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UNANED

muﬁ%’ﬂﬁ”ﬁi’mqﬂssaaﬁLﬁaﬁﬂmmimamwmmsammﬁmﬂﬁﬂamwam ALO5+Tic dmsunisnadadan
WENN&1LNTA AISI 4140 Freta3eanaeealusia vhmsAnwdadonisnaslszneuseanuiiaiisssu 50 - 150
rev/min wazdnsideufisyiu 0.2 - 0.6 mm/rev uansslumaNIIMAaBIUUAILUTTALNAT (Central composite
design, CCD) LagyNTIASIEARANITNAABIRIENITIATIERAULUTUTIU (ANOVA)

f\]’]ﬂﬂ’]iﬁﬂ‘lﬁﬂ‘ﬂﬁ]ﬁﬁﬁﬁNaﬁiaﬂ’]iﬂﬁﬂgﬁugﬂﬂi%ﬂ@UﬁUSﬂ’J’]ML%’Jﬁ@ﬁi%ﬁU 50 — 150 rev/min wazsnsiloudi
596U 0.2 - 0.6 mm/rev lnenuindnsdeulutadendniifinadermanuveruiinedgaiifeddey (P-value < 0.05)

HaNMTIATIERan T mIzauvestadeiifinonaumeuianuin anuasasiawiadu 50 rev/min
wagdns1UauliAyingu 0.20 mm/rev ﬁ’ua?{ﬁﬂ’smumuﬂaa&jﬁ 0.345 um

ANANALY N1TDINKUUNITNAGDY, AIUNIURI, N1TLATIZRAUWUTUTIY

Abstract

In this work has object for study find the optimum condition of cutting tools Al,O5+ Tic for turning
steel materials AISI 4140 with automatic lathe by applying the Central composite design, CCD and analysis
experimental result with analysis of variance (ANOVA)

From the study of factor, the effect on the forming consists of cutting speed at level 50 - 170
rev/min and feed rate at level 0.2 - 0.6 mm/rev it was found that feed rate Input is the main factor that
has the effect surface roughness significantly (P-value < 0.05)

From analysis appropriate conditions of factor roughness is cutting speed 50 rev/min and feed rate

0.20 mm/rev found that mean roughness is 0.345 um

Keywords: Central composite design, Surface roughness, ANOVA
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umin

JagtugnamnssululsewmalnednsimuIniewiussuun1snan LLazmsaiaﬁmmmﬁmﬁm%qammﬁu
dielwauddnanin dununskde Tasmzaunds Wuufifnssuiugulunugnamnssudldtueehs
i3 Inendumsdalane it unumuseuiiesuasadesdedaadeuiiiimiunu nssviunmsndsenin
Hunszurunslunisanmuinnnalavesiunu Inelfiadesdlefmadoud fatunulumuuumuuiuuuunuges
Juau (Grzesik W., 2008 ) Tagtulldinonnaluladatelmidielunssuiunsuanlasiamamalulatindosinang
Salusii (CNC Machine) 1y 1A33n3esnlusi (CNC Lathe) uazip3aafindmlusi® (CNC Milling) iludu anunsavh
nsrAnturld N annauazanduunsHARtuNy ansondntunuianududoutariunudiamnin
(Paengchit P. and Saikaew C., 2018) a¥nrandosuluiunuuazaufisnelavasgnét fafunszuiunisdn
L?AauLﬁuﬂigmumiméwﬁugﬂi’a@ WU snds mein Maene Wudu indesndssaludmduedosindmiunisda
\Foutan Altlugramnssunisnan waziadesiledin (Cutting Tool) WuiAdasilefidAnysislunszuiunsdnidou
nstugutan axdeslimadenldannensindeufinzandmiuiniondednluiff dafefifiansenudenmnin
Fusu 1wy mm‘wmuﬁﬂumzmummﬁﬁugﬂ*ﬁaq lewn ausaseu dnsnistou uwazanudnlunisnis
(Paengchit P. and Saikaew C., 2018) (Hari Singh and Pradeep Kumar, 2004 ) LLazmqmﬁ%’mmaaméaaﬁaﬁm

