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# # 5670974721 : MAJOR INDUSTRIAL ENGINEERING

KEYWORDS: FLOW FORMING / SIX SIGMA / HIGH PRESSURE TUBES
SAWITRI PHABJANDA: COLD FORMING PROCESS DESIGN FOR HIGH PRESSURE
TUBES. ADVISOR: ASST. PROF. SOMCHAI PUAJINDANETR, Ph.D., 140 pp.

The objective of this research is to study parameters of the flow forming
process such as spindle speed of mandrel, feed rate of roller, and die distance. Higher
precision of these parameters at the final pass are investigated since they directly affect
the quality of a high pressure tube production. The acceptable dimensions are a
120.65+0.25 mm of outside tube diameter and a 2.75+0.2 mm of thickness. Firstly, the
AlSI4130 steel tube starts with 145+1 mm of outside diameter and 115.1+0.1 mm
of internal diameter. After the second pass of the flow forming process, the tube
dimension reduces to 125.60+0.1 mm while keeping the internal diameter fixed.
Furthermore, the flow forming process parameters are examined by varying spindle
speed (using 60, 90, 120, and 130 rpm), feed rate (using 30, 40, 60, 80, and 90 mm/min.),
and die distance (@among 1.7, 1.85, and 2 mm). Lastly, the final product dimension

without any defect is measured and analyzed.

When spinning more than 120 rpm, the mandrel is vibrating and causes a
wave-like pattern on product surface. The diametral growth is occurred when the feed
rate is lower than 40 mm/min. For the feed rate of values higher than 80 mm/min, the
tube surface results in wave-like defects or unevenness. The experimental and
analytical results indicate that the optimum process parameters producing acceptable
dimension characteristics and surface quality are a 120 rpm of spindle speed, a 63
mm/min of feed rate, and 1.75 mm of die distance. As a result, the process capability
of an outside diameter is improved with increasing Cp values from 0.57 to 2.44 and
Cpk values from 0.36 to 2.31. The process capability of thickness show similar
improvement when Cp and Cpk values increase from 0.74 to 3.36 and from 0.61to

3.11, respectively.

Department: Industrial Engineering Student's Signature

Field of Study: Industrial Engineering Advisor's Signature
Academic Year: 2016
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JUT 62 38M130539 1092029091 U RURALTTNAUABA ..o 124
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Una 1
YN

1.1 anudusnuazanuddeesdom

IS 1 1 1

= aa = S a a =
ﬂiSUQUﬂqiﬂJugﬂiﬁﬂgm@EJ‘V]@']EJ']ﬁ LU NN191AAD N1TNAN NNSEYDU NITA NI1TARN 181 U

Y

= ¥ [J v A

n1sHdaLAaznIzUIUNTAILldefkartedinuandsiuesenluluegiuussianues

(% ' ]
tY v N o v A

NANAUN FIEMSUNISHARVIBLSITUAITULA T AMSN BN RF ANz ADIRNTNTUANS

q o

&

donIsuseirsesdnsildlunstugufie FoalmnuldlsIgauInneIioa 5055 uls Ui
ifndunield aunsadusinaulilianuuieanng waziidminiuila wenaniinisi

Tvvieflseusatosnsolifisourolas 19U 508133 WURY ouBI8aAAINNLALIVDIAINY

= b2

denefienaindu Aatun1sTuguaienszuIuns savuglsuudu du 3elasuaiuiley

Y

ag1aunsna1slun1MN1vuE AT ULTIRUELT LY MowTIAUge, 89119, Fudiunieiiueiy
pudl naenugnlsUnsalmammIsity udiuvedasan Wk nsizuenanifinanuudansg
Tifiuvioudn SaanunsaduguvielagliviliAnnziduwazlifivivlans (Chip) aagvinnistugy
manszdun1stuguieisnsanunvestunulianasauldvuaauiinivue

