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A STUDY OF EFFICIENCY OF MILLING DIRECTION ON SURFACE
ROUGHNESS BY USING TAGUCHI METHOD
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ABSTRACT

This study aimed to compare efficiency of milling direction from an automatic milling machine
by using brass as a testing material to test on a mini CNC milling without the use of coolant.
A series of experiments were done with a 10-millimeter, 4-flute end mill and milling efficiency
was measured on surface roughness in two milling directions: tool path compensation left
(G41) and tool path compensation right (G42). The experiments was controlled by 3 test
factors, each with three levels: spindle speed of 1,200, 1,500 and 1,800 round per minute,
feed rate of 80, 100 and 120 millimeters per minute and depth of cut of 3, 4 and 5 millimeters.
From data collection by using Taguchi method, it was found that a sample milled from the
left direction had less surface roughness than a sample milled from the right direction. That
is, an appropriate brass milling direction for the mini milling CNC without the use of coolant
was left-hand milling direction (G41). It was also found that the factor affecting to surface
roughness most was depth of cut (77.81 percent), followed by feed rate and spindle speed
(14.16 and 8.02 percent respectively).

KEYWORDS: Milling Direction, CNC Milling, Taguchi Method
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lagsulnguastnuluniofinldns Aa Aanienisna aruldsunsy G-Code ldun G41 uaz
G42

AAANIIN1TNAITH G41 AN 1TTALTETANAaNNABENNIIA1W T8 (Tool path
Compensation Left) Wa2 G42 AaN1TTALTLTANABNNABANNIIA 1KY (Tool path
Compensation Right) iwnsraLrssuiaaeniaanuiduaadzy [1] aoiumadanllsunsy
nuiaszaanadoulsunsnnnawaimualuuunldlasass suswavesaeniaazgn
Tawdr lhiavlilusuiudays mMsTamgIwIadai s lvaansadenldaantale
WaBIWIA ANIL CHOUBEY et al [2] léldwannisasnuuunisnasssluniswndewluns
Aauianzay §1835113 Taguchi lagimuatasde anusizeu sandon seuzdan
an wazanwundislumane waltlddanuneuia LLﬂ:é”@mm'imﬁauﬁmaaa”a@;ﬁﬁﬁq@
laglddanumanzauyinns fanauisisey 200 saudawfi aatan 1000 JafiuaTda
w7 seozaudn 0.01 Tadiuas wazaunialun1sne 0.1 Jadtuas M.A. Hadi et al [3]
ldiSpuifisunInaauuny up-miling uaz down-milling laglg3g Inconel 718 larnua
sepzifaudin (Depth of cut) 110.50, 0.75, 1.00 iaatuas s@31an (Feed rate) 71 0.10, 0.15,
0.20 dafluaIdali wazANLSIGA (Cutting speed) 71100, 120, 140 LATRBUT ATNFIGL
Tagwuiniansmwanzanda down-miling tialden anuisraadinsannisvesadasie
snfaduiasnituazgsldaianunenuifanin Pratyusha J et al [4] Iﬁaﬁ'msmg}%ﬁu
TRQAUAKLAT AISI 304 warransznuiionluluminanulasmstmuetasofe anusa
Jau aaveu uazszuztlaudn T@]Uﬁmuﬂslvi”é'mﬂﬂaugﬂmuquﬁam'sm (mm/min) WU
izy:ﬂauﬁnIunwsﬁ‘mﬁfa‘ﬂ%walumsn”ﬂmumnﬁq@ﬁ 53.65 % AINSI3OUT 29.59 % uaz
sadouil 9.92 % lasderanudawana (Error) 6.89 % eWEAU Muataz Hazza Faizi

