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nATiaUsrasdifieofnuniaduiitnansenudeaudeuiidlunszuaunstaminngs ske1 Tagldnseenuuunsmnaes
WUU 2° Factorial Design §11au 3 §1 Manaaesiwun 24 du Jadeiidnuuszneusae fudsiu fe mnudasn 3 2 syduie 40
waz 60 wns/undl sasdeu dl 2 sz Ao 828 uaz 1,241 Jadluns/u1il auiaseu &l 2 sEdUAe 1,591 wag 2,387 50U/W1¥ 67
wlsAu Ao AINNTEURININSFIU JIS B 0633:2001 FaranudsuRaadeavadn (R,) se1i19 0.1-2 lalasiuns 2nn1svnaes
wuin YadendniifinansenusoauiSeuia fe anudiin anusiseu favdnadennuieufitegefitudfymada Asedu
0.05 uazdadusau Ao Anuswatudnsdou ddvdnadennuieufitegefitudAynieada fiszdv 0.05 Wianienstnui
WILNZAURDAIANUSURY AB AULSIR 60 wns/und ons1deu 1,241 Taduns/ui anusiseu 2,387 seu/auni aglaaiaany
\SUURD 0.4552 Tulaswns
ARy

MIBENUUUNIINAGDY ANUBEURY e wdnndwedesdle ane
Abstract

The objective of this research was to examine the factors affecting surface roughness and cutting-edge wear in the
milling process of SKD 61 steel using a 2 Factorial Design experiment with 3 replicates and a total of 24 experiments.
Factors studied consisted of the independent variables: two levels of cutting speed including 40 and 60 meters/minute,
feed rate with 2 levels of 828 and 1,241 millimeters/ minute, and spindle speed of 2 levels with 1,591 and 2,387
revolutions/minute. The dependent variable was the surface roughness standard JIS B 0633:2001, in which the arithmetic
mean surface roughness value (Roughness Average: R,) is between 0.1 - 2 micrometer. The experiments showed that the

main factors that affect surface roughness are cutting speed and rotational speed. Which have a statistically significant
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influence on surface roughness at the level of 0.05. The cofactors are cutting speed and feed rate. Which have a

statistically significant influence on surface roughness at the level of 0.05. The suitable milling conditions for the surface

roughness value is a cutting speed of 60 meters/ minute, a feed rate of 1,241 millimeters/ minute, a rotational speed of

2,387 revolutions/minute. The surface roughness value will be 0.4552 micrometer.
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Jagdunssuiunisndnluaiuanainnssy udn
§alusi Adudiuvidsveanisudssulans Tngldieasoste
#ia daidoutanoenly (Machining) tieliléisunsauas
AAuiFeIns msdnideusndussdemsu siaves
Fan Auuds wazdrunaumaadl dedmuateulaly
138 INSIzazdsnanensnan Tz aslududuny
nan wezaua g lunssurunisndaluilagiu 8
wulgyynanife AuNNEIY (Surface roughness) A3
dnvse (Tool wear) Uazorgnsidauvasnania (Tool
life) Fensvurunisinduau fdadeiidimalnensese
AMATINENY N3850 wazegnisldau A mansy
fin A1U13250U ons1teu wazaudnlunisdnideu
[1,2] §991nn15AN®IIUI TR 9 ANIUNINTEUINATS
Hanlagnisin (Milling) in1sldians1sylindy 1ou
agliilounan wiannd1Arsusuliunans S45C Meunios
WanNa1 SKD61 awnulad 304 1Wudu laan1iznisdn
douiifiaumngauuaneietu lunisufumsiiwes
Ao ons1teu anusadaaudniunisdn Lazviaves
pania Fanadng fio AuBsuiatuny uwsildlunissn
Wau N1sannse tusu [3,4,5] Pradeep KS, Pardeep S.
waz Deepak K. [6] Lévin153dumdnndiaiaaiio AlS
H11 WuYandffildlunswdniasedouasusifins qu
uwdadheennia Wemdninavesmisfiwesnisdaidou
FENINMINARDAUNLIURD (Sp) UALDNTINTVINTENR
(MRR) a09uan AlSI H11 nsnageunisantdousiiuns
fulndeafiniuans n153LAT129in10T (TGRA) Iias1ed
HAaNIENUVRINISITNesAUAN Aaadnslunisdn
gn31UU LaEAUANYRINITAN FBAILUINITNDUAUDY
(SR wag MRR) N15398nu Weostidudvesnnuialunis