° ) o X v a . o vl ay v

dmTunszuIuMsIindugurianieiases Flow forming danladusiu Preform 71la

° = % v o & DY -

yueaiualssuTesudl axihdunulyaludituunuununyy (Mandrel) ¥841A309
Flow forming 3niudsvinsauasiasasinsliinistuguaulusunsuilaesnuuuld lay
fiadeiinanenunINuaITuIUndINIsTuUwY Asitouvedgnin (Feed rate),

AULTITEUVBINUNYY (Spindle speed), Szpzaipidneudfiu (Die distance) Wudu &

[
IS =

NSTUgUTUNUMELATE Flow forming Hu edldnuwaizn1stusulaenisldgnia (Roller) na

a A =

auULeYan Y lAleianiaonInliaNuUadLaLiIUIANgNITU 1SUNITEBNLUUIILIUY

9 9 Y

[
=

JRUTDINITVUTUARLATILNNNTTANINNTT 1 5oU Welilaaumuimuiivualy vad
=Y o A4 9 va o g & o
N193ATUINUINAIUNUINLAIUVILINING e LU univuausadluasufgIty 99

TAAnALAY (Stress) Tiilatanunn dwaliintounniosiiiatanuastunulade

=

UsEnnsdiAnwn Juuienivinnuiiunisifenazimun aneldnisguaveiniasy &

'
v &l o LY

mihigniunideauuuugnlsunsal lnendnduniviinisanuluanuideiife veusaduas

Y
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(High pressure vessel) Mudrulsenounilesvoaauisen1amms MMn1suanm81ATes
Horizontal Flow Forming Faduiasesdnsundnasasusnvoslsemelneg siallad nsfind

a [ a & 1A = Y a v Y o a = [
WASLIUNINITNAADINANAILALADY UUIAN 2557 Iﬂ%JG]’JLLV]HQ’WﬂUiUV]QJ}NaG] WegnUu

Va v A (3

walulagldvilinulgmiuiugidefossdnnuslunisesnuuunssuiunstuguvienie

Y

1584 Flow forming lalifigana Fan1s@nwivinaaruidnlaneaduniseeaniuunisvugy

(%
v 1 Y 1

v o & ~ & a o & a1 o § vve ) | a |
mﬂanml,lmmusuuwugmmLﬂummLﬂuwmwﬂﬂngmﬂ%a (Parameter) AN4¢) NEINAHD

I
1 = o w Y o

YOAIMUANINIAINTTY (Specification) ae19iited Aty destunisnnuatadelvnuiza

<

(Optimization) ivlutladenisiinzfesfnwuieldaiuisondnviowsadualdauinniud

ANAUA

1.2 ASZUIUNITHES

[

NIEUIUNIHANRARSTIiowsIUgs 13uANIngAUHIUNTINIETNANNTEUAIENNT

puAaeALAERliiu IRy Mnuthinguilduivhnisnddugulldouainul
wazduuanuasiamiiriuun uagyinsdasludnadafiolifdululiEsuaulduuam
fatun GavdsndasSendunuiinunssuiunsfnananudai Suau Preform lasnis
DONUUUTUIL Preform Fosinsmulnudrimdsnniadunuaiasglfuuniua
aniemufitinun Weldiunu Preform udafigidignszuiunisinviedasiaies Flow

(%

forming AUAUFANTLUIUNT FIEUNTOATUNTEUIUNITNENGIFUN 1

— wumdunguenaaATILEN - 120.40-120.90 s

a y ¢y AU : 2.55-2.95 W,
HANER — wmﬁum@uaﬂmmuuan 1 1151-115.15 3w, ?

AaAun ¢ 15.3-15.7 4L, PITHEA - 1,300 8.

