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CHOOKID NGAMWONG : THE EFFECT OF CUTTING CONDITIONS ON THE
SURFACE ROUGHNESS IN TURNING PROCESS AT Al 6063. ADVISOR : ASST.
PROF. DR. JINTAWAT CHAICHANAWONG, 93 PP.

This research aims to study of the optimum cutting conditions for machining
aluminum strip to the surface smoothness (Ra) with automatic lathes for the
components used in industrial, automotive parts and industrial machinery. The
studied factors are cutting rates, feeding rate and the depth of cut which cause the
surface smoothness (Ra). For the trial consumption of the project are cutting rate at
60 - 120 meters per minute, feeding rate of 0.1 - 0.4 mm and the depth of cut 0.5
mm which the terms come from analysis of the turning process condition.

The analysis of the turning strip-shaped aluminum’s result shows that only
feed rates affect the surface smoothness. After the result, I’ve designed the
experiment using more delicate conditions of the machining feed rates and cutting
speed to analyze the process’s regression. The feed rates are set at 0.1 - 0.4 mm per
minute, cutting speed from 60 - 120 meters per minute and the depth of cut 0.5 mm

for the analysis of machining conditions.
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2.1 agiiluuazlavenauvasagiliiley
a a a IS I ° 3 o b
sgiliflsuuaglavgnanvesegilidouininuvuinum (2.7 ¢/cm’) diausounas

PAALG R NUNISARNTOUR LUANINEWIARDUUINANIILIINNILUUITENNE langoaiidey

Y
a

il
eson1suUiiesndanumiledgs wueglilleunseanlaninnisinegiifenusgns

al

Hy

'
a o

i a a A o = = a va A o a a
Lu@ﬂ'ﬂ]’]ﬂ@@ﬂLuaumiﬂiﬂﬁi’]qmaﬂLLUU FCC ﬂﬂﬂﬂmﬁNUWLVUUQLLZJ‘V]QﬂJﬂﬂlIGn @QNLUU@J 7\!

Y

ho

VoA (600 °C 1220°F) vililsianunsaldanungnmgiigeninile

1a

auufnianavesegiienonnintulilaen15TugULEuLaZN AN FNEL UHTD
panaTvinhi audRdununisinnseuanas s1eiifeulduaudundn fie newas uwuntidey
aa < 2 = PN ! 1% b a o 4
Faneu wuinlla wardined lavenauiliauisasuyuliagusenoumaaiedrinlingg
iuauudeusslalaenisvilnduansazanevesudainiu dwivegiidounauduy awise
gulgl (uudiuunnmzneu) nszsigrauiinasldiliianisanaznousesnanass 9
analalldansuszneveglifionnls wiu MgzZn,

lnevlulanenanvetogiifiendndulanenasuaslavenaniugunianadiunay

MWARNY 2 NFUUBNAIEAIAY 4 NaN FanuneauTuiaasleUu wasuNnsaiudiny

s
a

U3gvs dmsulaneviaeyanallunazogszninsdemangaring naenavaeananiaslu
a a Y o aa o J 1 = @ v W

\ASeaNelnnansagdenuAnssuIoN19A1NIaU (Temper Designation) Ba1UufI8nys

38189 1-3 nanvgvivenautinienauaznssuisnieniuieuse (Asfabricated) H visngiis

ANNRALANLLTIINANULATEA (Strain Hardened) wag O MUNEAIANINANIUNITOUDDUY



way T3 vuneds lavenaugnevararsiluiiowed Nun1s3nuudInsunsssuyf il

lavgnaununsevararsluieeiiuwasmunisvussazlddyanual T6 drunaunis

£%
=

il Aevantd waznislilavenauveseralillenunsviaviangulane nasuaglangdusuniang

Y
a

lanenauveseralifdeuldyindesasdu a1n1feiu nszUaudes Arsalaeans Judrusasus

Y

i LA3R3EUA gngu wardiuddemndmsevioiglodnunisein 2.1

Y

M15199 2.1 diuraunisall audiniena uwag mstddmiulanenauvesegiileuvaleyin

[2]
Aluminium UNS Mechanical Properties
Association uNumber | Composition Condition Tensile Yield Ductility Typical
Number (%owt) (Temper Strength Strength [%EL in Application/
Designation) [MPa [MPa 50 mm Characteristics
(psi)] (psi)] (2in)]
1100 A91100 0.12Cu Wrought,Nonheat- 90 35 35-45 Food/chemical
Treatable Alloys (13) (5) Handding and
Annealed strage
equipment,heat
Exchangers,  light
reflectors
3003 A93003 0.12Cu,1.2Mn, Annealed(o) 110 40 30-40 Cooking
0.1Zn (16) (6) utensils,pressure
vessels, piping
5052 A95052 2.5Mg,0.25Cr Strain 230 195 12-18 Aircraft fuel and
Hardened (33) (28) oil lines, fuel
(H32) tanks,
appliances,rivets
and wire
2024 A92024 4.4Cu,1.5Mg, Wrouht,Heat- 470 325 20 Aircraft structures,
0.6Mn Treatable Alloys (68) (a7) rivets,
Heat treated Truck wheels,
(T4) screw machine
products
6061 A96061 1.0Mg, 0.6Si, Heat Treated 240 145 22-25 Trucks,canoes,
0.3 Cu, 0.2 Cr (Ta) (35) (21) Rail-roadcars,
furniture,pipeline
7075 A97075 5.6Zn, 2.5 Mg Heat Treated 570 505 11 Aircraft  structural
1.6 Cu,0.23Cr (T6) (83) (73) parts and other
highly stressed
applications




M15199 2.1 dauraunieail audfniena wag nslddmiulanenauvesegiiloualevile

(si0) [2]
Mechanical Properties
Aluminium UNS Composition Condition Tensile Yield Ductility Typical
Association | Number (Yowt) (Temper Strength Strength [%EL in Application/
Number Designation) [MPa [MPa 50 mm Characteristics
(psi)] (psi)] (2in)]
295.0 A02950 4.5Cu, 1.1Si Cast, Heat- | 221 110 8.5 Flywheel and
Treatable Alloys (32) (16) rear-axle
Heat treated housing, bus and
(T4) aircraft wheels,
crankcases
356.0 A0356.0 7.0Si, 0.3 Mg Heat Treated 228 164 35 Aircraft pump
(T6) (33) (24) parts,
automotive
transmission
cases
watercooled
cylinder
blocks
2090 2.7Cu,0.25Mg Aluminium- 465 455 5 Aircraft
2.25Li,0.127r Lithium Alloys (66) (66) structures and
Heat treated, cryogenic
Cold worked tankage
(T83) structures
8090 1.3Cu,0.9Mg,2.0Li, Heat treated, 465 360 Aircraft
0.1Zr Cold worked (67) (52) structures that
(T4) must be highly
damage tolerant
A

waz ey udszenaldlunisvudaiioannislal

Tagdulaiinsaulathealiilonuaslan

)

aa s a N a
UNUAITURUILUUANT BINLBU LLUNULBYU

v '

wa

YN o Taniendiaudan

dnAey 1wu ARLTeusagng (Specific Strength) #anefednsIEIUANLTLTINTOME S

[y 1

an

E
A aa ' ' | I3 A A d Vo1
auwuﬂqquﬂquLUUQ\iﬂfJﬁl LYULARAN LLWLiJ’e]L‘I/IEJUﬂﬁW]iUIW]@MU’JEJu

SR Rl PRFIIR AL RTRET R

'
o 1

¥
o

WMUNKEI819g9N T

aAUENd e Wi lavenauvederglilenenalidianuuduswdioiieuivlans



wannuudslaiaunlavenauegiion-aiieu 1dlugnamnssuasesdu v1u

=B [

01 lesannandsnanimiumuuiudeutish (2.5 uay 2.6 ¢/cm’) flduegdadumy
a¢ numuanudlFFn wazlidanuunsegeuiazlilusuioamglinn Yaquiswinds
annsnguudsuunnaznould egslsimunsadalavenanidsaunninisuanlans
wanvesegiifioumlumszidesldnssurunsmeliafivrwiosandfiousaiau fizen

Al

2.1.1 ogfiflentuzuifu uae egfilenduguifuney (Wrought Aluminium and

Wroueht Aluminium Alloys)

eafivflenTusUidu wag oaliilenTuguidunay (Wrought  Aluminium  and
Wrought Aluminium Alloys) @11sasiuuneeninegldiuay 4 wan lneduavudnividady

NswUiNguvetezaiilenTaanunsaudsla 9 NguUATIN 2.2

'
=) o

A13719% 2.2 dydnwalnldunuegiientugidu way oglilenvuguidunay [3]

deyanual sanidugaunaundnluszgiiion
1XXX ovgiifloniifianuuiavsliidosndt 99 iedlows
2XXX 72As (Copper, Cu)
3XXX unsnia (Manganese, Mn)
AXXX Fanau (Silicon, Si)
5XXX wuni@es (Magnesium, Mg)
EXXX wunt@uAUTanaU (Magnesium, Mg and Silicon, Si)
TXXX d3ngd (Zinc,Zn)
BXXX ﬁﬂ@!’ed)luﬂ (Other Element)
OXXX galudile (Unused Series)

'3
a

agilillonuIans (sunsu 1XXX) Nldluaugraivnssuazialng Usgndves
pailfleui 99.0 % §1 99.9 % egiieslunguillianudumu msianseulad a1nsat

I azanusoulan wazdeanunsoaznounadlanvsneulalunisudnunsaznounaaluly

wisneus uenandudsanansadludugulddeianisdn Heu uwaztuguiusoe
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nIEUIUNTIN Anuaanalunndensglunasifiumels wioglilleuuigniesiidelde
Aelusuvesnnuudauss uaznuantinuanadishninfanuindu uifannsauiuusldlag
maiiusnideduilelinuantiudsuniadly vienstusuidufonisvliudsldfoay
LAY (Strain Hardening)

IS A

a & a N < wa
23LUBULIINBILAY (BYNTN 2XXX) LUUDRULUEUNAIIULTILIIEY AUFNUANI
nalndfesiumanndiaisueun Tagansaiinnisusulgenuaudinienaliaaulanig
n3suIsneanuseulalaeviiniseuazany (Solution Treatment) wag YU (Quenching)
91ntdulanslvinnazneau (Precipitation) @9138nNT2UIUN1TUIIN198UUL (Ageing
Hardening) ¥4A18189N1TDVUNAINAIUITALUNITAIUNIUNITAANIOUIZTANAL UAY
ANENNsaluNIsenvetes v lintiarsinitulindus Aeazeulaennlanevziinnis
gouMNuLTRN AUININYIINSWeNRaAIETENINARBN1SEMYA
a o = = & a = A wa a 9 a o
agillengauuanilla (aunsu 3XXX) {Wuegililleuniauanls willouiuegiiiiluy
a < ra < va o ! U 1 & Al [ wa
USavsusiianuudasauazaaaninienanindy daindunquilianunsausulsenaands
MEuNsTNIsNeeNTauls
agiulondeTaneu (eynsu axxX) egliflsuviinlidninlunguiilianmnsausuly
AALURmanIsIIasRNTeuld uilieegluanmuesmaivzlvadilifuasunsudesiiae
Liinnsuandvisluanmieunazdu awueglifiendslavldlunmsduaiafudmsuey

a a

pailiiluuidouazagiitiuamae

Y

a

A A ng IS a ! b a a
DAULUYULIDLLUNULTYU (@Hﬂﬁll 5XXX) ‘UNF’]NILIﬂ’]iLGlllLLiNﬂ']Uﬁﬁﬂl‘Uﬂ'ﬂEJEJ@JZLILUEJ&I

Y
= a Ao 1 & 1A ) wa v ax o Ya o o
Werdaddadndunguitliaunsausuussnuantinenssuiznianuieuladeuiinlui
aaRndmsusumlouivaynsy aXXX usnandudieniiluviidudmioninussquia

(Storage Vessels)

¥
[ {

a - A aa a o a o [ oA
padillonauunilidoy - Fanou (unsu 6xxX) egilllvuvlaldadndungui
anusausuUTIRaantiniananienssuisnisnuseuls Ianuudusuazauaulinina
VANDANAIT AIIUAIUNIUANTARNTBURAEAIINEINITOIUNITWUTFUaEA NN TS
Wweneglunasinneld wildedefalliethegiilondevilailuvinisieunienssuisnisiv
ANFDULUUANNS) AIIAUTALU LT oNE DU
a a = Qo =) a a a a A A o =
safillouidedensd - wunfileu (aunsu 7XXX) egliflenyieiinisiiesndinsd
# o N & o a P a o
Jusgminuazusanfadusinsesueninniuduinesunsiasiasilleudniantes agiiies

\Fonguiliinnuudanssuazaaauiivininisnanfunuasiuiminug amuiIunIunsie
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njeutazauamsalunsitenegluinasifineuiiaiimzaziinnsseusunaun
o eglifisuviaidnindunduiiannsatiuseuaudinanadenssiinnudould
wilutlagiulddinsndnuasinuogiidenslinilaonsuauuniifouaduuaidavomns
oonlsilvinnuansnsolumsdeuesegifionsingsdu Tasasliinnsseusuiiouuu

LW OUNTIZUTNUFINA N AL AN LIFIINANAZNDUANFTTUYR

2.1.2 pgiilounanuindifeu@anay ey 6063

a a

MUNINTFIUINENIANEATL T U NANLNN TG BNTANDUVINELAY 6063 TAIUNEY

Y

a a L%

MAANMUAITIEN 2.3 uenantl egiideavaneiaridlaudivnisgungll wag audfdna

Y
'
a0

NUANAEIMIUAISIN 2.4-2.5

<

M15197 2.3 dURANMATVEegiliUNALTANBUNNNLAY 6063 [3]

ﬁmﬁ'mam U’%mmﬁmﬁ'wau(%)
6063 Registered by USA 6063 A Registered by UK

Fanau(Si) 0.20-0.60 0.30-0.60

wian(Fe) 0.35 0.15-0.35
Tyt () 0.10 0.10
783n9(Cu) 0.10 0.10

wunNITL(Mg) 0.45-0.90 0.60-0.90
f3nz@(Zn) 0.10 0.15
Wi HE(Mn) 0.10 0.15
TAstilen(Cr) 0.10 0.05
Buq 0.05 0.05
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M1519% 2.4 AnaudineuvnivesegliillsunauuindiduiLay Fanaunneay 6063 [3]

@mauﬁamdqmwgﬁﬁhermal Properties)

DUNHVABULIAY 655 °C
QUM 615 °C
duusyAnsnsuesil 20°C 23.4 um/m.K
ANTOUT NI 900 J/Kg.K
ANUNULLUY 2.96 g/cm’

M19197 2.5 AnauUANInaveegiliounauuunTi@ey Wy FanaunINeaY 6063 (3]

Temper Tensile Yield Elongation Hardness Shear
Strength Strength (%) (HB) Strength

(MPa) (MPa) (MPa)
0 90 a8 - 25 69
T1 152 90 20 a2 97
T4 172 90 22 -— -
T5 186 145 12 60 117
T8 241 214 12 73 152
T83 255 241 9 82 152
T831 207 186 10 70 124
T832 290 269 12 95 186