fin 9P 1UDU WATAINUAN VBINSHAFINSUNISARNLADU

WeU AD 18.48% 37.49% Waz35.61% nuau dmiu
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2. ngufiiieadas
2.1 npuiiieadas

2.1.1 N1598NKUUNIINAABY (Design of

Experiments)

N1500NLUUN1TAAY (Design of Experiments) A9
nMsnnFeUAs IRt msorelies Tnawdsunlasniauds
1141 (Input Variables) Tuszuundenszuiunisiaula
Fnw ieflagyldanunsodunauasifsanngeng q
AoliiAnn1siasunlasuoanadwsiild (Outputs or
Responses) 91nN53UaLMssesvuuiiu nesuusidn

@ "o’ oA oA v Y
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wiodladey finavu Aula (Controllable Variables or
Factors) n3esuus wiedade fiarursaeenwuuls
(Design Variables or Factors) LLﬁzﬂdMﬁiﬁJﬁﬂMiﬂﬂ?Uﬂm
16 130041 Fauwusniedadefisuniuszuu
(Uncontrollable or Noise Variables Factors) Tngvialy
w&IFnUsiinruquldldnieduyssunau (Noise
Variables) az1igadasiudwindanlusssueid wu au
gauvgdl Anududusing du drufuusfinaunuld 1wy
fnvesingiv nseadnsildluniandn 1udu [7,8] &
wamslugud 1

Controllable Variables

ey

System

FTTT

Noise Variables

Input —» — Output

JUN 1 anuduiussenneindsineg Tunssuiunmswiessuy
nendla

N1SNAaBILUU 2° Factorial Design Wusuuunig
npassiinniladed 1w 2 spduwintu fsundu High
U Low ¥lis1uaunts neassanasilaifisuiunsd
General Full Factorial Design flealdfunsdifisauusifu
Arsaidlouaziinuduiusuuudadu esainlunis
ATUIAILUUAZANUATY A UFURUSURIAILYS
navauadlunn 9 Hatoduuvuidunsaianun wagdy
anunsofnudadelavanedadenioudu asunaveslade
nan wagnansenusinseninatade [9] Tudaqdudl
Tsunsumsarumsanadulunisimangidaslunis
2ONLUUNTMARRY FalUsunsU Minitab Wuniadusunsy
fignifmuniteldsudmiunsiuiumsaialagiams
[10]

2.2.2 AUt euRTaielavada (Roughness

Average: Ra)

Hunsuaninnudeuieanadsvesiiuiiiaiie 4
Juarifenldfunniige uagvarsanasgiutnasdeld
TUNSITUANIATEINANISEURT HI9AIUY1ININTFIU
I§5unisguidonaniduladsuunmuansaumeuin
duleduazeguuiidnaiideu duduadsainsiiuly
firmnauny X uazvergoenlulufiamaieaiuiduiads

Tagduny y LEAIAITBITUIALID y=f o A1 R, NI

(lalasiwns) [11] fauandlugud 2

JUN 2 anuveuilalede (Average)

2.2 nudsefiieadas

Song Z, YB Guo. [12] ladnwnszuaunsiauis lag
N1399NLUUNITNARDIULUUNINT TumsAnwald wan
\3eailo AISI H13 yuuds Aranaudetan 5041 HRc M3
fanwuundsmenaniduliawniiou PVD aentdullaaindou
N-TiN Lﬁaﬁﬂmmwmgmmmﬁuﬁaﬁmmzauﬁqm 210
A15ANEINUIT N15TRAUNEIUTIR WA WAz
Funsnsiamulufienisdeninazssydnuazaiy
MeNUTINURIE SRR MU i nundnvuzLay
IASIEATAN198E19aLIdEn LAATAINNEIURY R, oY
n11 0.1 laulasiuas Tuianisnisteu wag 0.15 lulasiuns

