIBINIINALT

IisaensiiiatlinFampauiuwundanussuuuwisasnsaaglfasi

1. - AnssoulnasineesnFiafeens HTMF wilendnuuu@anuazuuy

vy v X ye = o A o X o 1 W uY P
bbUAN VN‘H@i@@qﬂLL?QV]I%IMﬂ']?m@@@@Q @qﬂ‘mﬂﬂﬂﬂm@uqu"ﬂu AIMNLTELNITUINUA

v o o o

ARIAUNNIANANRY QRUUNNIUTARLTINUNN AR dNTaTLAENATanzanaq

Qddﬁl o v J < IS U (54 =
2. Qﬁu’&q&l'ﬁﬂu’]&l’ﬂﬂLL‘Vluﬂ”I'i‘VI'ZQ‘ﬂLEIuLL‘]_I‘]_IL‘]Jf;IﬂLLQ\‘l’]E LW?Wziﬂﬁ]@QNﬂW?

v
a o

AnFYgLINIRliNNANENNINLNE
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3. nnsldanvaasfiuliuintas Uz 2 Aanansaniaznaiians
1 [~3 1 1 o %’/ al % : =3 a v o a
naadudaulunisome AuiudannAeuudvauuazidenaslanzasiaanin mldldinia

Angluidlan

Keith H. CAUSTON (1] 2002) [13] nuadeil Tiansdetloymiinannszuaunig
AALLUWNAMTUAAINSARNgIuasTRIuAN s dUdan 11y woni@eguInawsnyin
a a o & = o O ¥ 1 dld 1
negitlendaased  InaAnmiiladerindnsnennanssnuse AN NTeINIELIUNNT
NITLIUNNIAALLLILAIYTEZa1A (Dry or Green machining) MSUAMNRENANTLBENS
NNiaaINinIsA it INLaenitue v AMIAAaN NI WLdIgRAMNITNEY
T ldansuaaifiugy  Unapdeililiinouaniduiinidn  gramnssumaniazfioaids

v
°

FuNUne AU MTUNITLAUNIFAlsENanl 16-20 i fiauuessiununINGn

©

v
%

YNUNA

a o o

Kenneth L. Gunter and John W. Sutherland (’ﬂ 1999) [14] NAtetineadaariy
N1TEANLULNIMARBNEATIaa UsEALIAN dNTLIRIAzas s saRduiAAIN
= o ] o I dg/d o o dl ! Y ! (=1
NITLIUNNINAINAN1ENIARFANTAY  NaLTneilasananineliiinazesansvaesii
sz lianunsnananAlgaasmunalulatinisrauAuazessamaaifiuld W sruu

nsagenA ginsnifsareas asinwsslualvaaifiunldanniainazeasy nan1sRanil

¥
N6 v & '

i vimummzmumiﬁmiwzﬁiﬁmmL?‘ngmiu naende nen neediu e ldaanaiie
savlumamyuinasinlfiinazeesiosauazidunisanpanidesiequnineesauey u
ilesmnnissnlanziiennasageaziinlinannmassnsziaunege faunisanaauidalu
masafiafiazanazans avhinonndaiumaNan AT AERT muﬁﬁmﬁﬁﬂé’s{mﬁu
puaulalifinasinldennnszeandatinmstiungianisldansvuae fuieant Suo

ATARN LUNILLIUNNTAA

K.H.W. Seah, X. Li and K.S. Lee (U 1995) [15] fiauaufanuaauimeiin-innig
Tdansnaafiulilinildengaesdasmnunuauanalil damiaasaninuiuipanaainnisldans
1 < 1 v v < £ 1 o v o 1
waaifiuazdnnan crater wear WHNuANTeY uazaraazdaeinliAuiwes crater wear
= ° : o o = o § = =2 X a X PCK
WauAuMiseananlaneuelngn  Teazvinlisesdnusednauuazianay Al

wiussaesiainanasnn  nsldarsnaaifiulnaanizetweenanudings) Aazyinli
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o

flank wear Wis@winiW neldaniazuvetneiu nsldansuaeifiuienaaziluamn i

o A !

o = = 16 & ! < & v
'ﬂlﬂﬁ"m’]’j‘@ﬂﬂ‘j"ﬂ“ﬂﬂ\‘mﬂﬁ]ﬂ&lﬂ’]N’]ﬂﬂ’]’]ﬂ’WﬂNl‘ﬁ@ﬂﬁ‘ﬂ@ﬂLﬁluL@ﬁlﬂ1ﬂ

AONUUINYUINNS )
ANRINITUNINEAE
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28U UNN5IAE
3.1 N1gaanNLLULUNITNAARY

[ % & a e A = 1% % Ddé’ ¥
TrnuszasFreenisidenenisfneuazRmuInIeinlihaulnen sz nld
Punuamsadiuipaigauaziiednsanduiusaasiaulanisfinainnisssynsld

[ %

AN9NAALEIUAQEAT MQL NHNARDEAIINIIANNIAUDNNAGA ANNIETELRAITUINY LALLINGR
1 v 1
a g

v 14
Mina patiuluniamaaesasiinisulsiuladt sinaNdenasiand N FHLHI 19T WY

ANHANNIAUBNNAGA LAZLIIFA

3.2 n1staanilaaanldlun1snaaad

iaa a 1

3.2.1 1AaNNANBENAARANNLFLURNITLIU

HafeiTavenadaAIANGLURAIR TN ANANIOR ALAYLIFARNNTD
dnuuneanliflu 5 dademdng 2ldun

1) faseiiinsanna (Man)

2) fadeniinsannirsedans (Machine)

3) ﬂ@foﬁ“ﬂlﬂmmﬂfmqﬁu (Material)

4) fladeiiaeanisnis (Method)

5) {ladeniladann@euwanaan (Environment)

a o di/ ¥ o v o dl dl o o a al % dl
QWU’)QEIUiﬂﬂ’]M‘LA@IMﬂ@QE]Lu'ﬂﬂ@’]ﬂ AL LATENANT  ANALU  LAZAILIARBNANN

aunsnAruANiladafana1ale Mistiverinnisdneneiiadeiiasainisniaiduugn

3.2.2 nstaantaaanld lunisias

o N o dl ad 1 o aa 1 = a
ANN1TARALAANTIARELLAIRINIENT WUINTIRRUNHHANTIZNUADAINITELHNA

v
a

T ANAnvseNaLazuaesn dailutenlaliunisnaedueu (Cutting Condition) Tl

WA TADS NN TN AT LA LN TS U LE et
1) angteausin
2) ANLEIFA
3) ANANGIA

4) 33n7vanLdiy
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3.2.3 NM9NUUATEALURNL A

nnannuuaszaLaedlads (Level) aznmuaiuiuuaan Tnaendedeyadnaiia
Ao ¥ a A o o ° = Y Y ° o
LTI EHARNAARNLUzEnaIndleanisldeulnfn ine e Lo
1) dmtlausnaznangIae 2 AN Aall 0.15, 0.18 NaaLumATAaIaL
2) ANLEITLATNNNNGAAE 2 AN 9Tl 150, 250, 350 LNATFBUNT

¥
3) ANANUNIFAAATNINITIAE 2 AN 9l 0.5, 1.0 NAALNAT

i o 2 . .o o | aal -
L\ﬁ'ﬂullﬂlﬁlim'ﬁ‘ﬁlﬁ@&@@ﬂ@ﬁﬂﬁ’][ﬂ’]LLZ\]HSJQ?J@QLLMZ\]ZL\T@%VL‘EIHW?M@ AUITNITRADLEU
o a o I dgj o v o = o ¥ { < 3 dl
NNV 5 ANANL NITFALLLILILLIAN, ﬂ’]iﬁ]@LL‘LI‘LILﬂEIﬂ, ﬂ’]iﬁ]ﬂLLUUI‘H@’]?M@@LHMM@HVIQ@

ANEIANAY 3, 5, 7 LT

3.3 4aaNA LNl

3.3.1 lun1meaadanilusaslduanfiaulaslafaldua o unin fasdualldans

=K

Tunimveaasgs T 1 nameassasiiudaarldanandnaamantow wazlnsn Teanu

3000 LW/AauMAN Laz 100 ‘]J’Wl/ﬂﬁdﬁﬁ A LRUL TN 3100 LN/NITNAREY WAY

b

dl 4 4 o o & i’/ aglld@I A =2 a o
LW@WM@@ﬂﬁ@ﬂ\?ﬂ‘ﬂ')ﬁ]Qﬂﬁ‘tZﬁx‘]ﬁﬂﬂﬂﬂﬂ?ﬂﬂ@ﬂﬂiﬂﬁﬁ‘\‘lusﬁ\‘lﬂﬂ NATANEINIITAASIUN1IAA

be

winzaslaanslseynssnisvaaitiulagldasvasiutenign  Aulunimeseeaiail

¥ o a o 1 ©° 1 di %:’
i qﬂ’m@mﬂummimm@@ﬂuumm@ﬂmm

©

P%
=2 a a o

dl % % o o o 1 o a o o .
WasdadaanianenananililunisaaafdasAnEansnanan (Main Effect) 284

fladasinepviniu nald Waanudidniunaeesljnsanduiug (Interaction Effect)

3.4 LATRINAN D tuNN5IAs

1%

3.4.1 PQALTUIIY (Work piece materials) TusnunageulduuannataA1fueu

S45C HANHMUENINTZUNTUAEUHALENA 120 HAANATUATAINEND 300 HARLNAT

3.4.2 Fapdands (Insert) Hanasnldlunismaasaiuaes KENNAMENTAL §u

DNMG 1144FN KC9100luiinnasdnvsunisnasaziasia.
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v v v
3.4.3 dnavaalfiu Tmatnuraafiuluudansd danunsngaw 16 10

3.4.4 psasdnsuazainaninldlunimeaes wanslunianuan n.