Al-Hazza et al [5] lanTadpfimnzaudminiinuidnge lasiinmimndaniniagnd
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ANuuds 52-56 HRC lasinuatadsfe anuisiaa f 120-240 m/min 8a31tJaw 0.05-
0.15 mm/tooth uazszeztlaidn 0.10 — 0.20 mm wudwﬂm‘i’mﬁmmmuagjﬁ anusaa
240 m/min 878 0.05 mm/tooth Lazszezlauidn 0.20 mm aN&1@L Ali Abbar Khleif et
al 6] leédnwrsasuansznuannsiinuaiowlulunisnau dgsnadanisdannisvas
m’%‘aaﬁauazmmﬁwmuﬁa%umuﬁ'm”aqmmmaa 316L lagiinuaninuisisauaes
1389887 350, 550, 930, Laz1100 TOUAIWT LEINIAIUIANIAIANNSIGA (Cutting
speed) 3z lddn 20, 31, 53, 62 Wwasdauf lasldarszusilaudn (Depth of cut) LazaaIN
ot (Feed rate) A97 2.25 TafuAs Laz50 TaRUATAOUT ANUEAU REINHATHI
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] = v ¥ A a = A A a A = s
dawfl uazildiaaiaef 30 wifl nsfinniavedintasiioszlidgigananuing 62 was
dowfl lanlwdnanumenfafinga R, = 1.526 lulanuas

2. JaniszavAaaInsian

21 alSeufisuiian19nsnasuszning G41 uss G42 lavldiesasnasaluge
(CNC Milling) ?;u PC-MILL55

22 ewidanlauazfiamaluminanuimanzsuidnadofinnuneuiiy (Surface

roughness)

3. esasfianlslumsise
3.1 n389nasaluil@ (CNC Milling) 31 PC-MILL55 LA389RNUNNTRY EMCO wazld
WUUMUAY EMCOTRONIC TM02

31 1 L3asnnsaluaia (CNC Milling) 3% PC-MILL55

3.2 L7849 Surface Roughness Tester 3% $J-400 (Stylus 5um) T@AIIUREIUA
N19331% ANSI 1995

3UN2  1A3299AANNRLIVED SJ400

UNADIUINY ANU:IAINSSUANAQS UKIDNYNAYINBUUNUAC



E 5 l] Kasem Bundit Engineering Journal Vol.8 No.3 September-December 2018

4. IEMTANRIG

mﬁa”m%‘ffuﬁuiagai@ﬂ’l’ﬁm%l'adﬁ'@é'miuu”ﬁ (CNC Milling) 3% PC-MILL55 LATasnaNy
N3¢ EMCO uazl$3zuuaiuqu EMCOTRONIC TMO2 [7] naaasla s151Anns1Eein
waaidu (Coolant) lFiagnaiindsuaziiudayalasitnireanuuunisnasesuuunnd
ﬁwu@ﬂﬁﬁﬁﬁﬁmmuqmﬂﬁm 4 938 @0 AANIINNINATUIH ANULSITBY (Spindle
speed) aa3117a% (Feed rate) uaz3zezlauin (Depth of cut) iTasaranuaunlfaanuuy
nnaaed lagnageunuduiuuazfananouauestdud1aanune i (Surface
roughness) lagfinoazidoauasnsmnuatlasuasansred 1
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MINN 1 AagNAa ﬂaﬁ'ﬂmnquua:szﬁ'umaaﬂaﬁ'&muqu‘l%m‘mmaa

'S'aqﬂﬂaau ﬂarﬁ'ﬂmuqu szﬁuwaaﬂaﬁ'ﬂmuqu

AANNININATUING (G) 2 32U : Code-G41, Code-G42

. AMULSIaY (N) 3 32U : 1200, 1500, 1800 FaUGaMN
NOILARDY — — — —
aaaw (F) 3 52@U : 80, 100, 120 AaALNATAaUNN