2.2 ASTUUNSANLIBULANS

Y

nszuunsaadoulanslaemludiaziiyueudn (Cutting Angle: B) vouasasiie

ARBYIENINN 55-90 831 Fuadiunsdndeuianudazyin wunldainnisdadeustiva

¥ = 4

AulUpuiienIvesyuAeiy (Rake Angle: o) wagdnludesiyuvauntifia (Clearance

9
(%

Angle: ¥) Waanu st duanuniazintuseninyianaiasdiadniuiuny wasiedasiuladly
FUPULARTEINAIAINTIANTAFALdouTUIUNILlULAY n15TagyinliaSeslieada (Cutting
Tool) vimssinideuianauinmsialitu duduseddwdsnulunisindeuunnne wazey

av v U A o § va d A v oa o v X = =
V]lﬂ"ﬂ']ﬂﬂ']iﬁ@lLQ@UQSVLTJW']IVN'W’WEJLFVUGU@QLﬂﬁ@ﬂll@@]ﬂLﬂﬂwaﬂ\‘i"lu@nquﬁausﬂu I@?Jﬂrﬁl,aﬂ@ﬁ
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[ '
= =

sgrisdunuiuiindnasdsnaligumgiigedu Sslunsndsdnilvgasinnrmiougaiu
200 °C uazaadauszaa 1,000 °C lagazgdamalunisauiuiiands Aevibivarediniiaiia
nsdnuse (Tool Wear) wazidenanin (Tool Failure) nsléauluiian wazazdanadis
ARSIty fdunisimunangnisiaiau (Cutting Condition) AoA1ns)
#n (Cutting Speed) §a31teu (Feed Rate) warANAnTun13in (Depth of Cut) fiviangay
%ﬁﬂﬁﬂ'wm’meu?uizﬁuﬁa%umu (Surface Roughness) waznisdnwusevaadiaiinga (Tool

Wear) uansineiy enszuiumsdneulangsagui 2.1

Workpiece

Chuck
Tool

5UN 2.1 nszvIunsnsin@eulans [4]

2.2.1 N3¥VIUNITAALAEEAR

mM3fnAunaziAnaInAsLsLdousEnItiunuiulindnndsdaniulaigausn
MeANaNTUNSAATWIL (Depth of Cut) uazimdeundndeustsraillondusseydeu
(Feed) Bsagvihliiiniavludnuaizsnslaoimuinazgnusduiianianisivamerinieiey 39
ihlilangindeuotnedase Faanuninegigavaauinflaaziiaiiiussezdoudnnms
muALNIAnlAYansadenldraudnlunsin uardnleunedlugisvesnisaiuay
a d' [y [ 1% A a X - | 1 a
nsiiaeiviizay sudunalvanlgymilunsauifiadulunisdai@eu 1wy gamgll use

Y [

g = o & £ o 1 v A 5 . % 1
AR AauuIsddudesdans1ani1Izn1sanleu (Cutting Conditon) Tiegluyasnisaiuax
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a =] o 1 { a . . = Y I a
nsIiaAETALNzaL LagiAwiniliasg1eseiilos (Continuous Chip) FuAauwsinazliiinnis
FNUaARlULLITEUNULEY 9V TAAANISIaR1 08190 LR IN U RIANELEYYDILATRIEIDAR
¥ LY} 3 (v = a a{' 1 [y} d? [y d' 1 o =
fudndudnvausivlounfeinuanansdueenly Jusgiuiieulusneg lunisdadau
wszaviulunisesnuuuniosliedin Jsdndudeninudnuarvodawiniilaufiansan
A28 LYUNTARLRBUTLAALAYA A LN WLV WAYN Lam DL T D99 YN LM ARN1SII UVB 9L ALY
FuNUlUIULNYIINITHAREU LR8RNIZaE198INNS LRI DI BANNULASBIINTNAD A L UL
a a d{' = Y] v Ly} % [ 4:1' Y] 1 a
FLHUT (CNC) N1590NWUULATDILDAAAIS IAEINISATNLALLS 1IN TLAERR Ak uRIAY

LAY

2.2.2 uSadganuuniAsininsgyiuuRadainngs

= o a a v [ = A 1 v A = =
E‘ULL‘U‘UGUENLﬂ‘l‘thﬂi%Vl']U‘UN’J“U’eNlIfﬂ(5]WQSLUUﬂﬁiLﬂaBUMI‘VIaN’]uﬁJBQLﬂ‘iﬂ@lﬂﬂma’e}u%

NURAANELAY FI98ININALSILAEANIY (Friction Force) IUSENINLALHARAZRIANL LAY

al

YadlnfaksLFeanIuNfnTulazdwad oA MEINTNVRTUNUNLY FuAeITRIiUNTT

3

LPADUAIVDILAYANAIY WSILFANIUILYNTAAAAINUATUNIUNURIVDITUIIUNLARINNS

LAADUNVDIFUNABAN ALY ANIUIINAITLARDUFINLAALATAUINL AU ASITDIA UL
o d' a £ a a a [ U o‘dyl [ a ‘{ a

N5EYNNALLAGS LazksIAsANIUIUNIIAINTSUSINANUANNUSTINdUUT2ANTa9n1sLdun

U AIFUNISN (2.1)

= (2.1)

duUseanSuesnsidunniu

—
1l

F = wsadenniu

N = W5INTLYNNLA L URFN1IRRINAULTAABANIUY

£ o

NaunsENUsEANSIdan ugnAmuanint lun1sdnlReulansdazdna

nsgnufsnaunmvesindudavesruiingn dudunauiainujiserredusevinuasiniuay

= v o < o o A

findn onsrpnusndudinisdrrgnviliaveonuininiiuly Fsasiinansznudevuin

a v

duUsEAnsANIEANULAL QU TYDILAYS

U



15

2.2.3 wmsufuRdmsuaunis
1) fndsdmsunisiasndinia (Insert)

Usglnnuesunas ldundmeny viendsaziden  veulnuazladitarestiuaiy
ugUIvRITLY AnuarresiTunds Wundsen vdeondunu M wasausInuzes
A3DINGY YanTuau 1y aruwiier enunde

2) kU URdmsuaunameu (Rough Cutting)

msndaenudunszuiumaniousuiavestueulildlndidssiurunnidesns
rounstleufiufununssaarhelildnuruiniinun uasinununudonis dediidy
MsUftRdmsunundmeny madeniindafifiyudngsiign naainnsidensudagsiianay
yilAnLAwe1IINTENEMLToUR wazananudBIaInUaeaiAngny nsidend
finlafignazaglvinisdudaldiiuas andgmannislisihuesnuiinannisunnuesaneind
finannisiaseniauamedindn uastuauiiniigudnans nadenguiadeda fifieaa
wdauseign HrolivTinasindeuldgs uazanduyuvosauiin msidenayn (nsert Nose
Radius) Maiaaviilvianansnifiudasdeulsinn uazUargyudnriuuduss msssuisa
Souldd MaynlmAullagiliiAansduaziieuvuzyinmsdaideu 1ona windeugsan
wihiiidamsfauazUaneyusniule

3) U URdmsuundaasiden (Fine Cutting)

audeuitunuariuegiuannensdadeueuszneulufearuiglums
#n (Cutting Speed) Sn31Ueu (Feed Rate) Au@nluniséin (Depth of Cut) Tsaedosdl
Aruduiusiu msdnfiFesnmanuiiougs wunnuwiugwiemuazdenveaiuiudu

NuludunoUsaLia19INNSARREU

2.2.4 §v51a194aN13EN15AARUANISURTURN1INEY

nafllinananiznisdndsursdiafinndsdausznausisanuialunisdn
(Cutting Speed) 8ns1tau (Feed Rate) uaganuanlunisdn(Depth of Cut)azdnaneaniig
msu.ﬁﬁﬁmuéﬁ’qﬁ

1) A5 EA (Cutting Speed )IWEJF’YJ’]?HL%ﬁﬁ@ﬁ@&ﬂuzﬂ%mﬂ’ﬂuL%’Ji@‘U“U’eN

dl' =*  wa va = o o v 6 ! ¥ 1 L Q’I -
\A30INHIBRLUIRICNOBsslA UdTTUSTEn U U UALEI NNV UNUNNANNITN (2.2)

zdn 1000V
= —— > N =
1000 zd

(2.2)
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V = anusqlunisdia (m/min)

d

WUNIUANINA19D U (mm)

ANULSITOUVBNNITUIIY (rev/min)

n

2) 1a1lun13nds (Machine Time: 1) n1sAwIaailundsiiasausznaunis
fsannaneysenis snsnstieu (Feed Rate) aefiauduiusivesiusznaudue wu
UszaAnsanvedaionds Anmuisiseuveaied (Spindle Speed) Audnlunisda (Depth
of Cut) Feazdinatunaindsdemldiaunisi 2.3)

t= (2.3)

t = nalun1snasmin)
| = SYgeMLAUTDIta (mm)
f = gmsrtou (mm/rev)
o 3 .
N = 91UIUATITOUNIIVYU (rev/min)

a

3) ans1nsidniilelave (Metal Removal Rate: MRR) USunquveuaunasngn

MineenAowfideesnUsnouniddgyde Auanlun1sdn (Depth of Cut) AsSalunsein

(Cutting Speed) 8ns1ilau (Feed Rate) dsaunisil (2.4)

Q=apxvcx f (2.4)

v o v dgll 3 o
Q = 9n5INISNIALLBLaNE (cm”/min)
ap = muanlun1sda (mm)

Auslunsdn (m/min)

VvC

f = awns1tdou (mm/rev)
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= =

2.3 AauautAvaudaiinnds [5]

) v v

AnauvRnINdudmsuTanesasiiana lown Auau1salun1sAIuNILN1ToaUs)

q q

Mgaunilas TfuuszAnsusudenmun anuaunuden1stnduaravileLuuiane 9
wonzsunIusenIsuAnald gaasesiednvedlindandsviunainianuinniivilayile
o [ s 1 U ! =2 ¥ 1 & o v Y v
dwsuingUsrasanuanseiuly wu lunisndsuaduriugugnats 2 vuin 31aelddns
v = = ' U ¥ 1 L3 v = 1o & = d' =

nsdavemTosiiaunnisiulunuvnavedduruAudnasideIns dalidnduiesedie
AnAowinInTanvianeiy duaraneliiianaidadedunukaziiiniodlenn Auaudan
o & ° [ @ =2 1 vo &
Jududmiudeiinngs uuslanal

1) fir1uud9g9 (High Hardness) Astugamafiunfivesiasnnnundsvesansiuiindn
AD9g9N11ANURTIVIATTUNUNIN Fzansarwilotuauesniuagssdiuld lnenily
nsdnamesanuwdsvestuiianarduiulunisdalansdeussyiluamnuudduszuusen
188 (Rockwell) ana C (HRC) Faadnuudsiigaumaiivies

a

2) psnuudslilananmgias (Hot Hardness) nanfisvauziilufinfidsimviin s

Y

TANTUIUDYTIY ﬁq%umuuaﬂuﬁmsﬁqmmﬁqﬁu Iﬂaﬁaqlﬂmmm%ﬁmzéauﬁam h)
AIAILLTIAAANTDRUNY AT 1AI1ANKDIIURIENTUTNANAIIUEINTIAIA N WTIVDY
Qy a < v a = 1 < & (=3 'y [l Y Ay ¥
Funuiesantey lullnazdnnsasdnesiasi wsalunwnninasly luaiusodndusule
asluiinfinemnundslan ﬁaﬁﬁhmmLLS‘ﬁaaﬂaﬂLﬁmLﬁﬂﬁaaLﬁaqmmﬁqﬁuﬂdmﬁmmﬂ

3) MUNIUNTENRTDIAR (High Wear Resistance) Mdanidnazdin1sidundsening
a o A Aa Y v a a ~ a a A o A& PR )
fnfiuiileney waghimvasllnlnausnuauiinaziinisideadsenindianuiled unuiniiagndn

= aa a ° N = | g v & P

nsidendneamaiigwihlilulindnuse nMsunsnszanevesezneuastumuigiiearslula
yyiiianstulndnvseirtunisunsnszanevesezaenalsluiinddilloanstusnuiagyili
astudindnuseisrvuduiu arslulinifasdnuset wazduinaisndaanuudigannay
AIUNIUNITENTSD LA

4) fiAunUausage (High Strength) Aemsasiiadiusiiuniusenishs (Tensile
Strength) g4 wagilAuAIUNIUGBNIINA (Compressive Strength) genne Litalnuniull
LANINIY

5) liwsne newne vses1ide Wegnnsenunssunn (Shock Resistance) ¥14il

Ao I3 L
Wz snilanauulegainasiusy

6) lilasionisuseanlaean (Fatigue Resistance) Aan1suaniseusedelavanlagin
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aaa IS a =

7) ldlasieufiseadl livihufAsenaiinuastuaudazilidnusestnesansa

1%
U1 aaa v o 1

Livi fsenaiifvonniasuduaiuladte Biinuinserduiiemaeifuausiaazinliiia

n15annIau (Corrosion) 981957A157

2.3.1 ipdlandsanslug (Carbide Insert)

fiandeaslus (Carbide Cutting Tool) vhtulalasnismilansusvawisamuans
luduazlusarazgndalsiisusranaiesnisudnindngnszurunisisdamidenluindsd
usssnaveslalasiauiigamadl 1550 Co antiudaiRadusalasninde sl wdosiionns

TunliduNaNY 9@ UANS lUAUSEUN 94 % WaLlAuaan 6 % WNIEAuNUNISAAUIA

o o 1Y

anvaskazdandugduauuInenumanndn esanrvinazBafanseid sudadniu
a v I3 £y} d' = Y] 1 <@ 1 < £ 1 dy 4
Rantnansluawasilediasluinsasliadnodnesiasiegrelsiniudeunnsaaioraazwilula
Tagnrstaulnnisukaswnuniduaslus wWinaunsaufutuiuyusuuvaslauaan d9lu
wsesavesmsluaTianzuinsuiuR dusumanndiazdsznaulisie isawmuaislus 82
% Ty oua1siug 10 % wazlauead 8 % dlunauiaziiduyseansanudeaniusiiduna

Tt lsunisannsaNauuurseanuduwstantasas tesInswlsiasudaliulsenou

LY 1

agyiliinnsluatinisiasuwlasnuautaly IngansludseauamnIneaga1u15amaeli

q

wingauiunsuuinismalumsludszanunsansialilegamgiiaindn 1200 Co Asluniy

U

¥
I A
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LLTQ%M%?@ULL@Q“U@Q’JE‘I@UQQNL‘WuEJﬂ'N?ﬂQIWEJVDVL‘U u@ﬂf\]'leENL‘UU'JﬁQﬁ]’]ﬂﬂﬁiﬁ\‘iLﬂi’wﬁVl
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]

wisTiaawininaadulauas §18AuLTe s UL ngedueg198s agelsnniusdiull

Fordelufuifinnuiuizgs danudumusienisnssnunszunnduazAeansgusessy
seaumandausuiletlostunisunndin fduwimsisestldednsduinanefudadasia
ganeunnslususamyaivtulauaedossnumig (Clearance Angle) Iilvishitan Ladasilo
Faanslusazanunsarinnisiasesnsd 2-3 wheeaersosslesnanlansnaunasualusng

n1sdeuntosninuin lundiAsugiauds Feasdiasesdieansiuaunldliuinnga lag

v A

AS99NTE NS ULAT09TlaAS LU ADITALITUAILT LTI TANSUNeINkasll®9989N1T

(3

Uounazdnsnsisouilmunzandmsuianseisanunsluaiinnuazidonveunsugs

(Micrograin Carbide) azfimnuuduarmnuudusigaduogeds Tdnulunddidndudeds

P | o

a A o 2 a ) 2 o v a ) 4' Y
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19

onaLnaeURIETufiUsYaIY (Bonded Layer) fivunnaaumun 0.05-0.08 1.y, vaslnniloy
mslud ogditusenlest (Aluminum Oxide) welymidenlulasd (Titanium Nitride) Liloan
AudouaInMisusAuiauLAiafiouarnsL T TuviensBnfnueaauda S13v
dosfunsinugsannsdnuselnsinieslefiadeuseegitusonladazarunsnviinisda
shesmssilndifeaty 2 wiesdasudaildanmanadeuseasdu egnalsifiniesilosdnd
finsndovildmnzantuiunuiifiasfaunvieiinieidevusglufinfikiumaiadouiin
widlufinasludidulssion mudnwavosiuind 2 ¥