Vo M
HLMTIATUW ; 175005
A8 ; 420 W,

2 & L . ‘
AsBTuTTUBUAUSY ARUIUMSAUgUyiaAa — ASAUIUNTIANNAS
— ; Lo, g

i394 Flow forming sty

(Preform)

v
| - ‘ B
Soustgn  — ATAaUdTRmAdvR AR YRNtuY s ganuuumiaa 3 sau ARY-ITE 110
YBYEUY

& a EN ¥
— NARITATUAIUUEN

V
v a
ASY0EAUTNATIE Y L» AIVABUIUIAYRIVNY

v oa g v
— i Tunuinly

v
Ly AIRABUTIATBL Y

Vg A .
— nﬁmﬂwwﬂmﬂummaﬂ (Non-Destructive Test)

E‘Uﬁ 1 ﬂiSU’JUﬂ’ﬁNaGWi@LLNﬁUQQ
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dmSunseuiunIsNaandndugiviowsaduas dnszurunisuaandn 3 du laun

£
=2

N$EUIUNITAZIUTUIY Preform, ﬂssmumﬁmugﬂviaﬁusjm'%'m Flow forming Lay
nIPUILNIINIANTUNUNATER TnefleanBennsruiuniananlneasuded

1.2.1 NSEUIUNSIRENTUIIY Preform SnszuUIunsWan 5 duneu Tnsfisiazidunnns
NBRUBILAAYNTEUIUNSHAE

a

1) NSRSISUNDINGAU

9

a [ ¥

1505795 UYaTRaAU tTun1sRsIedauTuIIUNvzinun sl uNdaanidunis

q

n31980u1N TuTusesnmunningdiu (Certificated of Materials) nggan diuxauniwAdl

'
o a =

< ¥ - ' o IR v = !
Jusiu iegdningRvitundaduluauidesnisviely

9

2) NSLUIUNITNAIRITUIIUAIUUDN

o

MN1SNAIRITRAAUAINLDN zandun1siagldATe9nae B UDNRITUINUAIY

9
v

uanloiigUsauarIuInvesTUUALTIA LR

3) nsvurumsdaidunusily

nsdaRatueE iy Wunsldiute @ melufvievestuay ilvtunuiiin
Sounasdivuamuiidiue Welinamautunudfuwnumagu (Mandrel) wéiaglsidend
ffuunumsy (Mandrel) auawalyiunuau (Mandrel) iusos uazdunuetaasiin
founnsowmiedemelimntunufiafuunumsuinmiuly

4) MINAROUTUIATBITUITY

N9AT9A0UIUINYBIT LI LuMIRTIdRUILALAL TUT LA psile Tl
Wangan laenane 3vin13invuInaANe1Ive, Lé’uw'ﬂquéﬂaﬁﬂé’wuiuLLazuaﬂsuaq%uawu
ANUMLRAZ AT LUy

5) manaaeutaunwsadluiio¥an (Non-Destructive Test)

nMsnaaeufeoynawivgn 1uAsnsmaaeuiiiomanuliveiesuazses
founniesieguuinnarléfifiug vestunuszanu 2-3 w. Tnsendenamierinsnmd
wnaseuliuuivan wagihnslssnavinasuinaivagey vindsesunninuuiaauas
fauuwimdnirlurinasnanuasiagarnandnlhmefudunduiiuldegadudn
fafiodosiunisuanivestunumerhnisia

1.2.2 nsvvrunsiatuguriadasiados Flow forming 1&sa1nlddusu Preform 7ild

yupauvuaieusesuds sxthiuauluadifuunuunumnyy (Mandrel) v83a309

Flow forming 9Mnuuivinisauauazesdnsliinistusumulusunsuiilaeenwuuld de
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SUT 2 Tnenaluagyinn1ssauinnin 1 58U T9989N193ATUUD LAY AULAANUIUNYDS

Y

FUNUAUARAUA LY

= ” Yayananum 11U wun
FUNTIVANUADINITVOY e e edw ,
- Y . YDIHANAUTNADING, A7
WER 0N