'
a a

feanunsnannslinmaidesslu oilildauemiRnuio
FOIN1g

Do TV, Phan TD. [13] LPANYINANTENUVBIANINANS
Faroanumeuvesiuirlunsinmanngn skoe1 Tneld
aun1AuIlY SO, Tudsfuse wisfwesAdnulaun

ANuLsIseu snstounnudn wazanududureseyna
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L3

uilu Tne38vnd uazshnisnaans 27 ads iilediased
NANSENUTBIMNTITASS ADAUMETUTEINURY NadTe
wuin wadns limnfmesivmnzauiigadmiuainy
e UvRIufATign 1iun anmisalumsdn 80 wns/
Wil dns1deudeya 0.01 Tadiuns/Au AuENveINT
AR 0.2 TadlunT WazANudutuvataun1AuIly dwtd%
nsAnwl a3 uiisuninuneruresiuiaila iy
wisfimesfimuizanulaoldulurigdaiunisnaedu
USunautusiiialu (MQL) nadnduanslifiuiunuigdn
Fewada MQL dsmaliitufavenudtuiiedeusu MQL
il

Huu TN, Quang CH. [14] ILAS1ERHAaNTENUVB
WISFABSNTLUIUNTHBAIUME UV RURIT L (Ra)
Tunisinudsvanndn JIS (unsgiugnainnssudiu)
SKD61 1agldn1snAaeuunIng wazn1INARBILUUIS
‘ﬁu‘ﬁ'ﬂmauauaq (RSM) N15ANYIILATIZRHANTENUVD
W5 fitnednsruIuNIIAEAIIE U siuRalunN s A
wHavaanan JIS SKD61 ¥inn153tAs1gviA1uLUsUSIY
(ANOVA) nan15338 wuin wesidudaiiunainaiou
senieafiinlafuAiin1nnisalues R, Ao 3.2% way
AU UvesuRafifaeldan s sEREeulaTy
nsU¥uUsefe 0.122 lulasuns msideduandiiduin
msUasunszuIunsiauds (hard milling) tuymaiden
wnunsideselu lunmskanudfiuneuias

M. Sedlacek, B. Podgornik, J. Vizintin. [15] N1533¢
HlaAnwdvinavesnisinIsuiuiifonisiimesainy
NYIURILAEANUFUNUTTEII NN TN AIUNGTUR
AulsudsANIULazN1SENUTe JN1IRTIRdeUANNENNUS
3z‘mfwmﬂﬁﬂmsm%uﬁuﬁqmm WAZNIFILADTAIM
VENURY Be0gnauniuman 10006 Tavihnswseuiiuiia
wazasIvdoUNaAIUREURRAsTiunneneiy Tngldnns
Foszlu n3dn n19nde waznisde lussduiunnsneiu
WATANSIAS IR UTTILAnAN T e lien R, A197U
Faus 0.02 81 7 lulasiwns wdsaniu léinnnsanen
muduugsE N iwesmumeTuTe Ui TuLSS
Buanunaznisanuse Wievnsvageufivesudaiiuy

Wit warviaedu ngldaulunsdudanuwnnaneiy lnef

v '

Tdgnuea Al203 Wudiu wudn W151Tme3s Ry R Rok

WaER, HuwudluNazidndnaneadulssansusadun
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3. BNIANIUNUIY
3.1 nsesiiouazgunsallunimeaad

1) 1A30sfin CNC 1A309MH18N13/1 Chevalier Ju
QP 2026-L

2) |A3eWAADUAINLLTY Ju HBRV-187.5 BRINELL
ROCKWELL VICKERS HARDNESS TESTER

3) 1ATesdlATIgiilans 1ATeaMNIEN1SAT HITACHI
$u OE750 Masymniidoglutantusumaaes

4) 3eetnA1ueUA9IU (Surface Roughness
Testing Machine) tJugUnsainiedidnnsaind
1A30IMUNNTA MITUTOYO §u SJ-210 Tdlunnsmen
AULSEUVBIRIIU