1) luflnansludlsdindouRia (Non Coated Carbide Tool) Lluluiiapnflusnlailé

HuNsiade Ui dnmgnaittuiiaviiaedeuits Tilunwiagludsgun 2.2

5UN 2.2 dinfinesludliindeui [6]

2) Tulaansludiadeuiin (Coated Carbide Tool) Wuluiliafinunisindeuiniisian
wnandlufinwdalildiadouiia THluauiideanisludiafinumiunituni Janiedeuildeny
lU 18R Titanium Carbide (TiC), Titanium Nitride (TiN), Titanium Carbonitride (TICN),

uay Aluminum Oxide (ALO,) Faguil 2.3
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UM 2.3 indinansludindeuita (6]

Faopdouusazydafintfisneiu deeg1uu TIC waz ALO, Wuldandouniuds

q

% o %4 v 1

171 NN NAIUNIUNITENNTD waztTudanyivuNedglEUauINannNITa8mAILSau

q
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=1

o aaa a 1 a [ a X 1< [ & Al I @
LLaSaﬂﬂ’ﬁ‘V]’TUQﬂSEJ’]LﬂNSSM’NQN@EJGU’ENSUQ"I‘UﬂUL‘L!’E'ﬂu‘UENSLUllﬂ TiN LUU’JﬁQLﬂﬁ@UWIiILL?N

Win TiC way ALO; W TN (Huansivilidudseansvesnisideaniuseninaiavesluiiniu

= @)

Haveslasuauanas wazdieiumunsanidurguuuioniinde wenaini TiN dadlldvies
asuAdenasdviligaisan TICN Wulanadeuiteiiunisadvesiansieliniges
HIYUAIUATUNIUABNISANUTBNRIMSITA AR WAz IBRUAINAIUNIUFBNITUANTNAIN

AN5NSTLNNLAG

2.4 YZANTBINTTANIILUNATUAMNITTULTIUVDINUR2EN L%Q

nssindanilauatluuivesnuyseiln ANUazIBYALugMININNIIULTEUYDS

¥
A a ]

& I o A a ayy aa a o a & a
NuURIFS9 (Surface Finish) TuUABRINIAINNTTUITNITHNAATILUNAIINSIULSHUVDINUR
#115991nn156a wuadu 4 Useunn

v . = o Ay v < 1 < 1

1) M13@AneU (Rough Cutting) ¥u1889n15ANNABINSIHIULIESIBE195IAS) LA
Liwludosnmsvilirianuegaszan liwuanuwdugvsennuaz Benvosiuii d 1159701
ay 1 o a LYIKY] < o 2 <@ v 1 £
Fuany Nudgnlunsiataglaluidngadnazidunisdnnenu AU lUAISAAABUYN

¥
L% ¥ a o 1

a9 anaUeuas wagaudnlunisdngs JWunalilduseings wazervvedesdniievaeidui

Y

)}

va

finaaudfnisasdunsonisanwssinlan Meilinsizdesnisliauadaimdeiniude

v Yy o = = = a o
PRYTULLAIDNVICABDNUNITIANASLDYR Vﬁ@ﬂ']ﬁlﬁ]ﬁi%luaﬂﬂiﬂﬁu@
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=

2) M3AmUIuna1s (Medium Cutting) #3en15insaalu iWunsdnnuseiivssusy

v

semiansiaveruuasdnazden fedesnstinuaiad Tnefidosn sliiuiivgusstion
¢ Feonmagiildluuiansd lngnisidendinnuiade dnsteu uaganudnlunisdnd
RYTRETHY

3) M3dinaziden (Fine Cutting) ynefsmssaiidesnislyidimiuguszen wi

ANULNUGINTaAINNAL LD AN URIFISVRITUIY Tl ulrauiaSaa8199IAL5 wedn

& & &

w@Sasasinaviunisd suludnwariinetudunuludunsuseilswinmsdnneunse

v
& v N o &

Junsdnaisgarine Tdrmusilunisinamsemnliudiwsinnumugan snsndeus uway
AuantunIsfnf1nIUIuNae usaznias nldinaziiadesaulineliintynm dnas
Fosdne Aol uieTdaNeEaaNaNUIATBINITANDE19TIAST HIBARAIUUTUITZUDINUT
a o @
Had5q
4) n3fnazleends (Ultra-Fine Machining) TUASARTUIIUUIOEIS 1WUNITNES
& g &

wud nmsnfdseafilenliiuiiiadnsaluiuinedienszan Aauviessaztdesunnidu

PNty

2.5 N1SANVSOVDIANAR

4
= - D= | =

n1sdnnsevesnudnazidudiudin dadnsuunan ndvwiaiuiininualy 3
Yu1AU0INITANUTavesANdafldluasoslielunsussunaegnisldnuresdnda (Tool
life) 11 91998 TBUIUIINVUIAVBINITANUTBLUUNRUUUR (Crater Wear) %30UIAYRY

nsanuseUURINaU (Flank Wear) Al awinvasnsdnusedildlunisuszanaengnisldau

'
= =

vosfindn anduriavesnisdnuseiifageiinisdnuseiintuesanaiuardmalilui o
yunanwiiagldusioly GaFenqailingeingd (Critical Point) iudfiTnsaniauinisves
nsdnuseuuiiavay (Flank Wear) lusswinenguadlufinaznuindl 3 du fe msdnnsedu
k3A (Primary Wear or Lnitial Wear) msannseduiiaes (Secondary Wear or Progressive
Wear) uazdugaieifiunisnusedufian (Tetiary Wear or Catastropic Wear)

1) msdnnseiuinsandin (Flank Wear) 1Junisdnusedifinasonsiadousin
W51 Flank wear fivenelngfuluiwounusnasinlinissmdomdululdenn dedduss
danazirdufioldlumsiaanniu uazanuduiiatuiningatu dnazsdauiinm Cutting
Edge wionudnvedindnlneannneravziinunainldmnuiidings wagaruaiuisalunis

nuusdendvesladnsiisiigui 2.4
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3UN 2.4 Msdnnsenudieny (6]

2) N1sANUIBUURIANELEElany (Crater Wear) 1WUNISANUTDUURIAUUUVDINA

[

Janwy

Jungu (Craten) dnadluludmiindinauiainmsideaniuszniraavlanziuie
auvaiiaunmsfieslane naeuBufniuatelindaiiesanaunginusuaniey

EC

Y

A
Fuau fnsannseludSunngargydsveudanfuazinuinmslvaveuauinagun 2.5

UM 2.5 Msdnuseuurineiaylang [6]

nsdnnseusiaaudn (Nose Wear) \Junisdnuseusiuvaisaudn lngenaiin
NMsdEad n13dng uaznsiduguvesUanelingdn AziinasenLgInTIvesliuu wagd

finasiofd583TuNudNMe Wlleiin Nose Wear 1109 Aadiuauazagaseliisaus

Uil 2.6
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5U#1 2.6 nsannsOUSLINANGA [6]

N13uANANVeIANGn (Chipping) LAnnusednildliasi n1sfniideangnyas
vieLinlunsalvesaURme 1 1nn1snTEunnYisee1aazAnINNIsiisuwUasgmgiiess

< o v A A v Y & o [ =]
FIRLIY “I/l’ﬂMLﬁSE]QZLIE]G]WUEJ’WFJG]’J%%JV@G]’JI&W]UW\QUVI 2.7

sUN 2.7 Msdnvsenisuaniinvesnasn [6]

2.6 NN HATIULUUVBIANUITYURL
91n91UAT8 Y09 Drawson wagamy ol A.A. 2001 1589 “Tool life, Wear Rates,

and Surface Quality in Hard Turning.” laasuiduaunisvesnnuiseuRanailfisgui 2.8

f2

R, = 2.5
AR (2)
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~
HE)
R, = ANUSHUHD 4m
f =dnslou mm/ rev
v A
r. = SAdlie mm

JUN 2.8 AmnuduiusvesialiuaneiinfuanuiBeuriuazensidou [7]

N3UN 2.8 Aesandnsrleuvseliiusmivesuargiasesiiaiievilinuiseuing

Ju Tgvratgeg et usULUUTAD A9usntaiin1sNaNsUIITaUnNNT a9l UNTZUIUNS

v Y

o w PN

AR LU LATesledY  imunenia Aweudvedianednuguuuuil Wy ieTesilenuuueu
(19 CBN) ifeanssuiuuiitawitetsluisesengnisldnureuniaile
AelanauIuaIIIANSEURIIgnatlun1svnaeednleunai lidenades

AUAUSHURD TNansznunan 2 9819 Mdunuiniswilvanuiseuiadsnis Tawn niswen

v (3 1

WAZAITYAALLFIANIUTUTUSTENI1UATOHBULAE TUNUINAN TENUABAMAINKINY

£
= = v

AR TUFEAN LN FuadiunswenuaznsieunduRaiuiy Tunsaluean1snas s

' ' ' ]
ala = L 1 v A aa v a

WAANUT D NTInLAZLAUNALEET WU NIAuE8n wewdsndnulafiniaudan 2 vinlvnas

Y
[

wanifindudainaszninalafuunulaudisunnmsdadunisyn AuuAn1aInNg s
a a ao o & Y a . 1 1 o 4
msgURINens M sdeunilumeliiinnisneniazyn Grzesik na1dnnsvinlvinanseny
=) a d‘ 19 Y oa Mo’ a Y 1w £ a
Ulpyasnrsvanideslilifaayiliiluuuuninsgiueniiuld aastiviaduanudnings
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2.7 ANVIVTTVBIWURI (Surface Roughness)

' [
a L3 a v A

sUsvulagluvasiuialfmAninIunaiavalea il unuRINAIT39N 1wy

¥ '
A a ] 6 a LYY

WU (Surface) wngfediuuengavauniing (Body) Magduiaiueinia (Space) 13e

q

' v
I A a Y [} IS

dudariuifendesiumiingdu Nufiavesimgaiusnnasidnvazdumiloundsndu (Wave
Length) enmaufusTaennauiiiauennaudy anuduadu (Waviness) mneds inden
AAufTvnAuEN Arndundudannazlidnuazifunauled (Sine Wave) 339199z uans
lelngvunn (Amplitude) v93adY KaglaAIANNEIARUAIINYIYTE (Roughness) WinBfs
szaeneduiiitisedudy miuvsvszenvazuanddlasuuin (Amplitude) vo9ndu uazlaoan
AugInauduTay (Profile) iuduuansiuiifadiegndasuuuarinssesyaiiu (Flaw)
e Srseefiintuosisliffienauiuey fmautes wagarlifinnsanlunissiuin
vielumstnsanuvgussmsiarnuesszeiuia Inednfudaasldindesdefiivas
anwarAdeduaIneg1edie iuluuuwnuueu (wnu X) maqﬁuﬂaﬁ%i’mmmwm?ﬂizmi
wAsuiivesaeifulunni (va) awfulunudnuaeidureuvesiuia (Surface Profile)

Flagudl 2.9

AuUARY
TRUNATIY

>

iduvo
JUN 2.9 dnvauzidureuresiuil (Surface Profile) [8]

NVUALLTTUUTUTNAT X WA Ya MIUNNgaI1u9) kagseuuAIUIMAIDNSNE
< dl' . Aa a & o I a a
989A1uTUAAY (Waviness) NHTUIA Yw TULLIAY 91NUUNITAIUINILAUAIDNTNAVD

I = =~ ! a o dl' = o
ﬂ?ﬂﬂﬁf“ﬂﬁﬂ@@?l%5Lﬂﬁ@LQWWSﬂﬁmuuﬂUQQ@uUuaﬂmqﬂﬁﬂﬁﬁqﬂﬂémig(Y)%Qﬂguqlﬂ
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AWINMAIANYTYSEABlU TTufe Y =Ya—Yw n15Auinmen Y agvidnlusd® At X way
vy iduiinlilutui Wuilewaavesiuiiadnassiilunaunainanuvgesy delildainig

v3vsEaziaalUAnusalUdniiemauvguseaeienavais (Arithmetic Average,

Ra) f'hmﬂLé’uiw,m’;uawhuﬁanmwaué’umaugﬂﬁé}’mmmmLﬁuﬂﬁuaaﬂ AULNADLHAAIN

VFVILAIAUNTN (2.5)

1 l

R, :—j|y| dx (2.6)
I 0

W30 uUszEEn1e L eonlu n du laedl n dageme aenuasEunisn (2.6)

1 n

R,==>]y| (2.7)
n 45

Anadgmsavadin Ra Wuafdeuldsryniuvgussveaiuiunausaunoua
v a

o & Ave Yo Y ) N = ° Y] a' v
RPN LLagL‘Uu‘Vlzﬁ]ﬂﬂu@ LLagisﬁﬂuuqﬂQUﬂﬁg‘VN{]ﬁ]ﬁ!Uu LLWG]EJ?J’]@JW]TU']La'W]'JLL‘IJﬁ@uqll'ﬂ“(ﬁ%'q

i A a a ~ v a i a a X o P
ﬂqﬂ'ﬁqmﬂ?ﬂﬁgLWNLmiJaﬂ LWEﬂ‘Viﬂ']iWﬁ]'ﬁm']ﬂ']ﬂ')']llsU?UigﬂJﬂaqEJ?{?JN@QENGU‘U@IQE‘UVI 2.10

Mm

15 b=

JUT 2.10 fegmsuuadurevvasiatudiugons (8]



27

1) Anadegniluauns (Root Mean Square Average, R, 38 R

rms )

MIAIUMIAIAINYUIEINIINauaLals lWuauneteufiazdiemannis
meatfunldlunisinainnuvivee IneldgasnisAnm endenanniseningsdedves Y iile
wien Y Afldau naneduaiuinaes Y ntumantadeves Y udr3aengy (Root) §1udes

= v v & ' o v a4 = & ' ady Y
ielimiigvasmsiaduniheeniamils adumbhemuunandguiaeiuAinuesrseny

Wyviluauas R, vie R, mlddsaunisi (2.8)

2) ﬂ'ﬁzm"]q&Jaﬂqqqmﬁuﬁuiaqﬁﬂqm (Maximum Distance Between Peak to
Valley, R)

