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Abstract

This study aims to investigate the effects of various parameters on surface roughness and kerf taper
in the cutting of PMMA material using a CO; laser cutter. A full factorial experimental design was employed,
and the results were analyzed using Analysis of Variance (ANOVA) to determine statistical significance. The
three control factors considered (3 levels per factor) were: cutting speed (3, 5, 7 millimeters per second),
laser power (50, 70, 90 percent), and nozzle standoff distance (12, 14, 16 millimeters). The results of the
analysis found that cutting speed and nozzle standoff distance significantly affected the mean values of
surface roughness and kerf angle. Meanwhile, laser power and the interaction effects among the three
control variables did not significantly affect the mean differences. The set of parameters yielding the optimal
cutting quality was a cutting speed of 3 millimeters per second, a laser power of 90 percent, and a nozzle
standoff distance of 16 millimeters. This was the condition that resulted in the lowest surface roughness

and a kerf angle closest to 90 degrees. The findings of this study can be applied in practice to optimize
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cutting parameters, thereby enhancing the quality and efficiency of PMMA workpiece production processes

in industrial laser cutting.

Keywords : CO; laser cutter, Surface roughness, Kerf taper, Full factorial experimental design
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Tugatagtuiimaluladnisuani nswamunluegas
50157 MmadnidenianuazinaiianisuUsguiinza
Fududadedrdyseauduiavesnszuiunisnan
Funuiideanisauasidon Usedn uasfinuands
WNIEAI Tanned Ui aluniaiian (Polymethyl
methacrylate: PMMA) 18 unil sluianwod ues1d
Amnssuiildiunnuaulaegresoidies Yanwodiues
wiamailunarafniianvagiauvatgysenis ey
fanulusdlags viviniu nudessdsansilaloan
wavaunsauussUladre WWusu [1] il PMMA a5y
Audeueg NI vanelugnaInnITunee LY
BAAINNTINGIULUA (T UTY UNede Uelaau)
gnannssudidnnsednd (Mii19e dinsoudmiu
A3 aiiud 3 /) n1suwng LazgnaIMNTIUANLA
nelu utielavannigeg [2, 3] Lﬁ‘aiﬁmmm%ugﬂ
nFonAnd usuain PMMA Ideg e uszdns am
wmeluladnisdnianilianuusludigauazanaiiy
Fomesotaniadaudidged1ada laglaniz
welulansadeiaieed dailnrsldauiueguns
WAy

Tuussniaiesinawesitlilugnannssy in3eadn
watgesvdnais usulavenlas (CO, Laser cutting
machine) ihumildluaBnsildsuanuiougsgadmsy
nsfniannodiues lnglaniz PMMA 44ia3 aadn
aesasusulaeanlen ddelausovdiAgnaie
Usenis Ao nsaawuulydued (non-contact),
ANEINNTOLUNITAAATIBAIETIET ADILLLUEIA
yundimBen wagnsrurunsiaanansnyheldvany
adaitelilanasnémudiseants [4, 5] uenaini A
g1IAALYRILANALYDS CO, (Usvana 10.64 lalasiuns)
feapnnaIuaUnNATUNITAANAUNGIUYDY PMMA
ﬁamaiﬁmaﬁmﬁﬂszﬁm%quﬂLLazmmLﬁama(ﬁialﬁa
Fantion [6, 71 MaAnwauisenounin wud K
Aydin kag L. Ugur [8] 1o @ nw1f 18 NS waveanias
lawesuazauslunsdeiidnadenunimuesnisein
Fan PMMA wadnduandliiiudinsiividaaives
wazauslunsdnaunsaUsuusauLLug1ves

