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Roundness Error Analysis of Gun Drilling Deep Hole Machining Based on

Taguchi Method and RSM
Shen Hao,Li Yaoming,Ren Lijuan,Zhang Huang, Liao Kewei

Abstract: In order to study the influence of processing parameters on roundness in deep hole drilling,and to optimize
the parameters of processing parameters,a parameter research method based on Taguchi method is proposed. The analysis of
rotation speed ,feed speed and processing depth are carried out. Through the comparative and analysis of the roundness, the
best condition is determined. The influence degree of every factors on the roundness is determined by the range of signal-to-

noise ratio and the optimal range of the parameter is defined by RSM. The purpose of improving the roundness is achieved
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and a new kind of method of optimizing the cutting parameters and analyzing the control factors is provided.
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