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A Study on the Optimization for the Blasting Process of
Glass by Taguchi Method
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The powder blasting process has become an important machining technique for the cost effective fabrication of micro
devices. This process is similar to sand blasting, and effectively removes hard and brittle materials. A large number of in-
vestigations on the abrasive jet machining with such output parameters as material removal rate, penetration and surface
roughness have been carried out and reported by various authors. To achieve higher surface roughness, to increase material
removal rate and to identify the influence of blasting parameters on the output parameters, we use the taguchi method
which is one of the design methods of experiments. We can select process parameters to optimize the blasting process of
glass. Experimental results indicate that the taguchi method is useful as a robust design methodology for the powder blast-
ing process.
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