yunuazgukuumsAald Tuvazfinnuniisesiesda
awnsamuauldlaenisusuanudalunisinuazig
LaLwes Varsi A waz Shaikh A [9] lavinn1s@nwLds
vnasazBsad A vafuyLBesuessosingeninenis
ARmBlalwes CO; vasianmasiunatadin laefiarsan
Jade 3 Yade leun mdaawes anuswin Suiuseu
n15619 ‘ﬁla'nmaﬁia;gmﬁsmmawasﬁfm%umu PMMA wu31
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HANIENUTBITALALLDS AISIHR Lazqalniase
aruninsvessesia lagld3sn1si ulanevauss
(Response Surface Methodology) hagn153LATIEH
ANUKYTUTIUNEDTA (ANOVA) nan1TiiAT1evideya
wansliifiudn AuninewessesinlasUNaNTENUDENS
wnNgalnia sudsruiidauasiduaigesdn
g aEJ'Nliﬁmmﬂmmwmaqwﬁﬁ’mﬁ?uaqﬁ’waw
WAwes WU Mduawes (laser power), A1sL57lu
n156 A (cutting speed), U1 16 A (Nozzle
dimension) w8 3x8EW 193813 19W AR AT US LIy
(Nozzle stand-off distance) € qus ag w1517 1n o3
annsndmanonunnuastuuly 19y 1unYesTes
fim (kerf width), m31u%e1UR 2 (surface roughness)
dudu (11 mawsdweigniaalinzan 919
danalmiintgymiane 1Wu sesdalaiuld sosdnll
asinane seedadedlyildann AiliiSou vielAnay
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Usz@nsnnnisngn
\ielfanansadinsgsinansenuvesmsfiaesng
Anleagensounquuaziuszuy mu%ﬁaﬁ'ﬁazéuﬂulﬂﬁ
MsANYINANTENUVBIMALAaILArAMTITUAITAR
HoAMAMYBINITHA PMMA saeie3aadaaisesviia
Asvaulaeanled Taeuin1599nuUUAITNAADILUY
winneleaiiugy (Full Factorial Design) ulgluns
TNLHUNITNAADILAZTLATIZANAA 28 ANOVA N5
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ponuuudnuaird Agmaulunisfnwinansenures
Hadeuuuifeanazuuuufausiug (interaction effects)
sEnIUIAUNate dauustunafeiiu lag
A10130AIUANULUTUTIY WagnaaeutudAynig
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2. TunaunsAiivaLITY
2.1 Yaquazia3asiiolunmaaaa

Tumsiteadsil Taamdniildde ndufiawmatian
(Polymethylmethacrylate: PMMA) Fadunediues
Funszifidnnulusda faruudusadenaluseaud
NFREGEL LLazmmsaé’w%sﬁugﬂlﬁiw Fan PMMA 7
4lanumn 5 fadwns wazthundalmdudunusun
20 x 20 fadwns wieldlunsnaass

nsindunusudunisiagldindesdaamesain
Aasusulaeanlam (CO, Laser Cutter machine) Tu
MATeiazldi “iedesiaawed CO” unu “iAdeq
Faawesuinnsvaulnsanlys” Tnawadosinawes
CO, 1HA0 U AKI1390 91nUTHM ACCTEK 4 iy
LAs peaLaLas T 19 wra and aauasaniae
anduaulaeanled suatawesanadsianunsali
NRUgLNgmedmiunITaeLarAELAE N1TTEN
299 PMMA laagneilusyansnim sneazvideamamaia
youAdasiLaLLes CO, Jufanan uandliluanssi 1
LazdnYazYDLAS 0fALaes CO, LLamlﬁugiJ‘ﬁ' 1
wdnn1seuYeLndsafmaees Co; lanauslily
mATeneunthi [14]

A15199 1 TarnunvanAsasinalwas CO,

Drive system 3phase Stepper motor
and driver

Cooling system Water-cooling

Description Parameter
Model AKJ-1390
Laser medium CO,
Working area 1300900 mm
Laser Power 100 w/130 w
Position accuracy 0.01 mm
Repetition accuracy 0.02 mm
Cutting speed 150 mm/s

Control system Ruida (USB interface)

