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Abstract; The turning experimental model was presented with the cutting speed, feed rate and depth of

cut as design variables based on Taguchi method. The multi-objective optimization of turning was

performed with the surface roughness, cutting force and tool wear as performance characteristics by using

combined grey relational analysis and principal component analysis. In order to objectively reveal the

relative importance for each performance characteristic in grey relational analysis, principal component

analysis was specially introduced here to determine the corresponding weighting values for each

performance characteristic. The result analysis showed that cutting speed of 240 m/min, feed rate of

0.10 mm/r, depth of cut of 0.15 mm were the optimal cutting parameters. Meanwhile, the optimal

performance characteristics were surface roughness of 0. 168 wm, cutting force of 163.636 N and tool

wear of 0. 129 mm.
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JE R R R B R KL A e L
TN T ad e S 2% , 45 Fh 3 72 2 B0 AN [ 7 5 b
SO A PR 1 HLRE BE  UTH AT R E SRS B
5 N3 Z A7 5 % 1 R SR P g B AR Rk, P It
W T R R AR 22 AR R G AL A e D5 5
BAAIER R,

[ 9 M/ 22 5 X AT T BT ke
g —ak o FOZ b4y 1 8 HAs ke e fe, i 2 B
PROCACA T R B B R B A S 2 0 FI T . AR SR
R D7 i M Bk A 4 4 H R A R, 2% 5 D) I
PR 2% % 2 T LS 2 D0 I g R ) LB B R e ML
B TR A SR AN T o3 23 M A HL I T AT 2 H AR
PUAL I8 I 3 53 rb ) AT A% B e i o e A
b B I3 23 B BRI

1 ABARESH

L1 &M

U DL AR 4 X i TR R Bk 5 4 TCLT S T
X4, HAb 22 oy (R 73 80) e Al 6.42% Mo
3.29% , Zr 1.79% ., S 0.23% ., C 0.025% , O
0.096% .H 0.003% .Fe 0.077% N 0.004% , 4% &
H Ti, TAFRYKE L 2 200 mm, {42 D 2 60 mm,
FF R A9 ) By Sandvik ## Ji& 45 45 PVD — TiAIN 4
JE2 1R By i A e T AR, 0 H s AR
1 pron. DIRMHESEZ (R,) OTHI A (F) AT
FLIEAR (VB) Pk BEVE O 46 b o 3% i HLKE )5 %
Mitutoyo Surftest 301 %I 41 K& B AL & , 4 T4 %
3 A AN TR I3 A, I O P B {5 SR Kistler
(9257B) =[] sh 2 7L F1 LabView 8.5, Matlab 7.1
A AR A R U 46 48R 9 U1 5 AT HS )
T 0 A O VB SR

x1 KBRS N4FHE
Tab.1 Composition and properties of cutting tool

used in experiments

wC 94
i H SR % .
Co 6
Hot AL K30
N BRI <]/ pum 0.5
JEPE/ um 3~4
%2 W IR 843 (mol-% AIN) Approx. 54
b T3 A PVD — HIS

L2 REEEFKE

D) 38 B 24 S R D) 0 Y k5 M) 9 THDAHL A
B U A ) BB BN R ARG AR R
e 3 K, RO Ly, (3°) i, HE 5K
TN 2 FiR o

£2 HOL,(3)ZitiBEESKTE
Tab.2 Levels and factors chosen for

Taguchi L,, (3’) design

i3S
K I B k45 T VIH IR B2
a/m-min ' b/mm-r~! ¢/mm
1 120 0.10 0.15
2 180 0.20 0.25
3 240 0.30 0.35