1) WPFRINASTELEW ( CNC turning machine) 189 MAZAK 314 NEXUS turning

2) lpunlufimas (Dynamometer) 284 Kistler §14 9720 & miudnusasin 1154
wanLlalWiaas (Charge amplifier) 189 Kistler 85U 8 &1 0ULTEA

3) aaadlaalpil (Oscilloscoper) 189 YOKOGAWA AUFLILAAINARTY TN DULINAR

4) WTeeinANNITEURA ( Roughness tester)

5) lulmsalad (Microscope) An5USAAINNANNIaLRIHAG A

6) lArasinilefiausnaniduduaesdansuantdu ( refractometer )

7) wAsesdednruaTuay (Verier calipers)

8) WARaIVALLELLLILAZE8S

9) aunsnimaANusIALATTMaaLEin (Pressure Relief Valve)
3.5 TUARUALIUNITNARDILATNIFLALFILTINTDYA

4 o o “ 4 o ooy
NNINAABINEMNANMENIARNIINZANNgA  AansRanlanisfni iy
PYNURNTUINUTANAN TsdiAn 12,5 Tumsass max JIS B0601 (1982) dairzasiei g lun1sdn
ANANNIFRLRANA® Roughness Tester Iagn13ldLATaa CNC Turning kaavnaulannssia
o T — o — o2 .
Paunsnsinwan HuIungn AN LRI TR THENERA N unnuus TZRIGRERTY
daanianeiudngan wazatnandluniadnduenn aldamnsndnaauenuRntuauld
paanLiNImInIsdn M liERdRewiNIeTaANANNTEN LY TR W NTUENIAINNINGS
05 auX. BAINAIMTINFTHIAINNIFANMNIZEN —~uaztiaudazRaulanIIMAaeINN

wRauiules

Tumﬁme]:ﬁﬁmﬁuﬁ@u@:ﬁﬂﬂz}jm’?qmm:ﬁ@mﬁﬁﬁw ANOVA awinn1sm
ﬂ?mmma?ﬂﬁqLﬁ@ﬁ%ﬁﬁmﬂamamumﬂﬁﬂ?mmmmﬁwfiﬂ NNNNTAIALAE
‘@eniiunaniands (Chip volume) flaztianldlunisdiaef dagannadn aanisdang
AN AVEN LR AN WA ENAET (Main Effect Plot) WEIRNTIARNLBNIANNINAS
(Chip volume) ﬁ@zﬂmﬂﬂumﬁLmﬂﬁ”mﬂ@mm'ﬁﬁt,l,é’q Aaztidayafananaundine

NANINADF

3.6 IUABUNITVINNITNARDY
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1) NTLHIFEINTNY (Workpiece) UUNANTIAL (Ingot) muﬂmé’umu@uﬂ'ﬂmq 120
Hadwm? 819 300 HAAWAT BARUAALATEINAY SuAudTuIY wadvinnisentouania

ANNNWINNINUNRT

v
a = % ¥ KX o

o4 X = 4 e ad o S
2) WNATUTWINUETE LT LRI NI TL UL UNTNAILILLATASTLAWTLNE ARTUNU

v
a I

TS BumINFiainig udaasinssdngn wazginsallunisvaaiiv

3) "nisnasdeniiafasenlunisinlunignei 3.1

4) ynrniesandsuamg 0, 0.5, 1.0, 1.5, 2.0 a4, Azfin1sdnANANuseTadia
FIA AVNUENLRNBITUINY LASHLINEA

5) WHANANTWINUAUINUINIRT 2.0 a1.N. WFaRasnanusaaulia1nsnldaulen

o dl al % 2 dl o 1

Azl asulafaLannaedfasfeulanisinse b

6) tunnuan1mAaadlun1aei 3.2 1 Weunsangzudnaunnsn1FfaiuN ARy
| = = N o ~ RS o ol | py
19 AR AYINANMIRURINAMR ANMBELNNTLL UeAn NReulIN1IMAGBIsne e

a [ o dl ! 1 v Y dl I
'JLﬁ?’\Zﬁﬁ“’WHW@\‘IN@ﬁ]ﬂﬂ’]ﬁ‘mﬂﬁnﬂﬁ‘ﬂuimm’m’]
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Rauly ansilaunn ANNLFIAR ANANAR PLRD)
N1SNAARY (NN. / 921) (H. / W) (NN.) VeI
1 0.15 150 0.5 Dry
2 0.15 150 0.5 MQL3
3 0.15 150 0.5 MQL5
4 0.15 150 0.5 MQL7
5 0.15 150 0.5 Wet
6 Gl 150 1.0 Dry
7 0 Jk9) 150 1.0 MQL3
8 0.15 150 1.0 MQL5
9 0.15 150 1.0 MQL7
10 0.15 150 1.0 Wet
11 0.15 250 0.5 Dry
12 0.15 250 0.5 MQL3
13 0.15 250 0.5 MQL5
14 0.15 250 0.5 MQL7
15 0.15 250 0.5 Wet
16 0.15 250 1.0 Dry
17 0.15 250 1.0 MQL3
18 0.15 250 1.0 MQL5
19 0.15 250 1.0 MQL7
20 0.15 250 1.0 Wet
21 0.15 350 0.5 Dry
22 0.15 350 0.5 MQL3
23 0.15 350 0.5 MQL5
24 0.15 350 0.5 MQL7
25 0.15 350 0.5 Wet
26 0.15 350 1.0 Dry
27 0.15 350 1.0 MQL3
28 0.15 350 1.0 MQL5
29 0.15 350 1.0 MQL7
30 0.15 350 1.0 Wet




A13797 3.1 daulalunimeans (sa)
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Faula ansilaunn ANLEIAR ANANAR 251aa
NITNAANDY (NN / 981) (H. / W) (NU.) VeI
31 0.18 150 0.5 Dry
32 0.18 150 0.5 MQL3
33 0.18 150 0.5 MQL5
34 0.18 150 0.5 MQL7
35 0.18 150 0.5 Wet
36 0.18 150 1.0 Dry
37 0.18 150 1.0 MQL3
38 0.18 150 1.0 MQL5
39 0.18 150 1.0 MQL7
40 0.18 150 1.0 Wet
41 0.18 250 0.5 Dry
42 0.18 250 0.5 MQL3
43 0.18 250 0.5 MQL5
44 0.18 250 0.5 MQL7
45 0.18 250 0.5 Wet
46 0.18 250 1.0 Dry
47 0.18 250 1.0 MQL3
48 0.18 250 1.0 MQL5
49 0.18 250 1.0 MQL7
50 0.18 250 1.0 Wet
51 0.18 350 0.5 Dry
52 0.18 350 0.5 MQL3
53 0.18 350 0.5 MQL5
54 0.18 350 0.5 MQL7
55 0.18 350 0.5 Wet
56 0.18 350 1.0 Dry
57 0.18 350 1.0 MQL3
58 0.18 350 1.0 MQL5
59 0.18 350 1.0 MQL7
60 0.18 350 1.0 Wet




F1979% 3.2 AaeagLaniImasestewsiazeulaniadia
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UFHndman AYINUENL X 4. IENTl TNl W3apIn
2o 2 ANNANYUTANAGA
nnaY NN - wnu X WN Y WNi Z
(NAALNAT) - - -
(au.4.) (lupsaw) (Wm) (Wamd) | (Wam)
Volume Ra, Rz, Vba, | Vb max, Fz, Fz, Fz,
m’ um um mm mm N N N
0.0
0.5
1.0
1.5
2.0

3.7 MSILATIEUTAYA

Tunsdmsideyaazlimisuanaisa Walinismsiiauiimens  S9a1un9n

o a v 9;/ [ % 1 dgl
ARUNNT e RNTuRausasa L1
[~ a (%
3.7.1 msnsragauAnNludsssuastays