'
% = 1

A1 R whadaldainaue1y 1 AIRaIniiuig Aegui 2.1 A1 R wiladadl
R =15+1.2=27ume R feumnglunisufofau e Wuaiazuenlain lunises
yinLlenafieg1ell azfeardnileiisenlurudnlitesndial R Fsagyanefadule

oA ! [ 1 1 [ 1 1 a = X (Y] o 1
NUR LELUDIITINAN Rt 'JﬁléﬂallLL‘IJ‘IJE]‘LJLW?’]%L‘l_]‘LJﬂ’]ﬁQ?jﬂﬂ']LﬂEJ'NN‘i]%“UUEJEGIﬂUWILLVUQGU@Q

'
v = [ 1

Wuiaiin Jsflendadnade R, wiudr R lagliR, udedevesiainugsenineen
q
U

A 9INANGIEAN Il 5 Awsndal by, hy, hy, h, waz h, 1WurIAugs
Y Y

AFANUNUTBINNG q
gegany ”uéaqﬁﬂqmimmﬂumqqq@ 5 ASNLYINATAlAAInANe1Y 1 ARlAaINn
1 2.12 fatiu A1 R Awdailasisaunisi (2.9)

[\gm

hl+h +hy +h, +h] (2.9)
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T

LY [

sT3B3nre sy IsauBvane s wilidasdunfeunnindeazlivhanfiansan
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5UN 2.12 Arsgnineengaganunusedsgn 5 Ausn (R,) [8]
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2.8 npufuazzunuuvasanussuranlglunisiasmem

NN
/] 7:;? /: N
WV \\>
/|
\sgk\ >

i ] O

T Surface Roughness = Ra (um)e
0.400um

0.1 mm/rev

5UN 2.13 Anuduiusvessaivaeiiniuanuiseuiowagensdeu

PMNMTIATIZRAIAILIEIUTBIRITULAINANSIHTUSINSY Auto CAD 2014 T
nsiuasalivatednasd 0.8 mm Tasfisasinisidou 0.1 mm/rev wuailéA1 Ra=0.400
um flflunsndsenianeaiien 1nsn 6063 Meindiaaslus 8% KORLOY Feyusns
Yosfiansdl 0.8 mm AMEITA 60 90 120 m/min $ns1M1sTeu 0.1 0.25 0.4 mm/rev
auanlunsinasi 0.5 mm nudmaura AR UIINANESIUSEINM 2.25 % B9AUes

HANTSNARDITTIVRIALRRENLABEN Ra=0.409 UM
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X

N
A
Y/

NN

/=

Comer-Radius-7,=0.8- Feec.Rate-(mm/rev-)q <:’

4 Swface Roughness = Ra (um)9

0.25 mmirev

5UN 2.14 pnuduriusvessaivaeiiniuanuiseuiowagdnsdeu

MANFIATIERAIALEE TRt uIaInsIFTUSUASY Auto CAD 2014 Tu
mstvuasafivarednnsd 0.8 mm Inefisnsinistion 0.25 mm/rev Wu31A1 Ra=2.500
um Aldlunsndaeniageaiiien 1nsn 6063 seiniiaanslus 8% KORLOY Fesused
yoslnAsdl 0.8 mm A5EA 60 90 120 m/min Sns1A1steu 0.1 0.25 0.4 mm/rev
auAnlunisinasi 0.5 mm wudfidanuaaiaadounaseUssana 45.72 % D960

YDINANITNARBIVTVDIANAALT INeYN Ra=1.357 piMm
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\V//,

-

NN

i T R —

‘ 4 mmirey,

< Swrface Roughness = Ra (um)9

0.4 mmirev

5U#1 2.15 Amuduiusvessmivameiaiunnuiseuiiwagdnsleu

PNNTAATITRAIAMUTYVVOIRITUNIUINNSIEIUTUATY Auto CAD 2014 Tu

nsivuasAlvaedinasi 0.8 mm lnefiensinisteu 0.4 mm/rev WUIIA1 Ra=6.250 um

a a

nldlunisndsendaneaiiiion insn 6063 fedadaanslus B9 KORLOY feyusefives
nAadl 0.8 mm AULSIER 60 90 120 m/min 851158 0.1 0.25 0.4 mm/rev AMNEN
Tun1sdaAed 0.5 mm WUINTAIANUABIAAABUAINANDSIUTEU 70.30 % TIANUDINANIS

VNABIRSIVRIA LR AeYN Ra=1.856 pM
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2.9 ngufimeadanldlunsiaszi [10]

MIMANRAETDIANULTIGYAIAINNETURY ddanltlunslinseitoya fe

K= (2.10)
N
il
X = ALRREYDIUBLAVIIVIAA
n o o
. 11 HATINYDITOYATIIVIUA
i=1
N - SRVANBNLIG

2.9.1 N139AN15N32A8veaya (Measure of Variability)

dudesuuinggiu (Standard Seviation) dydnwal S Aen13ns¥ALYLIUBYAYA

WU gRIALINAINNGNAIBE T LILANLAIALA

(2.11)

(2.12)

(2.13)

a 2
2.9.2 NM1300NLUUNITNAADLTIUNANDISIALUY 3
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2 2

i A k = % Y}
nsoenuUUidegalusyuy 3° Aemsoenuuunuy 3 dsUsznaume 2 Jade (A
3V

[

wag B) usazUaduusenaunie 3 seeiUAe M1 Urunan g uasd

[

& alg v R
ﬂ‘l%Wﬂ"ULLVIUiS@UVN 3

>

14 U Cll o gj < ! U 2
a3lfdudaia 0 (A1) 1 (Uunamn) 2 (@9) dlunsveaesiiiinisnisnaaessiudade 3°=9

(%
LYY

A1SNAABITLAVIUAINLEITVDINSNAABISINUIWALLALYININU 8 Nanan A way B azdlseau

JUAMULAIYINNU 2 harduUnNINIeT AB 9EUTTAUIUAMULATLYINAU 4 D191UIUTBINISESNA
1 U 1 - gj = gj a0 1 U 2 1 a

WAGLYINAU N ANUBITEAUTUANUEITVNVUAISTANYINNU N3 -1 WALAIAINURANAIAUDY

U g.; a ! U 2 v Idl
FEAVTUANULAIININY 3 (n-1) Asgun 2.16-2.17

2_
02 12 22
[00]
Sl s
g 1 101 11 21
w
0
00 10 20

|

1 2
Factor A

Ol

. . o 2
5UN 2.16 nsveaessinladevesnisesniuu 3 [11]

+

Factor C

dl 1 o 2 o aa
JUN 2.17 msnnaessindaduvesnisesnuwuu 3° ludnwae 3 46 [11]
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ANNATINYDINSIADIANSU AB hag AB 1115071 b9a1n I3 UNARANTUINASINVBINHIEDS

2849 AB ay AB mMuualiinAauLnsannaglalunisuseununases A As

Contrast, =ab+a—b—(1) (2.14)

3 v

SUNADULNTEATNIN Natauun (Total Effect) 999 A nuIApuULNsaAtdsgunsalylunig

=

Us2UNUNAaY9 B hay AB  1adneie 89n31uumauwnsasatddailsusuulueiaann

Y

(Orthogonal)  WAZNATINYIMAIADIVDIADULNTAALAG AT LA NABULNTARINANE A4

MIAIYHAANYBITINIUVRI Yo aanUaagluRBULNTAA LY AUNATINANGIABIVDY

[
Yo

FUsEANTVDIABULNTAR AN NATILVBIAIAIERY A,B way AB a@unsadeulanadl

_[ab+a-b-(@F

SS, (2.15)
4n
2
SS; = [ab+b—2a-(1)] (2.16)
4n
2
SE :[ab+(1)—a—b] (2.17)
4n

LAENATINYNNUATBIAAIEDIE1LN T AN

2

2 n
58, = > v, _Z_ (2.18)

2
i1 j=L k=L n

o
v o

UnAikad SS;  wsEAUTUAUETIYIIN 4n-1 WATATHANAINVBINATINYBINIAIABIT]

SydUTIALLETIYINAY A(n-1) ansnsaAwalldann
SS, =SS, —SS, —SS, —SS,4 (2.19)

Inemsly SS,, SSp uaz SS,; WaajUveInITIATIENALLUTUTINUTINGAINITIY Ha

nanniadnaegldudRylazounInseseninetady A waz B dnavioli F9n19519 ANOVA

U

Upgudunisinunnegvesteyadnuuiavemavestafesiilanaiundieiuugy
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AN5199 2.7 N15AATIEIRIEY ANOVA

Source of Sum of Degrees of
Mean Square Fo P-Value
Variation Squares Freedom
a-1 SS MS
A SS MS, = —* Fo=—""
A A a _1 0 MSE
b-1 SS MS
B SS - F=—t
° M3, b-1 ’ MSe
b1 MS
AB Ss,, (@-1)(b-1) MS, g = SHM F, = e
(@a-1)b-1) MS,
ab(n-1) SS
Error SS¢ MS; = WE—].)
Total SS; abn-1

2.10 ieiiAeafes

TY G. Dawason and Thomas RKurfess [12] la@inwinisldau gnsinisdnmse
vauedosilofanaramnininlunandssuuds Funuumdnmen 52100 Armuds se-
62 HRC T¥5unuvlunmsnmaes 13 uuudsilteulaiunnsinsiu tasesilenldidu CBN sfrsvin
Na1NNsANEINUIASTIdeumNIY 0.05 mm/rev axilnuLUsUTILYDIAANNTTYSE
Yosiiufann uimndfiusasdeunsvinlimauesrssvesiui atilndaeueguszves
fufmanguifiesiia Low CBN content flaussnuzlunisimdeutanindinisifiuanus
dnvilfergnislinuvesiinantesasnnnitnsifiusnntdeuniennudnlunsteunsiiiy
adnyiesnsdouiieliAnmunnninnsifinauasin

XLLiu and DH Wen [13] ld@nwnstusuiuslasanuanssnniwvesgunsal
wSeaile PCBN lunszuaunis Finish Turning younangnUu GCr15 Fafianuudawansaiu
seing HRC30 9 64 Taeldosluduidalunisingamailumsin wdsndulddnyiway
Wisuiisuengueuniasuazgunnilunisdatmieveinisiny mareananunives
Fususogangilunsdiauasnisdnvsevenaiasdonuimuudsinga (Crisis Hardness)
Y9IMsnIINasMaNgnUu GCri5 fetasesile PCBN nailld Ao 9 HRC50 viilvidnideme

anws Jund [14] lidnwidadeiifinaded1vesninuagusglunindasiden
ogiidlounasmeandoseludiames Inelifantunuluineiosdnsmaianeluladluszdu

Amanldlalulssnuunadntazauindenlunasdudsndneanizdadendniiaunsa
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muaulfifioaunsoimusanngivngalunisndaielildmemsuszvesindesiian
nMsnnaeslftiiniseandu 2 923 laetasusnidunsnaasadowiufiofnudvinaves
tadeiienvasziinadeainiuusy 3 Yadeseduie amnudalunisda (Cutting Speed)
Snsndlounistiou (Feed Rate) wazaudnlunisdia (Depth of Cut) ¥9ft 2 \unisvaaes
Tngidsusulsiiaziiilednuegazidenlsmuinanunslunsdndnsrteuiinaren
AuvgIITTesiuidmaudnlumsinlifinade Aranursuszvesiiuiauenaininuiy
Yafvedrduuonnieainiadudesiuonainasedrauasrszvesindnsa igunis
Fuazfouinalfifiud1nuvgusy warn1sUfugnunIwIesduudensousauiviily
Arpuvgrsglunisndstunuegiidoanas dudusnunenvdeslifinindsundas
nsfnwnsslumandsazdentunuegiideuuasvesvdowsludiamysnuiiusiaiien
Werain

15y 3139 [15] WenunJedeiidnasermudsuintunulunisndenuuds (Hard
Tuming) Ineifioufugaaminvesulestiodunus Janfildlunismaassdumn scm
4 yuudedaiauudeszning 5412 HRC wagldiiandsuila CBN (Cubic Boron Nitride) H1ad
fld@nuuszneude snsinisleu (Feed Rate) wazaudnlun1sdn (Depth of Cut) Ha
msnaaesnuittiaadeida Ae sasnsdeudsiinarenanniinueesdifodifyi sy
0.05 Tneiishaflousazlienungussrosiiuindes widefiudnsnisiloulfgetuyily
A1ALYsEresiuRaLfinnTuf s druaaudnlunsialidwadenmnmitnuuas
sznidnstioutuanuiilunmsdauazanudnlunisdeliiindninas wwidwasenanimn
frau aumsanneesduiiseyfadvinavessanmsleufiiinadermanuiEeuiiinunds

WIS 319407 uavany [16] ladnwdnsnavesswuslumsndaninndn awmu
wansa AISI 316 Tidkasen1sAnvsevendindiandauaranuvguseiuia Tnaldidadinngs

= & 3 I £ = 3 Y1 8 @ LY =2 Y
‘ULN‘UG]?T]%I‘U@LﬂaEJ‘Uﬂ'J81VIL‘VILuUiJluvLﬁiﬂﬂ’]EﬂG]ﬂ’]ﬂ'ﬂiJLi’m@ n31U0U uagANANtUNISHn

I % IS

AWANANAU TN150DNLUUNITNAADILAZILASIZANANINADR LaLANW1DNTNAVDIONTING

[ ¥ <

mMdnielanglun1sinnisdnvsevendninnfsuaznisinAinnuvsusenuia taldngaes

fa < 1 2 a [ a a 2 o w
ansIANBIaNATOULUUARINTI (SEM) UaziA3esinAnasauila (Profilometer) miug1siy
NANISNAABINUIANULSIdALazANANTuNSER AN AN NTauRiATinNAILUY Flank
Wear (VB) Tnawmeany Tuvusnnisiiuonsivaukazonsinisnianielansdsnaliaining

Y3UsiuiLingly Flasagu annzmsdadeudimnzaudmsuinuiseilfe mnuiade

9n5109U warANANTuNISARIA1 160 m/min 0.08 mm/rev kag 0.2 mm
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Qs v s

a3avs seiasd uazeaiz [17) W@nwidvinavessuusiinarenuvgusziouay
Aeunaaladeuresalumsnaslimalauaiiiot lUuszgndliusslonilugnamnssy
westiiaes lneldluiinasluduazimuatadelunisnaasddudnvusifsiiunuiinis
AMUUAANSIFALUTIN 170 — 392 m/min 8x31dou 3.0 - 9.0 mm/rev wazdanudni
Jaduiidsnarionnuuguszio Aednndeutazanuiiin lnowuinAianugusziaazanas
dleldsnstloushamuarldanusasaiuiy

Muthukrishnan et al. [18] ¥n1sAnwiANTvTERvesegiilendanauniilud
waufilfainnszurunisndslegldfaneudnie PCD  wazdmuaaniizlunsnnassio
ANNSIAA 3 Seeiu LakA 6.19 5.31 uag 3.52 m/min AIINEN 3 FEAUAD 3.02 2.63 uaz
1.54 mm. wagdnsInsUou 3 seAuwunuAe 5.09 3.77 wag 2.81 mm/rev lagfinunaIy
mudesiilunisesnuuunismaasadl 95% wamsAdowudiisninteu 281 mm/rev
AERT 352 m/min aglvirnanuagussintosiian uenandssdinsinueignsly
91y SasnsdnvsevennesilefnuazannmiaaulunisndeTanuds