5) Fuauilivaaendu wmdnndedesiie kD61
VWA 39XA0x26 HadnS

6) nomdulian1slud vuradurtugudnans 8
Nadluns AuAR 4 flu Akira Carbide Enmill D8 Lc20 4F

\AABUANS TIAIN A1ALT30E7 55 HRC
3.2 N1599NKUUNIINARDY

NSNARBINTTUIUNSAIAWANNAWMEN SKD61 T9nns
POALUUNIINAABILUU 2¢ Factorial Design tJudauuu
nsnaasfinndaded iies 2 sefuuiidu Jededldly
NN500NLUUN1INARDIUTENBUAIE AIULSIFR (Cutting
speed) n5100u (Feed rate) LazAULI50U (Spindle
Speed) NN1TNAABIIIUIY 3 1 lnsnaaosien 24
n1svaaes TaeTusunsy Minitab 19 §auaninis1ad 1
HANDUALDITDINITNARDY AD ANUSHURININIIFIU JIS
B 0633:2001 FernanuSeuinadsiandin (R,) 5vwing
0.1-2 lalaswns msimungredadsdmiunsmaasiu
Ifinsanangiensdlans [16] siddeioonuuunis
naaedlagldlusunsudniazy (Minitab 19) mns13dade
wdniitvuplun1sNAaes FuanimIsad 2
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mﬂﬂ‘ﬁ 1 A1TNANTBALUUNITNAGELUU 2F Factorial Design 2) n'ﬁﬁm%umua%q I@gﬂqjﬁf]q}éﬂu%umaumimmaaq
. IOUVDY | . s TaglaguAIA1U5250U AML5RR dnsadeu uay
Uadauazsauusly a5y W | VIUIUATY . . ’ _
SN EA NSRS AIULIITOU MINAITNFUNTNARDIUUY 2 Factorial
AlB|C e ¥
Design 971U 3 91 AUATU 24 NMINAADY
2¢Factorial Design | 2 | 2 | 2 3 24 3) TAAIATULTEURAITUIIU (Surface Roughness
Testing Machine) LA384M118N15A7 MITUTOYO Ju SJ-
m3wi 2 dadandniitivualunsvnasg 210 MAIAIIUTIUYDIRNINIUTIUIY 3 90 AU
Lavel Factor o A | o a
Factor ATUIUMIANAAYVDIATAINULTEURNT AUUIATFIUAIY
Low Speed High Speed - - . e .
Cutting speed (m/min) 0 60 LU JIS B 0633: 2001Iﬂ’]ﬂﬂllLiEJ‘UN’JaQiulﬂ‘UiJ’]M@’]u
Feed rate (mm/min) 828 1,241 (R.) 0.1- 2 lulAsiuns FIAAI8AUEIIAAUNINTFIY
Spindle Speed (rpm) 1,591 2,387 Cut-off Length 0.8 fadlums A1wua 3 fLns

4) Judinnanisnaasaiarluimsiziainieaia

3.3 Yuneun1INnaed sial Insuansdunousieg delugui 3

1) FL0SuUTUIIY WENNAIATD9Ta SKDE1 YU R
39X40x26 HaALUAT

—FE‘ Em

| nmnmﬂ" ,

d “ o 4 o« & a I3 a a ° o &
1) YuUIIULAannNaILAIDIND JSI 2) mamauuaﬂﬁl‘um 8 UARLUAT 3) HFIVABUNITINABINITAAYUIU
SKD61 Uu1d 39X40x26 Haaluns 4 AuGn \doues TIAIN (Simulation)

4) Y3u Condition Amum519dun1s 5) M3AATUIUITY AIUATT19EUNTT 6) IANAMUITHURITUIY 24 Ty
MAABaLUY 2 Factorial Design VIAABY IUATU 24 NTNAGDY withdufinuan1snaaes