seaztfaudn (D) 33200 : 3, 4, 5 AanLuaT

MNeT97 1 uaasTTaspusssasTeslunIneaesias I 99 3 T30 3 e
waz 1 7258 1 5200 WInYinIMesaduuL Full factorial design 3¥da9vinIsnasasniamn 3°
x 2" = 54 NINARBY D9lwnInaasILdazasszdenlTineun Lﬁ%ﬁﬁ'ﬁ@; maqﬂﬂmi Gl
\n3esfia uazenldinndu 9 Lﬁal,flumia@@h’l%ﬁi']U@”\‘mmﬁmmmiwmaﬂ@ﬂ%‘i%mg%
oaadiwinasslunmasaslasluudazfienisnisiauesd 3 Tase Tasuas 3 see
WHWNSNARBITIANNZENAD Orthogonal Array L9 $9832uduaNBEs2YINTY 9 uas
sansnmnuauaunimasadlasld Orthogonal Array L9 auitmndas naasluanaef 2

waMRuaLIan UM INARRINNANTINN 3
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M1319N 2 LHBNIINAABY (Matrix Experiment) Ntz &@a Orthogonal Array L9

. szauilaay
Aa1AUNIINA|I
1 2 3

1 1() 1() 1()
2 1(-) 2(0) 2 (0)
3 1(-) 3 (+) 3 (+)
4 2(0) 1() 2(0)
5 2 (0) 2(0) 3(+)
6 2(0) 3 (%) 1()
7 3(+) 1() 3 (%)
8 3 (%) 2(0) 1()
9 3(+) 3(+) 2(0)

AN3191 3 mMInwatianlanimaaasmaukwnIsnaaadlagly Orthogonal Array L9

1991 ﬂﬁﬁﬁmimnqu‘lummﬂam
. D N F
FIATITIHARES szazilanan ANNL53DL ansilan
(mm) (RPM) (mm/min)
1 (1) 3 (1) 1200 (1) 80
2 (1) 3 (2) 1500 (2) 100
3 (1) 3 (3) 1800 (3) 120
4 (2) 4 (1) 1200 (2) 100
5 2) 4 (2) 1500 (3) 120
6 2) 4 (3) 1800 (1) 80
7 (3) 5 (1) 1200 (3) 120
8 3) 5 (2) 1500 (1) 80
9 (3) 5 (3) 1800 (2) 100
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MNUHBNITNARBIAINITNNTNNT lasf1ruat/a3e 3 Ua3p TJaduas 3 52y laun
ANUTITOL (Spindle speed) aantlon (Feed rate) uazszezfanin (Depth of cut) %dvl,&im&l
T3 U09R AN NIRRT WITUEIT 2 3261 Ao G41 AemsTalTssadaaniaaonnisudny
(Tool path Compensation Left) uaz G42 fansTalTaiAiaannaaann1Id1uuaN (Tool path
Compensation Right) 34@asvinnisnasay @]’mLLN%ﬂﬂiﬂ@ﬂﬂd@]’]N%%ﬂ’]g’]ﬁjﬂ% 2 A9 e
LquLﬁmLL@iﬁﬁﬂmamm”@%ummhaﬁ'm?’aLLamlugﬂﬁ 3 w4 Gougasfian1ensiafani

PpINBNNG LwﬂummLﬂm%waamsﬁ'@mu@aﬂﬁm:ayjﬁ'uﬁu@ilé"z%ummzmﬁauﬁ

———'——' s Ga1 Tool path Compensation Left

(\
U

5UN 3 sduvumiemzasAIdIN1In G41

s Ga2 Tool path Compensation Right

£ )
U/

sUN 4 sduuuMIIRBaIAIEINIINA G42
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5. JBADWNIINAADY
FUINWNAFAULDUNDILAFDIVUIN 1x2X0.25 %7 HIWMTUNARBHIGUA UUENDAN A9
u,amlugﬂﬁ 5 LAZVINNITNAMINAANII GA1Uas G42 UINAanAs LT HInaatdn lasns
fruatianlunsnainuay Orthogonal Array L9 wadvinnsiaananunenuf lunui X,
o @ [ A oA e o A I o & o A
BRZ X, NSO waladsa e beiwaLduaInuuaIn1INaasdn muamlugﬂ‘n 6 LAz
lanadIaNurNURIANAITIN 4