nnanmasalANiusaszaasieyaiiunisnsaasaLdayadianuilugassaani
virald TsnaaaLAINANRUTI9AEIUANATY (Residual) TNAIdAUANANWFAZAIALS
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Ra Rz Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition
(um) | (um) | (mm) | (mm) | (N) | (N) | (N)
1 0.15_150_0.5_Dry 0 2.0157 | 8.6600 | 0.0000 | 0.0000 | 125 | 119 | 211
0.15_150_0.5_Dry_0.5 2.1703 | 11.1920 | 0.0955 | 0.1026 | 120 | 119 | 217
0.15_150_0.5_Dry_1 1.5088 | 9.8320 | 0.0978 | 0.1125 | 121 | 106 | 198
0.15_150_0.5_Dry_1.5 1.8924 | 10.2200 | 0.1390 | 0.1457 | 131 | 119 | 226
0.15_150_0.5_Dry_2 2.2251 |1 12.2960 | 0.1578 | 0.1640 | 134 | 121 | 225
2 0.15_150_0.5_MQL3_ 0 1.7289 | 9.4200 | 0.0000 | 0.0000 | 117 | 110 | 202
0.15_150_0.5_MQL3_0.5 1.8322 | 12.9360 | 0.0998 | 0.0998 | 123 | 124 | 224
0.15_150_0.5_MQL3_1 2.7170 | 17.1640 | 0.1104 | 0.1192 | 126 | 130 | 241
0.15_150_0.5_MQL3_1.5 3.0529 | 14.0880 | 0.1259 | 0.1339 | 130 | 125 | 234
0.15_150_0.5_MQL3_2 3.5658 | 14.9160 | 0.1766 | 0.1823 | 123 | 117 | 231
3 0.15_150_0.5_MQL5_0 1.8444 1 9.1600 | 0.0000 | 0.0000 | 119 | 116 | 207
0.15_150_0.5_MQL5 0.5 2.1146 | 9.9120 | 0.0928 | 0.0928 | 125 | 124 | 221
0.15_150_0.5_MQL5_1 3.0406 | 16.5360 | 0.1121 | 0.1145 | 140 | 134 | 236
0.15_150_0.5_MQL5_1.5 3.0399 | 13.1200 | 0.1204 | 0.1295 | 144 | 130 | 226
0.15_150_0.5_MQL5_2 3.1345 | 14.3520 | 0.1372 | 0.1415 | 157 | 155 | 242
4 0.15_150_0.5_MQL7_0 2.0396 | 9.4680 | 0.0000 | 0.0000 | 119 | 117 ]| 210
0.15_150_0.5_MQL7_0.5 2.7757 | 18.1440 | 0.0909 | 0.0971 | 124 | 122 | 221
0.15_150_0.5_MQL7_1 3.8181 | 15.7360 | 0.1190 | 0.1244 | 127 | 119 | 231
0.15_150_0.5_ MQL7_1.5 3.4260 | 13.7400 | 0.1368 | 0.1368 | 129 | 119 | 225
0.15_150_0.5-MQL7_2 3.2095 | 13.7680 | 0.1668 | 0.1763 | 123 | 117 | 231
5 0.15_150_0.5_Wet_0 2.0465 | 8.6760 | 0.0000 | 0.0000 | 124 | 120 | 214
0.15_150_0.5_Wet_0.5 4.0056 | 16.9200 | 0.0932 | 0.1053 | 119 | 122 | 221
0.15_150_0.5_Wet_1 3.7938 | 13.8640 | 0.1213 | 0.1234 | 121 | 97 | 199
0.15_150_0.5_Wet_1.5 2.1873 1 11.7800 | 0.1510 | 0.1567 | 133 | 123 | 240
0.15_150_0.5_Wet_2 3.1223 | 12.0080 | 0.1708 | 0.1796.| 141 | 123 | 237
6 0.15.150_1-Dry_0 2.1079 [110.8480 | 0.0000 |0.0000 [ 139 | 237 | 397
0.15.150_1_Dry_0.5 2.1492 |10.8800"| 0.0945| 0.0945 |- 133 | 233 | 400
0.15_150_1_Dry_1 2.1122 | 11.6840 | 0.0968 | 0.1086 | 139 | 235 | 401
0.15_150_1_Dry_1.5 1.8781 1 10.8800 | 0.1249 | 0.1258 | 139 | 239 | 412
0.15_150_1_Dry_2 1.8839 | 10.6160 | 0.1400 | 0.1413 | 142 | 237 | 412
7 0.15_150_1_MQL3_0 1.9529 | 9.7400 | 0.0000 | 0.0000 | 138 | 221 | 372
0.15_150_1_MQL3_0.5 1.9691 | 9.6640 | 0.0931 | 0.0954 | 144 | 228 | 397
0.15_150_1_MQL3_1 2.0813 | 11.8840 | 0.0981 | 0.1026 | 139 | 236 | 394
0.15_150_1_MQL3_1.5 2.6324 | 19.7280 | 0.1059 | 0.1184 | 143 | 240 | 410
0.15_150_1_MQL3_2 2.8565 | 18.4960 | 0.1204 | 0.1282 | 144 | 241 | 418
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Ra Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition Rz (um)
(Um) (mm) | (mm) | (N) | (N) | (N)
8 0.15_150_1_MQL5_0 2.1841 | 10.0680 | 0.0000 | 0.0000 | 131 | 227 | 381
0.15_150_1_MQL5_0.5 2.1240 | 10.6880 | 0.0855 | 0.0945 | 135 | 226 | 397
0.15_150_1_MQL5_1 2.56757 | 22.4360 | 0.0939 | 0.1103 | 136 | 242 | 410
0.15_150_1_MQL5_1.5 3.6633 | 20.2120 | 0.1177 | 0.1239 | 135 | 242 | 418
0.15_150_1_MQL5_2 3.3304 | 15.7200 | 0.1221 | 0.1311 | 139 | 247 | 429
9 0.15_150_1_MQL7_0 1.9339 | 9.9360 | 0.0000 | 0.0000 | 220 | 220 | 371
0.15_150_1_MQL7_0.5 2.0144 | 10.5560 | 0.0971 | 0.1050 | 136 | 226 | 390
0.15_150_1_MQL7_1 3.0406 | 16.5360 | 0.0982 | 0.1108 | 139 | 235 | 395
0.15_150_1_MQL7_1.5 3.1378 | 16.3600 | 0.1110 | 0.1120 | 141 | 239 | 404
0.15_150_1_MQL7_2 3.7735 | 17.4160 | 0.1181 | 0.1181 | 143 | 245 | 415
10 0.15_150_1_Wet 0 1.8939 | 10.1800 | 0.0000 | 0.0000 | 139 | 236 | 395
0.15_150_1_Wet_0.5 2.3023 | 15.0400 | 0.0942 | 0.0949 | 132 | 221 | 396
0.15_150_1_Wet_1 3.1923 | 22.8120 | 0.1019 | 0.1138 | 133 | 226 | 393
0.15_150_1_Wet_1.5 4.1930 | 19.0240 | 0.1116 [ 0.1280 | 143 | 235 | 409
0.15_150_1_Wet_2 3.7128 | 16.6440 | 0.1365 | 0.1528 | 155 | 249 | 430
11 0.15_250_0.5_Dry_0 2.0283 | 8.6240 | 0.0000 | 0.0000 | 119 [ 120 | 219
0.15_.250_0.5_Dry 0.5 2.0864 | 8.9200 | 0.1128 | 0.1466 | 115 | 107 | 214
0.15_250_0.5_Dry_1 2.0735 | 9.6480 | 0.1505]0.1789 | 104 | 88 | 199
0.15.250_0.5_ Dry 1.5 1.56487 | 6.3960 | 0.1656 | 0.1963 | 98 [ 94 | 199
0.15_250_0.5_Dry_2 2.1364 | 7.8640 | 0.1691 | 0.2000 | 97 [90 | 191
12 0.15_250_0.5_MQL3_0 2.0459 | 8.5920 | 0.0000 | 0.0000 | 122 | 107 | 190
0.15_250_0.5_MQL3_0.5 1.8976 | 8.4760 | 0.1265 | 0.1338 | 130 | 117 | 207
0.15_250_0.5_MQL3_1 1.8647 | 9.6880 | 0.1853 | 0.1866 | 138 | 115 | 220
0.15_250.0.5_MQL3_1.5 1.5612 1 8.3360 | 0.1818 | 0.1933 | 145 | 105 | 207
0.15_250_0.5_MQL3_2 2.1329 [ 9.1520 | 0.1877 1 0.1938 | 152 | 111 | 213
13 0.15.250-0.5-MQL5-0 1:8259 |.8.2200 | 0.0000 |-0.0000 | 122 | 106 | 187
0.15_250_0.5_MQL5_0.5 1.8080 | 8.4040 | 0.1279] 0.1471 | 132 | 117 | 204
0.15_250_0.5_MQL5_1 1.8107 | 8.8640 | 0.1721]0.1833 | 140 | 125 | 223
0.15_250_0.5_MQL5_1.5 1.8960 | 10.0000 | 0.1977 | 0.2016 | 152 | 108 | 205
0.15_250_0.5_MQL5_2 1.1888 | 8.6840 | 0.2023 | 0.2038 | 143 | 108 | 204
14 0.15_250_0.5_MQL7_0 2.3605 | 11.2880 | 0.0000 | 0.0000 | 139 | 125 | 211
0.15_250_0.5_MQL7_0.5 2.9701 | 13.2000 | 0.1183 | 0.1471 | 152 | 121 | 206
0.15_250_0.5_MQL7_1 2.8512 | 12.56880 | 0.1784 | 0.1879 | 176 | 147 | 237
0.15_250_0.5_MQL7_1.5 1.8051 | 9.0400 | 0.1930 | 0.2068 | 147 | 118 | 222
0.15_250_0.5_MQL7_2 2.7388 | 12.3840 | 0.1987 | 0.2081 | 160 | 114 | 212
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Ra Rz Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition
(um) | (um) | (mm) | (mm) | (N) | (N) | (N)
15 0.15_250_0.5_Wet 0 1.8638 | 8.3960 | 0.0000 | 0.0000 | 117 | 118 | 219
0.15_250_0.5_Wet_0.5 2.0838 | 9.3640 | 0.1581 | 0.1805 | 121 | 118 | 224
0.15_250_0.5_Wet_1 1.1126 | 5.7640 | 0.1779 1 0.1974 | 106 | 99 | 207
0.15_250_0.5_Wet_1.5 1.8976 | 9.6320 | 0.1810 | 0.2206 | 113 | 102 | 211
0.15_250_0.5_Wet 2 2.2662 | 10.3010 | 0.1946 | 0.2253 | 111 | 98 | 206
16 0.15.250_1_Dry O 2.1314 | 10.1533 | 0.0000 | 0.0000 | 130 | 223 | 386
0.15_250_1_Dry 0.5 1.9647 | 9.4933 | 0.0900 | 0.1102 | 125 | 221 | 389
0.15_250_1_Dry_1 2.0966 | 10.6853 | 0.1130 | 0.1353 | 124 | 231 | 398
0.15_250_1_Dry_1.5 2.2921 | 11.6453 | 0.1356 | 0.1578 | 124 | 237 | 403
0.15_250_1_Dry_2 1.7082 | 9.2680 | 0.1526 | 0.1839 | 109 | 204 | 376
17 0.15_250_1_MQL3_0 1.8556 | 9.7360 | 0.0000 | 0.0000 | 138 | 208 | 355
0.15_250_1_MQL3 0.5 1.9403 | 9.5320 | 0.1115 | 0.1185 | 149 | 225 | 369
0.15_250_1_MQL3_1 1.7606 | 8.9440 | 0.1199 | 0.1286 | 155 | 230 | 380
0.15_250_1_MQL3_1.5 1.7793 | 9.3760 | 0.1677 | 01772 | 170 | 247 | 387
0.15_250_1_MQL3_2 1.8802 | 10.1440 | 0.1902 | 0.1912 | 156 | 222 | 387
18 0.15_250_1_MQL5_0 2.0761 | 10.0480 | 0.0000 | 0.0000 | 128 | 197 | 345
0.15_250_1_MQL5_0.5 2.7428 | 12.5000 | 0.0975 | 0.1053 | 140 | 210 | 366
0.15_250_1_MQL5_1 1.8015 [ 9.6120 | 0.1325 | 0.1546 | 161 | 232 | 384
0.15_250_1_MQL5_1.5 1.8713 | 10.2240 | 0.1655 | 0.1626 | 144 | 196 | 372
0.15_250_1_MQL5_2 1.1448 | 7.8280 | 0.1819 | 0.1822 | 155 | 194 | 370
19 0.15_250_1_MQL7_0 2.2054 | 11.0360 | 0.0000 | 0.0000 | 132 | 204 | 348
0.15_250_1_MQL7_0.5 21077 1 11.1240 | 0.1118 [ 0.1187 | 141 | 216 | 362
0.15_250_1_MQL7_1 2.1208 | 10.9120 | 0.1432 | 0.1565 | 146 | 232 | 386
0.15.250.1_MQL7_1.5 2.1387 1 10.2320.| 0.1777 1.0.1810 | 169 | 216 | 378
0.15_250_1_MQL7_2 1.5692 | 7.8480 | 0.1790 | 0.1812 | 151 | 198 | 369
20 0.15_250_1_Wet 0 2.0425 | 10.3720 | 0.0000 | 0.0000 | 133 | 225 | 389
0.15.250_1_Wet 0.5 2.0810 | 10.2960.| 0.0946 | 0.1278 | 130 | 223 | 392
0.15_250_1_Wet_1 3.0340 | 14.4592 | 0.1297 | 0.1532 | 164 | 241 | 401
0.15_250_1_Wet_1.5 3.5488 | 15.4360 | 0.1604 | 0.2421 | 154 | 248 | 413
0.15_250_1_Wet_2 2.2919 | 12.3440 | 0.1748 | 0.2500 | 148 | 239 | 405
21 0.15_350_0.5_Dry 0 2.1532 | 10.8392 | 0.0000 | 0.0000 | 126 | 120 | 217
0.15_350_0.5_Dry_0.5 1.9172 1 10.5760 | 0.1801 | 0.1801 | 106 | 105 | 208
0.15_350_0.5_Dry_1 1.9749 | 8.3480 | 0.1789 | 0.2278 | 109 | 104 | 205
0.15_350_0.5_Dry_1.5 2.1482 | 10.0680 | 0.1939 [ 0.2338 | 111 | 104 | 204
0.15_350_0.5_Dry_2 2.3897 | 12.2920 | 0.2292 | 0.2824 | 125 | 134 | 212
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Ra Rz Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition
(um) | (um) | (mm) | (mm) | (N) | (N) | (N)
22 0.15_350_0.5_MQL3_0 2.2622 | 10.1640 | 0.0000 | 0.0000 | 133 | 110 | 191
0.15_350_0.5_MQL3_0.5 1.2008 | 7.1440 | 0.1991 | 0.2079 | 146 | 120 | 211
0.15_350_0.5_MQL3_1 1.7194 | 7.0120 | 0.2132 | 0.2186 | 207 | 151 | 226
0.15_350_0.5_MQL3_1.5 2.1531 | 9.2920 | 0.2197 | 0.2277 | 184 | 135 | 220
0.15_350_0.5_MQL3_2 2.2577 | 9.5560 | 0.2384 | 0.2548 | 222 | 162 | 231
23 0.15_350_0.5_MQL5_0 2.0164 | 9.5920 | 0.0000 | 0.0000 | 125 | 105 | 184
0.15_350_0.5_MQL5_0.5 0.9477 | 6.1600 | 0.1794 | 0.1856 | 164 | 122 | 206
0.15_350_0.5_MQL5_1 1.7479 | 7.1320 1 0.2135|0.2180 | 188 | 147 | 226
0.15_350_0.5_MQL5_1.5 2.1024 | 8.8280 | 0.2191 | 0.2274 | 197 | 138 | 215
0.15_350_0.5_MQL5_2 2.1118 | 8.7440 | 0.2317 | 0.2339 | 174 | 123 | 200
24 0.15_350_0.5_MQL7_0 2.1094 | 9.7080 | 0.0000 | 0.0000 | 128 | 111 | 194
0.15.350_0.5_MQL7_0.5 1.9923 | 10.4960 | 0.1788 | 0.1808 | 167 | 116 | 207
0.15_350_0.5_MQL7_1 1.8182 | 7.6560 | 0.1955 | 0.2007 | 201 | 141 | 222
0.15_350_0.5_MQL7_1.5 2.0422 | 8.5640 | 0.2187 | 0.2296 | 187 | 139 | 223
0.15_350_0.5_MQL7_2 2.1161 1 9.9480 | 0.2307 | 0.2388 | 186 | 141 | 212
25 0.15_350_0.5_Wet_0 1.8803 | 9.0496 | 0.0000 | 0.0000 | 126 | 116 | 209
0.15_350_0.5_Wet 0.5 2.0015 | 10.4840 | 0.1667 | 0.1866 | 113 | 106 | 220
0.15_350_0.5_Wet_1 1.1559 | 6.2600 | 0.1874 | 0.2143 | 111 ] 110 | 213
0.15_350_0.5_Wet_1.5 1.8335 | 7.3040 | 0.1940 | 0.2271 | 108 | 118 | 219
0.15_350_0.5_Wet 2 1.8762 | 7.2680 | 0.1955 | 0.2373 | 115 | 116 | 221
26 0.15_350_1_Dry_0 1.9820 | 10.5320 | 0.0000 | 0.0000 | 135 | 215 | 380
0.15_350_1_Dry_0.5 2.6490 | 11.8640 | 0.1366 | 0.1624 | 142 | 234 | 402
0.15_350_1_Dry_1 1.9770 | 10.0920 | 0.1690 | 0.1980 | 155 | 199 | 379
0.15_350.1_Dry_1.5 1.8997 | 9.6760 | 0.1738 1.0.2006 | 221 | 237 | 403
0.15_350_1_Dry_2 N/A N/A 0.1990 | 0.2349 | N/A | N/A | N/A
27 0.15_350_1_MQL3_0 1.9089 | 9.5640 | 0.0000 | 0.0000 | 142 | 206 | 348
0.15_350_1_MQL3_0.5 2.3738 | 11.2480.| 0.1566 | 0.1805 | 190 | 245 | 375
0.15_350_1_MQL3_1 1.5922 | 8.7800 | 0.1816 | 0.2090 | 191 | 203 | 362
0.15.350_1_MQL3_1.5 2.7662 | 11.6160 | 0.1984 | 0.2123 | 316 | 282 | 391
0.15_350_1_MQL3_2 N/A N/A 0.6773 ] 0.8000 | N/A | N/A | N/A
28 0.15_350_1_MQL5_0 2.1809 | 9.9640 | 0.0000 | 0.0000 | 139 | 202 | 343
0.15_350_1_MQL5_0.5 1.9744 1 9.3080 | 0.1434 | 0.1788 | 177 | 232 | 366
0.15_350_1_MQL5_1 0.9677 |1 6.3160 | 0.1927 | 0.2025 | 234 | 239 | 371
0.15_350_1_MQL5_1.5 2.4853 | 9.9760 | 0.2204 | 0.2346 | 336 | 288 | 388
