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ABSTRACT

Gernerally, a great deal of attention is given to the maintenance of consistent surface roughness. Therefore one of
the major goals of research in this area has been the development of models which can predict the surface
roughness obtainable on a machined metal part over the simultaneous variation of cutting condition. A comparison is
also made between the theoretical and actual values of surface roughness to calculate the overall variance in the
developed models, Mathematical models developed from the experimental data in the course of this work can be
employed to control the cutting conditions in order to achieve the desired surface roughness and in deed quality.
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Table 1 Cutting conditions and limits

Cutting conditions| Unit Limits
Cutting speed | m/min | 118, 170, 282
Feed rate mmy/rev | 0.055, 0.099, 0.136
Depth of cut mm 04, 08 1.2
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Table 2 Analysis of variance test for mathematical
models for surface roughness (Ra)

No. of Standard Coefﬁc1.ent Coefficient of
equation error of | of multiple determination
estimate | correlation
linear 0.0691 0.9008 0.8114
curvilinear| 0.5637 0.8965 0.8037
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