1 U 1
3UN 6 ARNNTINAIANNNLIVED 229 G41 LAZGA2
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P a = A A a a o
N1319N 4 mw&mmnmmaa‘naamaaa‘nmmmna‘nﬁwamaaﬂ%ﬂ‘lumsﬂﬂaaa 9 ?.‘!@’l

ALNANINITNA G41 az G42

L. nen1en1Ine G41 199 AMNRYIVAD : (um)
A1AUNT
D N F
NAaDY G41 G42
(mm) (RPM) (mm/min)
1 3 1200 80 0.72 1.04
2 3 1500 100 0.70 1.35
3 3 1800 120 0.66 1.04
4 4 1200 100 1.07 1.49
5 4 1500 120 1.26 1.24
6 4 1800 80 1.19 1.45
7 5 1200 120 1.15 1.70
8 5 1500 80 0.95 1.24
9 5 1800 100 0.96 1.41

6. HANIIALIWING
a a { v 1 v A YV o Qs % %
a]'mLLNumi'ﬂ@aaammﬁmimgmﬁ%nmﬂa Falarinuailade 3 123w aduas 3
s2au lelA A1wL3178L (Spindle speed) 8aT1law (Feed rate) wazszozilaudn (Depth of

cut) INATAATIZA LaNanadh

6.1 @19a31d@21 S/N — Ratio 2a9ANNARLIVH

ANNITNARAUTUINWAETAUTITIARANANINW LAAIAINRLIUAINIAIININ 4
a1 Flunsdwinenidn SIN — Ratio lagd1aMuneNURIRIAN1803182% S/N — Ratio TH
A A o A A 4 o AdaA A
nenauawaINRBNEAADANATIZA (the smaller — the better) AUFNNTTN 1 UAZAINTD
agﬂwavl,ﬁmumswﬁ 5

S/N — Ratio LUy the smaller — the better

SIN = —10|og(%2yfj (1)

i=1
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Wa  S/Nunuaasauzad S/ N luudas Experiment Number
n WN% IUINNNTNARBIT MslLAaz Experiment Number
y; wnuaA1aauanad (Response) TundazATIvaIN1INAaIvaILAazExperiment

Number

A13719% 5 a@é’mwzhu SIN — Ratio @1 IHATAITNALIUINNHANIINAFDY 9 o)

e e |
. aaian
. Jauan | vou G41 G42
AAUNTT (mm/min)
(mm) | (RPM)
nanay
A AN SIN-
D N F .. |MSD |S/N-Ratio . |MSD
WYTURD WYTURD Ratio
1 3 1200 80 0.72 |0.52 2.85 1.04 |1.08| -0.34
2 3 1500 100 0.70 |0.49 3.10 1.35 |1.82| -2.61
3 3 1800 120 0.66 |0.44 3.61 1.04 [1.08]| -0.34
4 4 1200 100 1.07 1.15] -0.59 149 | 222 -3.46
5 4 1500 120 126 |[1.59| -2.01 124 | 154 | -1.87
6 4 1800 80 119 |142] -1.51 145 (210 -3.23
7 5 1200 120 1.15 [1.32] -1.21 1.70 | 2.89| -4.61
8 5 1500 80 0.95 [0.90 0.45 124 | 154 | -1.87
9 5 1800 100 0.96 [0.92 0.36 1.41 1.99 | -2.98
Average 0.56 Average -2.37

nassis andiuldindienuneuiives Ga1 ‘ﬁ'vléfagﬂuma 0.66-1.26 lulasiuas
LL@:ﬁﬁﬂﬂﬁdLﬁﬂdLuu&l’mig’]u (MSD) 189¢1aMN%eNUR88 325319 0.44-1.59 AU
S/N-Ratio ‘ﬁ"l,é]”maa@hmm%muﬁaayjizwjn 2,01 119 3.61 lasddLadzvas S/N-Ratio ag;‘ﬁ
0.56 LAZANIAIMURLIUNIVDY G42 *ﬁ"l,@i”agsluma 1.04-1.70 lulasiwas drnanadosiumn
W19331% (MSD) 1a9A1ANNNNURI8E 32739 1.082-2.89 §@7d1 S/N-Ratio 71 ldaasen

