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Table 2 Experimental conditions
Level
Factor
1 2 3

Spindle speed(rpm) 1000 2000 3000

Feed rate(mm/min) 100 150 200

Depth of cut(mm) 0.5 0.75 1.0
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Table 2. Lo(3*) orthogonal array

N | v | fedme | D of cu
1 1 1 1
2 1 2 2
3 1 3 3
4 2 1 2
5 2 2 3
6 2 3 1
7 3 1 3
8 3 2 1
9 3 3 2
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Fig. 3 Main Effects plot for Factorial design
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Fig. 4 Characteristics of tool path varing spindle speed

H Ao e 010 27 & A= o] &3 ST 7l
QoA vE Aol AHALz: Wit upE HAEA S A
slo] ofS3 e AxsE Ay

1. 5374 2000RPMo] ©]5& e} Harzlo]o] ¥ slo
10/m73 = 2] 2fo]E Holm [0°F- oA 40um7 £ v &2}
Jojrtar 170° FLoll A 15mABE 9] - Ato] Jojtg F¢lg)
o}

2. 7 dAkS mdato] shtel dake v ate] Yojug
F%9 A wg AeeE AL 4 5 AAT

3. APeE Aala) splak Hal M3} o] Fo x| = 90 Holl A
kel WEEo] 71 ZAE Yelgh

4, Augel ey B8 o] gsle] HH dxtxA
F37F 7hsEs Felsint

e

(1) Wang, D. H., Park, H. C., "Tool Deflection and Geometric Accuracy
to the Change of Inclination Position Angle during Machining
Sculptured Surface," Trans. of KSMTE, Vol.10 No.4, 2001. 8, pp.
55~64

(2) W. A. Kline, R. E. DeVor and J. R. Lindberg, "The Prediction of
Cutting Forces in End Milling with Application to Cornering Cuts",
Int. J. of Mach. Tool Des. and Res., Vol. 22, pp.7 ~22, 1982.

(3) Lee,S.J., Bae, H. ], St, Y. B, Park, H. S., and Jun, T. O." Application
of Design of Experiment Optimum Working Condition in Flat
End-Milling" Trans. of KSMPE, Vol. 2,No. 3, pp.20~25,2003.9.

(4) Park, H. S., LEE, S. J,, Bae, H. J., Jin, D. K., and Kim, Y. H.,
"Quantitative Analysis and Mathematical Model for Spindle
Vibration of the End-Milling by Design of Experiment", Trans. of
KSMPE, Vol.3 No. 4, pp.37~4,2004.12

440