Anudugsgnvazlfou

A5I9HOUANNENNTE UG

o o ) PALUUTUIU Preform
HanUBIAIDY Flow forming _—" .|

waw gunsaliietos

2ONUUUTUINU Preform

NITUIUNTIBDNLUUY

l

VRADEATUIUTUITY 2ONLUUTIUILTOUNTIA
3

A

Ysutageiniinasia

v

nsEumNsTugy

A

S WBeulusuAsUSATuIY

ATRADUTUINUN A UTUIA

wardadlifideunnsa

ANLEITUIU

|

SaLfuadsdudn

JUN 2 nTrUIUMsTUUTUILAIELATEN Flow forming

v
=

1.2.3 A3EUIUMTANLAT UIUNG IR ﬁ]wﬁLﬁuﬂﬁmé’qmﬂ%umumumﬁmmgﬂﬁaEJ

1304 Flow forming w&7 ievhnisdaaiuenivesvieldldauinmuiides Fanseuiuns
Fananusznevludig 2 dumeu fll

1) N5FRW-9ne vielwlavug

miéfmﬁaLLaW'hstuawiaﬁmumzmumiﬁﬁugﬂﬁwm‘%m Flow forming W&
dndndesdudeniandos el irnusnvewiefldlndifssiuanueniigosnis
MntuFshuyhnmsnaafuauenlldmuiimmuauasyinisauauveuvesvisliideutes

2) NNSATIVEBUIUIAVDITUIY

NN5ATIAOUVLIATBITUIY u“]umimmaawmmLLaggiJi'Né”sEJm’%éﬁaﬁ’mﬁ
Wangan laenans 3vn13invuInANe1Ive, Lé’um'wquéﬂmqﬁm’l,uuazuaﬂsuaa?gumu

< [J v
ANMUNRUILATAMULYY LUUAY
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1.3 msfnwanmdymiltudagdu

'
o w =

HafefidrAndsasiliduaudiiiunssuaunistugud898 Flow forming fuuin
At wazaruudussmusdionis e madenldaniidammngay naeenTuny
AeuNsTUIUNITIA (Preform) frenssuisnisaudou (Heat treatment process) Jadefild
Tun13%uzy 19y Ausatleuresgnin (Feed rate) Ami§rsouvosunumyu (Spindle
speed of mandrel) EULLU‘U‘USQQﬂ%ﬂ (Geometry Roller) 1Uudu

GansrnuniladedusuilionnzaudmaliAndounnsestutuiuanu wu WaUae
siednuan inazfaudnuuuindnUafiinvestuny U7 3 uazilloaandununsnansied
a9 lnedngAvdmSunsuanvieasUseunn 80,000 unseviedmiuvieldurAudnateny
UBNYUIA 302 1. Wag Uszanad 20,000 uwsievia dmsuriaiduriaugnalaiiuuenvuln
122 w1, vhlinsAadounndesiitnangnislisensuiunu Reject) mafndulitiosiian s
iyl 2557 Ifihmsmnasaantie Tnganunsaasuiosiousinansinvieussfugslditanms

NeaINanTINallaIu1ssausUTUNUTUIIUIY 60% wazaruTasausuTuulaLie

40% INIUIUNTTIAVIDNULA 48 Mo (N)

JUT 3 fegadaunniositinTuseninansdugumes Flow forming
(n) TeunwiesuuuseeinuazuAnmuUeNYie (v) TounnseuuvaninmanuuuniaUan

v
a =

WeoRasanvesdeietulunsyuiuniswantul 2557 Jedulnguvendeniiniu
3517319N15HE9 Teea U5 muntotdu 8 Taunngad Fem15199 1 91NTIUIUTDUANTD

Aanaanunsoasuiluuuninnisl fdsgun 4
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fi . DPMO***
. . , Aud | DPU* DPO**
ANWUSVDIUNNIDY (4) =
1) (2)=(1)/30 | (3)=(2)/8 .
(3)x10
1 | augmvsawislilavuin D1 | 15 0.50 0.063 | 62,500.00
2 | quInduHIUANENaRIULBNTDY
R D2 | 14 0.47 0.058 | 58333.33
yiolulaaun
3 | BT UNUL R85 1V BLANATLLBN
. D6 8 0.27 0033 | 3333333
91
4 | Rviedimnunudunulinannie
L D8 3 0.10 0013 | 12,500.00
Wunau
5 | vunadurugudnanauluveny [ D3| 3 0.10 0.013 | 12,500.00
6 | spusnnazwaneuluvio D7 2 0.07 0008 | 833333
7 | mawureaiowdn D5 2 0.07 0008 | 833333
8 | Uaeiiivia@nuan D4 1 0.03 0.004 4,166.67