0.15_350_1_MQL5_2 3.3321 | 12.9960 | 0.2541 | 0.3308 | 322 | 342 | 414
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Ra Rz Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition
(um) | (um) | (mm) | (mm) | (N) | (N) | (N)
29 0.15_350_1_MQL7_0O 2.2979 | 11.2920 | 0.0000 | 0.0000 | 135 | 201 | 342
0.15_350_1_MQL7_0.5 2.4885 | 12.3480 | 0.1515 | 0.1859 | 206 | 228 | 359
0.15_350_1_MQL7_1 2.6623 | 10.8520 | 0.1907 | 0.2036 | 351 | 267 | 407
0.15_350_1_MQL7_1.5 1.3593 | 8.3560 | 0.1956 | 0.2087 | 156 | 239 | 388
0.15.350_1_MQL7_2 1.8802 | 9.3640 | 0.2033 | 0.2184 | 202 | 221 | 366
30 0.15_350_1_Wet 0 2.0351 | 10.2440 | 0.0000 | 0.0000 | 139 | 221 | 381
0.15_350_1_Wet_0.5 2.0217 1 9.3960 | 0.1405 | 0.1512 | 135 | 229 | 393
0.15_350_1_Wet_1 1.8861 | 9.9564 ] 0.1639 | 0.2102 | 126 | 192 | 377
0.15_350_1_Wet 1.5 1.8809 | 8.2400 | 0.1949 | 0.2459 | 144 | 216 | 394
0.15_350_1_Wet_2 2.2886 | 10.8200 | 0.2090 | 0.2551 | 157 | 239 | 404
31 0.18_150_0.5_Dry 0 3.2924 | 14.3880 | 0.0000 | 0.0000 | 111 ]| 123 | 226
0.18_150_0.5_Dry_0.5 2.7411 | 11.6800 | 0.1511 | 0.1558 | 149 | 147 | 289
0.18_150_0.5_Dry_1 2.6678 | 12.4840 | 0.1577 | 0.1690 | 161 | 148 | 297
0.18_150_0.5_Dry_1.5 2.2421 |1 10.3360 | 0.1720 | 0.1735 | 165 | 139 | 276
0.18_150_0.5_Dry_2 2.0345 | 10.0760 | 0.1859 | 0.1901 | 136 | 118 | 239
32 0.18_150_0.5_MQL3_0 2.7102 | 12.3600 | 0.0000 | 0.0000 | 131 | 109 | 246
0.18_150_0.5_MQL3_0.5 2.0673 | 11.7680 | 0.1684 | 0.1763 | 113 | 92 | 216
0.18_150_0.5_MQL3_1 2.6920 | 13.7040 | 0.1746 | 0.1810 | 170 | 104 | 219
0.18_150_0.5.MQL3_1.5 2.6606 | 14.7920 | 0.1948 | 0.2014 | 304 | 123 | 239
0.18_150_0.5_MQL3_2 2.7288 | 16.3000 | 0.1987 | 0.2113 | 127 | 124 | 240
33 0.18_150_0.5_MQL5_0 2.6296 | 13.4000 | 0.0000 | 0.0000 | 124 | 113 | 220
0.18_150_0.5_MQL5_0.5 1.7259 1 9.1080 | 0.1640 | 0.1785 | 231 | 83 | 223
0.18_150_0.5_MQL5_1 2.8744 | 16.1040 | 0.1796 | 0.1851 | 129 | 106 | 240
0.18_150.0.5_ MQL5_1.5 2.9098 | 18.3000. | 0.1917 1.0.2060 | 220 | 84 | 225
0.18_150_0.5_MQL5_2 3.2829 1 19.5760 | 0.2054 | 0.2166 | 153 | 116 | 252
34 0.18_160_0.5_MQL7_0 2.6234 | 13.0800 | 0.0000 | 0.0000 | 141 | 101 | 209
0.18_150_0.5_.MQL7_0.5 3.0904 | 15.8200.| 0.1662 | 0.1783 | 183 | 129 | 242
0.18_150_0.5_MQL7_1 3.6239 | 18.3120 | 0.1795 | 0.1883 | 142 | 116 | 242
0.18_150_0.5_MQL7_1.5 3.9246 | 21.5960 | 0.1955 | 0.2078 | 140 | 117 | 260
0.18_150_0.5_MQL7_2 4.3148 | 23.1080 | 0.2199 | 0.2219 | 444 | 384 | 314
35 0.18_150_0.5_Wet 0 2.4519 | 11.6880 | 0.0000 | 0.0000 | 147 | 153 | 279
0.18_150_0.5_Wet_0.5 3.9851 | 19.9880 | 0.1801 | 0.1868 | 153 | 145 | 286
0.18_150_0.5_Wet_1 4.0086 | 30.0720 | 0.1927 | 0.1989 | 161 | 146 | 287
0.18_150_0.5_Wet_1.5 4.1936 | 20.0320 | 0.2002 | 0.2082 | 180 | 141 | 270
0.18_150_0.5_Wet 2 3.9298 | 17.5280 | 0.2110 | 0.2165 | 156 | 114 | 236
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Ra Rz Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition
(um) | (um) | (mm) | (mm) | (N) | (N) | (N)
36 0.18_150_1_Dry 0O 2.7695 | 14.6520 | 0.0000 | 0.0000 | 151 | 256 | 449
0.18_150_1_Dry 0.5 2.8256 | 14.1440 | 0.0921 | 0.0970 | 149 | 244 | 441
0.18_150_1_Dry_1 2.6209 | 12.1200 | 0.1120 | 0.1309 | 152 | 240 | 452
0.18_150_1_Dry_1.5 2.4001 | 12.7010 | 0.1897 | 0.1943 | 168 | 249 | 466
0.18_150_1_Dry_2 2.4515 | 13.8760 | 0.1976 | 0.2011 | 161 | 237 | 448
37 0.18_150_1_MQL3_0 2.7936 | 14.0640 | 0.0000 | 0.0000 | 146 | 240 | 436
0.18_150_1_MQL3_0.5 2.8757 | 14.4480 | 0.1675 | 0.1791 | 147 | 220 | 443
0.18_150_1_MQL3_1 3.2860 | 17.7920 |1 0.1804 | 0.1884 | 170 | 240 | 468
0.18_150_1_MQLS3_1.5 3.2056 | 18.1760 | 0.1955 | 0.2042 | 162 | 230 | 464
0.18_150_1_MQL3 2 3.4221 1 18.2600 | 0.2064 | 0.2129 | 152 | 241 | 475
38 0.18_150_1_MQL5_0 2.7494 | 15.9280 | 0.0000 | 0.0000 | 143 | 230 | 453
0.18_150_1_MQL5_0.5 2.8069 | 13.4444 | 0.1700 | 0.1747 | 143 | 251 | 436
0.18_150_1_MQL5_1 3.2721 | 17.8680 | 0.1789 | 0.1847 | 163 | 238 | 474
0.18_150_1_MQL5_1.5 3.0929 | 17.4560 | 0.1926 | 0.2046 | 163 | 238 | 472
0.18_150_1_MQL5_2 3.2626 | 17.2720 | 0.2094 | 0.2156 | 171 | 257 | 471
39 0.18_150_1_MQL7_0O 2.8006 | 14.2160 | 0.0000 | 0.0000 | 146 | 239 | 433
0.18_150_1_MQL7_0.5 2.5932 | 13.9360 | 0.1687 | 0.1730 | 149 | 228 | 465
0.18_150_1_MQL7_1 2.9060 | 15.1120 | 0.1814 | 0.1887 | 151 | 231 | 482
0.18_150_1_MQL7_1.5 2.8431 | 15.6680 | 0.1897 | 0.1987 | 150 | 236 | 471
0.18_150_1_MQL7_2 2.7981 | 16.8400 | 0.1948 | 0.2067 | 130 | 216 | 477
40 0.18_150_1_Wet 0 2.9026 | 13.8120 | 0.0000 | 0.0000 | 145 | 260 | 462
0.18_150_1_Wet_0.5 3.5145 | 18.5920 | 0.1411 | 0.1490 | 155 | 269 | 511
0.18_150_1_Wet_1 3.7427 | 19.5280 | 0.1694 | 0.1728 | 157 | 267 | 496
0.18_150_1_Wet_1.5 3.9680 | 18.2880.| 0.1807 |.0.1875 | 158 | 273 | 484
0.18_150_1_Wet_2 3.6147 118.7720 | 0.1859 | 0.1904 | 149 | 254 | 457
41 0.18_250_0.5_Dry_0 2.8780 | 12.8720 | 0.0000 | 0.0000 | 138 | 139 | 261
0.18.250_0.5_Dry_0.5 1.7961 | 8.4000 .| 01724 | 0.1782 | 149 | 139 | 271
0.18_250_0.5_Dry_1 1.8774 1 8.6360 | 0.1794 | 0.1839 | 161 | 136 | 271
0.18_250_0.5_Dry_1.5 1.9204 | 8.6240 | 0.2883 | 0.2106 | 172 | 128 | 253
0.18_250_0.5_Dry_2 1.6758 | 7.1960 | 0.2119 | 0.2208 | 250 | 231 | 278
42 0.18_250_0.5_MQL3_0 2.7537 | 11.9480 | 0.0000 | 0.0000 | 122 | 105 | 240
0.18_250_0.5_MQL3_0.5 2.5440 | 13.5520 | 0.1822 | 0.1940 | 209 | 116 | 231
0.18_250_0.5_MQL3_1 2.6640 | 12.6520 | 0.1979 | 0.2056 | 130 | 114 | 230
0.18_250_0.5_MQL3_1.5 1.9125 | 11.6760 | 0.2011 | 0.2179 | 244 | 123 | 203
0.18_250_0.5_MQL3_2 2.5513 | 12.9400 | 0.2241 | 0.2384 | 190 | 90 | 223
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No. | Name of Cutting condition Ra Rz Vba Vbm Fx |Fy |Fz
(um) | (pm) (mm) | (mm) [ (N) | (N) | (N)
43 0.18_250_0.5_MQL5_0 2.6391 | 12.6080 | 0.0000 | 0.0000 | 121 | 99 ] 199
0.18_250_0.5_MQL5_0.5 1.8286 | 9.1240 | 0.1789 | 0.1837 | 142 1 98 | 221
0.18_250_0.5_MQL5_1 1.8974 | 11.1440 | 0.2007 | 0.2108 | 190 | 117 | 229
0.18_250_0.5_MQL5_1.5 1.8911 | 11.5120 | 0.2218 | 0.2318 | 130 | 114 | 231
0.18_250_0.5_MQL5_2 1.9276 | 12.3160 | 0.2438 | 0.2585 | 138 | 109 | 247
44 0.18_250_0.5_MQL7_0 2.6156 | 12.5320 | 0.0000 | 0.0000 | 178 | 112 | 235
0.18_250_0.5_MQL7_0.5 1.9796 | 9.6880 | 0.1894 | 0.2023 | 127 | 109 | 224
0.18_250_0.5_MQL7_1 2.3663 | 12.9080 | 0.1933 | 0.2198 | 136 | 109 | 236
0.18_250_0.5_MQL7_1.5 2.1698 | 14.1280 | 0.2278 | 0.2306 | 144 | 108 | 244
0.18_250_0.5_MQL7_2 2.1194 | 13.3640 | 0.2413 | 0.2675 | 221 | 173 | 228
45 0.18_250_0.5_Wet_0 2.8524 | 11.9520 | 0.0000 | 0.0000 | 138 | 149 | 274
0.18_250_0.5_Wet_0.5 2.2646 | 10.4800 | 0.1683 | 0.1738 | 133 | 142 | 279
0.18_250_0.5_Wet_1 2.3440 | 12.1000 | 0.1821 | 0.1888 | 138 | 127 | 259
0.18_250_0.5_Wet_1.5 2.3969 | 12.3240 | 0.2037 | 0.2161 | 150 | 125 | 246
0.18_250_0.5_Wet 2 1.8308 | 10.4760 | 0.2200 | 0.2311 | 138 | 126 | 256
46 0.18_250_1_Dry 0O 2.7529 | 13.9880 | 0.0000 | 0.0000 | 145 | 232 | 424
0.18_250_1_Dry_0.5 2.8147 | 14.6040 | 0.1188 | 0.1207 | 157 | 236 | 430
0.18_250_1_Dry_1 2.7510 | 13.6640 | 0.1594 | 0.1604 | 183 | 252 | 449
0.18_250_1_Dry 1.5 2.4731 | 10.2166 | 0.1935 | 0.2000 | 191 | 216 | 418
0.18_250_1_Dry_2 2.0262 | 9.6280 | 0.2119 | 0.2260 | 175 | 224 | 425
47 0.18_250_1_MQL3_0 2.7441 | 15.1680 | 0.0000 | 0.0000 | 143 | 229 | 405
0.18_250_1_MQL3_0.5 2.1336 | 10.8080 | 0.1897 | 0.1910 | 225 | 215 | 411
0.18_250_1_MQL3_1 2.6622 | 11.6920 | 0.1946 | 0.2042 | 160 | 210 | 441
0.18_250.1_MQL3 1.5 2.8627 | 12.4080 | 0.2008 1.0.2104 | 167 | 216 | 444
0.18_250_1_MQL3_2 3.0240 1 18.9720 | 0.2164 | 0.2260 | 163 | 240 | 466
48 0.18_250_1_MQL5_0 2.7624 | 15.3600 | 0.0000 | 0.0000 | 141 | 223 | 397
0.18_250_1_MQL5_0.5 24293 | 11.7640.| 0.1882 | 0.1946 | 190 | 221 | 437
0.18_250_1_MQL5_1 2.4014 | 12.7800 | 0.1935 | 0.2047 | 181 | 233 | 469
0.18_250_1_MQL5_1.5 2.4114 | 13.7840 | 0.2089 | 0.2113 | 165 | 219 | 454
0.18_250_1_MQL5_2 2.6903 | 14.6680 | 0.2277 | 0.2369 | 184 | 228 | 467
49 0.18_250_1_MQL7_0O 2.5122 | 12.8640 | 0.0000 | 0.0000 | 144 | 227 | 416
0.18_250_1_MQL7_0.5 2.1066 | 10.3120 | 0.1759 | 0.1819 | 186 | 206 | 417
0.18_250_1_MQL7_1 1.8830 | 11.7000 | 0.1867 | 0.1904 | 162 | 229 | 465
0.18_250_1_MQL7_1.5 1.8892 | 11.1200 | 0.1945 | 0.2094 | 171 | 224 | 462
0.18_250_1_MQL7_2 1.9438 | 11.6720 | 0.1952 | 0.2245 | 174 | 229 | 459
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Ra Rz Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition
(um) | (um) | (mm) | (mm) | (N) | (N) | (N)
50 0.18_250_1_Wet 0 2.6589 | 12.8080 | 0.0000 | 0.0000 | 145 | 229 | 412
0.18_250_1_Wet_0.5 2.0644 | 10.2880 | 0.1822 | 0.1832 | 172 | 244 | 467
0.18_250_1_Wet_1 1.6682 | 9.1560 | 0.1945 | 0.1995 | 172 | 232 | 460
0.18_250_1_Wet_1.5 2.1368 | 10.3600 | 0.2089 | 0.2173 | 184 | 236 | 437
0.18_250_1_Wet_2 1.7282 | 9.3200 | 0.2117 | 0.2206 | 170 | 237 | 438
51 0.18_350_0.5_Dry 0 2.9461 | 12.9440 | 0.0000 | 0.0000 | 133 | 130 | 240
0.18_350_0.5_Dry_0.5 1.9386 | 11.3960 | 0.1901 | 0.1965 | 149 | 142 | 264
0.18_350_0.5_Dry_1 2.5959 | 12.7120 | 0.2163 | 0.2220 | 232 | 166 | 270
0.18_350_0.5_Dry_1.5 2.9403 | 13.7440 | 0.2897 | 0.3481 | 283 | 268 | 283
0.18_350_0.5_Dry. 2 N/A N/A N/A N/A N/A | N/A | N/A
52 0.18_350_0.5_MQL3_0 2.5782 | 11.9600 | 0.0000 | 0.0000 | 179 | 101 | 216
0.18_350_0.5_MQL3_0.5 2.0075 | 10.2160 | 0.1879 | 0.1967 | 132 | 117 | 237
0.18_350_0.5_MQL3_1 2.0520 | 9.9280 | 0.2147 | 0.2251 | 127 | 100 | 225
0.18_350_0.5_MQL3_1.5 24758 | 12.6840 | 0.3115 | 0.4183 | 127 | 103 | 243
0.18_350_0.5_MQL3_2 N/A N/A N/A N/A N/A | N/A | N/A
53 0.18_350_0.5_MQL5_0 2.6440 | 11.9000 | 0.0000 | 0.0000 | 121 | 98 | 197
0.18_350_0.5_MQL5_0.5 1.8932 | 9.8160 | 0.2109 | 0.2294 | 184 | 119 | 223
0.18_350_0.5_MQL5_1 2.2683 | 11.1600 | 0.2457 | 0.2555 | 212 | 129 | 227
0.18_350_0.5.MQL5_1.5 2.1440 | 12.2320 | 0.2745 | 0.3250 | 188 | 106 | 234
0.18_350_0.5_MQL5_2 1.8982 | 11.1320 | 0.3346 | 0.3658 | 126 | 113 | 226
54 0.18_350_0.5_MQL7_0 2.6451 | 13.5120 | 0.0000 | 0.0000 | 285 | 286 | 285
0.18_350_0.5_MQL7_0.5 1.9376 | 10.4240 | 0.2173 | 0.2281 | 134 | 120 | 242
0.18_350_0.5_MQL71 N/A N/A 0.2449 | 0.2552 | N/A | N/A | N/A
0.18_350.0.5 MQL7_1.5 N/A N/A 0.2564 1.0.2725 | N/A | N/A | N/A
0.18_350_0.5_MQL7_2 N/A N/A N/A N/A N/A | N/A | N/A
55 0.18_350_0.5_Wet 0 2.5396 | 11.7440 | 0.0000 | 0.0000 | 132 | 135 | 251
0.18_350_0.5_Wet 0.5 1.8247 | 9.5080 | 01722 | 01762 | 171 | 154 | 279
0.18_350_0.5_Wet_1 1.8473 1 9.8160 | 0.2062 | 0.2115 | 208 | 160 | 276
0.18_350_0.5_Wet_1.5 1.8825 | 9.4760 | 0.3099 | 0.3155 | 250 | 231 | 278
0.18_350_0.5_Wet 2 3.9482 | 16.6200 | 0.3988 | 0.6095 | 301 | 298 | 233
56 0.18_350_1_Dry O 2.8239 | 14.9720 | 0.0000 | 0.0000 | 134 | 211 | 383
0.18_350_1_Dry 0.5 2.1701 ] 12.6800 | 0.1976 | 0.2019 | 190 | 262 | 465
0.18_350_1_Dry_1 2.2826 | 11.0840 | 0.2080 | 0.2128 | 274 | 270 | 440
0.18_350_1_Dry_1.5 3.3159 | 17.8520 | 0.2584 | 0.2705 | 475 | 384 | 466
0.18_350_1_Dry_2 N/A N/A N/A N/A N/A | N/A | N/A
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Ra Rz Vba Vbm Fx | Fy | Fz