JUN 1 insesniaes CO, ldluanuidy

2.2 NMITNAFIUAIAIUNYIUR
A5TRAIAEneUAa7098 uuluuiTed
dudunslagliiaiaaiio Tnaumeuiawuunnm fu
SJ-210 (Mitutoyo, Japan) Fadundesideildszuu
Wiauuualada (stylus-type) nensimesildlunis
Uszifiunadonn Rz 3eflenuindunasiuvesdiade
AYNUEIVDILDAFIGANISUAULTN WATAIIUANVBITON
ﬁnqmﬁﬁuﬁuLLiﬂmEﬂuﬂmmii’wﬁwﬁN (sampling
length) madlenalusnsgiu ISO 4287 wag JIS BO601
Aranarndudvdfimneanlunisuansdnumgaing
UVIUTLVOIHITER founsTat ueuagldSunisvi
m’masmmLLaz%“mwﬂﬁaq'iwﬁLmﬁaﬁ'ﬁ'uﬂuﬁaam
HaNSENUIINNITAUATITiau n153adudun1slagl
FriamdouilunvunuiuituRovesdunu dWetuiin
JUBUUTRR Az UszananaifuAInueuin Wil
m"wLmﬁﬂ,uﬂ'1s’i’mgﬂﬁmumiﬁmamquﬁuﬂqﬁga?{ﬁm
vastunu Tnsudarimurhnsinsiuau 2 sums sau
Ju 8 sunissaduany ileuiuanugndealazAm
Undedioveateyadiliainnsin wadleazimim
ANABLAUNENURY
2.3 MINATULNLTYS
msmaaumf»immﬁaﬂumuﬁﬁaﬁ ANlunsin
F0LARDIIATUI AT LI UULAILE (Profile Projector)
Edjﬁa Starrett iq'u 400 Series \JuUnszUIUNITATIVABU
ﬁwqwum%mmimmﬁamimammm%umummam
vuntheiifiainayuesiauiug lnensdunnasuuy
wiuaadsaunsauFusumialdlussuny XY waswin
uwidsiifinazdesinutunuriugnaudieuansnnas
vunthaosnaufiflanaldemiazidudnds guiRny
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sgshmavyunmiiangliudusidsuuminaseglu
wfenfureuiidesnsinvestiunu mﬂﬁ?ufi’mngu
fuansuuanaviofuaninafiviaveuaiosin dmsu
msﬂizLﬁummLﬁmmwaﬂgﬂmﬁmm AniunTin
suadfurestunaaey ielildteyarnuasudu
Laza11150td1lUAATIEANUYNABIVBINITHANYTD
nsudsgUBusmildognadussuy
2.4 sdaNldluauise

Wi elWarunsnTinssvinansEnuvoua ay
wsfiwesldedanbenidiu muideiidenldnng
ganLuUNIINAaeLuULnvaFaatAugy (Full
Factorial Design) & svd uinad A 928 TWaru150
UsziliunavesudasUadesiudelfdunussenindade
leegnepsutau Ineimuadadelunisvaassdiuiu 3
Hady uslazdaded 3 sedu dansedl 2 nMsveaed
Srnuriedu 27 yamsvaaes (3°) laglinisvaaeuuy
gu weiiuanuundefieuazannanszyuainay
wUsUsuT ldanunsanavauld @sdaeliaiunsn
ARTEdAIAMULUTUTIULA ST YR N AL D U
aznfiweslaegataiau

191970 2 Jadunarseaurealadelunisneass

szauvaelale
Uade Moonae g Wi
(-1) (O (D
Arudilunissimn 3 5 7 mm/sec
Madawes 50 70 90 %
Seeye Nozzle 12 14 16 mm

AUUsNBUANDY ANUVEIURD LuBeuade

M19199 3 HATDIAIAVIUNEIURIRBLATLNBE R

2.5 N1SUIUNANITNAADY
lelsitadunisnnaesivilirraumetuiiasiias
wazauisadilng 90 ssmitaauda tledusunanim
QNABIYBINITNAADY Funuludsiuau 10 %u%gnﬁm
WfioTnrAumneUia (8 funisraduau) uazsy
Bos (4 sumissedunu) andudahedilaum
ARALasAInNAaIAIAAEY MuualiAIAILAaIn
wasufiwensuldtosnin 10 Wesidus

3. HAN1INNADd
3.1 HavasAIAUVBIURIUALyIEBaLREY
mATeilldiEnseaniuunsmaassuunuNnne
\Foalfugy (Full Factorial Design) 1 oUsz L una
nsgnunan (Main Effects) uagnansznuainufauiug
(Interaction Effects) vassiauusaiunu 3 Jads leun
anualunsdn, Adsaiwes, uazszeyinaidia 7
AanafILUInIY 2 M AD ANAIUNETURILAE YLD
Y99 UNY FuuFIIY 27 Fu %Qﬂﬁmﬁwm%qﬁm
e CO; lnwiin1sUsuszauladenieg auainu
(Run) Tuusunsnasasiieaniuuly andufaiduny
AldluTaranuneuianasyuides i ofuamm
AaAreiauUTnNAT9EDs FemansiaAAumeIy
Aedsuazyuidouade wandunsed 3

