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sns1lou uazarusaseu wariaanisdnuseniudng (VB,) muannsgiu 1SO 3685-1997 NaNINARBINUIN
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ABSTRACT
Milling is one of the essential machining processes in the manufacturing industry, particularly
for high-precision applications. A major challenge in this process is tool wear, which directly affects tool
life and the surface quality of the workpiece. This research aims to investigate the effects of milling
parameters on the flank wear of TiAlN-coated cutting tools during the milling of SKD61 steel. A 2"
factorial design of experiments was employed to analyze three independent variables: cutting speed,

feed rate, and spindle speed. Flank wear (VB,) was measured in accordance with ISO 3685-1997. The
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results revealed that cutting speed and feed rate significantly influenced tool wear (p < 0.05). The

optimal condition—cutting speed of 40 m/min, feed rate of 828 mm/min, and spindle speed of 2,387

rom—produced the lowest average flank wear of 0.0428 microns. These findings contribute to

extending tool life and reducing production costs effectively. The outcome can be applied to define

optimal milling parameters to enhance productivity and cost-effectiveness in industrial manufacturing

processes.

Keyword: Factorial design, tool wear, TiAIN-coated cutting tool, SKD61 tool steel.
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APNER GRENGTY
AT 40 60 WASHOWNTI(m/min)
AMLSITOU 1,591 2,387 FOUABUNT (rev/min %38 rpm)
Fns1ddou 828 1,241 fadwasaaud (mm/min)
Uadumunau szezloudn (depth of cut) svee 1 fadluns l¥n1sdndeuluuliie (Dry machining)
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Flank Wear Area (VB,) Weussiliuuszans nmues
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r, = corner radius
Flank
wear
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& = width of undeformed chip
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Zones \ A B C
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C Si Mn Cr Mo \ Fe

048 | 1.05 | 043 | 523 | 1.10 | 0.82 | 90.52
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3. NISVIAABILATNITAATIZHHNANITNAADY
mamsﬁﬂmmﬁ@i’ﬂLﬁumswmaaaﬁlﬁﬁmmiwajm
N15MAABa Wil ovARA BALdnuse Je3ndaeen
UINTIFIUNITANNTEAUUINTFIU ISO 3685-1997
(VB,) \iefuamAadsnsanvsenuiana 4 ax

v v

fin fAanandlun1snan 4

131971 4 NsLfiunanIIMaaesnsdnnse Flank Wear (VB,) vasusaziludiendasgansseil

Std Run Cutting Feed Spindle Flank Wear Area 4 Flutes (VB,) (um)
Order | Order speed rate Speed 1 2 3 4 x S.D.
1 7 40 828 1591 0.042 | 0.042 | 0.063 | 0.013 | 0.040 | 0.021
2 13 40 828 2387 0.063 | 0.013 | 0.061 | 0.042 | 0.045 | 0.023
3 1 40 1241 1591 0.088 | 0.117 | 0.063 | 0.117 | 0.096 | 0.026
4 14 40 1241 2387 0.015 | 0.042 | 0.246 | 0.042 | 0.086 | 0.107
5 3 60 828 1591 0.089 | 0.043 | 0.042 | 0.043 | 0.054 | 0.023
6 8 60 828 2387 0.061 | 0.063 | 0.042 | 0.042 | 0.052 | 0.012
7 20 60 1241 1591 0.239 | 0.125 | 0.061 | 0.119 | 0.136 | 0.074
8 15 60 1241 2387 0.042 | 0.237 | 0.061 | 0.125 | 0.116 | 0.088
9 2 40 828 1591 0.043 | 0.012 | 0.063 | 0.012 | 0.033 | 0.025
10 10 40 828 2387 0.012 | 0.013 | 0.042 | 0.013 | 0.020 | 0.015
11 23 40 1241 1591 0.125 | 0.042 | 0.125 | 0.042 | 0.084 | 0.048
12 21 40 1241 2387 0.023 | 0.063 | 0.042 | 0.008 | 0.034 | 0.024
13 19 60 828 1591 0.089 | 0.103 | 0.089 | 0.082 | 0.091 | 0.009
14 17 60 828 2387 0.063 | 0.042 | 0.082 | 0.063 | 0.063 | 0.016
15 6 60 1241 1591 0.082 | 0.117 | 0.117 | 0.094 | 0.103 | 0.017
16 4 60 1241 2387 0.238 | 0.117 | 0.119 | 0.238 | 0.178 | 0.069
17 18 40 828 1591 0.042 | 0.063 | 0.089 | 0.042 | 0.059 | 0.022
16 4 60 1241 2387 0.238 | 0.117 | 0.119 | 0.238 | 0.178 | 0.069
17 18 40 828 1591 0.042 | 0.063 | 0.089 | 0.042 | 0.059 | 0.022
18 5 40 828 2387 0.117 | 0.012 | 0.063 | 0.063 | 0.064 | 0.043
19 24 40 1241 1591 0.042 | 0.089 | 0.143 | 0.089 | 0.091 | 0.041
20 11 40 1241 2387 0.258 | 0.063 | 0.063 | 0.012 | 0.099 | 0.109
21 12 60 828 1591 0.099 | 0.013 | 0.063 | 0.063 | 0.060 | 0.035
22 9 60 828 2387 0.099 | 0.061 | 0.042 | 0.042 | 0.061 | 0.027
23 16 60 1241 1591 0.117 | 0.141 | 0.082 | 0.257 | 0.149 | 0.076
24 22 60 1241 2387 0.117 | 0.082 | 0.117 | 0.099 | 0.104 | 0.017
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A1519% 5 N153AS189ANLLUSUSIU (ANOVA) Nilnasenudnnsevasnudamaay TIAIN