No. | Name of Cutting condition
(um) (um) (mm) | (mm) | (N) | (N) [ (N)
57 0.18_350_1_MQL3_0 2.6098 | 15.2200 | 0.0000 | 0.0000 | 292 | 282 | 437
0.18_350_1_MQL3_0.5 1.9968 | 11.3600 | 0.1771 | 0.1808 | 143 | 228 | 405
0.18_350_1_MQL3_1 1.9523 1 9.2600 | 0.2107 | 0.2254 | 178 | 202 | 420
0.18.350_1_MQL3_1.5 2.1631 | 11.8240 | 0.2333 | 0.2510 | 225 | 226 | 430
0.18_350_1_MQL3_2 N/A N/A N/A N/A N/A | N/A | N/A
58 0.18_350_1_MQL5_0 2.8435 | 14.0640 | 0.0000 | 0.0000 | 237 | 275 | 458
0.18_350_1_MQL5_0.5 2.1752 [ 9.5960 | 0.1779 | 0.1865 | 141 | 210 | 391
0.18_350_1_MQL5 1 2.1084 | 13.3040 | 0.1988 | 0.2107 | 239 | 258 | 449
0.18_350_1_MQL5_1.5 2.5888 | 12.6960 | 0.2143 | 0.2253 | 166 | 221 | 446
0.18.350_1_MQL5 2 N/A N/A N/A N/A N/A | N/A | N/A
59 0.18_350_1_MQL7_0 2.6052 | 12.6000 | 0.0000 | 0.0000 | 143 | 216 | 400
0.18.350_1_MQL7_0.5 2.2625 | 12.0360 | 0.1881 | 0.1938 | 172 | 223 | 438
0.18 350 1 MQL7 1 2.2135 | 11.4520 | 0.2089 | 0.2179 | 154 | 233 | 480
0.18_350_1_MQL7_1.5 2.1541 | 13.0240 | 0.2211 | 0.2336 | 269 | 303 | 463
0.18_350_1_MQL7_2 N/A N/A N/A N/A N/A | N/A | N/A
60 0.18_350_1_Wet_ 0 2.9322 | 15.4640 | 0.0000 | 0.0000 | 147 | 219 | 398
0.18_350_1_Wet_0.5 2.4093 | 12.7760 | 0.1794 | 0.1866 | 216 | 260 | 458
0.18_350_1_Wet_1 2.9735 | 12.3160 | 0.1900 | 0.1982 | 258 | 263 | 457
0.18_350_1_Wet 1.5 3.3269 | 16.8480 | 0.2003 | 0.2162 | 288 | 300 | 423
0.18_350_1_Wet_2 N/A N/A 0.3213 | 0.3450 | 543 | 421 | 473
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Main Effects Plot - LS Means for Ra
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Ra Rz Vba Vbm Fx | Fy | Fz
No. | Name of Cutting condition