= a1 °

(Tool Life) Jsfld@rud1Agyag 19u1nAmIUBeIURI709%WNU LHpnATeslafn 13uin158n1Te damaliaiany

v
=

neruiigwiiudy wagldlanudeulnieanudenisvesgnaifimruanwazInuiuduauideyinliiidun uly

nsruUNSAnLdeuTuIUTaRNgaUu (Tugrul 6zel et al, 2007 ), (W. Grzesik et al, 2007)

a o

INMSANINLTETRULW U KF Cai, D.S McLachlan, N Axen, R Manyatsa. (2002). lanaaadldian
AugnAeLTnGn ALO3-TiC 7ifl TiC TuuSunaieg faus 16 3 30 vol.9% gnunuuuliusadiulagld 1 we.oe ALy
asideu wednwamstlii anuuds anumier wasanusunumsinnsevesnedlndn nan1seass
wuianuudsaranumdenfiut uiiasdosaunisifiud uvesdadintsunns TiC Amsiluiufuguanunis
uTuresdndinvesUsinms TiC Wuenty (Paengchit P. and Saikaew C. , 2018). l@vinsvnaassndudalnely
Wndawwsfinka A203 + TiC dmsunsdndeundnnaiasiileuluduftu AIS| 4140 nMsnaaeIn1snasldensn
A5teu 0.06 §9 0.1 Ui./58U MElAaN1ILIR N1TIATITIANULUTUTIUTANEALUTNLAET (MANOVA) uansl
Wiuihrndsmuvevvesituiiwaznsdnvsesutnaldunansenueghaiiteddafisnsiou 0.08 uu/sou 1y
am'wmsﬁ’muﬁmmsamﬁm%‘umsﬂﬁﬁa@ AISI 4140 (K. Aslantas, I. Ucun, A. Cicek, 2012). lafinw1n1snas

Fan AISI 52100 18A13W39 (63HRC) Ingldidindianen AlRO3-TICN wsiinfndounarliindeu alisiaignaia

q

a a

Ardnluseululasd (CBN) wielndnsadalaufiOnluseululased (PCBN) muanunsalun1stuguveaminyuuis
lisunisuszdiulnenisiansdnuseveaniosiie angnislduveaniodie wasindniavesunu annadnwsi

195U AMULEETEUSEANAISLANTN KA NS NEMNEIAnTUUBENIN AT BN lindauRd TuvaeNn1sEnrsawuUy

sl o o A

waududszananudemennuieslueiesdiefindiou TN nadnsiddyfianiildiuainnisdnuilfe niswedeu

o

TiN waznsdnusalunquanasefirnenisivaveaavluniodewsdnilindeuiin nsiinnauazdanalnsed
AulAsevaALanal wendINil Lasesledniilindeuiadidmaligumgindudeuse yianaieslomiuau
dndne ddlviiiAnnansenunieanuiouseninmiuuukasauavet Ay ian Jadshuliayianlaselusalin

v v v
a o a =% g a

\anas iewianazavauegiuniiaiediouazinizfniuiunu Tuegiusseziailunisdn dawalinunimiui