1.3 RBEER
FR I IERR# Ly, (3°) ST # 5k, gk fT
27 R, g B Mg SR AN 3 Fis

®£3 L,(3) RRBHTRER
Tab.3 Experiment results of L,, (3’) design

75 A B C R,/pm F/N VB/mm
1 1 1 1 0.361 223.536 0. 306
2 1 1 2 0.378 302. 927 0.314
3 1 1 3 0.412 404. 109 0.331
4 1 2 1 0.616 251. 205 0.263
5 1 2 2 0.595 319.962 0.331
6 1 2 3 0. 638 444.551 0.187
7 1 3 1 0.714 295.997 0.297
8 1 3 2 0. 704 392. 049 0.357
9 1 3 3 0.719 570.731 0.561
10 2 1 1 0.225 180. 878 0. 144
11 2 1 2 0.231 203. 103 0.255
12 2 1 3 0.243 339. 449 0.281
13 2 2 1 0.392 139.257 0.153
14 2 2 2 0.411 211.792 0. 144
15 2 2 3 0.410 346. 151 0. 459
16 2 3 1 0.510 210. 348 0.272
17 2 3 2 0.515 338. 265 0.127
18 2 3 3 0.527 519. 255 0.314
19 3 1 1 0. 168 163. 636 0.129
20 3 1 2 0. 181 213.424 0. 161
21 3 1 3 0. 195 326.919 0.341
22 3 2 1 0.311 121. 406 0.187
23 3 2 2 0.334 211.611 0. 186
24 3 2 3 0.341 355.053 0.204
25 3 3 1 0. 404 169. 932 0.178
26 3 3 2 0.421 263. 364 0. 144
27 3 3 3 0.422 519.411 0. 153

XF 2% 3 IR A R AT I Z b A Rk 4 ~ 6

JIi7s o B4 P <0.000 1, 2 W] 3 T H A 2 45
T 92 S . 3, R IE DR E RN 0.978 9, A K &
B 0.982 1 MRS Bt J) 0 52. 725 >4 R W] KT AL
it B 1 g A R Sl A AL R S R P <
0.000 1, B LI W g 45 B 22 S i (i 25, AL IE TR GE R
B 0.920 8 ST AHC R KN 0.939 1, BRI 73 Bt )
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24.813 >4 KUK I X B A od A Ak &k 6
A2 P =0.009 9, 3 W] ] HLJE 80 00 92 S5 e
FIE B E R B0 0.804 5, A R MM 0.823 5, ¢
TAopHES1 0 11.256 > 4, F W T HJE 451 1 56 i 1 2
A R

4 FREEREFESN
Tab.4 ANOVA for surface roughness

b3 R A HE ¥ 5 F P
BB 0.699 722 6 0.116 620 227.8911 <0.000 1

A 0. 327 426 2 0.163713 319.9161 <0.000 1

B 0. 369 853 2 0.184 926 361.3699 <0.000 1

c 0. 002 443 2 0.001222 2.3871 0.1176
525 0.010235 20
MR 0.709957 26
R*=0.9821 Adj R* =0.9789

0.000 512

Adeq Precision =52. 725

xS VIEIABESH
Tab.5 ANOVA for cutting force

ok I SFM AmE By F p

iR 353 484. 00 6 58914.00 51.3591 <0.0001
A 47195.11 2 23597.55 20.5715 <0.0001
B 60 085. 09 2 30042.55 26.1900 <0.000 1

c 246203.80 2
B2 22941.98 20
M 376426.00 26
R*=0.939 1

123 101.90 107.3158 <0.000 1
1 147.09

Adj R* =0.920 8 Adeq Precision =24. 813

*x6 TNEBRAESH
Tab.6 ANOVA for tool wear

KR FIA AmE ¥ F P

BEA 0,150 297 6 0.025049 3.393011 0.0099
0. 090 802 2 0.045401 6.149686 0.008 3
0. 004 641 2 0.002320 0.314315 0.7338
0. 054 854 2 0.027427 3.715032 0.0425

2 0.147653 20  0.007 383

MOFT 0.297950 26

R*=0.8235 Adj R* =0.8045  Adeq Precision = 11. 256
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Fig. 1 Flowchart of optimization strategy
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HPEH
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Hy T R TR BE DT HI ) AT B 2 BT B
ANREPE ARG 20 (4) AT LA 0 T E 5 3 A i R R
TEPR (IR L SR R 7

T ORIE B B A S SO AR R e ZBE K
8 I 73 B i X Tk i 7 91 R AT G 4 A 1 K dis
Ab PR PR S H BRI Y B

A H R A O Ak B Dy
(k) =« |
%, (k) =1 _ma)l(xgo)(k) — @ (5)
2PN RERINE € 0B
. ~ x!” (k) —minx” (k)
w0 (k) _maxxfo)(k) —minx” (k) (6)
EH IR BB AL B Ry
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k=1,2,---,n
maxx; " (k) ——JFUUR B 5 91 4 e R A
minx;” (k) —JEUIE B0 FE 90 1 B /M
' —— H R H AR
FEF T i R A B 0 £ R EEAR A (7)) X
JE 06 B e ) R AT O 40 A B A B, A S L A
BAs PN 7 Frs o HOBCRE 7 5 E K 2%
REdE bRt .
£ OHRERERLREIELESF
Tab.7 SNR and sequences data of pre-processing for

experiment results

lig {ZM 1 /dB B4 Ak 31 Y 51)