U3 dumeulunsveaes msinmdnndaiesiie JSI SKD6L



NIATIeNssuAansuasuinngsy I 17 atun 4 UYsedndeu nanaw - Suneu 2567 48

3.4 MTAATIZANANITNAADY

1) N13A5IADUNTUIMUUUNAVBIURBYANTNAREA
\Josdu (Pilot Study)

2) NIATIAABUAMNINYBITOUATDINANITNAGDN

3) N1SILATIENNITNARBINEDA AULUTUTIU
(ANOVA) 184015710889

4) MPRIzRsERuAIL T euTesrANLZEURY

5) psuaaadefivanzaunnisnnass

6) N1sMAaLiefuSuNa NANISNAABITINISHA
Fuau JSI SKD61

4. Wan15IY

4.1 WaN1INTINABUNITUASKUVUNAVDIdayanIs
naasulodu (Pilot Study)

mamimaauﬁméfu (Pilot Study) o sz AuTes
FaudsBaseilnzautunmsvaass mviuali aausaen
2 526U A 40 LAz 60 WAT/U1 ens1UouU 2 S¥AU AD
828 uay 1,241 JadlunT/50U WarANULSITOU 2 S¥AU
Ao 1,591 way 2,387 s9U/u17 1nwailda1nnIsnaaed
Hosdutuimaaounisuanuasuuuuni (Normality
Test) Tngfiansanainan P-Value lunsdlilen P-value
Wiy 0.150 dannn (0.05) uansifegaiinisuanias
wuuUn® ﬁummiugﬂﬁ 4

Probability Plot of Ra
Normal

Mean 08423
StDev 04619
N 8
XS 0237
P-Value >0.150

;;Uﬁ 4 waNAEdUNITLANLIIYBITaYa (Normality Test ) N3
nnasalosdu (Pilot Study)

4.2 WANMSIATIVEDUAMNINVDITIYAYDINANITNARDY

N15UEIUANANYDITBYATDINITIAAULTEUR IO
Jurildannaivtogaininszanuinietonde
neliieaon1TInseRlae3Isn1sUnE 13ednaudew

mMsaeilegldittuaindt dwandlugun 5

Residual Plots for Ra
Normal Probability Plot Versus Fits

Residual
.
e

04 0z 00 02 050 075 1.00 125 150
Residual Fitted Value

Histogram Versus Order

Frequency
“ o =
Residual
s 2
4 s

2 4 6 8 10 12 W 6 18 D 2 M

Residual Observation Order

JUN 5 MInsaraeuleuluvensiinTeianuuUsuTIl ves
FULUUNTNARBIVRINANTNARBIALLTEUR?

Mslaszimauianain (Residual) iiensiaaeu
ANYNADIYDITBYA VBIFULUUNITNARBINITNAADY
AIUITHURT 2INNITATIADUNUIN NTULINLIIUUUUNG
Y93AIANNAANAIATRITaYaT AN vz T udUATY wasdl
msnsznemiivuntuuinalndeud uaniihteyating
LANLIIUUUNA ( Normal Distribution) Ssaanadasiiu
W u)ABalaunsy (Histogram) ¥@4A1 Residual A3
nszareddulnaldssiuidulasund vinliussunuaile
31 Residual #n15643n4asuuvUNG wazidafianswn
wunfinisnszany (Versus Fits) daduuugiinsnszane
Y84A1 Residual LABUAU Fitted Value A51980UANM
wUsUsIuAITivesAIAuAANaIn (Residual) wuin &
dnvazisesialiuiueunanidn Jeyailuwuudu wazdl
AMULUTUTIUYING U Lansliiiuinan Residual fimanu
\Judaszranu (Independent) @auns1vl (Observation
Order) finmsnsznefsiuuuiassuauansidoya
Hudaszdedu dufuisaguléi suuuunismaassues
LWUUTIADINNAMAAIENT dI1NTUAIAIULTEURY 3