Vol 7 NO 2 Jul - Dec 2023



56  Journal of Science and Technology Thonburi University

-

ouas matedou TiN lalifisausviliiedostlodadiaumumusnntuyinu uishednuamnmiuiiluszming
AsEUIUNSANDNeIY (K. Aslantas et al, 2012)
Asefiunlfysiulunsfnvinasnaasdlianaudaneslndnlunisulssuian 1wu audaiidans
\Aeu ALO3-TIC #ifl TiC lutSaifiumnsnedu faus 16 9 30 vol.% viailunsmasaindsnulasldsaatioud
uAnGSuR RT3 0.06 9 0.1 mm/s uaziinanaaodlagldTanfiuandietu Wy Yan AISI 52100, AISI 4140 Tu
d2ue9 (Mohd et al., 2019) a1 1svaassiuudruyszaunais (Central composite design, CCD) unaaglu
MTIATIEIN ATV aUYBIAIILEITOU (Cutting Speed) 8n31n15taU (Feed Rate) mnuanlunisia (Depth
of Cut) YesTuUNUMENNEMAINTA AISI 4140 FoNARaUAUBIIBIAIAINNMEIURT (Surface Roughness) kagn s
dnvsovesiaieadodnn (Flank Wean lngwui1dns1n15tou (Feed Rate) finasar1a11ume1uila (Surface
Roughness) 111N11A3L5258U (Cutting Speed) way anuanluni1sia (Depth of Cut) Tuvaizfinnusiseu
(Cutting Speed) finasonsdnvsoveaadosiionn (Flank Wear) 1nnindnsinisteu (Feed rate) wazanudnly
n13a (Depth of Cut) sy drunuideisaiuAnumuaznismeasafiomaiivmnzauvesanuiaseu (Cutting
Speed) uazdnsnsilou (Feed Rate) 189n13NAUNUMENNEWaLNTA ASI 4140 TneiAraauuds (48HRC)
Junumdnndmaiinga AS 4140 ﬁi%ﬁ’uasmLLW'ﬁ'wmsﬂuqmmmim iy auarudrueslensedn, WAUNYY
youAIaINdy, TudunieesindvenaTasinanareg udu Melvihlvyarwestanussinndendnndiyadigauass
Hans¥NUAeTEUUIATYgNavasgnamnssululseing HaNIVAABITeININATuUTLEmsUssdudiam
NYIURA (Surface Roughness) Lﬁaiﬁqmammwmiwﬁm%umwm6‘] annsathamsivesimgaudmiunis

nasandsnanlvldnuldesgranugauuariivsevsnmsiely

ASn1snnang

v
o

TEnuAzdunaUNITNAGLY

winNamaLLnsa AIS| 4140 1 Jumanlansnausiiuszneusislasdlon lwavfidy wavuuniia e
wlause NusieAudNas nusen1sidenduazusinszunn anuwmies waranudiunuwsida §uiaduriy
AUGNa1e 30 WY, 817 100 1. Yinsndsdenlmdurugudnasiiouin 20 uy. Fanwdl 1 uazm1399 1 wans

ssrUsznoumnuaiivesianuanndnaunsa AISI 4140

-

29 1 anwasunulunsvaaes (L‘Viﬁﬂﬂéﬁwﬁumiﬂ AlSI 4140)
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151971 1 SIMHANNILATVOUVENNAWALNTA AISI 4140
Element | Chromium | Manganese, | Carbon Silicon | Molybdenu | Sulfur | Phosphorous Iron
(Cr) (Mn) (@) (Si) m(Mo) (S) P) (Fe)
Content | 0.80-1.10 | 0.75-1.0 0.380 - 0.15 - 0.15-0.25 | 0.040 0.035 Balance
(%) 0.430 0.30

Ref: https://www.fushunspecialsteel.com/aisi-4140-alloy-steel/
aAeifldmununmenssniiuenliSaduneussl

1) Amusinguisasd: Snguszasdlunisideldud nisdmusaniigmandstunumdnndmanse Al
4140 Twnzaulnefiansananaianune1uia (Surface Roughness; Ra)

2 svyiladsvesnszuiunsuasdudsiiadny: nuidsdmuuadusildlunmesssie snsnsdeu
(Feed Rate) warA113L5250U (Cutting Speed) d@rudnusnavaunslann AuReIUR (Surface Roughness; Ra)
Tunsndadunundnndmauinsn ASl 4140

3)  fvunsyiuvestladenisndsiunu: stRuvesnstou (Feed Rate) Avualdi 0.2 - 0.6 mm/rev
Turauefinnusaseu (Cutting Speed) fvunlid 50 - 150 rev/min uazszazdoudn(Depth of Cut) fualid
0.5 mm (81989913 m)

4)  PONLUUNITVINABINIBITNITVABDILUVAIUUTAUNAS (Central Composite Designs; CCD): N15VAADY
wuuduUsTaUNans (Central Composite Designs; CCD) 2 t1as 7 2 s¥éfu (3 Replications) Wavia 13 Mnaaes
afiunsiaseiuazyszananamelusunsudniagun1eada (Design expert)