B R, F VB R, F VB

1 8. 849 —-46.986 10.285 0.4738 0.6056 0.4080
2 8.450 —-49. 626 10. 061 0.4422 0.4092 0.3906
3 7.702 -52.130 9. 603 0.3830 0.2229 0.3551
4 4,208 —-48.000 11.600 0.1063 0.5301 0.5099
5 4.509 -50.102 9. 603 0.1301 0.3738 0.3551
6 3.903 —-52.958 14.563 0.0821 0.1614 0.7395
7 2.926 —-49. 425 10.544 0.0048 0.4242 0.4281
8 3. 048 -51. 866 8. 946 0.0144 0.2426 0.3042
9 2. 865 -55.128 5.020 0 0 0

10 12. 956 —-45. 147 16.832 0.7990 0.7424 0.9154
11 12.727 —-46.154 11.869 0.7809 0.6675 0.5308
12 12.287 -50. 615 11.025 0.7461 0.3356 0.4653
13 8.134 —-42.876 16.306 0.4172 0.9113 0.8746
14 7.723 —-46.518 16.832 0.3847 0.6404 0.9154
15 7.744 -50. 785 6. 763 0.3863 0.3230 0.1350
16 5.848 —-46.458 11.308 0.2362 0.6448 0.4873
17 5.763 —50. 585 17.923 0.2294 0.3379 1.0000
18 5.563 -54.307 10.061 0.2136 0.0610 0.3906
19 15.493 —44.277 17.788 1.0000 0.8071 0.9895
20 14. 846 —-46.584 15.863 0.9487 0.6355 0.8403
21 14. 199 -50. 288 9. 344 0.8975 0.3600 0.3351
22 10. 144 —-41. 684 14.563 0.5764 1.0000 0.7395
23 9.525 -46.510 14.565 0.5273 0.6410 0.7397
24 9.344 -51.005 13.807 0.5130 0.3066 0.6810
25 7.872 —44. 605 14. 991 0.3965 0.7827 0.7727
26 7.514 -48.411 16.832 0.3681 0.4996 0.9154
27 7.513 -54.310 16.306 0.3680 0.0608 0.8746

SE A FS 0 KO FE B AT R €5 6 T R
"
y(x! (k) a0 (k) = AiE"Z;ngX;M (8)

Hrp A (k) =N« (k) - (k) |

A, =minminA (k) A,.. =maxmaxA (k)
Vi Yk Vi VE
Kb« (k) gl

A, (k) — 1w 2731
E—— I BERKLHLO. 5

BT A B BB B (K T) AT A 22
Fe o) A RS 8 s 3k 8 w22 e SIE Rl
A, =04, =1, RN (8), 454K 8 o fii 22
FPHUME, Al SR K@ S R B, 3k 8 .
R8 RERFI KREBXKRBMKBXKE

