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Analysis of the Machining Condition for Zirconia Prosthesis
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Fig. 1 Manufacturing process of zirconia prosthesis
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Fig. 2 A workpiece of zirconia for machining experiment

o] =0] %] 7] wjio Zé&}ifﬂ WL wlg- A, o2 <
A5E Aahs B40] g ol gk & Al et



o

Y UZ | 2008 EA G =2

AR Az aE e 70

dAste] #A8FAH Fig. 32 5% 3 ¥ F e A4S A 7S AR sl
ST, ol 44, A%, A0l i A RMS gl At WaFelE BHE 4 Gtk wa 14 Fas #4495
gk Fa 7 B4 Eiazolnh JpERIAkY] it WskE 1SS 22k WS R AEE Fote] B datzd BES o] 83t
7] YA 95% A F A 5SS ST 15 ¥ W, FAE gazlold upel A S fHE 5 e
e QokslH, 5 GRS} oSSR At vAE 71E oPHAS sk 4= Qi) o]ejdk ATE AAH o w Fgs)
Qe vivata, AAE Ao} A e dHE Fr 7] AL AABA Weh BrvhR B weld Aaad
Frades RAHn, e 5ol chat A7) QA oloF Aok, Ea 24 YA
Aast, ABEE A4S, B AR 5O ALEEA
W SaWNE Grieks weke wesolok g,
Main Effacts Plot {data means]} for RMS
) L] Feed o
5.05- Opt"‘nal Width Dep’[h
i B : 1.1036 1.1036
:03_ — — Cur [0.7504] [0.9061]
£ 1.0000 o 0.3964 0.3964
z - 15000 20000 0 e
% SFifth Cephiv
z e RMS
2.05
i pd pd Targ: 0.0350
/ e y =0.0350
ooz 23 10 a5 12 d=1.0000

Fig. 5 Response optimization for RMS (target value: 0.035)
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