(um) | (um) | (mm) | (mm) | (N) | (N) | (N)

1 0.15_150_0.5_Dry_1.5 1.8924 | 10.2200 | 0.1390 | 0.1457 | 131 | 119 | 226
2 0.15_150_0.5_MQL3_1.5 3.0529 | 14.0880 | 0.1259 [ 0.1339 | 130 | 125 | 234
3 0.15_150_0.5_MQL5_1.5 3.0399 | 13.1200 | 0.1204 | 0.1295 | 144 | 130 | 226
4 0.15_150_0.5_MQL7_1.5 3.4260 | 13.7400 | 0.1368 | 0.1368 | 129 | 119 | 225
5 0.15_150_0.5_Wet_1.5 2.1873 | 11.7800 | 0.1510 | 0.1567 | 133 | 123 | 240
6 0.15_150_1_Dry_1.5 1.8781 | 10.8800 | 0.1249 | 0.1258 | 139 | 239 | 412
7 0.15_150_1_MQL3_1.5 2.6324 | 19.7280 | 0.1059 [ 0.1184 | 143 | 240 | 410
8 0.15_150_1_MQLS5_1.5 3.6633 | 20.2120 | 0.1177 | 0.1239 | 135 | 242 | 418
9 0.15_150_1_MQL7_1.5 3.1378 | 16.3600 | 0.1110 | 0.1120 | 141 | 239 | 404
10 0.15_150_1_Wet_1.5 4.1930 | 19.0240 | 0.1116 | 0.1280 | 143 | 235 | 409
11 0.15_250_0.5_Dry 1.5 1.5487 | 6.3960 | 0.1656 | 0.1963 | 98 |94 | 199
12 0.15_250_0.5_MQL3_1.5 1.5612 | 8.3360 | 0.1818 | 0.1933 | 145 | 105 | 207
13 0.15_250_0.5_MQL5_1.5 1.8960 | 10.0000 | 0.1977 | 0.2016 | 152 | 108 | 205
14 0.15_250_0.5_MQL7_1.5 1.8051 | 9.0400 | 0.1930 | 0.2068 | 147 | 118 | 222
15 0.15_250_0.5_Wet_1.5 1.8976 | 9.6320 | 0.1810 | 0.2206 | 113 | 102 | 211
16 0.15_.250_1_Dry_1.5 2.2921 | 11.6453 | 0.1356 | 0.1578 | 124 | 237 | 403
17 0.15_250_1_MQL3_1.5 1.7793 | 9.3760 | 0.1677 | 01772 | 170 | 247 | 387
18 0.15_250_1_MQL5_1.5 1.8713 | 10.2240 | 0.1555 | 0.1626 | 144 | 196 | 372
19 0.15.250. 1. MQL7_1.5 2.1387 [ 10.2320 | 0.1777 | 0.1810 | 169 | 216 | 378
20 0.15_250_1_Wet_1.5 3.5488 | 15.4360 | 0.1604 | 0.2421 | 154 | 248 | 413
21 0.15_350_0.5_Dry_1.5 2.1482 1 10.0680 | 0.1939 | 0.2338 | 111 | 104 | 204
22 0.15_350_0.5_MQL3_1.5 2.1531 | 9.2920 | 0.2197 [ 0.2277 | 184 | 135 | 220
23 0.15_350_0.5_MQL5_1.5 2.1024 | 8.8280 | 0.2191 [ 0.2274 | 197 | 138 | 215
24 0.15.350_0.5_MQL7_1.5 2.0422 | 8.5640 | 0.2187 | 0.2296 | 187 | 139 | 223
25 0.15_350_0.5_Wet_1.5 1.8335 | 7.3040 | 0.1940 | 0.2271 | 108 | 118 | 219
26 0.15.350_1. Dry 1.5 1.8997 |19:6760 | 0.1738].0:2006 | 221 | 237 | 403
27 0.15_350-1. MQL3_1.5 2.7662 |'11.6160 | 0.1984 | 0.2123 | 316 | 282 | 391
28 0.15_350_1_MQL5_1.5 2.4853 | 9.9760 | 0.2204 | 0.2346 | 336 | 288 | 388
29 0.15_350_1_MQL7_1.5 1.3593 | 8.3560 | 0.1956 | 0.2087 | 156 | 239 | 388
30 0.15_350_1_Wet_1.5 1.8809 | 8.2400 | 0.1949 | 0.2459 | 144 | 216 | 394
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Ra Rz Vba Vbm Fx | Fy | Fz
No. | Name of Cutting condition