ANURENURIBE TN -4.61 514 -0.34 lauidaduvas S/N-Ratio ayjﬁ -2.37

UNADIUINY ACUDAINSSUAIANS UKIDNYNAYUINBUUNIAQ



Lab

Kasem Bundit Engineering Journal Vol.8 No.3 September-December 2018

6.2 N13IATITHAT SIN-Ratio LaR82BIAMARINLAIVDS G4

@1 S/N-Ratio Laﬁiﬂmadﬂ%”ﬂmuqu’l@ﬁ@hmﬂ%mﬂm']mﬂﬁim”uﬂﬁ]ﬁ'fﬂmuqumzﬁ
Havhligunwinueanin i@ laglduansiianzianinaesifadslasanduen SIN-Ratio
LR YBINNREILAIAINNTIT 6

A1391 6 N1z answavasiladalaaa1daa1S/N-Ratio LalaaNReUR2 G41

fin S/N-Ratio Lade
11998 53@%‘7‘1‘ 1 iz\ﬁ’uﬁ 2 iz\ﬁ’uﬁ 3| min max |max-min| %main effect
D 3.19 -1.37 -0.14 -1.37 3.19 4.56 77.81
N 0.35 0.51 0.82 0.35 0.82 0.47 8.02
F 0.60 0.96 0.13 0.129 | 0.96 0.83 14.16
I 5.86 100

31NA1319716 @1 S/IN-Ratio Lade ﬁ]:gﬂﬁ'}mlﬁﬁiaimwzﬁmSwﬁwamaaﬁfﬂﬁi's 91N
Na@hwaa@iwaaszﬁuﬁﬁ]ﬁ'ﬂﬁqa (max) Lazen (min) waz¥innITiaInsisasazaidning
Wan (%main effect) Tasudazifaseasil 10917238 D=77.81% vos1Tass N= 8.02% vasiase
F=14.16% WU szezdandn (D) luiasanfnadadn S/N-Ratio L8 8u09ANUREIUAR
maa%mmmnﬁqﬂﬁmflu%am: 77.81 v94a4301f8 aas1an (F) uazauiiasau (N)
AuEaU 3NHaluas9i 6 MINInaInTINNaneuawes S/N-Ratio I@ﬂi‘fuagﬁ'ﬂmmﬁ'ﬂ

ﬁgﬂﬁﬁmmﬁm%’uLwia:i:@”uﬂaﬁ'ﬂmeaﬂszﬂus’wvl@”@?'agﬂﬁ 7

Main Effects Plot for SN ratios
Data Means

] N F

Mean of SN ratios

Signal-to-nose: Smailer is better

{ o o ¢ v 1 o o 1 . a
E‘ij‘ﬁ 7 ANNUFNNWDIVDIIZAVA ) 2091]298nUA1 S/N-Ratio 2aIANRLILNI G41
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Lo/