Run anuFlunsin  Masagesgedn FTYLIN AameuRn  yuiBeuade
(mm/sec) (%) Nozzle (mm) wae (um) (8961)
1 5 90 14 1367 90.77
2 5 50 12 1.001 90.65
3 3 70 16 0.768 90.45
4 3 90 16 0.769 90.04
5 7 90 16 2.068 91.24
6 3 50 14 0.808 90.15
7 7 70 16 1.702 91.21
8 7 70 14 1.642 90.92
9 3 70 14 1.705 90.45
10 5 90 12 1.239 90.59
11 7 90 12 1611 90.77
12 5 70 16 1516 91.17
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Run AnuFIluNsin  Masalresgedn EFTIEV QR AameURn  yuiBeueds
(mm/sec) (%) Nozzle (mm) iy (um) (24¢n)
13 3 90 12 0.556 90.32
14 5 50 14 1459 90.79
15 7 90 14 1783 91.01
16 3 50 12 0.746 90.59
17 5 70 14 1.202 90.70
18 7 50 14 1385 91.13
19 5 50 16 1.544 90.90
20 3 90 14 0.736 90.45
21 7 50 12 1111 90.63
22 5 70 12 1.104 90.44
23 3 70 12 0.645 90.50
2 5 90 16 1291 91.09
25 7 70 12 1.447 90.79
26 3 50 16 0.832 90.14
21 7 50 16 1.854 91.57

3.2 HAN153AT1ZHAUULUSUTIU (ANOVA) d1%15U
ArAMuvEURREY

AI59T 4 WARINANITILATITY A1LRUTUIIY
(ANOVA) d15Uf1ANmE1UAILaA S WU FULUY
(Model) Tng 511 HasaAINuLANA19Y89AIAIINRYIU
Haeg i dedAyneadflazaiu1soasuieanm
wUsUsIuvRIAIAUREURLlAEe 90.74 WasiGus (R-
sq) o8 19lsfinudl e esuInansEnundn (Main
effect) vosuwaaztadey wuin anusilunisdnunas
srevriaidndwaliAAL e URLeE suAns1ay
agaflfeddy luraeimdsawesldinaneniu
LANE19Y09AIAUNE1UAaE vag T Ted fy
uammﬁymamw,ﬁﬁ’u WS (nteraction Effects)

szwieuuseuauiisanug (mnsiilunisdnig
awes, ANuslunsin® szeginaiafn, Mduawes*
5v8899en) lUTnanaAULANA1IBIAIANLKEIY
Riade (el P-value > 0.05) Fastd wansevumdn
vosunazdadvarursanarsuneniulalaelydl
Ufduiusiuegrsfiduddey dmsuanusilunisdadl
A F-value qaﬁqﬂuuwmﬁﬁwﬁﬂﬁwm GRIRGER
AanuslunsdniinadonuLAnA19DIAIANNMETY
Aedsuniiandoifsufuszezrnaiadauay A
lawe$ d19SUAn Rsqlad)) i 69.89 wWodldus wandly
Wi Tusailanansnesuismuuysusiuvesran
veruRalglusiuinoutied

A19199 4 HaNTIATIZIANLUTUTIY (ANOVA) YDIANAIURYIURILRAE

Source DF Adj SS Adj MS F-Value P-Value
Model 18 4.16527 0.23140 4.35 0.020
Linear 6 3.40528 0.56755 10.68 0.002
Anslunsdn (A) 2 2.78210 1.39105 26.16 0.000
mMasalees (B) 2 0.05708 0.02854 0.54 0.604
J2urInIsa (C) 2 0.56610 0.28305 5.32 0.034
2-Way Interactions 12 0.75999 0.06333 1.19 0.413
AN lunsin*idsaiwes (AB) 4 0.35294  0.08823 1.66 0.251
ANSIlunsin* ez ineidn (ACQ) a 0.25884 0.06471 1.22 0.375
MasaweT* sy iesifn (BC) 0.14822 0.03705 0.70 0.615
Error 0.42532 0.05316
Total 26 4.59059