(m) (um) (mm) | (mm) | (N) | (N) | (N)
31 0.18_150_0.5_Dry_1.5 2.2421 1 10.3360 | 0.1720 | 0.1735 | 165 | 139 | 276
32 0.18_150_0.5_MQL3_1.5 2.6606 | 14.7920 | 0.1948 | 0.2014 | 304 | 123 | 239
33 0.18_150_0.5_MQL5_1.5 2.9098 | 18.3000 | 0.1917 | 0.2060 | 220 | 84 | 225
34 0.18_150_0.5_MQL7_1.5 3.9246 | 21.5960 | 0.1955 | 0.2078 | 140 | 117 | 260
35 0.18_150_0.5_Wet_1.5 4.1936 | 20.0320 | 0.2002 | 0.2082 | 180 | 141 | 270
36 0.18_150_1_Dry_1.5 2.4001 | 12.7010 | 0.1897 | 0.1943 | 168 | 249 | 466
37 0.18_150_1_MQL3_1.5 3.2056 | 18.1760 | 0.1955 | 0.2042 | 162 | 230 | 464
38 0.18_150_1_MQL5_1.5 3.0929 | 17.4560 | 0.1926 | 0.2046 | 163 | 238 | 472
39 0.18_150_1_MQL7_1.5 2.8431 | 15.6680 | 0.1897 | 0.1987 | 150 | 236 | 471
40 0.18_150_1_Wet 1.5 3.9680 | 18.2880 | 0.1807 | 0.1875 | 158 | 273 | 484
41 0.18_250_0.5_Dry_ 1.5 1.9204 | 8.6240 0.2883 | 0.2106 | 172 | 128 | 253
42 0.18_250_0.5_MQL3_1.5 1.9125 | 11.6760 | 0.2011 | 0.2179 | 244 | 123 | 203
43 0.18_250_0.5_MQL5_1.5 1.8911 | 11.5120 | 0.2218 | 0.2318 | 130 | 114 | 231
44 0.18_250_0.5_MQL7_1.5 2.1698 | 14.1280 | 0.2278 | 0.2306 | 144 | 108 | 244
45 0.18_250_0.5_Wet_1.5 2.3969 | 12.3240 | 0.2037 | 0.2161 | 150 | 125 | 246
46 0.18_250_1_Dry_1.5 2.4731 | 10.2166 | 0.1935 | 0.2000 | 191 | 216 | 418
47 0.18_250_1_MQL3_1.5 2.8627 | 12.4080 | 0.2008 | 0.2104 | 167 | 216 | 444
48 0.18_250_1_MQL5_1.5 2.4114 | 13.7840 | 0.2089 | 0.2113 | 165 | 219 | 454
49 0.18_250_1_MQL7_1.5 1.8892 | 11.1200 | 0.1945 | 0.2094 | 171 | 224 | 462
50 0.18_250_1 -Wet-1.5 2.1368 | 10.3600 | 0.2089 | 0.2173 | 184 | 236 | 437
51 0.18_350_0.5_Dry_1.5 2.9403 | 13.7440 | 0.2897 | 0.3481 | 283 | 268 | 283
52 0.18_350_0.5 MQL3_1.5 2.4758 | 12.6840 { 0.3115 | 0.4183 | 127 | 103 | 243
53 0.18_350_0.5_MQL5_1.5 2.1440 | 12.2320 | 0.2745 | 0.3250 | 188 | 106 | 234
54 0.18_350.0.5-MQL7-1.5 N/A N/A N/A N/A N/A | N/A | N/A
55 0.18_350_0.5 Wet_1.5 1.8825 | 9.4760 | 0.3099 | 0.3155 | 250 | 231 | 278
56 0.18_350_1_Dry_1.5 3.3159 | 17.8520 | 0.2584 | 0.2705 | 475 | 384 | 466
57 0.18_350_1_MQL3_1.5 2.1631 1 11.8240 | 0.2333 | 0.2510 | 225 | 226 | 430
58 0.18_350_1_MQL5_1.5 2.5888 | 12.6960 | 0.2143 | 0.2253 | 166 | 221 | 446
59 0.18.350_1_MQL7_1.5 2.1541 1 13.0240 | 0.2211 | 0.2336 | 269 | 303 | 463
60 0.18_350_1_Wet_1.5 3.3269 | 1 6.8I480 0.2003 | 0.2162 | 288 | 300 | 423

uanELuR 1) N/A; Not Available uinegliiAn iasainfinsndnnaulaiainisnsia i

2) Name of Cutting Condition iFemnaasil 8mnanilausn (Nadwms/sas)
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Normal Probability Plot of the Residuals

(response is Ra)
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Residuals Versus f

(response is Ra)

*
14

. H

*

*

* *
— s .
< : 3
S . .
© -‘ -
‘B B I S _
& 0 * "

*

' $

. H

- *

. $

]

1
[ [ I [
0.15 0.16 0.17 0.18

77 4.5 nanlsendng Residual AU 8astlansin uaAIANANIAND189ANKL TLTU04

Ra

Residuals Versus v
(response is Ra)

*
1- . .
$ .
.
-
. -
% .
3 |3 : .
=P :
e vy s
.
. ‘ $
2 .
)% .
$ .
$
s .
.1_
I I I
150 250 350
Vv

9117 4.6 n3aWazud 8 Residual i ANKIEIFALAAIATINAN LANaTaSANNILT U8

Ra



62

Residuals Versus d
(response is Ra)

*

i, R

* *

*

*

*

_ $

o) S $

=) $ -

o *
7] A s el _______ _

e 0 '! 3

‘ *

: :

*

: *

. $

* $

2
[ [ [ [ [ [
05 0.6 07 038 0.9 1.0
d

U7 4.7 nanlsznd e Residual it AMHNANARLAAIANAN AN TRIANILT s9UT8

Ra

Residuals Versus cooling
(response is Ra)

*

1— o .
. $

*

*
*

* *
© 3 % £ *

2 s . .

D ¢
Pt ———— s $oooooo b

* *
i ; :
¢ .
; *
s
- * .
.1_
T T T T T T T T T T
0 1 2 3 4 5 6 7 8 9
cooling

91I7 4.8 n3anszudng Residual il 33n1suaaifiuudrinNasIaNaT89A N 719U

2184 Ra

4.2.1.4 NANTAATIZRTAYAANNUEIURIIRAE Ra NUTNIATNI9NAS
1.5 QNUNANLNAS

N1396AF1ZHAINNLLTUIIUINNNANITNARDIAINN UL HIUBIT I WAN

6 o/

v v -&l ! %4 a d”
ﬂ’]ﬁ‘ﬁlﬂ@’)ﬂmﬂu1ﬂﬁ]’]ﬁ’| VL@NZ\]ﬂ’]?QLﬂ?’] %



General Linear Model: Ra versus f, v, d, coolant

Factor
f
v
d

cooling

Analysis of Variance for Ra, using Adjusted SS for Tests

Adj MS

Source DF
f 1
Y 2
d 1
cooling 4
Error 50
Total 58

Type Levels Values

fixed 2
fixed 3
fixed 2
fixed 5

Seq SS
1.3333
9.1511
0.9942
1.8511
14.3660
27.6957

AINFANTINNNFUATIE AN LT T90

0.150.18

150 250 350

0.51.0

Dry MQL3 MQL5 MQL7 Wet

Adj SS
1.2202
9.2166
1.0074
1.8511
14.3660

1.2202
4.6083
1.0074
0.4628
0.2873

v

AN

F P
4.25 0.045
16.04 0.000
3.51 0.067
1.61 0.186

fladed
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Main Effects Plot - LS Means for Ra Average