mﬂgﬂﬁ 7 WUIMNT2aUT298 N Was F Nuand1inuinasdadl S/N-Ratio 2836107374

RENURIVITWINY B8N LUBLAIUNUIZ AU D NLANeNINwiNasiad S/N-Ratio U89

ANAMURIIURIVDITUINUUN I@]ﬂﬁ D 32QUN 2 ‘ﬁ’]lﬁﬂ’] S/N-Ratio 289A1AMNURLTURD

maa%umm‘hﬁq@ I(ﬂEIE‘T?l]i]’]ﬂﬂi’]W%’]ﬂﬁadﬂ’]{lﬁlﬁﬂlﬂﬂ’ﬂwﬂ muﬁwaa%ummﬁﬁqﬂ 7

A19ua D 520UN 2 Aa 4 IafwNas, N 32AUN 1 A8 1200 LNATEAUIN Las F 52aUN 3 Ao

120 JaRLNATADWIN

a €1
6.3 n13aIzrnaIaNnlsdsnay G41

ﬂﬂi’?tﬂi’]:ﬁﬂ’ﬂwLLﬂiﬂi'ﬂ%LﬁaLﬂ%ﬂ’]i@li'ﬁ’ﬂﬁﬂﬂﬂﬁ’]&lgﬂﬁadﬂl 29NNINARDY FIRTLNNT

nanasiimualidinnuiaiun 95% (O = 0.05) ldnanInaseudizin 8

Method

Factor coding (-1,

General Linear Model-Ra versus D, N, F

O, +Ly

Factor Information

Factor Typ= Levals Values
o FPixed 2 2, 4, %
" Fixed 3 1200, 1500, 1800

Model Summazy

Bz = 0.8&22

- 00258 H_1800 -

F Fixed 2 EOD, 100, 120

Analy=i= of Variance

Joure= DF Edj 33 Adj MS E-Valu= F-Walu=
he} 2 0260622 0180211 1566 0.0&0
H 2 2003088 0001544 olz Daez
F 2 Q012622 0008E11 0as 0.540

Erxor 2 0023022 0011511

Total 8 O40£356

2 B-=q B-=giadj)P-sgpred: 0107280

Comfficients
Taxm Co=f BSE Coaf
Constant f.e&22 0.02s8
o
B -0.2€E88 0.050&
4 02111 0.0506
i
1200 o.0178 00506
1500 0.0078 00506
F
20 -0.00E88 0.0508
100 -0.0522 0.0508

Begressicn Eguaticn
- DLZ2EE2 D 2 -+ 02111 D 4 + 00578 D 5 « 0.0178 W 1200 - 0.0072 NW_1500
QoD% F 80 -

TValu= FValue VIE

28891 0.00L

-5.22 0.034 123
217 0052 133
035 0752 133
D15 0a%z 133

-0.18 0.877 123

-1032 0.410 123

9233w 77.34x 000w

00522 F 100 - D.0€L1 E 120

s 8 N1ILAERAMNLTUIIBEINTU SIN-Ratio DaIAMNALIURD G41

mngﬂﬁ 8 WU P-value Tadtfadanagaund 3 taae laudifasslansinadanaininu

wenuAladlivedany laofidads D Afid1 P-value Ind 0.05 infign uaasinszozilon

1 1 1 a 1 b o s & v s a a a et { 1
(D) E‘NNa(ﬂaﬂ’]ﬂ’ﬂ&l‘ﬁEl’]‘]JN']aEJ'Nﬁ%EIﬁ’]ﬂIy smaa@maaanumﬂmi’l:ﬁaﬂﬁwamaaﬂmﬂﬁ’n
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6.4 N1321A3121AY S/N-Ratio LafguasAMNARLIURIVDS G42

@1 S/N-Ratio Lade ﬁ)zgnﬁmﬂﬁﬁ'a’nﬂﬁzﬁmS'ﬂﬁwa“uaaﬂﬁm”a IMMNHAGIIVDIAVDY

szauiaduNgs (max) uazd (min) uazyinmsiiesziouazuasdniwanan (%main effect)

PpILeazUa809% VaIUI D=52.03% VaIUA8 N=17.26% 1831228 F=30.71% WL

szozifoudn (D) luldsndnasdasn S/N-Ratio 1aAEUIANURINUAIVBITUNIUNINNFA

Aaidusosas 52.03 va9asnnfe aandan (F) iusasas 30.71 wazanuiiisay (N) usas

82 17.26 ANEOL AILRASIAITIN 7

M139N 7 NIAIITHDNSNaVaITaulnaa1daA1IS/N-Ratio 1RRUAMNRLTURD G42

f" SIN-Ratio 1Az
11998 Szﬁuﬁ 1 iz\ﬁ’uﬁ 2 iz\ﬁ’uﬁ 3| min max |max-min| %main effect
D -1.10 -2.86 -3.15 -3.15 | -1.10 2.05 52.03
Ve -2.80 -2.12 -2.18 -2.80 | -2.12 0.68 17.26
F -1.81 -3.02 -2.27 -3.02 -1.81 1.21 30.71
RIeEY 3.94 100
ﬁ]']ﬂ@l’l‘i']dﬁl 7 RIVNINRIINININNAADUAUDY S/N-Ratio I@]U%%Q%Jjﬂvﬂﬁ'n%sﬂﬁgﬂ

