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Abstract

The traditional Taguchi method is widely used
for optimizing the process parameters of a single
response problem. Optimization of a single response
results the non-optimum values for remaining. In
this research, the Taguchi method is used to find the
optimal process parameters for turning process that
was used to produce a shaft work piece product. An
orthogonal array (OA), main effect, signal-to-noise
(S/N) ratio, and analysis of variance (ANOVA) were
employed to investigate the turning process by the
effects of machining parameters. This research, not
only can the optimal process parameters for shaft
work piece assembly turning process be obtained,
but also the main process parameters that affect the
turning performance of the shaft can be found.
Experimental results are provided to confirm the
effectiveness of this approach.
Keyword: taguchi method, turning process,
machining parameter, shaft work piece assembly,

effect.
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Job No. A B C D E F G H
1 220 0.221 0.5 45.81 1,210 800 410 8.95
2 220 0.221 1.0 35.18 1,200 810 390 11.09
3 840 0.476 0.5 13.137 1,210 800 410 31.21
4 840 0.476 1.0 6.562 1,210 800 410 62.48
5 220 0.476 0.5 41.269 1,200 810 390 9.45
6 220 0.476 1.0 32.077 1,200 800 400 12.47
7 840 0.221 0.5 14.513 1,200 800 400 27.56
8 840 0.221 1.0 5.168 1,200 810 390 75.47
ANULAG:

A = Spindle speed (rev/min)
B = Feed rate (mm/rev)

C = Dept of cut (mm)

D = Time (sec)

E = Initial weight (g)

F = Final weight (g)

G = Different of weight (g)

H = Material removal rate (MRR)

3.2 NMTIIUATITARAANS
WRIINHIANPINU AR LTI TFINALFAIND
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fwinuaznfndazUasuazudaszauvaslase
FATLINMTIATIEA 8aTEIU SIN §1%TUA1 MRR
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AARWLIAIDHNANTTNURANERIUATWNIT LAV
ATEUIRNNT FNTELARMTA8NTILaTIZHANN
w3371 (ANOVA)
nanay sudszanimisasule uazmarnuaionly
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Main Effects Plot for SN ratios

Data Means
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Signal-to-noise: Smaller is better
ANLLAG:
SS = ﬂ’J’]llL%’JLWN’m&IQ%
FR = aanmatan
o
DC = szozmsanin

sun 6 Naﬂi:mlém‘i”uﬂmi"ﬂmsmuquluﬁmwmu SIN

Mean of Means

Main Effects Plot for Means

Data Means

SS

220 840

T
0.5 1.0

0.221

0.476

7 Nansz"n‘uﬁm%’uﬂﬁ]ﬁ?’mmsmqulué’mwduu Mean

ANTHN 5 HRANTUALANT bAINNNTFINATIRTLAANATE?

NO. A B C MRR SIN MEAN
1 220 0.221 0.5 8.95 -18.6280 6.76
2 220 0.221 1.0 11.09 -21.3071 13.28
3 840 0.476 0.5 31.21 -29.4774 29.02
4 840 0.476 1.0 62.48 -36.3233 64.67
5 220 0.476 0.5 9.45 -19.9171 11.64
6 220 0.476 1.0 12.47 -21.5089 10.28
7 840 0.221 0.5 27.56 -29.2140 29.75
8 840 0.221 1.0 75.47 -37.1471 73.28

3.2.1 NANBITINIINARDI

AMINARBIATINFBITUNINAFBITINULIT LA

AN IF AU TANTUADULANLRAIAIANTIIN 6
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ATHN 6 AN ldanmInaaadtn

