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A Development of Algorithm for Control of Surface Roughness
on Ball End Mill
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Abstract

One of the crucial problems that must be
solved in a computerised unmanned machining
the development of
to predict the reliable
cutting conditions on surface roughness. This

environments requires

algorithm in order
paper is to develop the mathematical models
for choosing the suitable cutting conditions and
assist a comprehensive understanding of its
machinability properties for cutting process by
Ball End Mill.
developed to predict the surface roughness was

The mathematical equations

compared with the experimental results. It has
been found that theoretical results obtained
from the empirical equations agree with the
experimental results of surface roughness.
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Table 2 Analysis of variance tests for mathe-

matical models for surface roughness
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Lo berror of of multiple{determination
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| estimate [ correlation (%)
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S 0.1861 0.7258 ()7 67()
6 0.0911 1 0.6704 | 04,952
7 10.09527  0.7334 | 63.98
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Fig.1 Comparison of measured and calculated
surface
equation
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Fig. 6 Accuracy analysis of surface roughness
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