Factor Level
of Ra

f \ d coolant

Feed rate;f 0.15 2.3371

(mm/rev) 0.18 2.6378
Cutting 150 3.0272
speed;v 250 2.1201
(m/min) 350 2.2980
Cutting 0.5 2.3535

depth;d (mm) | 1.0 2.6119

Cooling Dry 2.2459
MQL3 | 2.4355
MQL5 | 2.5080
MQL7 | 2.4445

Wet 2.7872
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Normal Score

Normal Probability Plot of the Residuals

(response is Vba)
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AINARALANNANLAND1RIANNLL TN TRIANNA NI N AFA LR RS
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Residuals Versus d
(response is Vba)

*
0.05—
3
*
- . H
[ .
S ’ }
3 $
‘? g -
b4 0.00 : 3
o $
.
: ¢
’ *
* *
*
-0.05—
I I I I I I
0.5 0.6 0.7 0.8 0.9 1.0
d

717 4.15 navlszndng Residual iU ANANFALAANANANLANEBIANNILTLITIUTE

Vba

Residuals Versus cooling
(response is Vba)

-
0.05—
" .
-
& .
— s $
g 5 : y
=) * M ;
‘D | S o R sl 3
A 0.00 . S " * .
o - - ¢
$ S 3 .
* ‘ . .
* * .
- *
.
-0.05—
I | T T ! I I I T T
0 1 2 3 4 5 6 7 8 9

cooling

91I7 4.16 N3aN3ENIN9 Residual 11l 35N19MaRLTULARIANNANLANDTBIAY N 71591

284 Vba

4.2.2.4 HANNSAATIZUTAYAANNANNANUTTARAALARY Vba

'Q'WﬂNZ\]ﬂW‘J‘VIﬁZ\]’Nﬁﬂ]’]&l‘ﬁﬁ’ma%‘ﬂﬂﬂ%uQWUQWﬂﬂ’]iﬁﬂéj’]ﬂLfil'ﬂui‘ﬂﬁh\‘}‘] Aagl

o o

AnsAzEANLLsUuTae 1 T s1un 31 Minitab THNAN1TILATIFAIT



69

General Linear Model: VVba versus f, v, d, coolant

Factor Type Levels Values

f fixed 2 0.150.18

v fixed 3 150 250 350

d fixed 2 0.51.0

cooling fixed 5 Dry MQL3 MQL5 MQL7 Wet

Analysis of Variance for Vba, using Adjusted SS for Tests

Source DF Seq SS Adj SS Adj MS F P

f 1 0.041706  0.044362 0.044362 107.38 0.000
Vv 2 0.051841  0.062216 0.026108 63.20  0.000
d 1 0.009392 0.009397  0.009397 22.75 0.000
cooling 4 0.000090 0.000090 0.000023 0.05 0.994
Error 50 0.020656 = 0.020656  0.000413

Total 58 0.123186

1
v aaa a 1
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o o [ %
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Hasannamnsilausa A1 P-value ¥1110.000 WAy tladeiiiadainAanui3afin A1 P-value
Wi 0.000 waztladtiiiasainainuanlunigdn A1 P-value Windu 0.000 gnuiladen lud
aa a 1 a z dl o dl uI/ = o dld 1 1
LANENAAAAIMUNENURNITUINUNIEAUANNTANT U 95% iratladeniAT P-value NINAIN

A o dl aa 1 [~1 I 1 o 1 o o
0.05 Aa {ladeiiiesannianisuanifiv. A1 P-value (WinAU 0.994 agildn dmanilausin
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Main Effects Plot - LS Means for Vba Average
Factor Level
of Vba
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4.2.3 NMSIATIRHANITNARDIURILTIAALUILNY (FX)

NN93LATITENANITNAADITBILIF ALUILAU  (FX) A28 ANOVA AsfadaiAlsnit
£ 1 ﬁl 1 F 2~ ala
AMINNTANTIT Y Anew Fautisean iy 3 nstike
— NIINARALNITNIZANLLULLNG
— nmmeaeuANiduBdsrrasdeya

—  NINARDLANNANNANBUDIAIN LT IIUTDIUIIA AN (FX)

4.2.3.1 nenAsaLNIsNIzaeLLUlng

N9INAZALNIINTZANELLLLUNADILIIFAALLILNU (FX) meié’ﬁqgﬂm.m

Normal Probability Plot of the Residuals
(response is Fx)
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o
]
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gﬂﬁ 4.18 Normal Probability Plot 123 Fx

4.2.3.2 managauanNuddszeasiaya
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Residuals Versus the Fitted Values
(response is Fx)
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Residuals Versus v

(response is Fx)
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Residuals Versus cooling
(response is Fx)
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4.2.3.4 HANTIATISUTBYALSIAAUUILNY (FX) NUFHIRTNI9NAS

1.5 QNUIANLNAS

General Linear Model: Fx versus f, v, d, coolant

Factor Type Levels Values

f fixed 2 0.150.18

v fixed 3 150 250 350

d fixed 2 0.51.0

cooling fixed. -5 Dry MQL3.MQL5 MQL7 Wet

Analysis of Variance for Fx; using-Adjusted SS. for Tests

Source DF Seq SS Adj SS Adj MS F P

f 1 21659 26426 26426 7.97  0.007
v 2 47909 46713 23356 7.05  0.002
d 1 328 627 627 0.19  0.666
cooling 4 12195 12195 3049 0.92  0.460
Error 50 159131 159131 3315

Total 58 241221
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LU (Fx) 9 fiasfumnuGeiu 95% ierladefiilen P-value Haandn 0.000 Aetlad
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Main Effects Plot - LS Means for Fx Average
Factor Level

of Fx

! X . e Feed rate;f 0.15 158
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4.2.4 N1FAATIRRANITNARDITRILSIAAUUITAN (Fy)

o

NN9ATIZIRANINARDITAIUINAAWUITAN (Fy) A28l ANOVA AzAagiiAsneinany
v 1 d} 1 v ala
WiHNzaNTesdeyanew dautseanliiiu 3 ntine
— NIINARALNITNIZANLLULLNG
— nmmeaeuANiduBdsrrasdeya

—  NNINARBLANANNANBIBIAIN LT T BIUIF ALUITAR (Fy)
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Normal Probability Plot of the Residuals
(response is Fy)
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o
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Residual

gﬂﬁ 4.25 Normal Probability-Plot 2184 Fy
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Residuals Versus the Fitted Values
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Residuals Versus v

(response is Fy)
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Residuals Versus cooling

(response is Fy)
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ANUIANLNAS

218N Fy

4.2.4.4 MANNTAATISUTAYARSIAAWUISAR (Fy) NUFuRTN9NRS 1.5

General Linear Model: Fy versus f, v, d, coolant

Factor
f
Vv
d

cooling

Analysis of Variance for Fy, using-Adjusted SS. for Tests

Source

f

\%

d
cooling
Error

Total

DF
1
2

50
58

Type Levels Values

fixed 2
fixed 3
fixed 2
fixed. 5

Seq SS
3685
20480
187427
4685
48456
264733

0.150.18
150 250 350
051.0

Dry-MQL3 MQL5 MQL7 Wet

Adj'SS
3788
16833
188867
4685
48456

Adj MS
3788
8416
188867
1171
1010

=
3.75
8.34
187.09
1.16

P
0.059
0.001
0.000
0.340
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4.2.5 NISIATIMHANITNARDIURILTIAANAN (FZ)

NNTIATIZHRANITNARRIUBILINFANAN (FZ) Frel ANOVA AzAfdilmsIziinany

WiNzaNaasdayana

a - % = , v @ P
nsaLAziANmNNzanasdayaTautisaan 1y 3 netina
— NINAAALNTNTZANYBULLNE
— maegauANiiugaszaasdeys

—  NINARDLANNANNENBLRIANNLTUIIUIBILTIRAUAN (F2)

4.2.5.1 NMSNAKAUNITNSEANLLUUUNAUDILSIARATNUAN (F2)

NINAABLINIINIZABULILLUNFVBIUINFANAN (FZ) uanalamsgii 4.32

Normal Probability Plot of the Residuals

(response is Fz)

Normal Score
o
]
A Y

91171 4.32 Normal Probability Plot 989 Fz

4.2.5.2 Msnagauanuiluddszansiaya

NINARBLINNINILAUULILLUNATBILIFANAN (FZ) uanalAmsgili 4.32



Residuals Versus the Fitted Values
(response is Fz)
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NNINARDLAINNANNANATRIANNULIUIIUIRIUTAARINUAN (FZ) LA

15iA9g1N 4.34, 4.35, 4.36, 4.37

Residuals Versus f
(response is Fz)

20 i
$
: §
*
104 ; .
0 3 *
I 3
5 ]
@10,
& .
*
20 $ .
*
30
*
*
40—
T | T |
0.15 0.16 0.17 .18

717 4.34 naanlszndng Residual iU dmanilawsn wanspanasinanetesnuul sty Fz



83

Residuals Versus v

(response is Fz)
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Residuals Versus cooling

(response is Fz)
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188 Fz

4.2.5.4 HANFIASISUTBYAUSIAAGINUAN (Fz) NUFuIATNI9NAS

1.5 QNUIANLNAS

General Linear Model: Fz versus f, v, d, coolant

Factor
f
Vv
d

cooling

Analysis of Variance for Fz, using-Adjusted SS. for Tests

Source

f

\%

d
cooling
Error

Total

DF
1
2

50
58

Type
fixed
fixed
fixed
fixed

Levels Values

2

3
2
9

Seq SS
33279
5370
523520
1917
10878
574964

0.150.18
150 250 350
051.0

Dry.MQL3 MQL5 MQL7 Wet

Adj'SS
28577
4890
523000
1917
10878

Adj MS
28577
2445
523000
479
227

3 P
126.10  0.000
10.79  0.000

2307.72 0.000
211 0.093
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4.2.6 da9Unan1saAsziANNulsilsau

NARINNIINAFALNNADAARENTIATIRANLL s U luiadan 421 — 425

aun904a7U 1ARIR9797 4.3

F19797 4.3 agUuannsdiassinanulsdsuszndnananauuazadesine
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