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Abstract: The point of research is improvement of biocomposite 

materials dependent on biopolymers and characteristic filaments 

has been made through creation of Natural fiber powdered 

material (Abaca, Mudar and Hemp strengthened polymer 

composite material by utilizing bio epoxy tar. The present work 

centers around the forecast of push power and torque of the 

normal fiber fortified polymer composite materials and the 

qualities, contrasted and the Artificial Neural Network. 
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I. INTRODUCTION 

  As of late, the characteristic filaments have pulled in 

generous significance as potential basic material. The 

appealing in addition to purpose of normal fiber is regarding 

modern use which has made its accessibility all the more 

requesting [1]. Keeping this in view the present work has been 

embraced to build up a polymer network composite (epoxy 

tar) utilizing regular strands as fortification and to ponder its 

mechanical properties and execution [2]. India is a nation 

which to a great extent relies upon farming. Homestead items 

comprise the different joints and bones of the foundation of 

the nation's economy out of which regular fiber has been a 

waste item which remains to a great extent undiscovered [3]. 

As of late the regular fiber epoxy composites has pulled in 

generous significance as a potential basic material [4]. The 

alluring highlights of regular strands like jute, sisal, coir and 

banana have been their minimal effort, light loads, high 

explicit modulus, recharge capacity and biodegradability [5]. 

Fiber fortified composites are being utilized broadly today, 

owing their utilization to better mechanical properties like 

high quality than weight proportion, high solidness to weight 

proportion and plan adaptability [6-7]. Expanded utilization 

of composites has implied there is interest for joining of a 

portion of the parts together [8]. Cement holding is the 

strategy utilized frequently for joining most composites, yet it 

has its detriments. Glue holding requires surface readiness of 

the materials before they can be joined [9]. Warmth and 

weight might be required for relieving purposes during 
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cement holding. Glues are synthetic compounds used to 

consolidate composites [10-11]. Contingent upon the glue 

picked, the fix time of composites may be low or high [12]. 

Because of the synthetics utilized, security and wellbeing may 

be in danger. Reinforced joints are hard to assess for 

deficiencies or as a rule [13-14].  

II. MATERIALS AND METHODS 

The example utilized in this examination is a round and 

hollow bar of 60×40 mm made of regular fiber fortified 

composite material. The composite is made of common 

filaments.  

The materials utilized in this undertaking are:  

• Abaca and Hemp (half and half) molecule fiber 

strengthened composite  

• Mudar and Abaca (half and half) molecule fiber 

strengthened composite  

• Mudar and Hemp (half and half) molecule fiber 

strengthened composite. 

A. Preparation of Composite Cylindrical Rod 

A form of sixty metric straight unit length and forty metric 

direct unit distance across was made misuse GI sheet shape. 

partner OHP Sheet was taken and a purifying operator was 

connected over it and fitted with the inward part of the form 

and permitted to dry [15]. A glass measuring utencil and a 

glass pole or a stirrer were taken and clean well with running 

water and a short time later with warmth water. At that point, 

determined measure of bio manufactured pitch and hardner 

was superimposed and in this way the blend was mixed for 

almost 10-15 min. Mixing was done to shape an unvaried 

blend of natural compound and quickening agent particles. a 

while later, determined measure of filaments was 

superimposed and in this way the blending strategy was 

proceeding [16]. At that point, the blend was filled the shape 

and smashed tenderly for uniform settlement. The form was 

permitted to cement for almost 24 h [17].  

 

 

 

 

 

 

B. Machining of Composite Specimens 

In the wake of acquiring 

the composite tube shaped 

pole with required 
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measurements, the machining (boring procedure) of 

composite examples is appropriated abuse MAXMILL CNC 

machining focus misuse High Speed Steel (HSS) bit bits. The 

boring technique was circulated misuse HSS bend drills with 

consistent unadulterated arithmetic.  The level of the 

machining parameters used in this examination zone unit 

given as Table 1. Drill device estimating instrument was wont 

to live pushed power and torsion severally all through the 

penetrating procedures [18]. the consequences of machining 

parameters on push power, torsion and delamination of 

composite materials were comprehended by sizable sum (27) 

of machining tests [19].  

