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Fig. 1 Ultra Precision Freeform Generator
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Table 1 Experimental Condition

. Zinc sulfide
Material .
Multi spectral
Cutting speed (m/min) 121, 141, 188
Feed rate (mm/min) 3,5, 10
Depth of cut (xm) 1, 3,5
Tool rake angle -10°, -15°, -25°
Nose radius (mm) 1.0
Cutting fluid Mist

Fig. 2 Workpiece of cutting sample (ZnS-MS)
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Main Effect Plot (data means) for Roughness{um)
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Fig. 3 Main effects plot for surface roughness
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Surface Data
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Fig. 4 Measurement of ZnS-MS Surface roughness by
NT 2000
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