AnsgnAetuazTeiiold
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4.3 WANITIATIZAAMULUITUSIU (ANOVA) fifinade
AMuEURaUie Widnnda3asile JSI SKD61
dlensreaeuioulvresnisinsziaunlsusiu
Y8IFULUUNITNARBIVBINANTNARBIAMTHURI WU
fanuuniivesdeya Jedeyan1vinn1siasieiaiy
wUsUTIU (ANOVA) fifiuasioninuisauiniuia wanna
ww3aile SKD61 AruuasyRuAIAIILLTaTufl 95
Wasidud (00=0.05) Atasgiilaslusunsy Minitab 19

LARIAIAITI9N 3

A1519% 3 NENTIATIEREANNLUTUTIU (ANOVA)

Source DF | Adj SS | Adj MS | F-Value | P-Value
Model 7 12.13390|0.30484 | 13.46 0.000
Linear 3 11.05695(0.35232 | 15.56 0.000

Cutting speed 0.73500 | 0.73500 | 32.46 0.000

Feed rate 0.05383]0.05383 | 2.38 0.143

Spindle Speed 0.26811]0.26811 | 11.84 0.003

2-Way Interactions 0.99389 | 0.33130 | 14.63 0.000

W[~ |~ [~

Cutting speed*Feed rate 0.80008 | 0.80008 | 35.33 0.000

Cutting speed*Spindle
1 10.09601)0.09601 | 4.24 0.056
Speed

Feed rate*Spindle
1 10.09779|0.09779 | 4.32 0.054
Speed

3-Way Interactions 1 10.08307|0.08307 | 3.67 0.073

Cutting speed*Feed
1 10.08307|0.08307 | 3.67 0.073
rate*Spindle Speed

Error 16 10.36231 | 0.02264

Total 23(2.49622

NAF9 3 WaN15IAIIZRALUUSUTIU (ANOVA)
wuin Jadeidudninandn dwansznureninuiieu
90982914 Ao AUSIRA Losa1nial P-value toand
0.05 AnuSIFafiuanansiuisvsnanenuSeuinedis
HdudrAyni1eadd ausaseu fiA1 P-value tounin
0.05 ANAULSITOULANANST LB NaReANUSBURBEN
HpdAgymeada svdswasa 2 Jady Ao anuisidinuas
gn31U9u (Cutting speed* Feed rate) &A1 P-value
188131 0.05 Ae ANSWALaYsRs ITauLAnA1eY &
dnSnananNyURg 1l TudAYNIEnR BVSnaTau

3 J2d Ao Anudidarensideuranuiiiseu (Cutting

speed*Feed rate*Spindle Speed) fAndifafgyfisedu
V3adA 0.073 Fadinuinnin 0.05 lildwansenusrny
ISHUVDIAINU

LaYNITIATIZING nadnsTieonu1aInA1519 Model
Summary 9z uenlinsrvaunis weanseliilad
UsgdnSanlums nensalunndesualvu laegainen R-
sq AAYINAU 85.49% waz A1 R-sqlad)) vy 79.14%
Faurnndn 70% [7] LRI N15BENUUUNNTNAABITE

ANNYNFDIAL LN AL

A191991 4 Wan15IASIEA Model Summary

S R-sq R-sq(ad)) R-sq(pred)
0.150481 85.49% 79.14% 67.34%
Pareto Chart of the Standardized Effects
(response is Ra, 0. = 0.05)
e 2120
2 | X T
B Feed rate
5 l c Spindle Speed

ABC
B

0 1 2 3 4 5 6
Standardized Effect

Un 6 nyminslauananeuvesdafy

91n3UT 6 nsnslanansmenvestadouansli
Windwaveaade Ae anuSidauazdnsideu (Cutting
speed*Feed rate) HAUINNTHAUINGAUIN WAZKAAII
Jadeiidnwdmatunisnevaussegafided iy way
9151910 dndnandn sevasunduduivdaes fe
ANL5dA (Cutting speed) wagduAUaTL Ao AA1LLST
59U (Spindle Speed) @4NafUNITADUAUDIDYNI]

DEGRGRY
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Main Effects Plot for Ra
Fitted Means