5=0.230575

R-sq=90.74%

R-sq(adj)= 69.89
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INNANITILATIZWAIIUUUTUTIU (ANOVA) A3
A5197 4 ﬁix‘qiw AMUSIlUNTAALAYSE U M9TFR
damalviranureuRamdsunnasiunaraenadeiu
WNUATNNLSIATDINAN TN UL UUNIATFINUBIAIAIY
neUia (3U7 2) Tnsauisluniséna (A) fanuen
Yoaurans A ud U984 (2306 7 sedued Ay
0=0.05) 3nitga Usianmdalunsdndinaden
LANANNYBIAIAIIMENUR AR BN gL ais Uiy
Padudue dauszazvhaisn (O Juiluiinswidey
pruiududrdaduiu Susuindadeildmaliini
veruRaeBsaneeil lurasfiriduaes (8) uazna
MnUFEUTILS (AB, AC, BO) Sarmemiveuviansinidu
nidudredeetsdnnu Seduduindedomaniliina
HoAULANANITaIRANLETUR AL st d Ay
nsdanaiiaenadasiun P-value ﬁqth 0.05 faviu
Fap31eft 4 warguit 2 Tddideazuidululufians
Wt Taedliduin eudlumsiauazszeyiats
Fadutadendndidmalidarunervinadownns
Fuotafifod iy lurasimdvaesuaznasin
Uduiusseninedudsangy linansenusioniny
wANFNTBIEANIMENURIRAeEsiTd

Pareto Chart of the Standardized Effects
(response is Roughness, a = 0.05)

Term 2308

ctor  Name
Spesd

cwmn g

Power
Nozzle distance

0 1 2 3 4 5 6
Standardized Effect

FUN 2 UHUA NS IARARIHAN TENULUUNIATIIUYDN
AAINUNYTURD

3.3 HAN133LAT1ENAMULUTUTIU (ANOVA) dansu
yuBeuads

9119150979 5 WaN15T1ATIEAINLYTUTIY
(ANOVA) dwsunuidesads nuin gUuuy (Model)
TngsamiinasoauuanasesAnudeuadyogied
HodAgyn19adf waza1u150asuIenNURYIUTIUTDY
Angidodlads 93.61 Wedldud ileRansannansznu
wan (Main Effect) vausiaztlade wuin aamidalunis
Fauazszozvinaidadmalriiyandeadounandnaiu
Tuvauzfiidaaweslifnadeanuunnsve sy
Buaads uenainiuavndfduiusseninainys
AuAunudn Tifisaujduiusszninenmnusalunisen
uazsvsyineiada i dsnalieyudsands
uanseiy dauuduiusdun lifinasomnuunnsiis
yesAyuiBenasogiitudidny A1 F-value d1vy

a

anusilumsdadergeigaluussadadevionun Uad

q
' '

31 anuslumsdaiinanennuunnaiesAyudes
\dsuniian sesasunAeufduiussenineannuialy
NIAALALTTELYNINA LALTLELaviign A1uany
Fi1 Resqlad)) 71 79.22 Wesidus wansliiiiuilunail
ansnesuisAuLTUTIuesimaBsslilussauiia

M19199 5 HANTIATIENAULUTUTIU (ANOVA) vesudende

Source DF Adj SS Adj MS F-Value P-Value
Model 18 3.35878 0.18660 6.51 0.005
Linear 6 2.54984 0.42497 14.82 0.001
ANusluNSan (A) 2 2.18450 1.09225 38.09 0.000
mMasaiwes (B) 2 0.00747 0.00374 0.13 0.880
Syaziineian (C) 2 0.35787 0.17894 6.24 0.023
2-Way Interactions 12 0.80893 0.06741 2.35 0.116
ANULTIluNMIAR*fdaaes (AB) 4 0.09588  0.02397 0.84 0.539
AnuSlunsin*ssayvineiidin (AC) 4 0.67308 0.16827 5.87 0.017
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Source DF Adj SS Adj MS F-Value P-Value
MasaeT*szuE e (BC) 4 0.03997 0.00999 0.35 0.838
Error 8 0.22941 0.02868
Total 26 3.58819
$=0.169340 R-sq=93.61% R-sq(adj)= 79.22%