A yysen wavsiue Saudla [19] Anwisvinavestadelunisndslansieniny
yquszvesinegiiionndensveaudansa 7075 lngldiedendsmuausenouinnesuagld
fiandsansludiaTosmunenisf Plansee Tizit ¥l DCGT 070204FN-27 1na H10T lngil
drunanad Co 6.0% LWuiagaudn Ttadelddnw lWun mnusidn snsdeu uazanu
dntunisdn lnefmunnanusidneglugie 130-220 m/min 8ns1teu 0.02-0.1 mm/rev
LazANANTUANTAR 0.45-0.85 mm. MInAasswuIsns1UoulinaseruusvsEigsiian
TngArvgusziaiuualinanasnielddnstousias mineasufiedudunanuin Aiadu
yyuszRfifuInildanaunsiidaaunnensanAiiinldase 4.22% asderludrdieglu
nauTieansule

D.Philip selvarij et al.[20] SLumﬁwwﬁ FLUIVDINAUNTILUUIAIVDY Nitrogen
Alloyed Duplex Stainless Steel 2 1nsaflunnsinafiu QﬂﬁﬂmLﬁammﬁmmzamﬁqmﬁw%ﬁ
903 Tuguchi m3nduitagldfinesludiadou TiC waz TICN nsveaesiinanandaluns
fin (Cutting Speed) 3 A1 Ao (80 100 and 20 m/min)uazdnsin1sdeu 3 A1 A (0.04, 0.08
and 0.12 mm/rev) Tnefianudnueanisdinasil Ae 0.5 mm ANz aLTigAY8INTTHR
Ineldonsdiu Signal to Noise LazilATIEANLLUTUTIU NAYBIAILSIIUNTAALALERTT
mstou AoANUYTUsTUDINT ussinkazNdnrTevetaUnsalgnInIIe naansLandliiy

Mdnsnstouiinasioninuuvsrvesianazusein wazanustunsdnduiuysiing
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wnNnIvenIsAnrsevesgUnIal Nsdnusevesgunsaignasiaaeulagly Scanning Electron
Microscope anuudslivaasdludeulaflaanmnmunzaufiaawasninnisalianeaunis

8m3187U Signal to Noise nan1sAANSAIlNALABAUNAAINNTNAABIADINTITEUUY 8%

aa v [

audes uazAsdy Juanana [21] Q38

(%

nUszavdiilofnuniladeidsmae
A TUYesRvesegiiilun 1nTm 6061-T6 wazai1suuuTaowndamansiiieyinues
AATEURITRIT UL AU AT A eLAS PR BB LU LIRS TnemdnIseenuuUnIs
NaasuTwNANeSsaLuY 2° LLUULﬁmQﬂﬁaﬂawqLi‘ﬁJuLmeimaaa lnefidadednude

ANL5150U 9ns1teu Larszesdouan 2NN1TNAAaRINUINTITUENTdINaRaAILREIURD

[y

fAp dnstow way Jadedaume szuzloudniufisundunusiunsnleulneiinasionininy

'
o w all

NeURIYOITUIRE TR ARy NanlaannsnaesansanIruasEAuTaTe ML
daalirANuveIuRIINEgn fie AI1L5959U 1,250 rev/min ms1Ueu 150 mm/min ez

seyzloudin 1.25 mm wazllonndauauufgiulsauiisuanafendume1uRaniaainns

(% 1A

NAADINBTUTUAUNIS AUAINLA IINAITENUAIANNITAANDYNASITU WUIIAINIE D9 L3l

upnaeueglitedfty asulanaunisannseiilaainranisnaassaunsaiunlglunig

9

De

a

W 1NSA 6061-T6 b9

o A

YNNI DNUINNADINITANYIAN1IZNITAALA DY

NIUIYAIAINRYTURIVDITUITUDS

2)]

D e

NIRRT

(2
a a 1

luaueraIMNTIN WY NSHARTUAINE BN nTeeTnTNakaraUnIaln1eg | NdeInITan

U

Auvukazalunsndndudulionldinsoand wdnludfidiunalvauielilauinsigiu
a U a U 5 a v = Y o = U = U a a
LmEnmMmsmammummnsJﬁNVmemiﬁﬂmamwmimLaauaa@aquLuau N3N 6063

wszlinaaudflunistuguldiglunisidudnlaedenldidefinnislud KORLOY iiie

a a

uhlulglugaavinssulunisudnduegiidey

Y



UNN 3

YUADUNITANUIIUIRY

v
av A

Nt ddunsiduBaneany (Experiments Research) Lie@nu19nSnavesda
wUsnaniiinavessuUsmanifinasieAnnuiseuresiatununas Judunisnidunuian
aglvilon 1nsn 6063 mudafinndsnislud lunsweaedlildiniasdnsuazaunsalvesnn

Feanssuenans aontuwalulaging-guu Ineltunsunisadunisal

3.1 499 nsesiiouazgunsainsnanes

3.1.1 YapFunuildlunisuaans

nsnanessmAfeildfmuntaneqiifion insn 6063 Fsiidunammsusznaudae
- A15uaY (Carbon: C) 0.3%
- Wpawada (Phosphours) 0.05%

L3379geEA 400 N/mm” AIBILTaUsa 116 — 152 HB fagudl 3.1

5UT 3.1 Tanegiiitluy 1nsA 6063
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3.1.2 Yaaufinilanas (Carbide Insert)

saiinfiandsanslus 8ve KORLOY wiin TNMG160408-HA Wuifiniiandsnnslud
Sl 60 BaFAILTIFA (Cutting Speed) aglugag 100-200 m/min 8n31Ueu (Feed Rate)
ogluts 0.05-0.4 mm/rev Anmdnlunsein (Depth of Cut) aglumas 0.1-4 mm Faguil

3.2

UM 3.2 gilavandadaildlunisveaes

3.1.3 \A3043NsuargUnIainIsVnaat
Juin309nda@0ud (CNC Lathe) 8%0 OKUMA gu LSC-15 Faazihnulagldssuu
AIUANYBNATOILAeUaUAIRY G-code Way M-code LHIDNFNIUALLUUNUNABINITVRY

anrdumalulaglve-QUu pugianssumans dagun 3.3



a2

U 3.3 1A309nAe@LEuT (CNC Lathe) Aildlunsvaans

3.1.4 suduindanaa (Tool Holder)

€

FuTuindinnds WTINR2525-M16 Galtin1snaassfazldmuiinsdsudadinine
sUf 3.4
Y

U 3.4 suduidiadiandailduidage
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3.1.5 nde9anssayd (Microscope) fve Olympus 5u GX41

anunsnvenglanaus 5X — 100X Wi WeusiariuiATas Computer AIgU 3.5

JUN 3.5 ndesganssAl

3.1.6 1A389INA31MLS8URT ( Surface Roughness Test )

1389 Profilo Meter e Mitutoyo Surf test SV — 3100 WB6163-460-0001/1

\30s Computer MwawsaiuLATas Profilo Meter WaANW1ILATIZVIAMSEURIAIFUN 3.6

UM 3.6 L1ATOYINAUSEURT



aq

3.1.7 195w oS wUUUNSIA (SHINKO IRT-500-TE)

g1UIn -40 D9 +300 © C AULNPINTIVDINTTIA + 2° C Auazdgn 0.05 mm

szerin 500 mm YWATRg @ 45 mm Aegun 3.7

5U# 3.7 wesluilwasuuudunsnsa

3.1.8 nesidunsavlesiuunanea (Digimatic Caliper)

Junesilenduarialaeiiaviines ndalnauieniiglale (Mitutoyo) 14n

YUIAVDITUNUNIAGBANANNAIASUBUINTINILNITNGT AIFUT 3.8

5UN 3.8 nefillsmsavilesuuufivensa
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3.2 N159DNKUUNITNNABIASIN 1
nanaaestiwsniilaiinisauaueamglusaziouluduiissnisseadeyany
d' [ d' o = = @ 9 [ =3 Y] d' 2 =
WaulvmudaduNvinns@nwiAe AuSHR 9as1doU ANUANIUNISAR  ALAIALLSEU
YBIRITUIY (Ra) MIUNISNAADIRITAIULSIAR 71 60 - 120 m/min 8ms1dau 91 0.1 - 0.4
=~ a & o o = a & A o
mm/rev ANUANIUANS 71 0.5- 1.5 mm 21nUUINNITIAAIAINUSEUIBIRITUIY Ll
FATIEAMIANUAUNUSVDIWAAZ ULV NADINISENDAINUAIINNANITIATIZNENIZAITAA

P~ =3 1% [ 1 = a & ]
WIBULAZINUTBHANTTIAATAIIULIYUVBINITUITUATUATITIN 3.1-3.2

A15199 3.1 FUsNIFIUNISNAaIASIN 1

Fulsiildlunsneaes Anivinsnaaes
AIAEIFA (M/min) 60 90 120 m/min
ang1daudia (mm/rev) 0.1 0.25 0.4 mm/rev

AMNANLUNSAR (Mmm) 0.5 1.0 1.5 mm

A1519%1 3.2 NMFINAIAIILLIHUVBINITUIU

=
| AT PR ATEnty AMABIUVBSTUIL (um)
Woulay Ain 1SRN
(m/min) (mm/rev) (mm) asait | adsd 2 | adedi 3 | Aade

1 60 0.10 0.5

2 60 0.10 10

3 60 0.10 15

4 60 0.25 0.5

5 60 0.25 10

6 60 0.25 15

7 60 0.40 0.5

8 60 0.40 1.0

9 60 0.40 15

10 90 0.10 0.5

11 90 0.10 1.0

12 90 0.10 15

13 90 0.25 0.5




A15199 3.2 MFINAIANULSEUVDIRITUIIU (91D)

a6

< =
| AS | Houiia ATEnty AMUBIUVDIBUIY (um)
Noulay fin N5AN
(m/min) (mm/rev) (mm) assi1 | adadt 2 | afedi 3 | Aade

14 90 0.25 1.0

15 90 0.25 15

16 90 0.40 0.5

17 90 0.40 1.0

18 90 0.40 15

19 120 0.10 0.5

20 120 0.10 1.0

21 120 0.10 15

22 120 0.25 0.5

23 120 0.25 1.0

24 120 0.25 15

25 120 0.40 0.5

26 120 0.40 1.0

27 120 0.40 15

3.3.115919HUNISANLRDUTUITY

NSYINASNAABIALADIMARBIANAEN T NSARREUNIRBBNLUUNTAaBILILaY

VUAAINNY NiNaNNITMAaes anisnaassaziwlsildlunsauanaglndifesiu

nsufURNuslunsiuegiiiey 1nsa 6063 N151UHUNITNAREY tagasalsuunsy

v 6

FaludflasrivnualiasosndslsuainusisouraaaiasluduiusAuruinvaduniu

6

[
a

'
a

AUYNANVDIVUINUANUFANNTN (2.2)

Y

zdn 1000V
= — > N=
1000 zd

V = anusqilunisda (m/min)

d = uruaudNa1avesuIY (mm)
n = ANULSITBUVBINITUIIY (rev/min)

(2.2)




ar

3.3.1 MTINAIALLIHUVDINITUINU

N13NAAD99EYINNTIARITUIIU 3 ATY LNEMIANRAELALAIAIUSTIURITUIIUT
nsfinwilissnnduanldiunhndunuenannssy nsiafieiiutoyassiinisin

lngfmungailitnsinazdn 3 90 uazuusiunnsiaminAusagun 3.9

s Ra 1
R i 2

a

Position for Measurement Ra 1-3
S

///

Ra 3

5U# 3.9 NsivungRiinedn1Tin

3.4 N135AVANAMUSIUTUABUNITNARDY
N13NAa8EINIINAUeNTuUNAnw I duduINegiillen 1nsa 6063 YUIN
WuRNARENaN 22 mm A118717 25 mm fegu 3.1 Tddeiinarslud gila TNMG160408-
HA 8via KORLOY slaguil 3.2 IngltiaTaenadadnluds 80 OKUMA qu LSC - 15 Aaianuaie
a & v = 1% 2 . o
Manaliallornure ATBIUTENBUAIBANSITOUEIEA 3,000 rev/min dns1dauggn
1,200 mm/min fs3uil 3.3
lngundunuaduiiesenddnludfvagasiaaeuiiununnasslunisinaula
asatuReuleirualivanihduaulunnsinainussuRIBu vauAs U NN UL LA

999 faEnafaguil 3.10 - 3.11
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E‘Uﬁ 3.11 AINITIATUIUNITNAGDS

3.5 NANNSNAABY
nNNIsNAaeINUITtun1sndsveneaiiiiley tnsa 6063 YIINIUNITUIAIAIN
1S8Uv99R7 (Ra) N15NAaaItiltAuLEIdn 91 60-120 mm/min 8857190 9 0.1-0.4 mm/rev

AMUANTUNISEA 71 0.5-1.5 mm NUUYIINITIAAIAINULSBUVDIRITUU tewr lUALATIEN
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mANuduusvowiazReuluaudsuLlasiUlatnRuiudegun 4.7-4.9 wuiipnudn

TunsenluiinasomAnuS s U IRITUIIY

3.6 N508NUVUNITNARBIASIT 2
Mnwhnmseeniuumaveaestneldifeulswesnsnasiiazidouly Ao 148nlou
fin waramiiadin andinseidenansaindeiulunisvaaosadsil 2 Idmunaudnly
nsfansiide 0.5 mm iasnarmdnlumsdnlidmasanisnaass Taslunisnaaosild
waNNIINTIATIEiteyan1sadn wagldlusunsunauianesdnsazu MINITAB Release 16
8l UNITAIUAIN AT ALAZYIINTIATIZINANTEBNHUUN TNABBUTILIANBLTIALUY
37 yhnsnnaesdn 5 %1 S1uaunismaaes 45 hegh LieanaralTUSIuvesTayavinli
foyafinrnindetionnduy Ssvunsnadouind 0.1 - 0.4 mm/min AuEWAT 60 -
120 m/min wagimunaNdnlun1sind 0.5 mm iefivunaInHansiAsEianIznns
dndeunazmuaNgumgiivendaiinaslusvnioulunismaassudiiudoganisindiaan

S UTDIRITUNUAINATSIN 3.3-3.4

A15199 3.3 FnUsNIFlUNITNAaDY

fauusildlunimaaes ANTINNNTNARD S
ANULSIFA(M/min) 60 90 120 m/min
ans1toudn(mm/rev) 0.1 0.25 0.4 mm/rev

AMUANLUNISHA(MmM) 0.5 mm




A15197 3.4 N1FINANAILLSHUVDINITUIIU

50

anase | onstou | anudnly AMUBIUTBITULY (um)
Rouly fin fin N5AN — — — .
(m/min) | (mm/rev) | (mm) AN 1 | AN 2 | AS9N 3 | Aade
1 60 0.25 0.5
2 20 0.4 0.5
3 20 0.1 0.5
4 120 0.25 0.5
5 120 0.1 0.5
6 120 0.4 0.5
7 60 0.4 0.5
8 90 0.25 0.5
9 60 0.1 0.5
10 60 0.4 0.5
1 90 0.1 0.5
12 120 0.25 0.5
13 120 0.4 0.5
14 60 0.1 0.5
15 60 0.25 0.5
16 90 0.25 0.5
17 90 0.4 0.5
18 120 0.1 0.5
19 60 0.1 0.5
20 90 0.1 0.5
21 90 0.4 0.5
22 120 0.1 0.5
23 60 0.25 0.5
24 120 0.4 0.5