 

Table 1. Assignment of the levels to the factors 

Drill         size, d Velocity, N Feed rate, f  

Level       (mm)   (m/min)   (mm/rev) 

1         3      600      0.1 

2         4      900      0.2 

3         5     1200      0.3 

C. Factorial Design 

 

A 3
3
 full factorial structure with an aggregate of 27 

exploratory runs were done. The push power and torque were 

the reaction factors recorded for each run. The impact of the 

machining parameters is another significant angle to be 

considered. It very well may be seen that the slicing speeds 

from 20 to 60 m/min are typically utilized, while feed rate 

esteems lower than 0.3 mm/rev are visit. Cutting rate is 

definitely not a restricting component when boring polymeric 

composites, especially with hard metals and in this way, the 

utilization of cutting velocities underneath 60 m/min might be 

clarified by the most extreme rotational speed of customary 

machining devices, since drill distances across over 10 mm 

are infrequently detailed [20]. Another explanation behind 

continuing cutting rates underneath 60 m/min may live in the 

way that higher slicing rate esteems lead to higher cutting 

temperature, which thusly may cause the conditioning of the 

framework [21-22]. The utilization of feed rates beneath 0.3 

mm/rev might be related with the delamination harm caused 

when this parameter is expanded. 

D. Experimental Setup 

Various boring examinations were completed on a CNC 

machining focus (Maxmill) utilizing HSS contort drills for the 

machining of NFRP composites. A two-part drill apparatus 

dynamometer was utilized to record the push power and 

torque. Traditional fast steel bend drills were utilized as much 

as established tungsten carbide drills. Device geometry is a 

significant angle to be considered in penetrating of 

fiber-fortified plastics, especially when the nature of the 

machined gap is basic. 

III. DISCUSSION 

In this examination work ANN has been utilized as a device 

to anticipate the test results. In ANN, feed forward back 

propogation was utilized to anticipate the qualities. The 

information parameters are speed, feed and instrument 

distance across. By methods for utilizing these parameters the 

yield parameters, for example, push power and torque has 

been anticipated. The system has been prepared by differing 

the neurons and the layers. Two-third of the exploratory 

qualities are utilized for 33% of the qualities are anticipated 

dependent on the preparation and both the outcomes from trial 

and Artificial Neural Network are great in understanding as 

appeared Table. 2-7. Factual qualities and of mixture of 

Abaca and Hemp, half and half of Abaca and Mudar and cross 

breed of Hemp and Mudar are appeared Table 8-10 and 

Scatter Index of above said crossover materials appeared 

from this correlation of exploratory and ANN results cross 

breed of Abaca and Mudar machining properties is superior to 

other two mixture materials. 

 

Table 2.                           Trained values of hybrid of Abaca and Hemp thrust force and torque using ANN 
  

Sl. 
No. 

Drill diameter 
(mm) 

Speed 
(rpm) 

Feed 
(mm/rev) 

Thrust (EXP) 
(N) 

Torque (EXP) 
(N-m) 

(ANN) 
Thrust 
(N) 

(ANN) 
Torque 
(N-m) 

1 3 300 0.1 3 0.93 3.008 0.932 
3 3 900 0.1 4.48 0.98 4.488 0.980 
5 3 600 0.2 6.27 1.77 6.270 1.776 
7 3 300 0.3 6.45 2.45 6.450 2.452 
8 3 600 0.3 8.31 2.54 8.310 2.545 
10 4 300 0.1 5.04 1.2 5.040 1.199 
11 4 600 0.1 6.5 1.24 6.488 1.240 
13 4 300 0.2 8.18 2.21 8.170 2.190 
14 4 600 0.2 10.55 2.28 10.542 2.277 
15 4 900 0.2 12.23 2.32 12.230 2.322 
17 4 600 0.3 13.99 3.26 13.980 3.260 
18 4 900 0.3 16.23 3.32 16.230 3.322 
20 5 600 0.1 9.74 1.5 9.722 1.522 
21 5 900 0.1 11.3 1.53 11.322 1.520 
22 5 300 0.2 12.25 2.68 12.442 2.677 
24 5 900 0.2 18.32 2.82 18.322 2.810 
25 5 300 0.3 16.25 3.83 16.252 3.832 

27 5 900 0.3 24.31 4.04 24.322 4.041 

 

 

Table 3.                           Predicted values of hybrid of Abaca and Hemp thrust force and torque 

using ANN 
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Sl. 
No. 