5)  7AaeInaIuumndnndnanTa ASl 4140 aunseenuuUdILUsTANNaNs: n13nae uauayld
\A3eands CNC Ve Fanuc (Takisawa: $u NEX-106) saamil 2 meldnisndauuuusia Ingldisiagin (insert) iwsiin
Haiwl (ALO, + TiC: Tungaloy, Japan) dAuuds 84 HRC, ladaryuBangu 400 GPa dnvuzvouiiniinazdl 4 yu

wiagyuaEyinNIsNATUNUNidl (1 N15NAaeY) FanIwi 3

60 mm 40 mm

®20
D30

100 mm

(a) 1A303nAd Takisawa: Ju NEX-10 (b) FusumdnndmauLnsa AlS| 4140

a 44' = o Y Y 9 )
AN 2 (3) LATDINAIEMTUNAADY (D) FUINUAINTUNTNNEB
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nwil 3 sauazifindiedosiiodndsie Tungaloy Ju ASBNR2020K12-A

6) YUNNNANITNAABIAIAUNLIURITUIIU: N1TTAAIAINRITURITUIIU (Surface Roughness; Ra) 9%
AAUAAIRIALINITIA 3 AN (UIR5§11 BS EN 1SO 4287) wiemaade (nule: um) lagldnsasinainuveiy

Y9IRITUIU (Surface Roughness Tester) 8%a Mitutoyo U SJ-210 waRIFIn N 4

Probe for measurement;

a=8 um

Workpiece material

il 4 gunsalinmnumen Ui

7)) AEHNaNsEnUvedtavefiinen Ra warirunsEauveslatenwmunrauman1snastuau tnely

ATAATIAANUUUTUTIVLUU 2 19 (2- way ANOVA) fisefunnuesiu (Confidence Interval (C.1)) 95 %
wamswﬂaaﬂLLaﬁLﬂsﬂzﬁwamswmaq

1. ALduMITNAeRNATUNUMANNANANLNTA AISI 4140 $1u3U 13 MInaaasastuiinA1ANuneny

#7 (Surface Roughness; Ra) U099 LAAINAAINITINN 2
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A19199 2 NAAIANNYIURT (Ra) 21NNITNAITUNU AISI 4140 sefiandslanguau ALO,+Tic

. AUIEITOU ang1dou AUTEUR?
a1nu
(Cutting speed) (Feed rate) Surface Roughness; (Ra
1 29.29 0.40 5.459
2 50.00 0.20 3.188
3 50.00 0.60 16.456
4 100.00 0.12 4.783
5 100.00 0.68 12.057
6 100.00 0.40 9.569
7 100.00 0.40 10.005
8 100.00 0.40 8.234
9 100.00 0.40 10.849
10 100.00 0.40 11.485
11 150.00 0.20 3.586
12 150.00 0.60 22.28
13 170.71 0.40 18.836
2. JAseiuuUsUTINTRATIMETURI WY (Roughness Average, Ra)

ABUNITIATILIANULUTUTIU (ANOVA)

NAYALT

a

UNINAFBUYATBYAVRIAT Ra 11HIN15NT2AAIUUY

Unfinseld (Normality Test) Toyafindeonasiunsinasuanadudnvazidunsuasfoglureuvnvesyismiy

Wt Mgl 5 ()H(d) Faduduiniswanuasenuiiasdusuuunitdumnzauiuyadeyavesdn Ra usead
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99 99
95 95f
90 90}
80 80
= 10 s 70t
T 60 z 60
« 50 & 50t
Z o0 T 40
& 30 & 30}
20 20
10 1o}
5 st
L 13 3
Residual
2 2| .
1 1
: E :
i
= o = o0 o L
o w ™ L ]
2 'l : —
M~ &
-1 -1 °
(© (d)
22 -2 -
1 2 3 4 5 6 7 8 9 10 11 12 13 0.0 0.5 Lo 1.3 20 23
Observation Order Fitted Value

a P | & a | Y
2NN 5 (a) LEAAINITHINUIIVBYAVDINANITNAR D (b) anIAINUULLTUUNFAVDIEIUNNATN (C) Lang

druanAmaiiguiunm (d) wansdiuanAefiegseuusiuAInans

NANTIATIZANLLUTUTIUYBIAIAIURYTURATUIU (Roughness Average, Ra) Landlaninisnei 3

A919% 3 NANITIATIZINITUUTUTIUVBIAIAIUNEIURITUIU (Roughness Average, Ra)