Tab.8 Deviation sequences, grey relational

coefficient and grey relational grade

¥ it 22 UREPS IS PN
B2 A (1) A(2) A,(3) R, F VB B JE
1 0.5262 0.3944 0.5920 0.4872 0.5590 0.4578 0.5030
2 0.5578 0.5908 0.6094 0.4726 0.4583 0.4506 0.4603
3 0.6170 0.7771 0.6449 0.4476 0.3915 0.4367 0.4243
4 0.8937 0.4699 0.4901 0.3587 0.5155 0.5049 0.4650
5 0.8699 0.6262 0.6449 0.3649 0.4439 0.4367 0.4180
6 0.9179 0.8386 0.2605 0.3526 0.3735 0.6574 0.4652
7 0.9952 0.5758 0.5719 0.3344 0.4647 0.4664 0.4264
8 0.9856 0.7574 0.6958 0.3365 0.3976 0.4181 0.3866
9 1.0000 1.0000 1.0000 0.3333 0.3333 0.3333 0.3336
10 0.2010 0.2576 0.0846 0.7132 0.6599 0.8552 0.7438
11 0.2191 0.3325 0.4692 0.6953 0.6006 0.5158 0.6004
12 .0.2539 0.6644 0.5347 0.6632 0.4294 0.4832 0.5187
13 0.5828 0.0887 0.1254 0.4617 0.8493 0.7994 0.7160
14 0.6153 0.3596 0.0846 0.4483 0.5816 0.8552 0.6361
15 0.6137 0.6770 0.8650 0.4489 0.4248 0.3663 0.4123
16 0.7638 0.3552 0.5127 0.3956 0.5846 0.4937 0.4968
17 0.7706 0.6621 0.0000 0.3935 0.4302 1.0000 0.6157
18 0.7864 0.9390 0.6094 0.3886 0.3474 0.4506 0.3956
19 0.0000 0.1929 0.0105 1.0000 0.7216 0.9794 0.8949
20 0.0513 0.3645 0.1597 0.9069 0.5783 0.7579 0.7396
21 0.1025 0.6400 0.6649 0.8298 0.4385 0.4292 0.5536
22 0.4236 0.0000 0.2605 0.5413 1.0000 0.6574 0.7446
23 0.4727 0.3590 0.2603 0.5140 0.5820 0.6576 0.5880
24 0.4870 0.6934 0.3190 0.5065 0.4189 0.6105 0.5116
25 0.6035 0.2173 0.2273 0.4531 0.6970 0.6874 0.6208
26 0.6319 0.5004 0.0846 0.4417 0.4998 0.8552 0.6051
27 0.6320 0.9392 0.1254 0.4416 0.3474 0.7994 0.5317

Hy T 2 THRELRE B2 U0 1 0 A0 0 BB AR TR K €5 5%
R 73 A7 Fp R Xk E A AN — B, DRI A% g o R A
ANREFE P RCHEAT AR B o D 1 % WL S R % A H R R
FRARAE K A S IR 73 A Y A Xk B 24 K 68 S K L
TR R ASUE 28 B0 i R R A R 9 32 B 20 A 2R
g8
2.2 EmRSaOH

ERG AT RACZ AR WA N D BOILA L5 4]
PRIGBORGE 7 ik, E OB BRI

(1) H AR5 P 4 o 4

HI(1> x1(2> xl(n)l:'

] |

_Efz(l) x2(2) xz(n)l:l
X_D : : . )

%m(l) x,(2) xm(n)%
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(2) A R B 5
~ Cov(x,(j),x, (1))
e e (D

(j=1,2,,n; 1=1,2,,n) (10)
K Cov(w, (7)o, (1)) ——FF 5w, (j) F x, (1) 1)
Vg

o, ()—FF 8 x,(j) HobR 22
o, (D) —FF 8 x, (1) HybR e

(3) 8 G 08 5 5 G o
(R—)\,[IM)V,A,ZO (k=1,2,---,n) (11)

;H\:EFI Z )\k =n V,’A- = [akl ak2 alm :| !
k=1

A A —FfE VAR
(4) s>
X I ORI LA R 1 45 R A B
i T I ST R

m=M/iAk(ﬁLme) (12)
i m A F o0 R TTERER N

Psn= 2 Ai/ > A, (13)

=1 k=1

— IR I TTER 30K 85% ~ 95% 1Y R AL AR T
X I R R me A 3 0 AR Dk He E AT 23
Yo=Y x,()V, (14)

K Y, —5 kF S
2.3 BXEKE

SBUIR A8, DG 156 3 B 1) ~F- MM Sy oA 4 aod 7 1) R
8 G HE BE A IR €8 5 B B

I'(x, ,x )= Z Biy(x, (k) ,x” (k)) (15)
xp (s ,x") x; XF xR B IR B
B—"5 k AN AR TERR AR AE, Y B, =

U AR S0E 3 38 7 AR B B, 5

JRADSEHR BE 7R LEBUT 91 R 225 17 51 14 1 K
Y LB 5 TS 25 7 50 A AL A A — 2, A
WG RIRER, T (v, 27 ) =1, JREASCEKE 3k
N LEBEFR BN 225 Fy 51 14 5 0 A JE i 5 2 ) 7 J3E
F8 T, A O 1) B AR ) B D € SR I L o B 2 1K