Drill diameter Speed 
(rpm) 

Feed 
(mm/rev) 

Thrust 
(EXP) 

Torque (EXP) (ANN) 
Thrust 

(ANN) 
Torque 

% of Error in 
Thrust 

% of Error in 
Torque 

 (mm)   (N) (N-m) (N) (N-m)   

2 3 600 0.1 3.86 0.96 3.82 0.96 1.04 0.00 
4 3 300 0.2 4.86 1.72 4.86 1.72 0.00 0.00 
6 3 900 0.2 7.27 1.81 7.27 1.81 0.00 0.00 
9 3 900 0.3 9.65 2.59 9.65 2.59 0.00 0.00 
12 4 900 0.1 7.54 1.26 7.54 1.27 0.00 0.79 
16 4 300 0.3 10.85 3.15 10.84 3.14 0.09 0.32 
19 5 300 0.1 7.55 1.46 7.54 1.46 0.13 0.00 
23 5 600 0.2 15.79 2.77 15.78 2.77 0.06 0.00 

26 5 600 0.3 20.95 3.96 20.95 3.96 0.00 0.00 

 

Table 4.                           Trained values of hybrid of Abaca and Mudar thrust force and torque using ANN 
 

Sl. 
No. 

Drill diameter 
(mm) 

Speed 
(rpm) 

Feed 
(mm/rev) 

Thrust (EXP) 
(N) 

Torque (EXP) 
(N-m) 

(ANN) 
Thrust 
(N) 

(ANN) 
Torque 
(N-m) 

1 3 300 0.1 6.93 0.85 6.868 0.844 
3 3 900 0.1 10.98 0.8 10.990 0.799 
5 3 600 0.2 24.05 1.5 24.052 1.522 
7 3 300 0.3 31.43 2.22 31.442 2.220 
8 3 600 0.3 42.02 2.14 42.001 2.140 
10 4 300 0.1 8.38 1.1 8.421 1.100 
11 4 600 0.1 11.2 1.06 11.214 1.062 
13 4 300 0.2 21.75 2.02 21.744 2.022 
14 4 600 0.2 29.07 1.95 29.061 1.966 
15 4 900 0.2 34.45 1.91 34.442 1.910 
17 4 600 0.3 50.8 2.77 50.773 2.770 
18 4 900 0.3 60.2 2.72 60.114 2.720 
20 5 600 0.1 12.98 1.3 12.972 1.292 
21 5 900 0.1 15.38 1.28 15.377 1.277 
22 5 300 0.2 25.2 2.47 25.220 2.460 
24 5 900 0.2 39.92 2.33 39.912 2.332 
25 5 300 0.3 44.02 3.52 44.022 3.511 

27 5 900 0.3 69.74 3.32 69.722 3.322 

Table 5.                           Predicted values of hybrid of Abaca and Mudar thrust force and torque using ANN 
 

Sl. 
No. 

Drill diameter Speed 
(rpm) 

Feed 
(mm/rev) 

Thrust 
(EXP) 

Torque (EXP) (ANN) 
Thrust 

(ANN) 
Torque 

% of Error in 
Thrust 

% of Error in 
Torque 

 (mm)   (N) (N-m) (N) (N-m)   

2 3 600 0.1 9.27 0.82 9.34 0.82 0.76 0.00 
4 3 300 0.2 17.99 1.56 17.88 1.55 0.61 0.64 
6 3 900 0.2 28.5 1.47 28.42 1.47 0.28 0.00 
9 3 900 0.3 49.79 2.09 49.7 2.08 0.18 0.48 
12 4 900 0.1 13.27 1.04 13.27 1.044 0.00 0.38 
16 4 300 0.3 38 2.87 38 2.87 0.00 0.00 
19 5 300 0.1 9.71 1.35 9.72 1.35 0.10 0.00 
23 5 600 0.2 33.68 2.38 33.67 2.37 0.03 0.42 

26 5 600 0.3 58.85 3.39 58.85 3.39 0.00 0.00 

 

Table 6.                           Trained values of hybrid of Hemp and Mudar thrust force and torque using ANN 
 

Sl. 
No. 

