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Table 1 Factors and levels

Level
Control factor
1 2 3
d (mm) 0.2 0.5 1.0
N (rpm) 25,000 40,000 50,000
DOC' (mm) 0.05 0.1 0.15
F (mmis) 0.05 0.1 0.15

Table 2 Layout of control factors

Exp. d N DOC F
no. (mm)  (pm)  (mm)  (Mms)
1 02 25000 005  0.05
2 02 40,000 0.1 0.1
3 02 50000 015 0.5
4 05 25000 0.1 0.15
5 05 40000 015  0.05
6 05 50000 005 0.1
7 10 25000 015 0.1
8 1.0 40000 005 015
9 10 50,000 0.1 0.05
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Fig. 2 SN ratio for surface roughness and machining
time
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FHZEE : d=05mm, N=25,000rpm,
DOC=0.05mm, F=0.1mm/s

Table 3 Table of SN ratio about machining time

SN ratio
Control factor
2 3
Tool diameter -62.99 -54.51 -47.58
Rotation speed -55.03  -55.01  -55.05
Depth of cut -54.98 -55.04 -55.06
Feed rate -59.83 -54.20 -51.05

Table 4 Table of SN ratio about surface roughness

SN ratio
Control factor
1 2 3
Tool diameter 14.17 15.68 14.32
Rotation speed 15.57 14.85 13.78
Depth of cut 15.61 14.48 14.11
Feed rate 15.18 15.59 13.84
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