Source SS ar MS F-Value p-value

Model 3.0948 3 1.0316 8.9820 0.0045 significant
A-Cutting Speed  0.7900 1 0.7900 6.8785 0.0277

B-Feed rate 22312 1 2.2312 19.4267 0.0017

AB 0.0736 1 0.0736 0.6409 0.4440

Pure Error 0.0622 4 0.0155

Total 41285 12

PREES = 3.62 R®=0.7496 Adj. R> =0.6662 Pred. R* =0.1192

HAYINNITIATIENANLUTUTIUL (ANOVA) mumn3199 3 awiiiul@dn Cutting Speed wag Feed rate il

p-value 1p8n1 0.05 wansliiuintdadevisaesdinanantadoninunenuila (Ra) sgreildudrAnsyauioddny
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0.05 Tuvaue? Feed rate finasioA1AINUNEIUAININNIT Cutting Speed Tunuvesdadesaunuinaufduius

587119 Cutting Speed U Feed rate LiifinanaAiauiseuia (Ra) Gsaunisanassuanslanuannsi 1

Ra = 1.05 + 0.31 Cutting Speed + 0.53 Feed rate + 0.14 Cutting Speed x Feed rate (1)

WaATIE AN IMINEaNd IS UNTEUINNNINTTUIUNINGUNLIER AISI 4140 FaeATaINGIsnlulia

NanN13ANYINUI Cutting Speed flA1LMIAY 50 rev/min haz Feed rate fiA1L1AU 0.2 mm/rev A AeNela

(Desirability) v03n15nAgaurIAU 0.986 AAUMEIURLEAN 0.335 um Fanwil 7 uaz 8

» Design Foints
I 1
]

X1= A Cutting Speed
X2=B Fesdrde

AN 7 ANURINBLU89 Model N15NAad

B: Feed rate

75.00

Desirability

10000

125.00 15000

A Cutting Speed

p—
| Name Goal
- Cutting Speed is inrange
| Feed rate i in range
__|ra minimize
| Solutions

Number Cutting Speed
Ll ' 10
- 2 5284
| 3 50.00
- 4 56.20
| 5 86.91

Lower
Limit
50

0z
0.3188

Feed rate
0.20
020
021
020
020

Upper
Limit
150
06
2228

0.345497
0.355632
0.364399
0.367647
0.477348

Lower

Weight

Desirability
0.986
0.981
0.976
0874
0917

Upper
Weight
1

1

1

Selected

Importance

AT 8 sEiuvesladfiuiinzanveInUEiTeu wazensiteu (Selected)
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dyuna
MnmsEnwisRuasefiinaser A URve R UNUMENNANNTA AISI 4140 Freilnndslanenay
ALO;+Tic MnMToRSaiinuin
1. Yadeiifnasmeanuneuiia
1) $nsdeu (Feed rate) fiavswasomnumenuislunisnddunu efusnsdeuunniuaysl
navnlsienA e URve B uiAnn Ty
2) Ausadn (Cutting Speed) fiansnasefImueUvestu Wesandefiunnuisase

v v

AUUIUNUN AT AUV VRN

Jorauauuy

1. #rulssugeamnssuy luningaamnssundeduanduauiiinislifan AIS 4140 ndmduduau
anunsathuumemsideiluduumdumstmusmnaiveslunssdntumlfoamngza

2. frugfuangunsal n3nda viewdadin (Insert) amnsaihdnsinsdnnseveadesilefndrsiuluiiy
wmslunisesnuuuiaiesiledniiiainarimnzandmiunsldnuldogamnzas

3. AUATINTT @U130LMUININIATUNNTIT U URLINIINTIATIZANANTENUIINIUN SRR AU

NIEUIUNSNENTUIUMIEIER AISI 4140 lRagamunzay

AnANssUUTENA

a v

BUBVBUAMAMLATAIANTENAIMNTTN UM INGFUNALLLIABIIVIPANTUNN UaTNTTUNITHIANIT UTEW

N

e

3
A WBuAle3s uoud dimane $1in Tlinsatuayugunsalinsesdlolunisviidowavanuiiuveyananisnaaes

e

il

o)
N
Lo
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