A15199 3.4 MFINAIANULTEUVDIRITUIIU (91D)
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Anuse | onsdeu | Avw@nu AMUGUYBITUIY (um)
RFoula fin fin ASAN — — — .
(m/min) | (mm/rev) | (mm) AT 1 | AN 2 | AN 3 | Aade
25 60 0.4 0.5
26 90 0.25 0.5
27 120 0.25 0.5
28 120 0.1 0.5
29 90 0.4 0.5
30 120 0.4 0.5
31 120 0.25 0.5
32 60 0.1 0.5
33 60 0.4 0.5
34 90 0.1 0.5
35 90 0.25 0.5
36 60 0.25 0.5
37 60 0.4 0.5
38 120 0.4 0.5
39 90 0.4 0.5
40 90 0.1 0.5
a1 120 0.25 0.5
a2 60 0.1 0.5
43 90 0.25 0.5
a4 120 0.1 0.5
a5 60 0.25 0.5
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a

3.7 N13IAIUANUNNA

Y

g1UIR —40 D9 +300  °C ANMLNB9RTIVRINITIA + 2 °C Auazkden 0.05

a a

Tadwnsszeyin 500 mm Yuning @ 45 mm laeinisnsiaaeunisiannegqueululunis

=1

Tareun1sndsentunuiarnainisnaswendunulaenlnaluaugamillidiiu 2 °C Aegu

3.12-3.13

Ui 3.12 myingamgiifindinnslud

Cal

Y OTf = (1-9)

< 37 B T0=(1-9)
= O Tf=(10-18)
€ 34 * 70 = (10-18)
é i ATF=(19-27)
& ATO = (19-27)
& 73 OTf = (28-36)
® 70 = (28-36)
25 X Tf = (37-45)
0 10 A(AUA) 20 30 % TO = (37-45)

gﬂ‘f/’i 3.13 ﬂﬁiLﬂﬁﬂuqmmﬁﬁaﬂm 1-45

U
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NANISNAABILAZILASICHNE

mManpasmnannyivanzaslumsnasenegiido 1nsa 6063 Faldanusisind
60-120 Lwnsaoundt sns1teudiadi 0.1-0.4 mm/rev wasinunnudnlunissai 0.5-1.5
mm FeinsnaasddaldisnsmiaindmsunisesnuuunITInanLaz A IziNas e
TUsunsu MATLAB R2010a wavinmsinamsiSeveesintuay (Ra) URERRHIDEHEGED

6063

4.1 NANISINAINNSYUVBINITUIIY
Tun199AAMULS s UYRITUINULY 92VINITIATUINUNILA 999 T wazuwuady
o - “ o o 2 v % z
Woulvlunisneassndavanidu 27 Weuly Weoulvag 37 Ju wawiin1siag 3 AS 57U
U ! o =

PI9AUA 999  FABEINNISTUTNHNANISNAADY BILANaNITNARRITIlUTIsANISNAaaslulA

muANeLMNTTuAiBaTestoyalUnuoulununisen 4.1

A151991 4.1 NaN1TINAIAMNLSIUVDIRITUIIY

" =
. AT Sasdloudla AuEnty AMUBUTBIT UL (uim)

Woulay Ain 1SRN

(m/rmin) (mm/rev) (mm) assiit | adedi 2 | adefi 3 | 1ede

1 60 0.10 0.5 0.069 | 0.072 0.075 0.072

2 60 0.10 1.0 0.116 | 0.118 0.113 0.116

3 60 0.10 1.5 0.156 | 0.161 0.157 0.158

i 60 0.25 0.5 2292 | 2.285 2.281 2.286

5 60 0.25 1.0 1.718 | 1.725 1.712 1.718

6 60 0.25 1.5 1390 | 1.397 1.384 1.390

7 60 0.40 0.5 5567 | 5.543 5.579 5.563

8 60 0.40 1.0 4.108 | 4.115 4.101 4.108

9 60 0.40 1.5 2230 | 2222 2.235 2.229

10 90 0.10 05 0.086 | 0079 0.084 0.083

11 90 0.10 1.0 0.093 | 0.088 0.097 0.093
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=
. Anusnn | eansidaudia T AmiSEUTBSBLY (UM
Noulay _ ASAN

(m/min) (Mg (mm) assi1 | adedl 2 | adedl 3 | le

12 90 0.10 15 0.087 | 0.090 | 0088 |0.088
13 90 0.25 0.5 2292 | 2284 | 2290 |2.289
14 90 0.25 1.0 2257 | 2249 | 2250 |2.252
15 90 0.25 15 1428 | 1.432 | 1.427 | 1.429
16 90 0.40 0.5 4933 | 4927 | 4935 |4.932
17 90 0.40 1.0 3364 | 3361 | 3.367 | 3.364
18 90 0.40 15 2984 | 2989 | 2977 | 2983
19 120 0.10 0.5 0.075 | 0072 | 0071 |0.073
20 120 0.10 1.0 0.060 | 0055 | 0.061 | 0.059
‘4 120 0.10 15 0.075 | 0.071 | 0079 |0.075
22 120 0.25 0.5 2292 | 2291 | 2298 |2.294
23 120 0.25 1.0 2225 | 2220 | 2228 | 2224
24 120 0.25 15 1.806 | 1.801 | 1.803 | 1.803
25 120 0.40 0.5 5253 | 5259 | 5255 |5.256
26 120 0.40 1.0 4291 | 4299 | 4295 |4.295
27 120 0.40 15 2800 | 2.822 | 2810 | 2811

4.2 AMUFUNUSVBIFN1IZNITANLDDUAZAINULTIUVDIRITUINY

INAT19N 4.1 @IUTOUAAIAITUE

ANUSALARIANUFUNUSAENTIN

v (4

NUTA

10N3 LA8LUIRINEN1IZNISAR

o v 6 ! a a Qy == o a
4.2.1 ﬂ’)?llﬁiJWUﬁi%Vi’J'Nﬂ’NﬂJLiEJ°U°UENN’J?JUQ’]ULL@S@'N&JaﬂELuﬂ’]iG]W@Q;J‘UVI 4.1 -

4.3 LanIN5US U UTEUINIAMUS BUVDIRITUNULAL ANANTUN1TFRlaeLla Aa11L5)

Tumsfnagsening 60-120 m/min 8ns1n15Ueuiinegsening 0.10-0.40 mm/rev
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0.2
O Ve =60 m/min, f=0.1 mm/rev
O Ve =90 m/min, f = 0.1 mmirev
A Ve =120 m/min, f= 0.1 mm/rev
0
0.15[
o
£
s 01
(m]
& [m]
(m]
I A
A
0.05[
1 1 1 )
0
0 0.5 1 1.5 2

Depth of cut (mm)

sUfl 4.1 AwdNsTussEning Ra uae Depth of Cut 1o Feed Rate = 0.1 mm/rev

2.5 © Ve =60 m/min, f = 0.25 mmirev
= P O Ve =90 m/min, f= 0.25 mm/rev
4 Ve =120 m/min, f= 0.25 mm/rev
2F
A
o
1.5
- 8
=
=
«
o
1F
0.5
L 1 1 )
0
0 0.5 1 1.5 2
Depth of cut (mm)

Ul 4.2 A wdsTuSTEMing Ra uae Depth of Cut 1ile Feed Rate = 0.25 mm/rev



o
© V¢ =60 m/min, f=0.40 mm/rev
o
A O Vc =90 m/min, f = 0.40 mm/rev
5 o A Ve =120 m/min, f = 0.40 mm/rev
A
o
4aF
— o
£
2 af o
2 a
o
2k
1k
1 1 1
0
0 0.5 1 1.5
Depth of cut (mm)

g‘l.l‘ﬁ 4.3 puduiugsening Ra waz Depth of Cut ile Feed Rate = 0.40 mm/rev

4.2.2 ANUAUNUSTENINAINUB L UVDIRITUNULALOATINTU D UTIAR

=

[
©

'
a A
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SUN 4.4 - 4.6 LAAINISHUSIUMEUTENINNAIULS S UVDIRITUIULAE DR 51N T UTIAUD Y

NI ImLﬁammﬁﬂumsé{magswdn 60-120 m/min AnuaAnTuN1SAnoYIENINg 0.5-

1.5 mm

Feed rate (mm/rev)

E
2 3
o
-4
a
2k
O Ve =60 m/min, d = 0.5mm
0 Vc =90 m/min, d = 0.5 mm
1k
4 Ve =120 m/min, d = 0.5 mm
o 1 B 1 1 1 L L 1 1 )
0 0.05 0.1 0.15 0.2 0.25 0.3 0.35 0.4 0.45

0.5

U 4.4 A1wdsiussyving Ra uae Feed Rate 1o Depth of Cut = 0.5 mm



5
Fa¥
o]
aF
a
3k
E
=
©
I a
2k
[o]
QO Ve =60 m/min, d =1.0 mm
i O Ve =90 m/min,d=1.0 mm
A Ve =120 m/min, d = 1.0 mm
o 2 . . . ,
0 0.1 0.2 0.3 0.4 0.5
Feed rate (mm/rev)

Ul 4.5 AwdNsTussEning Ra uae Feed Rate Wle Depth of Cut = 1.0 mm

4-
3r O
Fay
E fo]
) Fa¥
B
1+ O Ve =60 m/min,d=1.5 mm
O Ve =90 m/min,d=1.5 mm
A Ve =120 m/min, d = 1.5 mm
. 8 . . . :
0 0.1 0.2 0.3 0.4 0.5
Feed rate (min/rev)

sUfl 4.6 A wENsTUSIEINg Ra Lae Feed Rate 1o Depth of Cut = 1.5 mm
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4.2.3 e uduiusseninenuBeuveIiatunuwazauglunsinds JUR 4.7 -
4.9 wanINISUSBUTIEUSEHINANUEEUYRRITU UL ANSTUNSARRITUNY Taeille

ans1n1sUeuiinegszning 0.1-0.4 mm/rev ANNANIUNTARBYTENINN 0.5-1.5 mm

6r
Pa¥
Fay
5r A
Q f=0.1 mm/rev,d=0.5mm
4F O f=0.25 mm/rev,d = 0.5 mm
-é- A f=0.40 mmirev, d = 0.5 mm
2 3
v}
o
u] u] u]
o}
1k
D o) @ ;
0
60 20 120
Cutting speed (m/min)

JUN 4.7 Anuduiussevdng Ra wag Cutting Speed dle Depth of Cut = 0.5 mm

5r
Fa¥
faN
4
FaN
—— 3 i
£
=
& = o
o}
]
O f=0.10 mm/rev,d = 1.0 mm
1+ O f=0.25 mm/rev,d =1.0 mm
& f=0.40 mmirev, d = 1.0 mm
0 2 Q oD )
60 20 120
Cutting speed (mm/min)

JUN 4.8 AnuduiussEning Ra Wag Cutting Speed dle Depth of Cut = 1.0 mm
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O f=0.1 mmirev,d=1.5mm

o

f=0.25 mm/rev, d = 1.5 mm

b

=040 mm/rev,d = 1.5 mm

E
< 3 A A
< L
o
2r a
(=] o
1.
0 : 2 - N
60 90 120

Cutting speed (mmimin)

gﬂﬁ 4.9 AnuduRuSsewIng Ra uaz Cutting Speed e Depth of Cut = 1.5 mm

1nN1sneaeInUITtun1sndslenegiiilon 1NSA 6063 YIINIUNITNIAIAIY
al a e’lj [ Y a . [ P
\S8UYRIET (R,) N13naaesillindnusadia 91 60 - 120 m/min dns1deu # 0.1 - 0.4 mm/rev
AINENTUNITAR 9 0.5 - 1.5 mm NTUIINITIAAIAINTEUYBIRITUIY tieulY
Taszrimeanuduiusvesdeulafidenisiiumuisuwlaslulidanuiu dagun 4.7 -
< V1 =2 Y 1 1 1 al a &
4.9 azinuladanuanlunmsdaliiinaserinussuvesEiiuam

a

4.3 P1TIIATIRHANTVAADIATIN 2 (UTufuUsuazatuaNamigi)

NKNANISNAADLTDIAN NUI YT8NEINARDAINUBIUVDIRITUIIU A DRMSINS
Jounazanusilunisde daiulunisnnassessi 2 lasinuamnuanlunisdnaaiae 0.5
mm waanauantunsinlidinananisneass Inslun1snaasallenannisn1siasIsy
Toyanneada uazldlusunsunouiiamesdniagd MINITAB Release 16 Faglunisfiuaaue

. " - 2 o ¥
NEDALAZYINNITILATIZIRNANITOONLUUNISNAADITLNANDSLALUU 3~ HIN1SNAa9Ig 5
o A o ° vy ~ oA A X ' aa o
ATY WeanAMILUTUTINvRayavildayaiiniuidetienndu laearatanidluiysua
a 6 vV =) 1 1 Y] dl' Q‘J Gl al' U U o %

N153LAIENVLARR AN p-value LagATEAUAUTBLIY 95% WseNTERUNEdIAsy 0.05

J2387vin15AnYn Ao 8RTIN1UU 3 S¥FU AUSIIUNITAR 3 S¥FU LazANENlUNISHA
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AT NaRUAUDUTUAIAINLLS B UVBIRITUIU LasazAIdnSnanan (Main Effect) ¥8367

wUSHAAaLF ANBNSNATIU (Interaction Effect) 5831719809820 5A1UA5199 4.2

A519% 4.2 FLUIEINSUNISNAGBIASIN 2

Factor Level 1 Level 2 Level 3
ANLLSIFA(M/min) 60 90 120
ans1dautia(mm/rev) 0.1 0.25 0.4
AMNanlunIIAA(mm) 0.5 0.5 0.5

4.3.1 MINNUAANNAFIUNITVAGBY

1auRgud 1 Yadediinananaudlunisdn
Hy,:7,=0 i=12,...,a
H :720 At least one 7; #0
2.auufgud 2 YadefiAnandnsnisteu
Ho:f,=0 j=12...b
H,:B; #0 At leastone#0
3 aundgud 3 YadeiiAnanmnuiiilunisdauazsamnision
Ho : (Tﬂ)ij =0
H,:(z8); #0 At leastone(zf); #0

[y

=~ & A a < LY
te T Ao Jaseninananusalunisen

B Ao

Jadgnnnainansinisiay

4.3.2 HANNTINAIULSUYDINATUINY

Tun199AAUS BUVRITUIIUTY 22911015 TATUIIUITINLA 45 FU hazuuady
o - B y . ¥ Y v . o ¥ L .
Waulvlun1svneasandslanilu 9 Wauly ¥iN1snAassdn 5 AY LAYINITIAT 3 AT WA
e 45 degenstufinuanisnaaes Feldnanisveasuaziinsnualeuiuasdl

nsdudeyalunuteulununisen 4.3
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2
. AT Sasdlousia Avadnty AMUBEUTBITUY (um)
Noulay fin ASAN