INNANITILATIENAIURUTUTIU (ANOVA) fi
An5adl 5 15zyan anandalunisda (A) uazszezing
Wdn (O) sadawannufduiusseninsannusaluns
Aarszazineingn (AC) dawalvidyuideadounnng
Auegnildsd 1Ay LaraanAa D N ULNUAINNILTIATD
NANTENURUUINATEIL (JUT 3) Tnsannansalunisdn
(A) SianuenvesuisnsvhAududeds (2306 fiszdu
oddey a=0.05) 1niian vsirtafeiinasoni
LANFUeIAILBsLadEINTign Seginaadn (C)
waznaInUfduiussznInslunsin* sz
wiade (AC) fuiansiifiannueriAudusisdaduiu
fuduindadersansildsmalfrsuiBeaadounndeiy
Tuvngimduaiwes (B) waznaainujduiusedun
(AB, BC) fimusnvesuniansndunindus s sesng
oy Feusuhtadomanilliinadonnuuandises
AgBeaads msdunniidenadesiua P-value fige
191 0.05 Tum1313 ANOVA sraifuiiamnsnsil 5 LLasgﬁﬁ
3 fdlideasuiidululufiamadendu aedlfiui
anuilunmsdnduiafendniidmaliryuseads
uaneNeUeg1itud ALY wenniigalinaanszeying
Wil (O) wazufduiusszninsanuialunisin®
spegnaiadn (AC) fidwaliryuiBeaadounnsiieiu

o a

a8 dyd AN EnRBNAIY

o

Pareto Chart of the Standardized Effects
(response is Kerf taper, a = 0.05)

Term 2306

ctor  Name
Speed

R

Power
Nozzle distance

0 1 2 3 4 5 6 7 8
Standardized Effect

JUN 3 WU AN S TALARINANTENURUUNINTIIUTDS
A lunsanlunisin Adualeshasszarnen
I LHETGER
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3.4 NANTSIATISHNANTENUNANEINSUAIATUNEIU
Auazyudealade

gﬂﬁ' 4(a) LAAINANTITILATIZUNIINNANTENUAGN
1S UATAITUNYIUN 2 (Main Effects Plot for
Roughness) Wu31 YasefiidnSnasg1admausan
Aune1uia Ao Ausalunisda Tned oufiuan
s lunisdnann 3 Jadunsaeiuid Wu 7
HadluasAaIu? ﬂ'wmwwm‘uﬂaLﬁu-ﬁuae}wﬁﬁaﬁﬁm
a1 0.84 18w 1.62 lalaswns deuansliidiuin e
Ium3ﬁmﬁqa%¥uﬁﬂﬁﬂmmwﬁamuamaq esnan
Tunmsduifasewinsduatawesfuiunuanas duwals
AnanuldiFsudouvuiiuia (15, 16) dusudade
AA4LALEDS WU ANANTENUADAINNRYIURINES
dnies TneArmuneuiawdsuwdasfisudndoy
Wemduawasiiud uain 50 Wostdud 1Ty 90
Woesidus wansdsdndnalussausilugaeafiviins
NAa09 dutaTuAUILEYINITIRA daNananINUReIU
Arluseaudiunans Tnadn AU ne AR 4T uny
sypzsinadaiunndy FaUadinszesineiidaiinade
ammeuiveglitudfywavenafisvesiivanly
N5ARAUMEIUVBIR LAY TTad dnwzvanduns W
47898UdUuI1 AuTUTeILsarUaTudas o Ul sEAU
nanszuseAIANneUia e nsalunsind
ANudugean sesaaAoszarviaiIdauarigafe
mdnawes ndoyatienanaidlddn nisniuay
arsslunisanvedes esdnsiinnuddyededie
Qmmwﬁwaﬁumu