Drill diameter 
(mm) 

Speed 
(rpm) 

Feed 
(mm/rev) 

Thrust (EXP) 
(N) 

Torque (EXP) 
(N-m) 

(ANN) 
Thrust 
(N) 

(ANN) 
Torque 
(N-m) 

1 3 300 0.1 6.93 0.85 6.922 0.851 
3 3 900 0.1 10.98 0.8 10.966 0.810 
5 3 600 0.2 24.05 1.5 24.011 1.499 
7 3 300 0.3 31.43 2.22 31.432 2.220 
8 3 600 0.3 42.02 2.14 42.021 2.140 
10 4 300 0.1 8.38 1.1 8.382 1.122 
11 4 600 0.1 11.2 1.06 11.200 1.066 
13 4 300 0.2 21.75 2.02 21.744 2.022 
14 4 600 0.2 29.07 1.95 29.070 1.954 
15 4 900 0.2 34.45 1.91 34.442 1.910 
17 4 600 0.3 50.8 2.77 50.778 2.770 
18 4 900 0.3 60.2 2.72 60.110 2.722 
20 5 600 0.1 12.98 1.3 12.99 1.322 
21 5 900 0.1 15.38 1.28 15.380 1.288 
22 5 300 0.2 25.2 2.47 25.200 2.470 
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24 5 900 0.2 39.92 2.33 39.900 2.332 
25 5 300 0.3 44.02 3.52 44.011 3.522 

27 5 900 0.3 69.74 3.32 69.744 3.322 

Table 7.                           Predicted values of hybrid of Hemp and Mudar thrust force and torque using ANN 
 

Sl. 
No. 

Drill diameter Speed 
(rpm) 

Feed 
(mm/rev) 

Thrust 
(EXP) 

Torque (EXP) (ANN) 
Thrust 

(ANN) 
Torque 

% of Error in 
Thrust 

% of Error in 
Torque 

 (mm)   (N) (N-m) (N) (N-m)   

2 3 600 0.1 9.27 0.82 9.26 0.82 0.11 0.00 
4 3 300 0.2 17.99 1.56 17.82 1.57 0.94 0.64 
6 3 900 0.2 28.5 1.47 27.37 1.46 3.96 0.68 
9 3 900 0.3 49.79 2.09 49.79 2.09 0.00 0.00 
12 4 900 0.1 13.27 1.04 13.27 1.04 0.00 0.00 
16 4 300 0.3 38 2.87 38 2.87 0.00 0.00 
19 5 300 0.1 9.71 1.35 9.69 1.35 0.21 0.00 
23 5 600 0.2 33.68 2.38 33.67 2.38 0.03 0.00 

26 5 600 0.3 58.85 3.39 58.85 3.39 0.00 0.00 

 

Conclusion 

When all is said in done, the push and torque parameters 

will for the most part rely upon the assembling conditions 

utilized, for example, feed, cutting pace, apparatus 

geometry, machine instrument and cutting device unbending 

nature. A bigger push power happens for bigger width drills 

and higher feed rates. As it were, feed rate and drill distance 

across are perceived as the most noteworthy elements 

influencing the push power. Destroyed drill might be one of 

the significant explanations behind the intense increment in 

the push power just as for the presence of bigger push 

powers when utilizing multifacet drill than those when 

utilizing turn drill at high cutting velocity. In any case, we 

found that the expansion in torque was a lot littler than that 

in push power, with the expanding cutting rate. The normal 

torque showing up when utilizing a multifacet drill was 

bigger than that utilizing the wind drill at low penetrating 

velocity and the normal torque when utilizing a multifacet 

drill was littler than that when utilizing turn drill at high 

boring pace.  

REFERENCES 

1. R.Prasannasrinivas and  Chandramohan.D., “Analysis of Natural Fiber 

Reinforced Composite Material for the Helmet Outer shell”, 

International Journal of current Research, Vol.4,No.3,137-141,2012. 

2. Chandramohan, D and John Presin Kumar A. Fibre reinforced 

composites: A promising material for artificial limp. Data-Enabled 

Discovery and Applications.  1-9. 2017. DOI: 

https://doi.org/10.1007/s41688-017-0010-1 

3. Chandramohan, D., Rajesh, S,Study of machining parameters on 

natural fiber particle reinforced polymer composite material, Academic 

Journal of Manufacturing Engineering12(3),72-77,2014. 

4. Chandramohan, D., Bharanichandar, J., Karthikeyan, P., Vijayan, R., 

Murali, B. ,Progress of biomaterials in the field of orthopaedics, 

American Journal of Applied Sciences, 11 (4),623-630,2014. 