(m/rmin) (mm/re (mm) asai1 | adedi 2| afefiz | i0de

1 60 0.25 0.5 1329 | 1.331 1.335 1.332
2 90 0.4 0.5 1893 | 1.882 1.890 1.888
3 90 0.1 0.5 0.400 | 0.390 0537 | 0.442
4 120 0.25 0.5 1339 | 1.332 1.299 1.323
5 120 0.1 0.5 0369 | 0.368 0.428 | 0.388
6 120 0.4 0.5 1.894 | 1.887 1.866 1.882
7 60 0.4 0.5 1882 | 1.900 1.889 1.890
8 90 0.25 0.5 1.299 | 1.290 1.308 1.299
9 60 0.1 0.5 0356 | 0.374 0395 | 0375
10 60 0.4 0.5 1776 | 1.803 1.777 1.785
11 90 0.1 0.5 0.405 | 0.398 0.401 0.401
12 120 0.25 0.5 1.04 | 1.266 1.267 1.191
13 120 0.4 0.5 13 | 1.804 177 1.625
14 60 0.1 0.5 039 | 0.402 0386 | 0.393
15 60 0.25 0.5 1264 | 1.256 1.269 1.263
16 90 0.25 0.5 1273 | 1.264 1.269 1.269
17 90 0.4 0.5 1784 | 1.793 1.796 1.791
18 120 0.1 0.5 0.403 | 0.395 0384 | 039
19 60 0.1 0.5 0.486 | 0.478 0467 | 0477
20 90 0.1 0.5 0454 | 0513 0463 | 0477
21 90 0.4 0.5 1.876 | 1.886 1.909 1.890
22 120 0.1 0.5 047 | 0.487 0.531 0.496
23 60 0.25 0.5 1.39 1.39 1.421 1.400
24 120 0.4 0.5 1.885 | 1.899 1.877 1.887
25 60 0.4 0.5 1.896 | 1.89 1.868 1.887
26 90 0.25 0.5 1416 | 1.391 1.398 1.402
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2
. AT Sasdlousia Avadnty AMUBEUTBITUY (um)
Noulay fin ASAN
(m/rmin) (mm/re (mm) asai1 | adedi 2| afefiz | i0de
27 120 0.25 0.5 1392 | 1.392 1.411 1.398
28 120 0.1 0.5 0398 | 041 0397 | 0.402
29 90 0.4 0.5 1856 | 1.841 1.832 1.843
30 120 0.4 0.5 1852 | 1.849 1.837 1.846
31 120 0.25 0.5 1321 | 1.322 1.346 1.330
32 60 0.1 0.5 0406 | 04 0.403 | 0.403
33 60 0.4 0.5 1825 | 1.839 1.884 1.849
34 90 0.1 0.5 039 | 0381 0387 | 0.386
35 90 0.25 0.5 136 | 1.347 1.333 1.347
36 60 0.25 0.5 1321 | 1.334 1.328 1.328
37 60 0.4 0.5 1933 | 1.913 1.914 1.920
38 120 0.4 0.5 195 | 1.922 1.932 1.935
39 90 0.4 0.5 1912 | 1.934 1.936 1.927
40 90 0.1 0.5 1941 | 1.923 1.92 1.928
a1 120 0.25 0.5 1491 | 1.491 1.476 1.486
a2 60 0.1 0.5 0325 | 0.296 0304 | 0.308
43 90 0.25 0.5 1514 | 1.483 1.474 1.490
a4 120 0.1 0.5 0316 | 0.8 0313 | 0370
a5 60 0.25 0.5 1478 | 1.491 1.504 1.491

wl5U5IUgNARIYBILUUTIRY LAgfBIin1InTIdaauANATNYaIlayanigunl 4.10

4.3.3 HAN1SILASIZNHANISNAADINIADS

NIRTIREOUANGNABIYRITaYaIn A UmMINEaUYSall  MEN1TIATIZVIAI
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ToYAIINNITNATDS
> N1INTIVAULRYA
\ 4
%1919 ANOVA
3 & 1a % 2 ld'
UG NANSENUSIY 2 N laiansauntladendni
Jade \eT89 (Fnasn)

Javgunani

Y

LA

A519N519LNeuN

A

d3lng  |e , - N
' ANNFULADIN

JUM 4.10 TunaumTIATIEiaensTiasIziauwlsUsu [22]
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'
=

1.Normal Probability Plot LiensIaaeuUd1unnA1e (Residual) ¥@eUayadniinis

v Aa 1

nsrarswuuUnivsell Inensdunnganiiey danindanedlndiuidu e yanznauey

q Y

Anfiusdu wanddn Y viedoya ddnwazdunisuanuasuwuuunfnaguil 4.11

Normal Probability Plot
(response is ra)

Percent
8

0.2 0.1 0.0 0.1 0.2
Residual

3UT 4.11 asradeunsnsyatevestoyauiuy Normal weeA1 Ra

2.Versus Order Juguilldlunismegeuanududaszvesdoys Tneldunuginig

N3z (Scatter Plot) wdIANwALN1INTZANEVDIYN Tuudoyauuwkuginfisuwuudu

=1

Sasevizelal mndeyatimsnszaneiasiiane uansindoyainandudasasgui 4.12

U

Versus Order
(response is ra)

0.15
0.10+
v PUNEL L% A
— 0.00 \
5 |/ NN v
2 -0.054
e
0.10+
-0.15
-0.20
-O'ZSAV T T T T T T T T T
1 5 10 15 20 25 30 35 40 45

Observation Order

gﬂﬁ 4.12 GI'i'J’i]ﬁE]Uﬂ’D']EJLUUE]ﬂi”“UEN‘UaﬂJa‘UENﬂ’l Ra
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3.Residual Versus Cutting Speed a¥ Residual Versus Feed Rate Lﬂugﬂmﬁg
M3IA0UAILADYTVBIAULUTUTIU  (Variance Stability) Tagldunugiinsgatgainy
ﬂmmﬂﬁau (Residual) ‘W‘U’JI'WJ’ENﬂ?iﬂﬂﬁ@ﬂﬁﬂﬂiﬂi%%’]ﬂ@hﬁﬁ’]Lﬁm@ﬁﬂVINU’JﬂLLagﬂ’NﬁU

LEAIYaLAANULEDETURIANKUTUTIU 138 AULUTUTIUTDINANITNAARIIAIAITIGY

=

SUTl 4.13-3U71 4.14

Residuals Versus v
(response is ra)
0.15 - °
°
0.10 4 ° H
(]
0.05 : . [ ]
[]
_ 000 i e
-} ° ] [
E] ® 5
E -0.05 - °
& ° o
-0.10{ e °
-0.15 [}
-0.20 °
-0.25 - T T T T T T T
60 70 80 90 100 110 120
v

JUT 4.13 msavdeuAINAIfivesAANRUTUTINALSIluNSinveten Ra

Residuals Versus f
(response is ra)

0.154 o
]

0.10 ° °

0.05{ © s ]

_ 0.00 { L

5 i 1 8
% -0.05 4 o

(4 [} [ ]
-0.10+ ]
-0.15 1 o

-0.20+ o
-0.25+ .

0.10 0.15 0.20 0.25 0.30 0.35 0.40

5UN 4.14 aadeuANNAfITesAIANLUTUTINEnT1UoUYa9A1 Ra
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NMIUssiiuauaudine 3 Usensvestayalndanumngauvisekiannsaasy
171 Teyafinuaudfng 3 Usens dunde anuluunfvesdeys danuludaszvesdoya

WALAMULUTUTIUAIN

4.3.4 N15AIILAINLUSUIIUY

v

A153LAT1Z1IAN519 ANOVA tiaranudunusueslade ndidaselatneanideudgy

o

N19EDR NUNANAANULSIUVDIRITUIIUY LANDITUINITENUAT P — Value vosusazridade

a a 1

Wundnnudadelafsian P-Value goenin 0.05kans31 tadetuildnsnasaninuseuues
RTuau 39 Uadelafidiaan P-Value 11nn31 0.05uana71 Jadetulifidnsnanarininy
SeUVRRTUINUY A9daA1eantl TeaAulniztadeniinasamus suTe IR TUIUAL

M15199 4.4

A15199 4.4 N1SAUATIEANENATA ANOVA UDIAIMNISIAMDSALTIUNISNAAD

Analysis of Variance for Ra using Adjusted SS for Tests
Source DF Seq SS Adj SS Adj MS | F-Value | P-Value
V 2 0.0025 0.0025 0.0013 0.21 0.813
f 2 16.2889 | 16.2889 8.1445 | 1329.17 | 0.000
V¥t a4 0.0035 0.0035 0.0009 0.14 0.964
Error 36 0.2206 0.2206 0.0061
Total a4 16.5156
S=0.0782783 R-sg=98.66% R-sq (adj)=98.37%

NANS197 4.4 AAs1zriauulsUTIu (ANONA) aeldseiutidday 0.05 B
wanslumsnsit 4.4 nuin A1 P - value vesiadbsan (nteraction Effect) szminadaunds
ANULSIAALaTEnsINISTUeu fA1 P - value ¥1nn31 0.05 nu1EANIN Yadeusiu
(Interaction Effect) seningdusanusidauazonsinisteu lddsmareninuseuves

RATUIU LHaNA1580191U938573 (Interaction  Effect)  lud9nasian U3 g uuaIRtuany

AItU ABINANTUIUT8NaN (Main Effect) wu3n A1 P — value v89U33e%an (Main Effect)
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A 9n3INT1sUou flA1 P - value #WaeN11 0.05 Bu18ANTT fauUsvealadendn (Main
Effect) NdInananuiis uuesiidiey As 8n51n1stou WeaNansuAuuItenvoIns
NAADUINAITIN 4.4 Yospudunusuestads wuindla R-Sq (Ad) dAvindu 98.37 %
Feaguladanuduiusns 2 Jadudmasiennuseuvesinduy 98.37 % duiviedn
1.63 % JWuladeladu q dlildegluveuwanisaivaunisnaaes ndsanldlusunsy
d11593U MINITAB Release 16 lunistiautanaudanuindeadusiu (Interaction Effect) fie

I~ [ [} 1 al a Qy 1 LY (% . =
ANUSWALarensnTdou lildinanemuieauvesiitueu retadendn (Main Effect) 39

AoauTiTNIgUN 4.15 - 4.16

Interaction Plot for ra
Fitted Means

w'f f

00 —e— 010
. A —— _m 03

175 —oe gl
150

125

Mean of ra

100

075

050

B0 a0 120

31]17'; 4.15 Interaction Effects Plot for R,

Main Effects Plot for ra
Fitted Means

I .. 0 | | f q
2

Mean of ra
T
|
|
|

B0 ] 10 010 025 040

;J‘U‘i?i 4.16 Main Effects Plot for R,
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daiansantadenan (Main Effect) wuin dnsideunazanudilunisdnanas a
P1AANPNULSIUVDIRITUINUNEIUANRY AU Hau Ui lAiAINUS s UYD IRITUIUNENUL DY

ign Ao Weoulvndnsnisteu 0.10 mm/rev
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2
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A11519 N.1 TUNNKAAIAIIURETURITUNIUNAGDS 1

78

cutting Feed Depth of Ra (pm) Ra
condition Speed rate Cut
(m/min) (mm/rev) (mm) Trial 1 | Trial 2 | Trial 3 | Average ()
1 60 0.10 0.5 0.075 0.072 0.075 0.074 0.074
2 60 0.10 1.0 0.113 0.118 0.113 0.115 0.115
3 60 0.10 1.5 0.161 0.161 0.157 0.160 0.160
a4 60 0.25 0.5 2.285 2.285 2.281 2.284 2.284
5 60 0.25 1.0 1.718 1.712 1.712 1.714 1.714
6 60 0.25 1.5 1.390 1.384 1.384 1.386 1.386
7 60 0.40 0.5 5.567 5.567 5.579 5.571 5.571
8 60 0.40 1.0 4.108 4.108 4.101 4.106 4.106
9 60 0.40 1.5 2.230 2.222 2.222 2.225 2.225
10 90 0.10 0.5 0.086 0.079 0.079 0.081 0.081
11 90 0.10 1.0 0.093 0.097 0.097 0.096 0.096
12 90 0.10 1.5 0.088 0.090 0.088 0.089 0.089
13 90 0.25 0.5 2.292 2.284 2.284 2.287 2.287
14 90 0.25 1.0 2.249 2.249 2.250 2.249 2.249
15 90 0.25 1.5 1.427 1.427 1.427 1.427 1.427
16 90 0.40 0.5 4.927 4.927 4.927 4.927 4.927
17 90 0.40 1.0 3.361 3.361 3.361 3.361 3.361
18 90 0.40 1.5 2.984 2.989 2977 2.983 2.983
19 120 0.10 0.5 0.071 0.072 0.071 0.071 0.071
20 120 0.10 1.0 0.055 0.055 0.061 0.057 0.057
21 120 0.10 1.5 0.075 0.071 0.071 0.072 0.072
22 120 0.25 0.5 2.292 2.291 2.291 2.291 2.291
23 120 0.25 1.0 2.225 2.220 2.220 2222 2.222
24 120 0.25 1.5 1.801 1.801 1.803 1.802 1.802
25 120 0.40 0.5 5.259 5.259 5.255 5.258 5.258
26 120 0.40 1.0 4.291 4.299 4.291 4.294 4.294
27 120 0.40 1.5 2.800 2.810 2.810 2.807 2.807
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A1519 N.1 JUNNNAAIAMURENURITUIIUNARDS 1 (71)

cutting Feed Depth of Ra (um) R
condition Speed rate Cut
(m/min) (mm/rev) (mm) Trial 1 | Trial 2 Trial 3 Average (um)
28 60 0.10 0.5 0.050 0.059 0.051 0.053 0.053
29 60 0.10 1.0 0.096 0.093 0.097 0.095 0.095
30 60 0.10 1.5 0.182 0.186 0.180 0.183 0.183
31 60 0.25 0.5 0.097 0.090 0.093 0.093 0.093
32 60 0.25 1.0 2.274 2.268 2.283 2.275 2.275
33 60 0.25 1.5 1.498 1.502 1.487 1.496 1.496
34 60 0.40 0.5 5.274 5.263 5.279 5.272 5.272
35 60 0.40 1.0 3.537 3.544 3.539 3.540 3.540
36 60 0.40 1.5 2477 2.465 2.484 2.475 2.475
37 90 0.10 0.5 0.082 0.078 0.079 0.080 0.080
38 90 0.10 1.0 0.097 0.085 0.093 0.092 0.092
39 90 0.10 1.5 0.084 0.093 0.087 0.088 0.088
40 90 0.25 0.5 2.294 2.286 2.288 2.289 2.289
a1 90 0.25 1.0 2.255 2.247 2.257 2.253 2.253
a2 90 0.25 1.5 1.432 1.437 1.437 1.435 1.435
43 90 0.40 0.5 4.936 4.926 4.922 4.928 4.928
a4 90 0.40 1.0 3.352 3.365 3.367 3.361 3.361
a5 90 0.40 1.5 2.983 2.985 2.963 2977 2977
46 120 0.10 0.5 0.077 0.074 0.077 0.076 0.076
ar 120 0.10 1.0 0.065 0.058 0.065 0.063 0.063
48 120 0.10 1.5 0.072 0.076 0.072 0.073 0.073
49 120 0.25 0.5 2.248 2.295 2.289 2277 2277
50 120 0.25 1.0 2.255 2.229 2.235 2.240 2.240
51 120 0.25 1.5 1.824 1.832 1.815 1.824 1.824
52 120 0.40 0.5 5.259 5.250 5.242 5.250 5.250
53 120 0.40 1.0 4.286 4.305 4.267 4.286 4.286
54 120 0.40 1.5 2.815 2.820 2.845 2.827 2.827




A1519 N.1 JUNNNAAIAMURENURITUIIUNARDS 1 (71)