gﬂﬁ' 4(b) WENINANTTILATIZTNANNNTINHANTENU
Jadendndmiuyandes (Main Effects Plot for kerf
Taper) ansaesuelein Jadsfidmansznuseay
Busegefiduddauniigaie anuisilunisea Tag
dennuglumsinfiutiuein 3 fadwaseedund Wy
7 fafunsreund AnadsvesyuiBeafistuain 90.34
29 LU 91.03 a9 wandliiiiuin anusalunisdn
fgstuiuu i liAnmaasuulasndssanniy
arailosannnsissnnusalunisiaveanssuIunsvh
TWiAnanuldasianevesnissa [17, 18] daunida
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et lvudamarousndoduszdui dnadoves
sudeaininddsuutandndes Tneduulifuiy
ndeslurasusnuazanandntosludands wansli
Wiudn fduawesenvlidninaneyudeslaiuinidn
Tudhsdl vieenafauduiusiliidudadunss T
Lé’uﬂiwwﬂ'a‘wﬁwLLuuLLamﬁammLU?ﬁ'auLLUaaﬁuaamgu
Boanded livndnlurasidsawesoyszning 50
Wesidud fs 90 Wedidud JsaenndestuanAduves
Kerchagias [3] 71 na1931 n154U4 suuUasnideves
wied lidmarodnunrvedsesdn AuszeLineisin
fransznulussiuuunansseyuidedaswuin s
Frez9vIIAnN 12 fadwes 10y 16 Hadiuns
shlvesnBeadiutu fsenafedesiunianszaisves
wdsnuvIefiamnsvesnisdaianiiudsuntadldiile
fundsiadaeglnannduaiu [19] doyaainnsaw
Fldtudn mamuauanuiilunisiavesnssuiums
Jutladeddniiasianuddyedadadedanis
muauALudedloglunasifnga

Main Effects Plot for Roughness
Fitted Means

Speed Power Nozzle distance

Mean of Roughness
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All displayed terms are in the mode.
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Main Effects Plot for Kerf taper
Fitted Means

Speed Power Nozzle distance

Mean of Kerf taper
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JUN 4 wansenuvestadevdnsie (a) A1AUMEIURNY
uay (b) yades

3.5 NANMTAATIHATILNZENYBIAIAAUVETY
AuazyuBealade

gﬂ‘ﬁl 5 Wan193LATI¥Y Response Optimization i
wansliifiufsnismendudsauauilimungauiige
wielilsiAn Composite Desirability q\‘iqm‘ﬁ 0.9692 ¢
wUseuRuiiansande anuisalunisia, Mduaes
LAY SLULUNIIAA %&ﬁmﬂ‘jﬁ]ﬁ;ﬁu (Cur) agvi‘ﬁ' 3, 90 way
16 auay Taefdaadaga (High) uazewn (Low)
AUl nIINAIUUULEAIAINFUWUS 521 19A7
Desirability ¥84un ag Response (W LD ualazAIN
neUR7) fuAfulsnunuusazd Tnodulsei
WJuuansawd1muny (Target = 90) mammﬁ‘mﬁ
90.0819 UAYANANNNTUA (Minimum) 71 0.6269 9a
AsuansAn Desirability fiaenndasiurisiuysauas
WiRZYA 91NN15AATIEANUIN AdkUsAuANTagUuy
191 Desirability dusuyaidaavinfiu 0.94787 uay
dmiumnuvenuiaviiiu 095312 Juderunsandu
\0u Composite Desirability leirngaiia 0.9505 Uet
Adulsmuautgtuilifugneiansauiignneld
Joulvdidvun vililddnudsuazanumeuiag
TndiAssuanthmneidaliinniia

Optimal

BETE G 3 90 16

Low 3 5 12
3 . s, L
. .
Composite
Desirability
D:0.9505 .
.
.
Kerftap .
Targ: 900
¥ =90.0819
d = 0.94787 . . *
- —————— ® - s
L ]
Roughnes
Minimum *
y = 0.6269
d=095312 . . .
7 S Y- ——————— .

UM 5 LAAINANINAAUMANTIMINEAUYBIAIAIY
I MEEA IGEN G

3.6 JUIUNANITNAADY
mamﬂmimaaummﬁmmzam?m%“umiﬁmfaﬂ
PMMA fivinlvianaramenuiimaauazaudeutilng
90 paruNTign (3Uf 5) Ae M3daildnaialuns
fin 3 Nasuwasrelund Mduawes 90 Wesidud uag
Sreyvi1aiafn 16 dadLung ﬁﬂmmaﬁﬁy%gﬂﬁﬂﬂ
USusauy 1adesatames CO, wagvinsiadualval
§nafidIuau 10 3 warddunnsTnAIANENURY
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waryuldear ndumaiad guavaiud oy
UINTZIU NANITIAAIAUNETURILAL B ERRET
WEAIRINTTIT 6