5. Chandramohan, D.and Marimuthu, K., Natural fibre particle 

reinforced composite material for bone implant, European Journal of 

Scientific Research, Vol.54, No.3,384-406,2011. 

6. Chandramohan, D., Marimuthu, K. Applications of natural fiber 

composites for replacement of orthopaedic alloys, Proceedings of the 

International Conference on Nanoscience, Engineering and 

Technology, 6167942, pp. 137-145,2011. 

7. Chandramohan, D., Bharanichandar, J, Impact test on natural fiber 

reinforced polymer composite materials, Carbon - Science and 

Technology,5(3), pp. 314-320,2013. 

8. Chandramohan, D., Murali, B., Machining of composites - A review, 

Academic Journal of Manufacturing Engineering,12(3), 67-71,2014. 

9. Sathish, T and Chandramohan, D, Teaching methods and 

methodologies used in laboratories, International Journal of Recent 

Technology and Engineering Volume 7, Issue 6, March 2019, Pages 

291-293. 

10. Chandramohan.D., and A.Senthilathiban. Effects of chemical treatment 

on jute fiber reinforced composites, International Journal of Applied 

Chemistry, 10 (1),153-162,2014. 

11. Murali, B., Chandra Mohan, D., Nagoor Vali, S.K., 

Muthukumarasamy, S., Mohan, A. Mechanical behavior of chemically 

treated jute/polymer composites, Carbon - Science and 

Technology,6(1), pp. 330-335. 

12. Chandramohan, D., Rajesh, S., Increasing combusting resistance for 

Hybrid composites, International Journal of Applied Engineering 

Research,9(20), 6979-6985,2014. 

13. Pandyaraj, V., Ravi Kumar, L., Chandramohan, D. Experimental 

investigation of mechanical properties of GFRP reinforced with coir 

and flax, International Journal of Mechanical Engineering and 

Technology,9, pp. 1034-1042,2018. 

14. Murali, B., Chandra Mohan, D. Chemical treatment on hemp/polymer 

composites, Journal of Chemical and Pharmaceutical Research,6(9), 

pp. 419-423. 

15. B.Murali and Chandramohan.D., “Fabrication of Industrial Safety 

Helmet by using Hybrid Composite Materials”, Journal of Middle East 

Applied Science and Technology, 15,584-587,2014. 

16. Chandramohan, D, et.al., “Applications of CT/CAD/RPT in the 

Futurestic Development of Orthopaedics and Fabrication of Plate and 

Screw Material from Natural Fibre Particle Reinforced Composites for 

Humerus Bone Fixation – A Future Drift”, Malaysian Journal of 

Educational Technology, Vol.10,No.12,73-81,2010. 

17. D Chandramohan, K Marimuthu, Bio composite materials based on 

bio polymers and natural fibers-contribution as bone implants, 

International Journal Of Advanced Medical Sciences And Applied 

Research, Vol No. 1, Issue No. 1, 009 – 012,2011. 

18. Chandramohan.D., “Analysis On Natural Fiber Bone Plates”, 

European Journal of Experimental Biology, 4(2):323-332,2014. 

19. Sathish, T., Chandramohan, D. Experimental study and model 

development for on-line drill wear monitoring system using lab view, 

International Journal of Recent Technology and Engineering,7(6), 

281-286,2019. 

20. Chandramohan, D et al. Mechanical, Moisture Absorption, and 

Abrasion Resistance Properties of Bamboo–Jute–Glass Fiber 

Composites.  Journal of Bio- and Tribo-Corrosion (2019) 5:66.DOI: 

https://doi.org/10.1007/s40735-019-0259-z 

21. Chandramohan, D. and Marimuthu, K., “Contribution of Biomaterials 

to Orthopaedics as Bone Implants – A Review”, International Journal 

of Materials Science, Vol.5, No.3,445-463,2010.  

22. K Gurusami, K et.al.,(2019): A Comparative Study on Surface 

Strengthening Characterization and Residual Stresses of Dental Alloys 

using Laser Shock Peening, International Journal of Ambient Energy, 

DOI: 10.1080/01430750.2019.1614987. 