80

cutting Feed Depth of Ra (um) R
condition Speed rate Cut
(m/min) (mm/rev) (mm) Trial 1 | Trial 2 | Trial 3 | Average (um)
55 60 0.10 0.5 0.059 0.075 0.069 0.068 0.068
56 60 0.10 1.0 0.093 0.113 0.116 0.107 0.107
57 60 0.10 1.5 0.186 0.157 0.156 0.166 0.166
58 60 0.25 0.5 0.090 2.281 2.292 1.554 1.554
59 60 0.25 1.0 2.268 1.712 1.718 1.899 1.899
60 60 0.25 1.5 1.502 1.384 1.390 1.425 1.425
61 60 0.40 0.5 5.263 5.579 5.567 5.470 5.470
62 60 0.40 1.0 3.544 4.101 4.108 3.918 3.918
63 60 0.40 1.5 2.465 2.235 2.230 2.310 2.310
64 90 0.10 0.5 0.086 0.079 0.079 0.081 0.081
65 90 0.10 1.0 0.093 0.088 0.093 0.091 0.091
66 90 0.10 1.5 0.087 0.090 0.087 0.088 0.088
67 90 0.25 0.5 2.292 2.284 2.288 2.288 2.288
68 90 0.25 1.0 2.257 2.249 2.257 2.254 2.254
69 90 0.25 1.5 1.428 1.432 1.437 1.432 1.432
70 90 0.40 0.5 4.933 4.927 4.922 4.927 4.927
71 90 0.40 1.0 3.364 3.361 3.367 3.364 3.364
72 90 0.40 1.5 2.984 2.989 2.963 2.979 2.979
73 120 0.10 0.5 0.077 0.074 0.075 0.075 0.075
74 120 0.10 1.0 0.065 0.058 0.060 0.061 0.061
75 120 0.10 1.5 0.072 0.076 0.075 0.074 0.074
76 120 0.25 0.5 2.289 2.295 2.292 2.292 2.292
7 120 0.25 1.0 2.235 2.229 2.225 2.230 2.230
78 120 0.25 1.5 1.815 1.832 1.806 1.818 1.818
79 120 0.40 0.5 5.242 5.250 5, 258 5.248 5.248
80 120 0.40 1.0 4.267 4.305 4.291 4.288 4.288
81 120 0.40 5 2.845 2.820 2.800 2.822 2.822




A1519 N.1 VUINNAAIANUNEIURITUIIUNARDS 1 (51)

81

cutting Feed Depth of Ra (um) R
condition Speed rate Cut
(m/min) (mm/rev) (mm) Trial 1 | Trial 2 | Trial 3 | Average (um)
82 60 0.10 0.5 0.086 0.072 0.075 0.078 0.078
83 60 0.10 1.0 0.116 0.118 0.116 0.117 0.117
84 60 0.10 1.5 0.156 0.161 0.161 0.159 0.159
85 60 0.25 0.5 2.292 2.292 2.281 2.288 2.288
86 60 0.25 1.0 1.725 1.725 1.712 1.721 1.721
87 60 0.25 1.5 1.390 1.384 1.384 1.386 1.386
88 60 0.40 0.5 5.567 5.543 5.253 5.454 5.454
89 60 0.40 1.0 4.108 4.115 4.115 4.113 4.113
90 60 0.40 1.5 2.230 2222 2222 2.225 2.225
91 90 0.10 0.5 0.084 0.079 0.084 0.082 0.082
92 90 0.10 1.0 0.093 0.093 0.097 0.094 0.094
93 90 0.10 1.5 0.090 0.090 0.088 0.089 0.089
94 90 0.25 0.5 2.292 2.284 2.284 2.287 2.287
95 90 0.25 1.0 2.249 2.249 2.228 2.242 2.242
96 90 0.25 1.5 1.428 1.432 1.403 1.421 1.421
97 90 0.40 0.5 4.933 4.299 4.935 4.722 4.722
98 90 0.40 1.0 3.364 3.361 3.361 3.362 3.362
99 90 0.40 1.5 2.984 2.810 2.810 2.868 2.868
100 120 0.10 0.5 0.086 0.086 0.071 0.081 0.081
101 120 0.10 1.0 0.055 0.061 0.061 0.059 0.059
102 120 0.10 1.5 0.079 0.071 0.079 0.076 0.076
103 120 0.25 0.5 2.292 2.292 2.291 2.292 2.292
104 120 0.25 1.0 2.225 2.284 2.284 2.264 2.264
105 120 0.25 1.5 1.806 1.806 1.803 1.805 1.805
106 120 0.40 0.5 5.567 5.259 5.259 5.362 5.362
107 120 0.40 1.0 4.291 4.935 4.935 4.720 4.720
108 120 0.40 5 2.822 2.822 2.810 2.818 2.818




A1519 N.1 JUNNNAAIAMURENURITUIIUNARDS 1 (71)

82

cutting Feed Depth of Ra (um) R
condition Speed rate Cut
(m/min) (mm/rev) (mm) Trial 1 | Trial 2 | Trial 3 | Average (um)
109 60 0.10 0.5 0.075 0.069 0.086 0.077 0.077
110 60 0.10 1.0 0.113 0.116 0.116 0.115 0.115
111 60 0.10 1.5 0.157 0.156 0.156 0.156 0.156
112 60 0.25 0.5 2.281 2.292 2.292 2.288 2.288
113 60 0.25 1.0 1.712 1.718 1.725 1.718 1.718
114 60 0.25 1.5 1.384 1.390 1.390 1.388 1.388
115 60 0.40 0.5 5.579 5.567 5.567 5.571 5.571
116 60 0.40 1.0 4.101 4.108 4.108 4.106 4.106
117 60 0.40 1.5 2.235 2.230 2.230 2.232 2.232
118 90 0.10 0.5 0.079 0.082 0.084 0.082 0.082
119 90 0.10 1.0 0.088 0.097 0.093 0.093 0.093
120 90 0.10 1.5 0.090 0.084 0.090 0.088 0.088
121 90 0.25 0.5 2.284 2.294 2.292 2.290 2.290
122 90 0.25 1.0 2.249 2.255 2.249 2.251 2.251
123 90 0.25 1.5 1.432 1.432 1.428 1.431 1.431
124 90 0.40 0.5 4.927 4.936 4.933 4.932 4.932
125 90 0.40 1.0 3.361 3.352 3.364 3.359 3.359
126 90 0.40 1.5 2.989 2.983 2.984 2.985 2.985
127 120 0.10 0.5 0.074 0.074 0.086 0.078 0.078
128 120 0.10 1.0 0.058 0.058 0.055 0.057 0.057
129 120 0.10 1.5 0.076 0.076 0.079 0.077 0.077
130 120 0.25 0.5 2.295 2.295 2.292 2.294 2.294
131 120 0.25 1.0 2.229 2.229 2.225 2.228 2.228
132 120 0.25 1.5 1.832 1.832 1.806 1.823 1.823
133 120 0.40 0.5 5.250 5.250 5.567 5.356 5.356
134 120 0.40 1.0 4.305 4.305 4.291 4.300 4.300
135 120 0.40 5 2.820 2.820 2.822 2.821 2.821




A1519 N.2 TUNNRAAIAIIUNETURITUIUNAGBS 2

83

cutting Feed Depth of Ra (um) .
condition Speed rate Cut

(m/min) (mm/rev) (mm) Trial 1 | Trial 2 | Trial 3 | Average (hrm)
1 60 0.25 0.5 1.329 | 1.331 | 1.335 1.332 1.332
2 20 0.4 0.5 1.893 | 1.882 | 1.890 1.888 1.888
3 20 0.1 0.5 0.400 | 0.390 | 0.537 0.442 | 0.442
4 120 0.25 0.5 1339 | 1.332 | 1.299 1.323 1.323
5 120 0.1 0.5 0.369 | 0.368 | 0.428 0.388 | 0.388
6 120 0.4 0.5 1.894 | 1.887 | 1.866 1.882 1.882
7 60 0.4 0.5 1.882 | 1.900 | 1.889 1.890 1.890
8 90 0.25 0.5 1.299 | 1.290 | 1.308 1.299 1.299
9 60 0.1 0.5 0.356 | 0.374 | 0.395 0.375 | 0.375
10 60 0.4 0.5 1776 | 1803 | 1.777 1.785 1.785
11 90 0.1 0.5 0.405 | 0.398 | 0.401 0.401 0.401
12 120 0.25 0.5 1.04 1.266 | 1.267 1.191 1.191
13 120 0.4 0.5 1.3 1.804 1.77 1.625 1.625
14 60 0.1 0.5 0.39 0.402 | 0.386 0.393 | 0.393
15 60 0.25 0.5 1.264 | 1.256 | 1.269 1.263 1.263
16 90 0.25 0.5 1273 | 1.264 | 1.269 1.269 1.269
17 90 0.4 0.5 1784 | 1.793 | 1.796 1.791 1.791
18 120 0.1 0.5 0.403 | 0395 | 0.384 0.394 | 0.394
19 60 0.1 0.5 0.486 | 0478 | 0.467 0.477 | 0.477
20 90 0.1 0.5 0.454 | 0513 | 0.463 0.477 | 0.477
21 20 0.4 0.5 1.876 | 1.886 | 1.909 1.890 1.890
22 120 0.1 0.5 0.47 0.487 | 0.531 0.496 | 0.496
23 60 0.25 0.5 1.39 1.39 1.421 1.400 1.400
24 120 0.4 0.5 1.885 | 1.899 | 1.877 1.887 1.887
25 60 0.4 0.5 1.896 | 1.896 | 1.868 1.887 1.887
26 90 0.25 0.5 1.416 | 1391 | 1.398 1.402 1.402
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A1519 N.2 TJUNNNAAIAMURENURITUIIUNARDS 2 (718)

cutting Feed Depth of Ra (um) R
condition Speed rate Cut

(m/min) (mm/rev) (mm) Trial 1 | Trial 2 | Trial 3 | Average (um)
27 120 0.25 0.5 1.392 1.392 1.411 1.398 1.398
28 120 0.1 0.5 0.398 0.41 0.397 0.402 0.402
29 90 0.4 0.5 1.856 1.841 1.832 1.843 1.843
30 120 0.4 0.5 1.852 1.849 1.837 1.846 1.846
31 120 0.25 0.5 1.321 1.322 1.346 1.330 1.330
32 60 0.1 0.5 0.406 0.4 0.403 0.403 0.403
33 60 0.4 0.5 1.825 1.839 1.884 1.849 1.849
34 90 0.1 0.5 0.39 0.381 0.387 0.386 0.386
35 90 0.25 0.5 1.36 1.347 1.333 1.347 1.347
36 60 0.25 0.5 1.321 1.334 1.328 1.328 1.328
37 60 0.4 0.5 1.933 1.913 1.914 1.920 1.920
38 120 0.4 0.5 1.95 1.922 1.932 1.935 1.935
39 90 0.4 0.5 1.912 1.934 1.936 1.927 1.927
40 90 0.1 0.5 1.941 1.923 1.92 1.928 1.928
41 120 0.25 0.5 1.491 1.491 1.476 1.486 1.486
42 60 0.1 0.5 0.325 0.296 0.304 0.308 0.308
43 90 0.25 0.5 1.514 1.483 1.474 1.490 1.490
44 120 0.1 0.5 0.316 0.48 0.313 0.370 0.370
45 60 0.25 0.5 1.478 1.491 1.504 1.491 1.491
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anmnisitidasiaasluanoulduaznacly

Uit n.1 anmidadinansludneuldawdl Condition 1-9 7 Cutting Speed 60 90 120
(m/min) Feed Rate 0.1 0.25 0.4 (mm/rev) Depth of Cut 0.5 (mm) Aafl WU
wdnnisidauaviuauegiiiouisdivasyuiinasludlaefdaludifinnis

demelunisnasdenegiiiilen tnsa 6063

Uil 0.2 anmidiedinansludieuldawd Condition 10-1871 Cutting Speed 60 90 120
(m/min) Feed Rate 0.1 0.25 0.4 (mm/rev) Depth of Cut 0.5 (mm) AS7 WU
vdsnmsldnueviusnuogliflosaivarsuuiinanslus nszareddiunans Tned

Taliinnsiderelunindadonegiiiiley tnse 6063
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anmnisitidasiaasluanoulduaznacly

Uil n.3 anwdadiaasludneuldaud Condition 19-27 7 Cutting Speed 60 90 120
(m/min) Feed Rate 0.1 0.25 0.4 (mm/rev) Depth of Cut 0.5 (mm) Aafl WU
v&snmslfnuesiunuegiifondaivaeyuiinnnsludiinnsnszanesudntosiae

niinliifiansdemelunisndsenagiiiilen 1nsa 6063

Uil n.4 andaiiaaslusneuldsud Condition 28-36 1 Cutting Speed 60 90 120
(m/min) Feed Rate 0.1 0.25 0.4 (mm/rev) Depth of Cut 0.5 (mm) AS7 WU
wdsa1nnisldnuiavivauegiidouinivatoyuiinarsludiinisnszaned

dndeelaeiiinliinnsidemelunisndsvoneaiiien tnsn 6063
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anmnmsididiasiaaisludnaulduazudsld

Uil n.5 andafiaasludneuldaud Condition 37-45 4 Cutting Speed 60 90 120

(m/min) Feed Rate 0.1 0.25 0.4 (mm/rev) Depth of Cut 0.5 (mm) Aafl WU

“R9INNsIE AL uegiiideuianuateyudanisluauinlagndaliiianis

demelunisnasdenegiiiilen tnsa 6063
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[d Height of Cutting Edge Nose Radius (Nose R)
Symbol Height of Cutting Edge (t) Symbol Corner Radius

Metric | Inch mm Inch Metric Inch mm Inch

- - 05(1) 0.79 1/32 01 0 | 01 0.004

B O | 06 | 100 | 0040 02 05 02 | 0008

i 01 1@ 1.59 | 1/16 04 1 04 1/64

’T' T 12 198 [ 564 ) 2 | 08 |
t o I 91 LB B { =

W 8§ - 52(3’ g‘?g } 31’/3: 23 | 12 | 364

e ™| 25 397 532 L | ® 4 | 16 | 16

1t 04 3 476 316 : 2 5 | 20 | se4

il 05 | 35 | 556 732 24 6 24 | 3%

1 06 | 4 6.35 1/4 |28 7 28 | 74

:A* 07 5 794 | 516 2 8 32 118
! . 09 | 6 | 082 | 38 00 . Round insert(inch)

1; — ; 1;;(1) 71//126 MO ft Round insert(Metric)

«( ) Symbol for small size insert

E1 Chip Breaker for Turning
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Item details
Name OKUMA LCS15-1SC CNC Lather
[tem No. 90544
Manufacturer OKUMA
Model/Type LCS 15-1SC
Year of manufacture 1997
[tem available from at once
Item location Switzerland

Delivery

ex foundation

Payment terms

100% payment prior to collection

Technical-details

turning-diameter 270-mm
turning-length 280-mm
control OSP-700L
Tool changer positions 8
number of controller axles 2
spindle bore 62 mm
cross slide travel 155 mm
longitudinal slide travel 320 mm
turning speed range 75 - 300 rpm

feed range 0.001 - 1000 mm/r
rapid travel range 20 m/min
total power requirement ca 13,5 kW
weight approx 2800 ke

dimension of the machine /w/h

1,87 x 1,66 x 1,63 m
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