Cutting speed Feed rate Spindle Speed

40 60 828 1241 1591 2387

a

sUn 7 Uadei
Ny

< a a 1 [l 1

FudndnandndInanssNuReAIIULSEUVBIRD

NFUN 7 uanssiuviisAinans vesladendniieguy

W@uUnse Ao AuLiadn (Cutting speed) wanaloiLiiu

o w a

nanovaunIngNltsd1AynsanauINnIUadudu uag

I

5998917 ABA2IUL5250U (Spindle Speed) wan Lty

o o a

NAMBUAURIRE 19 TUNE A N19ED A FansaunIsIASIEN

)

N P-Val
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JUN 8 YadedidudninasiudamansenusennuSeuRy

13U 8 NsAtAsIEviAIuS IR auaz SR ey
(Cutting speed*Feed rate) ﬁhmmﬁwﬁa%qqsﬁumu
Ana§ase (Cutting speed) wuin iilelddnailou (Feed
rate) 828 faA1AT/50U 3UANAMIEITOU 1,591500/
Wi wazidleld 1,241 Fadwny/sou vediiamaieniu
dlel¥ns1tou (Feed rate) 828 fiadiuns/sou wufuy
wansliiunanavauesageilivedAgnisadininnin
Jodedu Famseunsinsgien P-Value

4.4 asvaszaudadsmmunzaulunisneass

nan1snaaedilansesdadounidosdundn
(Screening) Vililgmsuintaseladheiifidninasoay
Fouin ntudideinnuaulafiosmundiszduilade
Amnzauieldlunsruiunsieiuau Ingazyiinis
naasufioniarszaudadefiivuizanlneldmds
Response Optimizer %déﬁ%’ﬂiﬁﬁﬂmﬁmiwﬁ Response
Tnafvundusuuaiiviuzan fie ausadn 60 was/
U9 oms1Ueu 1,241 Dadiuns/uni uwaga1u5150u
2,387 50U/u1¥ axlaA1ANU3euR (R, Minimum) #e
0.4552 lulasiuns fnnudniede 98% 2sdia1a1u

AaALAGoUl 2% uanaraguil 9

Optimal Cutting Feed rat Spindle

> High 60 1241 2387
DLEaley 60 1241 2387
Low 2 328 1591

Ra
Minimum
y = 04552
d = 098613

U 9 erdladeimunzanlunmsinminndiedeslie SKD61

4.5 N15NNARINBIUTUNANITNAADIYINITAATUIIU
JSI SKD61 NAIMNNITHIANAANSNATIEN

)

91A157999 5 nisnaasiiefusuna 1Hunis
naaosiildanaInnsmANadnsiRTige veadadediing
FOANUSEURY Ap ANALSIAR 60 LUAS/UNT, Bns1Teu
1,241 §aduns/uni waga1u5358u 2,387 S8U/U1¥
§1uru 8 At navnnIMARInUn IiAALLEeUR
\ady 0.466 Fananslums1edi 5 Jalndifestuaiiingg

salaa

MueANaaNSNATan Y wiiu 0.4552 lulaswns Anen

AMUAAIALARBLU (% Error) Winnu 2.36%



NIATIeNssuAansuasuiangy U0 17 adun 4 Uszdbieu natau - Suneu 2567 51

A9 5 ANTNNANITVAAEEIN1TARTUNIY JSI SKD61

Artadefimunzau

AUSIAN dnstou AUIS25BU
60 1,241 2,387
faduns/ui soU/uil
0.423
0.577
0.461
0.439
0.445
0.454
0.469
8 0.461
Aade
(lalasiuns)

N1INAHIU

WAS/U

~N[ON|n|PWN |-

0.466

5 aAUsI8NanisIe

M INAFDUNITUANWIIUUUUNG (Normality Test) o9
ANSNAABLUBIAY LABNINTUIINAT P-Value 1innu

