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Table 1. Taguchi matrix experimental setup for Metco 16C.

Experiment Taguchi Powder feed rate | Travel speed | Main arc current | Oscillation speed
number levels (rpm) (cm/min) (A) (cm/min)
1 I-1-1-1 8 7 120 30
2 1-2-2-2 8 10 150 50
3 1-3-3-3 8 13 180 70
4 2-1-2-3 12 7 150 70
5 2-2-3-1 12 10 180 30
6 2-3-1-2 12 13 120 50
7 3-1-3-2 16 7 180 50
8 3-2-1-3 16 10 120 70
9 3-3-2-1 16 13 150 30
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Table 2. Taguchi matrix experimental setup for Stellite 6.

Experiment Taguchi Powder feed rate | Travel speed | Main arc current | Oscillation speed
number levels (rpm) (cm/min) (A) (cm/min)
1 1-1-1-1 9 4 160 60
2 1-2-2-2 9 7 180 80
3 1-3-3-3 9 10 200 100
4 2-1-2-3 13 4 180 100
5 2-2-3-1 13 7 200 60
6 2-3-1-2 13 . 10 160 80
7 3-1-3-2 17 4 200 80
8 3-2-1-3 17 7 160 100
9 3-3-2-1 17 10 180 60
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