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Fig. 1 Energy Consumption Chart for a Milling
Process [2]
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Fig. 2 Experiment set-up

Table 1 Machining condition by level

Level 1 0 1
Spindle (RPM) 4000 6000 8000
Feed (mm/min) 377 580 774

Depth of Cut (mm) 0.4 0.7 1.0
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Fig. 3 Consumption power in (a) RPM and DOC
(b) RPM and Feed (Depending on the level)
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