1 ¥ a

0.150 da1AN1 0.05 Fauansindeyaiinisuanuasuuy
Unf Fathundiaszitladefifidninaronnudeuinmu
#n (ANOVA) Faldrna1nuiiada (Cutting speed), A1
A11U15759U (Spindle Speed) fdn3nanon11uTsURn
agalided1Agyneana (P-Value < 0.05) fia13a4189ENa
573 (interaction effect) fidsnansenuseaLo UV
B191u Ao anutsasanusasitleu (Cutting speed*Feed
rate) H8vSNanaAUITYURIDENITAAYN1sanaA (P-
Value < 0.05) @annadfiuiuideuss Usuaas 1unsse
WaTYIMIIA @1ewia [17] Anwinisiauinasysulss
@mmwiuqmmmmiumiﬁ’m%ugﬂLszﬁmvﬁéhstsaamwu
N19NAA0Y NAITYNUI1 Feed rate Depth of Cut Wag
Step over ANANTENUADAIAMNNLIURIDE 1T TBE ALY
(p-value < 0.05) hazuandlilfAiuIdndnasiuszsning
U338 Feed fiu Depth of Cut ANanIzNUsaAIANNRYIU
Haog9ltudAy (p-value < 0.05) kazdUITBVD9 Ngoc
CV, Xuan PD, Shyh CH. [18] AnwinisiiuUseansaan
Y93AUNE URImaT LR lun1 TRl 3N T

LAYNITABUAUBIVDINURND HAGNSNITILATIETLARI LA

wWinnaaslunsan (V) ensideu () wazszeviudn
(f) wazaMuAnveInisin (a) Wuiloulefiddynieada
dwsu areusalunisdn () Wudadedifidnsnauin
ﬁq@flu R, AU 35% mamuﬁumgmwuﬁgwm Ja7una
Aoluues R, Aodnsinistou () wazAmudnueinisia
(a) Tiluasie 33.6% uaz 22.2% mudwusnstou (Feed
rate) 91nN1SNAABIA ST LidinadoaLTURReE4E
oddeymneadndisyau 0.05

dlefiansandn Rsq SiAvinfu 85.49% uag A1 R-sq
(adj) Wi 79.14% Fanndn 70% wanedn N15EENLUY
nnaesidianugnieskazmeay Tunuidedlden
anzfimunzaufuiufadusuminnainiesile
SKD61 Ao AINLSIAA 60 Lns/uUNil dmsideu 1,241
Tawns/U9 hasAMUSITaU 2,387 50U/uN azlean
AuFeuRnadsegil 0.4552 lulasuns Bnvisanaed
wangavanansnilutszendldlunisfndusy uasdu
nMstwwIauamAluazannisAuudonniesiiedaly
gramnssuMatindususely waginimmnaesifiofudi
A Lf’lumswmamﬁiﬁmﬂmﬂmimmwaé’wéﬁﬁﬁqm 204
PaseiifnasonnuSeuiy e mudadn 60 wes/und,
ons1tou 1,241 faduns/und wazauiiseu 2,387
soU/AUNT S 8 Afe masnnsmAaamUIn TdAAy
SeuRnade 0.466 lulasuns Fuandlunised 5 39
IndlAgsfuafinsyiunganadnsaafgn ¥ iy
0.4552 lulAsiuns ﬁmﬂ'ﬁmﬁmmmﬂgau (static error)
WU 2.36% Taaonadesiuauiseues Muhammad S,
Yamin L, Alfred B, Rosehan R. [19] 1@3tAs51¢
Amnimesnisdnfivsnzanfigndmiuanumeuii
Fus 251438107 wadwsuandliiutiaeuneuind
mmzamﬁqmié’mmﬂmﬁmﬁ’umaqwwﬁwﬁma%mi&]’mﬁﬁ
AINUL5950U 1800 S8U/UNT dns1Uau 256 Hadwuns/
U LagANNANVBINITAA 0.25 HAALUAT LazIUITe
989 Huu, T. N.,and Quang, C. H[20] 1a3LAS1g%
HANTENUVBINITINADINTEUIUNITABAINUUTUTEUDS
Adusulunisinudavenndnndn JIS SKD61 wadild
wansliiiuinauugeszvesiiuiafiniunisianiels

anmensindeunvunzauiigame 0.122 lulasiuns
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6. @3UNaN13IY
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