ﬁwmmﬁm{uLwia:i:@”uﬁ%”sLLazwaﬂszﬂm"su"l@T@”agﬂﬁ 9

Main Effects Plot for SN ratios
Data Means

N

Mean of SN ratios

a

Signal-to-noise: Smaller is better

1200

53U 9 ANAFANKEVBITEAUET 9 2aILRINLIAT S/N-Ratio 289AMNRETUR G42
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ﬁnﬂgﬂﬁ 9 wuinfiszaudass V uas F Auandanuiunadadi S/N-Ratio 20910213
WNUAT89TWN% oo Walfisuiuszeuasy D Auanderiudnased SN-Ratio 199
A1ANURENUAIT89TUI UL Tasfi D 52eUR 3 ¥inl¥e SIN-Ratio 28961ANNRENDA
maa%umm‘%wﬁq@ I@ﬂa@ﬂﬁnﬂrmW%wnﬁaami‘l%‘”’lﬁmm’lwmuﬁwad%ummﬁ'rﬁ'q@ A7
AAna D 320U7 3 Ao 5 TadluaT, V 52aufl 1 fia 1200 lWaATAOWT waz F 32ouf 2 da
100 JaRLUAIGDIOU

a €1
6.5 n13LaIzraIaMNLlIUIIN G42
mﬁmin:ﬁmmLLﬂiﬂsauLﬁaLﬂumsmnaaummgné’awaamsmaaa fNIUNS

nanasiimualinnuiodun 95% (O = 0.05) ldnaniInasaueizua 10

General Linear Model: Ra versus D, Ve, F
Method

Factor coding (-1, 0, 41}

Factor Information

Factor Type Levels Values

D Fixzed 3 3, 4, 35
Ve Fized 3 1200, 1500, 1800
F Fixed 3 g0, 100, 120

Enalysis of Variance
Source DF hdj 55 Bdj M5 F-Value P-Value

ju] 2 0.1557= 0.07382 1.20 0.4:54
Vo 2 0.03042 0.01521 0.23 0.814
F 2 0.04505% 0.02254 0.34 0.747
Error 2 0.13282 0.0ee4l
Total 2 0.3e805

Model Summary
=1 B-sg R-=giladj] ER-sgipred)

0.257704 E3.52% 0.00% 0.00%
Coefficients
Term Coef SE Coef T-Valjpe P-Value VIF
Constant 1.3285 0.085% 15.47 0.004
0
3 -0.186 0.121 -1.53 0.2e6 1.33
4 0.0&4 0.121 0.83 0.645 1.23
Ve
1200 0.081 0.121 087 0.573 1.33
1500 -0.052 0.121 -0.43 0.708 1.323
F
4] -0.086 0.121 -0.70 0.554 1.33
100 0.028 0.121 0.72 0.548 1.322

Regression Equation
Ra =1 3285 - 016 D 3 + 0064 D 4 + 0.121 D 5 + 0.081 Ve 1200
- 0.052 Vo_1500 - 0.02% Ve 1800 - 0.086 F_20 + 0.0B2 F_100 - 0.002 F_l20

31110 MazRaNnlslsIndEInsU SIN-Ratio 2aIANNRLILAD G4A2

mﬂgﬂﬁm WUIAT P-value 18417998nagaund 3 1398 hidiasalanssnadadiaing
wonuAladdveddy lasfidads D Nfld1 P-value Ind 0.05 1nfiga ugasinszuzlan

