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Fig. 1 Process of Manufacturing Spline of Drum clutch hub
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Table 1 Process parameter and their levels

Process A Level Level Level Level
Parameter Description 1 P 3 3
X1 Roller Teeth - width  2.40 2.70 3.00 3.30
X2 Roller Teeth -R 0.10 0.40 0.70 1.00

X3 Roller Teeth - depth  4.10 4.40 4.70 5.00

X4 Mandrel Teeth - depth 5.40 5.10 4.80 4.50

X5 Mandrel Teeth - width 4.80 5.10 5.40 5.70

Table 2 Results of L16 array with observation data

No. Extemnal Teeth Intemal Teeth
Max-Min Max-Min

1 0.15465 0.14816
2 0.20037 0.11805
3 0.20037 0.11805
4 0.16587 0.25543
5 0.20161 0.17513
6 0.20578 0.16051
7 0.18544 0.12706
8 0.21817 0.13805
9 0.19587 0.19884
10 0.15143 0.19466
1 0.20762 0.14492
12 0.18546 0.15978
13 0.17584 0.18631
14 0.17575 0.17541
15 0.16161 0.17513
16 0.16847 0.19745

x = =] A x5

e

ARSI T

LS I

Fig. 5 Main Effects plots for S/N Ration
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