Source DF Adj SS Adj MS F-Value P-Value

Model 7 0.0259 0.0037 6.62 0.001
Linear 3 0.0243 0.0081 14.45 0.000
Cutting speed 1 0.0072 0.0072 12.88 0.002
Feed rate 1 0.0168 0.0168 30.07 0.000
Speed 1 0.0002 0.0002 0.40 0.538
2-Way Interactions 3 0.0013 0.0004 0.80 0.511
Cutting speed*Feed rate 1 0.0013 0.0013 2.31 0.148
Cutting speed*Speed 1 0.0000 0.0000 0.09 0.763
Feed rate*Speed 1 0.0000 0.0000 0.01 0.939
3-Way Interactions 1 0.0003 0.0003 0.57 0.461
Cutting speed*Feed rate*Speed 1 0.0003 0.0003 0.57 0.461

Error 16 0.0090 0.0006

Total 23 0.0349

5$=0.0236580 R-sq=74.33% R-sq (ad)) = 63.09% R-sq (pred) = 42.23%

fio 8emdasy (SuauAfiuasuuUasle)

fio NasIuiNdaeafiusuLe (AnunUsUsufdwlsesuele)

Ao AndesuunasguvesrLAaInREa (ANURNUE1vDIlLAR)

e DF
Adj SS
Adj MS flo Aadsmasaeafiuiunds (Adj SS + DF)
F-Value fio Aadd F limeeaeutibddgy
P-Value Ao Aranuandu & < 0.05 wansiiidudfny
S
R-sq

fio ArduUszansmsinaula Gesazanuuwlsusiuilunassungle)

R-sq (adj) Aw A1 R-sq MUSULA (Ailsdeduaudaunys)

R-sq (pred)

Ao 1 R-sq dmurinedeyaln

3.4 771505297188 A UUUNFYOIF IUANA 19D
Toyamsina1INanne

1NFUN 5 NM37599aUFULUUNITNAGDY WaAa
TR UUI a9 T dUN a3197 AN N1 T e
NAFDY T AINULNUIEANLALAINITABS UNY

o & o o a1 oA A

ANuFuTuSTaILUs A lusEAUTIUL T aTe

Tnafia15191nn519 Normal Probability Plot

' ' a . a
WU AANNARIALARDY (Residuals) n15nT8ane
faannaaalndiAganisuanwaauuund 9y

RoulvdAyresm ATt Beas

N3 Residuals versus Fitted Values wanglo
WA uesaedsunszasseugudlaliiin
sUnvutaau wazliusinganwamensie (Funnel
Shape) U ed 71a210uUsUsaud Av1u AT
(Homoscedasticity)

YUz fns 19 Histogram ¥4 Residuals 35U
Indessydead Fefudunadninisnszatewuuund
Sndunila

@115 uns19 Residuals versus Order Wu41

AuAa1nLad aulyTuudldudaauniudidunis
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naaes wansdemnutfudaseeesdeya
(Independence of Errors) lagasu Han1575190U
WemuaUstauufgiuiugiuresnisannesidadu
(OLS Assumptions) bu'g nagidnog 195 Wad Ay

LUUTIaBsRalANU LT Ne

Residual Plots for waer
Normal Probability Plot

L - a0

Versus Fits

Parcont
g &
Residual
g B
o .
.

0050 oS 000 oS 000 o o o 0w

Residual Fitted Value

Versus Order

48 il ‘h\
g R R AA
o\ - -\ 2 A AN Y \ »
LVERVAAVR AR Y
wl LV

00 D 0050
o o o 0 246 80 2w KB DD N

Residual Observation Order

U7 5 N30 53988UFURUUNITNAGBY

’
o

3.5 msmAseavdademinasanlunisnnaes
iiloanAIuFINTe

msmansiuadeiimnyanlunmsmaasadie
anAudnvsereadesiodaadou TIAIN 910015
AAT12A875 Response Optimization fauanslu
gﬂﬁ 6 wuin Jeulefimnzalunisaneiaiudn
wsovouai sflodnindou TIAIN Tieedign (a1
wear #1ga# 0.0428) fin A2 (Cutting
Speed) 7 40 m/min 8as19ou (Feed Rate) 7i 828
mm/min wagALL5258u (Spindle Speed)ﬁ 2,387
rpm tnedadadaufianela vty 0.85549 &4
wansfiaUszdniaangalunisviuisuazaluny
NszUIUNISTAMEN SKD61 TaAmisflinesi
winzaw uagdanuddgysenisgnegnisldeuves
13 eailadauazandununisudalunszuaunisia

