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Factor Information .
Factor Type Levels Values
FEED RATE (MM/MIN) Fixed 3 05,10, 1.5
FREEQUENCY OF

VIBRATION(KHZ) Fixed 3 0,30,40
Analysis of Variance )

Source DF AdjSS AdjMS F-Value e
Value

FEED RATE 2 0.034067 0.017033 3297 0.003
FOV(KHZ) 2 0.005067 0.002533 4.90 0.084

Error 4 0.002067 0.000517
Total 8 0.041200
Model Summary
S R-sq R-sq(adj) R-sq(pred)
0.0227303 94.98% 89.97% 74.61%
Coefficients
Term Coef SE Coef T-Value P-Value VIF
Constant 037333 0.00758 4927 0.000
FEED RATE (MM/MIN)
0.5 -0,0833 00107 -7.78 0.001 1.33
1.0 0.0200 00107 1.87 0.135 1.33
FREEQUENGY OF VIBRATION(KHZ) _
0 -0.0200 0.0107 -1.87 0.135 1.33
30 -0.0133 00107 -1.24 0.281 1.33

Regression Equation

SURFACE ROUGHNESS 2 = 037333 -
0.0833 FEED RATE (MM/MIN)_0.5
+ 0,0200 FEED RATE (MM/MIN)_1.0

+0.0633 FEED RATE (MM/MIN) 1.5 -
0.0200 FREEQUENCY OF VIBRATION(KHZ) 0
- 0.0133 FREEQUENCY OF VIBRATION(KHZ) 30
+0.0333 FREEQUENCY OF VIBRATION(KHZ) 40

Methodist College of Engineering ¢ Technology

rence on Paradigms 1 |

M

n Engineering & Technology (IC

1 !
It is proved that the value of R

i that the T
9( percenl, which proves
pcrf(]:rmcd is validated by using Anal

. CONCLUSIC

{ exploration  has complet?!y-__ :
?nl}grmali[;n investigation techmquei 3
determination as bcloyv: a? The .ortho
presented by Taguch'i is suitable in sele
ith lesser number of runs. .
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productive system with an orderly approa
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(¢) The deliberate surface unpleasantness
the augmentation of feed rate and rec
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through the work piece Is ‘lhc funda
affected the machining execution.
The R-Square value achieved is 94.08 which
Taguchi approach is suitable for the para
abjective. k-
Fig 4 : Main effect plot of surface roughness
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