@
[

Igudanuazlansiu

wgdAny 5% (0.05) a3Lim
JbNo. | A | 8 | c | D E | Fle| neaw dinadadn SN (laidiveden)
1 220 0.221 0.5 45.86 1,210 800 410 8.94
2 220 0.221 1.0 35.104 1,200 810 390 11.11
3 840 | 0476 | 05 | 13282 | 1210 | 800 | 410 | 3087 AN 8 MR NLUTUTIRERTUEATIEIU SN
4 840 0.476 1.0 6.635 1,210 800 410 61.79
5 220 0.476 05 | 41.009 | 1,200 | 810 | 390 | 9.51 Analysis of Variance for S/N ratios
6 220 0.476 1.0 31.949 | 1,200 800 | 400 12.52 Source DF Adj SS Adj MS F P
7 840 0.221 0.5 14.488 | 1,200 | 800 | 400 | 27.61 ss 1 322,589 322,589 24172 | 0.041
8 840 0.221 1.0 5.173 1,200 810 390 75.39 ER 1 0.108 0.108 0.08 0.823
DC 1 45.361 45.361 33.99 0.108
ANAITN 6 NAANTN LeINNNITTINITNARIN SS'FR 1 0.526 0.526 039 | 0.643
AMULANGIN WA LILANUUFIRTULIANTININNTNRS Ssbe ! 13802 | 13802 | 10.34 | 0.192
° o o o FR*DC 1 0.591 0.591 0.44 0.626
LAZAATINTANAALABAART FINARIRUNTDWLAY — ; P P
WA b LANAIINUNINTN ﬁaﬁmmﬁﬂmnmuqu Error
=< ¢ A A A Total 384.312 384.312
NITLIUMINAILAEATIIFaLgNIaliaTasd anlalu

v 1a wa = o o, Ay va & A X
ﬂ'ﬁ'ﬂﬂﬂadLLﬂzﬁdﬂQUﬂdqu'ﬂdﬂqlﬂﬂ'W]vLﬂN‘YIGLWM"IJ%

= \ @ @
LLa:a@aasm"lm FANULANFAINHBUNN
s a Q;
’Lumwu AHMIANWIHWIITNUILANTANUDAD DY
LLa::ﬂ']i’QJLﬂT]ﬁgﬂ')’]ﬁJ LUTUTIUUEAIAIANTINN 7 uas

8 AU

4 et a Afa @  as .
ATHAN 7 v)uﬁnaaaauﬁizawﬁmmuamwmu S/N

Estimated Model Coefficients for SN ratios
Term Coef SE Coef T P
Constant -26.6904 0.4084 -65.348 0.010
SS 220 6.3501 0.4084 0.041 0.041
FR 0.221 0.1163 0.4084 0.285 0.823
DC 0.5 2.3812 0.4084 5.830 0.108
SS*FR 220 0.221 0.2564 0.4084 0.628 0.643
SS*DC 220 0.5 -1.3135 0.4084 0.192 0.192
FR*DC 0.221 0.5 0.2718 0.4084 0.665 0.626
S=1.155 R-Sq=99.7% R-Sq(adj) = 97.6%

{ s L a R€
NEN p-value a9 7 HaanSaNUIZAND

o o o

FIRITVDATIRIW S/Nn Tadﬂizﬂ’]%ﬂ’]iﬂﬁd 32U

o

ey 5%(0.05) Ao Uasufl 1 (SS220) naswias
ﬁuﬁmaaé’uﬂizﬁﬂﬁ%amw SIN @sfien p-value 71lal
\inszauipdnn 5% (0.05) ayddiinadad SIN (i
woda) dwdadnd 2 (FRO.221) 143l 3 (DC
0.50) wazlasuiIuIEning SS*FR 220 0.221, SS*DC
220 0.5 uaz @1 FR*DC 0.221 0.5

T @ a a ' s A A a
ﬁ]%ﬂﬂaﬂdﬁ&lﬂixﬁﬂﬁﬂﬂﬂﬂ’] S/N TINAN p-value NN

NRANTVRI

szauipdaty 5% (0.05) ayuinlidnadadn SN (lai
Jupdan) lugma1sen 8 naansnisitanziaiy

' A ' { A o
wdsUsiuaesdn SIN Teldn p-value NLAUIZAU

Qs a Qfo L Qs 1
;sﬂLLuumsﬂs:mmmauﬂi:aﬂﬁmmua@m %

SIN @1 P-Value ¥inNuU 0.041 wazn13dIuen
sullssansmsaaularind 97.6 % usasaianen
7 lunviensiernuudsUsiuain P-Value
§aTdn SN dentasnd 0.05 ugAIRIANI197 8
FIuaNNIENUIEENSNInanesf S LA saTEIn

SIN NFNNNTA 5 Aa

= -26.6904+SS220(6.3501)+ FR 0.221 (0.1163)
+DC 0.5 (2.3812)+ SS220*FR0.221
(0.2564)- $S220*DCO0.5 (1.3135)
+ FR0.221*DC0.5( 0.2718 )

(5)
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