I3 v
LAaNNan

NIENFIFINTTUAENT U INeduASuASUNIILAl

U 22 atul 1 W unsIAN - NQuIBU W.A. 2569

Cutting Feed rat Speed
High 60 1241 2387
Cur £ 828 2387
Low ) 828 1591

Optimal
D: 08555

wiaer
Minimum °
y = 00428
d = 035549

e I B s

JUN 6 Amsiiwesnungaulun1snaaen1sin

WIANNA1 SKD61

4. @3dwua

4.1 Ja99 daanana1udnsovesausnind oy
TiAIN

J3unanNaINanaAUENNTBUVDIANF ALAZDU
TAN lawn anusdauazdnsideu §afien F =
12.88 (p = 0.002) uag F =30.07 (p = 0.000)
pudeU wanad snsrdeuduladenisninauin
naasion1sdnnse Mmaingnndewiliusinuay
wIINALLTY dealiAnnistng Tuusaastsenisan
795915 INIHAVIANULSIF AL EIDENLFY?

& o A a0 A ' Y a P

AR WellAfganeliiinanuiouulay
wsadaanuasauuSuTNduRa dealinisdnnse
WNTUDENNTALAU Feaanndodnungun1sdnnse

a A o oA il

VDILATDIUBDNAN I1891U21 flank wear wag crater
wear dnifingunsedonuiidngs [15] uandiiua
nsdnusegnaseuiinig ANusIEn wazdnstou
= v v o v o b
Wundn dedunisarvausnsifeulieglusedusi

N & o a = & o
wagldananusdaimunzaudndunuiniamanty
nstaenensidiurennIadiodnniou TIAWN [16]

4.2 015IRUYTEENEAIUNITIT4ROTN ISR
1Manna1 SKD61 tieann13anvsevelns oo
ipasy TIAIN

1nM3MALA Response Optimization Tuns
maseaudadenmunzanlunisnaasufisanainy
dnusevennsoaflodntadou TIAIN lun1sindan
SKD61 #o ANUL3IHA 40 LAs/W7 dnsiteu 828

Ta8LUAT/UN7 wWazAULSITOU 2,387 SOU/UNT T9
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anunsnaneINsanvsevesaIeslialdngail 0.0428
luasou Fadulumuinawinisnganageu (End-of-
. . = = A o = = U A '

test criteria) Wiain3siloAndnusedesyauiiodnly
wanzauneni1stdunely lag 1SO 3685:1997
mmnunlinadl Flank wear (VB, %30 VB,.,,) laaiialy
< ' o g vd & ' v

0.3 1y, Wuewandildauannisveaeu o1adavguls
FuAuau WU 0.2-0.6 1Y, ANWIATFIUAING F1MTU
TS suiisuangnisldauaiesdiedn (tool life)
ANMUINNIT (VB, = 0.6 1a) T lusnunenunse
ANMENADINTANUVIUINUNINAT LI URaBun Tu
LB9gAEIMNTINB1NNITUTUMILANUABINT LU
anauNEe VB,= 0.2 Ui, §1UABINIAIAZIBENg
= aov g & ' = A« 1%
Fanan5ideluassilssyuanisdnvseveaniadeld
Agnl 0.0428 luaseu agsewineALade VB, = 0.3
13, 1l (finishing) uagALade VB, = 0.6 3.
NUNEIU (roughing) TAELUUIIABINIALAAIAATT

WanTuanusaannsainalaogausiugi [11]

5. dadnnauazauidelusuan

1) IUIUADYNINABDIABUT NI dinacs
AL UIVBILUUTIAINERR ASLRNSILILT
wiarrseauiadelunsinwadieluifioiuning
Wisensenisfvuaseiudeddgy 16 (@ = 0.05)
Wuuinsgiu wagnvuanidaamagey (power
analysis) \ieUszanauranszny (Effect Size) 919
YoaNadnEfin1n31avnulunisvimeasa sdu
(Pilot Study)

2) msvenemsanwiulngldinainnisesnuuy
N15NPaBIe835N1531AS LR U AN SABUEYRA
(RSM) 1#t a1A M5 1o s 71 inanvaui aaluid
(Optimization) LAz @3 WALNLTIALAFIENTAINTU
FuneAnsannselasg1saziden

3) WAUILUUT1a03 (Machine Learning) %5
Predictive Model tlaainnisainis@nuseaindoya

WN1571309851159n95 US89
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) ﬁﬂmmamaﬁamﬂﬁauszjﬁmf?ﬂ v ALCKN,
TiSiN e TICN ielUSausisunnuvumunagnaln
ns@nuseluanizieniu

5) WiunsneasaUieudisuluannzmssndou
719 a13uaaid u (Wet Machining) %58 MQL
(Minimum Quantity Lubrication) #ieUsziiiunaves
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