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ABSTRACT

In the present work, experimental study and statistical analysis have been
conducted on EN-24 tool steel using CNC turning lathe machine to optimize the
effect of turning parameters i.e. cutting speed. Feed and depth of cut on surface
roughness (Ra), MRR and maximum cutting Temperature generated at work-piece
tool interface(Tmax).In this work Response Surface Methodology have been applied
to determine the optimum machining parameters leading  to minimum surface
roughness, maximum MRR and minimum machining temperature in turning process.
The design of experiments have been done by considering three controllable input
machining variables namely cutting speed, feed and depth of cut and the response
such as material removal rate (MRR), Surface roughness (Ra) and maximum

temperature (Tmax)  of cutting work-piece surface have been optimized.
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