1 1 1 a 1 L o Q A v Qs a a a Q 4 1
(D) snasiasauReNUAlagNlinIEAY TIRaansaINUNNTIATERaNTNaTaITaaNn
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7. andmgnanIsA I
71 anudnnusvasanunguinazdanlalunnsnau

ndenlunstasunuildtimualy 3 Tase Tasvas 3 s2av ledun auisisey
(Spindle Speed) 8@311aw (Feed rate) uazszazilawdn (Depth of cut) innNTNagaUNL
Fuam nasndns Iawansil

AANININANK G41 anunenLIdanuaNNFINBIAUMIMRKadaszasTauan
(Depth of cut) &% ANLSITAY (Spindle Speed) Lazaastlan (Feed rate) lilnadans
wWanuulasasdnnunenuia fszduioday 0.05 naafe nawdsuudaseszozilan
&n (Depth of cut) axfinadanIUaBwLL898IFANMURINUAITBITUNUN DI WA BIT KL
mynalaglildimaniin uanadasuudssaianuisizey (Spindle Speed) waz aailan
(Feed rate) a2 liisanadan T A uulasa9fAN NN AT U

fIuAfaNINIias G42 manunenuirlidanuanusunuiiudasens 3 Tass
ﬁi:ﬂ”ﬂﬁﬂﬁﬂﬂ“’mv 0.05 nade n3tasnulasAinaNuiiisay (Spindle Speed) 8a311Tan
(Feed rate) uazszazilaudn (Depth of cut) sz liiganadanafouussasdrnnune i
PDITUI

7.2 aa@i‘ﬂsznafuG;auvlﬂumsﬁ'm'mﬁmmzauﬁqm

nndanlunistasunuildtimualy 3 Tase Tasvasr 3 s2au leun anuisisey
(Spindle Speed) 805117a% (Feed rate) wazszaztlandn (Depth of cut) inA1INAFaUAU
Fuunadwaes wudwﬁadﬁﬂi:nauL’ﬁiau"lmsl,umiﬁ'@muﬁmm:auﬁq@ﬁa

AAN1INIINANN G FUAIIMARAAIAITNIEIT0U (Spindle Speed) 32aUT 1 fa
1200 T0U/W17 fdasnlan (Feed rate) 3eaLfl 3 Ao 120 Tafiuas/wfl uazszaziaudn
(Depth of cut) 32Ul 2 fia 4 Tadiuas Lﬁa’l,%”l,ﬁ@hmnwmuﬁamaa%umuﬁaﬂﬁq@ lagan
manasavlddinnuneufan 0.84 lulaswas

AANIINIINAINU G42 FUAITIIMUAAIAINNLEITL (Spindle Speed) 3zaufl 1 fa
1200 50U/ A18as11Ton (Feed rate) S=auf 2 @0 100 Jafiuas/wiil uazszozdausn

(Depth of cut) 3zaU7 3 Aa 5 Fafiuas iHalildrAnunouAIraTwUiasfiga lasan

mMInasas ladianurenuRin 1.60 lulasiuas
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8. avUnansanbuan

nnTanlunsnadwun laiinua b 3 Ta98 Jadsaz 3 2au laud ausiseu
(Spindle Speed) 8@311a% (Feed rate) uazszztlauin (Depth of cut) KNNINAFOUAL
: = a o U a d' o [ >
TUNWNaINnaed laufian19anIsnau G41 Laz G42 Wuin AANNRANZENERIUANING
NBINRLY A NANIINNTNANY G41 nTzliarANuneNLfAIeIEwuanin ladiany
weNUAIN 0.84 lulasiuas lasiinuaainiuisisay (Spindle Speed) 52aUN 1 fa 1200
Jau/wfi anaatan (Feed rate) 52aUN 3 Ao 120 FadLNAT/UN wazszazilaudn (Depth

of cut) 32AUN 2 Ao 4 TaRLUAT
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