A13197 6 NANITINANANUNYTURINALIUDEURRET

Fusuiiegg
Average S.D.
1 2 3 4 5 6 7 8 9
AMUNYU
. 0.652 0.736 0916 0.625 0.672 0.437 0.723 0.811 0.452 0.584 0.661 0.148
QNLSEN 90.23 89.76 90.31 9057 8955 90.12 90.73 90.12 89.66 90.22 90.127 0.378

9NA1917 6 HanTIneiemAANLIMETUR LAY
uafoaied suazdrud savuuinsguvesd usu
Fr0819 wansliiiudn Aanumeuiivesd uau
fregeia 10 Fu fanadewiniu 0.661 Tulasiuns du
Jo0uunTg YNy 0.148 Fauandsaindiaay
e uRailsnAfLUsMUANTiINzaY (0.6269) oY
0.0341 lalasiuns Anifusesay 5.44 Feogluinmaii
peusuld uazsmBosestunuiegns Senadewiiu
90.127 drufssuunnsgiuiifu 0.378 eunneng
nuad et ldanaduusaua i Iz ay
(90.0819) 8¢ 0.045 lulasiuns Anidusesas 0.05 3
oglunaifigonsuls

4. d@yUnan1Ivaasg

nATeillddnuimanssnuvesiiadefidmanseny
AaUszdnsnmnisinvesian PMMA Ingldiawes CO,
Hadueuauiiinnfinnsanseneude 3 dade Téun
audlumsdn Mdnaweiuasszerineiadn fdiwa
faf1ANreIURkazyad e tagldn1seeniuukuy
winnafeaiugUuldlunisiaszidoya nanis
yaaownsnagUlaed

1. HaN133ATIEYAINLUTUTIU (ANOVA) d sy
ANUMIURIMAEYULB Y WUdn Jadeduausadia
LAE I UEUTFARINAAOAURANAIAYDIAIAIIUNE Y
RladsuaryBesodisiitoddn Tuvazfidduaiwes
wazUfduiusszrisiulsnuauiisany Taifavswa
oeslipdAy

2. \flofansannIwBvinandnuesaIumne1Ui
LAZHULBEY NUIT HANITIATILARAAG DN UNANTT
11A518%A10LUTUTIU (ANOVA) nanfe dadeddl
NTNARY1TALIUABAIAUNEIURILALLULBEY FD
arundalunsdn anadrlunisdndiged wihliannu
peruinaleyBsafiunnnty

3. miimnzaudmsunisie PMMA fivilianaang
venuiasanuazspideadilng 90 eamiigade n13dn
fiausada 3 fadwnsaedund fdwaiges 90
Wasidus wayszeryineiien 16 Jadiuns

4. n1svadoULi of uduna WU ANRIUREIURY
nazyuBeseglunasifisensuld Aofimunainiadey
laliu 10 Wesidud

5. daiauauuy

1. lumsfiansandudseuny enaiidadedus 1
\Retesiunsrurumsiniaiwesinfionsanfisd 1wy
ANuRuing wllavesinediudn vuing Nozzle S1uiu
adsnsdtn (Dudu Fsenadswanssnusenmninnisdn
uudan PMMA

2. arsfin1siansandauUsnevaussi ddyee
Qmmw%umu?}uq Wi 1wy Snsnsindntag, HAZ
WioAUYNADIUBUIANEINISHR 1udu

6. AAANIIUUITTAA

YOUDUANAIYTIYIAINTTUGAA MM TIazladannd
Tnsen1sdadsnmzdanssuaanswazinalulad
winedesAndundl flimnueyaszsiliiaiesin
AU TUNT VBYBUAMEIVIIVIIAINTTURRFINNNT
AurAmnsumans umingrdeveunnu Mliainy
suLaTzildiadosTnrunadusuuuuiane (Profile
projector) WagYBVBUAMAIUITVITIAINTTUAITNEN
Snludh pnzwaluladanavngsy UANeaes1vaY)
wuaTuns AlvianueuaTgiaiedle anuil wavds
S1UBANUEEAINAN TR UTLIUATY Junuisel
dsaqanslusef
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7. Soiauauuziuia

Jatausiuglun1siaddeselulueuian iy
uelildinTereUszamifisuiieviusdnvasses
FARULAY 19U YRS 098 RLRA uATALENYDIlYY
HAZ uena1nil FawuzildAnwidesnnnunuives
PMMA tiisfissnde
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