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Determination of cutting conditions for machinability by using Design of Experiment
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Table 1 Tables of orthogonal arrays

Experiment | Depth of cut | Cutting speed Feed rate
No. (mm) (m/min) (mm/rev)
1 1 160 0.1
2 1.5 160 0.15
3 2 160 0.2
4 1 220 0.15
5 15 220 0.2
6 2 220 0.1
7 1 280 0.2
8 15 280 0.1
9 2 280 0.15
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Fig. 1 Optical micrographs of tool flank wear with cutting speed
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Fig. 2 Comparison of tool flank wear
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Fig. 3 Comparison of SN ratio
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