23. Sathish, T., and Karthick, S. “HAIWF-based fault detection and 

classification for industrial machine condition monitoring”, Progress 

in Industrial Ecology, vol. 12, no. 1-2, pp. 46-58, 2018 

24. T. Sathish, and J. Jayaprakash, “Meta-Heuristic Approach to Solve 

Multi Period Disassembly-To-Order Problem of End-Of-Life Products 

using Adaptive Genetic Algorithm”, International Journal of 

Mechanical & Mechatronics Engineering IJMME-IJENS, Vol. 15, No. 

3, pp. 59-67, 2015.  

25. T. Sathish, “Experimental investigation on degradation of heat transfer 

properties of a black chromium-coated aluminium surface solar 

collector tube”, International Journal of Ambient Energy, Taylor and 

Francis Publishers, Vol. 39, doi: 

https://www.scopus.com/authid/detail.uri?origin=AuthorProfile&authorId=37110693300&zone=
https://www.scopus.com/record/display.uri?eid=2-s2.0-84930355107&origin=resultslist&sort=plf-f&src=s&sid=0135e0a15171659e19126ddb810593f1&sot=autdocs&sdt=autdocs&sl=18&s=AU-ID%2837110693300%29&relpos=11&citeCnt=2&searchTerm=
https://www.scopus.com/sourceid/19900192427?origin=resultslist
https://www.scopus.com/sourceid/19900192427?origin=resultslist
https://www.scopus.com/authid/detail.uri?origin=AuthorProfile&authorId=37110693300&zone=
https://www.scopus.com/record/display.uri?eid=2-s2.0-84939154659&origin=resultslist&sort=plf-f&src=s&sid=0135e0a15171659e19126ddb810593f1&sot=autdocs&sdt=autdocs&sl=18&s=AU-ID%2837110693300%29&relpos=10&citeCnt=2&searchTerm=
https://www.scopus.com/record/display.uri?eid=2-s2.0-84939154659&origin=resultslist&sort=plf-f&src=s&sid=0135e0a15171659e19126ddb810593f1&sot=autdocs&sdt=autdocs&sl=18&s=AU-ID%2837110693300%29&relpos=10&citeCnt=2&searchTerm=
https://www.scopus.com/sourceid/21100217234?origin=resultslist
https://www.scopus.com/sourceid/21100217234?origin=resultslist


International Journal of Innovative Technology and Exploring Engineering (IJITEE) 

ISSN: 2278-3075, Volume-8 Issue-9, July, 2019 

3354 

Published By: 

Blue Eyes Intelligence Engineering 

& Sciences Publication  

Retrieval Number: I8957078919 /19©BEIESP 

DOI:10.35940/ijitee.I8957.078919 

 

 

https://doi.org/10.1080/01430750.2018.1492456.  

26. T. Sathish, “Heat Transfer Analysis of Nano-Fluid Flow in a 

converging Nozzle with different aspect Ratios”, Journal of New 

Materials for Electrochemical Systems, Vol. 20, pp. 161-167, 2017.  

27. Sathish, T. “Performance measurement on extracted bio-diesel from 

waste plastic”, Journal of Applied Fluid Mechanics, vol. 10, pp. 41-50, 

2017. 

28. Sathish, T., Jayaprakash, J. “Optimizing Supply Chain in Reverse 

Logistics”, International Journal of Mechanical and Production 

Engineering Research and Development, Vol. 07, pp. 551-560, 2017.  

29. Sathish, T., Periyasamy, P. “Modelling of HCHS system for optimal 

E-O-L Combination section and Disassembly in Reverse Logistics”, 

Applied Mathematics and Information science, Vol. 13, No. 01, pp. 

1-6, 2019. 

30. Sathish, T., Muthulakshmanan, A. “Design and simulation of 

connecting rods with several test cases using AL alloys and high 

Tensile steel”, International Journal of Mechanical and Production 

Engineering Research and Development, Vol. 08,Issue 1, pp. 

1119-1126, 2018.  

31. Vijayan, V., Parthiban, A., Sathish, T., Siva Chandran, S., Venkatesh, 

R. “Performance Analysis in End Milling operation”, International 

Journal of Mechanical Engineering and Technology, Vol. 09, Issue. 11, 

pp. 2263-2271, 2018. 

32. Venkatesh, R., Vijayan, V., Parthiban, A., Sathish, T., Siva Chandran, 

S. “Comparison of Different Tool path in Pocket Milling”, 

International Journal of Mechanical Engineering and Technology, Vol. 

09, Issue. 12, pp. 922-927, 2018. 

 

 

 

 

 

 