1 8 R A R I AR 10, AR A X (1) AR H =
JI 53 53 A X IO P 4 A B R R E ) i, 45 R LR 9 Al
10, 5 1 F o A R AL 18] B A 7 AR 0 I
H RS bR A AR TR I Bk A 4 I R
ST Hp, T R BE U 0 A T R 45 A
415k 0.3014.0.3552.0.343 4, HFL(15) FiEk
8 HHAY B SRR AR B, WO AR K SRR, £ AR

R8I,
R ERSBMEERIE®HE

Tab.9 Eigen values and explained variation for

principal components

B % FEAE(H TR 51 L TR
1 1.7422 0.5810 0.3014
2 0.6820 0.2270 0.3552
3 0.5758 0.1920 0.3434

F10 ETHABHEEE

Tab.10 Eigenvectors for principal components

i 45 FAE 7t

PR bR %1 EMI %2 Er %3 Esr
R, 0. 549 0.829 -0.109
F 0. 596 -0.297 0. 746
VB 0. 586 -0.474 -0.657

3 KEEFHIMIMUER
PR 4 R I 22 BO68 0 8 S I TR 149 M oz 4
F 11 PR, i 11 a] D) ) R K @ S Ik RE R
Wi 5z 8. 5, U V) W R S5 ik 4 T
F 11 k&KX EHEm R

Tab.11 Mean effect response of grey relational grade

K3 Gk
A B c
1 0.4314 0.604 3 0.6235
2 0.5706 0.550 8 0.561 1
3 0.6433 0.490 3 0.460 7
A 0.2119 0.1140 0.1627

P 2 D A SR I A M b RO 1T o BT 2 T
R, U S R B Bt O 4 o L R R Y
ZIN BRAE I 5 T HE 8 3 0 R o K SR IR T 22
IIMT AN 12 Fros A R 2 2% (P <0.000 1), %k
ATA S5 AR B A G R A 0. 815 4, ALY
FLIE B E R B 0. 760 0, #5711 73 ¢ ) 14. 470, K B
2% R TR R i R UK (8 O I R A AR A

BT IR0 SR IR HE £ M HOBROR i i 1V BB AR B

& -4 "4
= =
x-s 2 -5 \\
X6 -6
-7 -7
8 180 40 <~ 0l 02 03
BI3E J /m e min ! VLA fmmer !
-4
=g
gj‘_ . \
277
£ 0ls 025 0.35
PIIR & /mm

P2 UIHI 2 ok R 8 5% 505 17 e Le i B
Fig.2 SNR at different control levels of cutting

parameters for grey relational grade
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K12 REBXBEEHFENN JIE B R 0. 129 mm,
Tab.12 ANOVA for grey relational grade
4 g

KW FHM HHE ¥ 7 F P
KT 0.388712 6  0.064785 14.72302  <0.000 I (1) RAH DI LM T DAY E) o | 25 5

A 0.208775 2 0.104388  23.72296  <0.000 1 BE R G BE AR &, DL 3R LR BE YD HI o A

B 0.0585890 2 0.029295 6.657417  0.006 1 TI LR oy M AR 0 Bk A 4 2 R I A R

C  0.121348 2 0.060674 13.78868  0.0002 (2) FETF IR 0, 36 06 F0 3 40 40 0 0 4k 2 4 7 1
PRI 0085000 20 0. 004400 T AT 2 HAR AL, JK €6 56 16 B8 350 o 9 A TR 2R

S 0.476 718 26

80 i R P AR 1 3 T3 A AR

R*=0.8154 Adj R* =0.760 0 Adeq Precision = 14. 470

(3) BG4 FHn LS8 EAKAKFHE N

P IR A S EHIIN T B BRI ACEAL S AB C, RIVUTHIE BE Y 240 m/min, BE 45 3
N AB,C,, BV A SN 240 m/min #2553 JE N 0. 10 mm/r YIHITREE A 0. 15 mm , It B 3% [0 RS 2
0.10 mm/r Y)Y EE A 0. 15 mm , X7 14 6 H 45 4 9 0.168 pm, YJH| Jj 2y 163.636 N, JJ H J& i Ny
bR 2 THHLRE B2 O 0. 168 pum, YIHI J) 7y 163. 636 N, 0. 129 mm,

10

11

12

13

14
15

& % x Wt
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