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A Study on the Improvement of Surface Roughness and Analysis of Cutting Force in MQL
End-milling
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Fig. 2 Shape of test specimen
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Fig. 3 Shape of two flutes end-mill
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Fig. 1 Experimental set up
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Fig. 4 Spray angle
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Fig. 5 Main effects plot for surface roughness

Fig. 6 Main effects plot for cutting force
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Fig. 7 Main effects plot for surface roughness

Fig. 8 Main effects plot for cutting force
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