nNEWe : X(2) DPU = Defect per unit

** (3) DPO = Defect per opportunity

*** (4) DPMO = Defect per million opportunity

70,000.00

£0,000.00

50,000.00

40,000.00

DPMO

30,000.00

20,000.00

10,000.00

0.00

B m

be D3 D7 b5 Da

I Cefect

12,500. | 8,333.3 | 8,332.3 | 4,166.6

el Y Cum | 31%

90% 94% 98% 100%

120%

100%

80%

60%

40%

20%

0%

JUN 4 uRunnnstavestounniesitinseninenisnantud 2557
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Toyadilaainununmwisiaiu asiuldindeunnsesinuainiiande (D1) auena
vovialilaruin (D2) vwalduruAudnaaiuuenvesielilivuin (D6) Arvuatuises

5MZOLANAIUUDNYID ANUARU

1.4 InQUseasnvaensivy

WermuafmLUsAIUANNsTUUTBLsItugs Tildanuvunfidesnis wu anusadeu
189gn30 (Feed rate), AINSITOUVBILNUNYY (Spindle speed), svztoeingudiun (Die

distance)

1.5 YULIAUDINITIVY

1.5.1 nuddeivinisfnwinansgnuveanisvasundaianuiideuvesgnin (Feed
rate), AILLSITOUVBIMNUMYY (Spindle speed), sx8zYII9MlRUN (Die distance) d115y

NM3TUFULEUYIBL IR UGB Flow forming

1.5.2 msnainnaaudiluszninmvegeuwitoandu 2 diu fe
1.5.2.1 audfBena Adnendundnfe anuudausivasduuy

1.5.2.2 auUsLTanIgAIN 18U ANRAUY LLazsummLé’umu@uﬁﬂa’mﬂ’muaﬂmaﬁumu

1.6 Uszlgvunaininaglasu

v

1.6.1 N3 UszEzYRswiiuiivinzausensIatuuluwiazseumes AU UL UUEY

1.6.2 nsuAveInsIlouresgninuasmuEIsouvewnumyy (Spindle speed) 7

WNEENRaN1SHANYWIAUE Inefiansanniiivesionainstugy

1.6.3 davindutunsunmnspiulunisufifanu
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1.7 Fupaulunisaduanuide

[

o U aw Ay o o a ) &
mmwm%ulﬂwaumaumsmLuumuaamﬂu 4 3388 AU

1.7.1 S298W38UNN5IVY
Ay o a o

- AnvmguiussmideiiiededmiunssuumsiugiBuserdos Flow forming
- MUUATRUITEEIR UAZYOULYNTDNUITY
1.7.2 sepgnanageuminosiimngauienszuiuns Tnsfinwidinysauguves
303 Flow forming ifialldnndnunzvestusunudoins
1.7.3 sgpynsuszgndliisnisihauagsuusimangan Taednisnmsilduasduysi

gnidentunlinaaeutugurienisls Flow forming 31NTUUATIAABUAMAINYDITUIIUATY

AUURLTINIYATIN YU AITUAU LLazLé’whqua‘ﬂmqé’muaﬂmm%mm srulufeaudfTana
A9 AU ILTILAZAIULT

1.7.4 sgggazunan1saniuemy Nellaeiinisuseuianaiilaainnismnasuiiass

iednvinnsasuna uardoiauonuy naenaudavhguauinendnuslasaauysal
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Unn 2

a av A ¥
NS LaSIUIYNLNYTIVD

[
[y

& & = aa A 19 = = = | Y]
Luawﬂuuwmsﬂm’quwgmﬂﬂ’maﬂ Q] ﬂ'ﬁmugﬂ aﬂ‘ LLa%ﬂ'ﬁmugﬂ‘ﬂ@LLiﬂ@uq@

[

¥ a d’{ [ a = dy
MIYNTSUIUNIT 3WU‘HE°ULLUULEJ‘L! Tnusuazldunileadl

2.1 MsVugUian
2.1.1 Uszamveansiugdlane

nstugUlane annsowudlaidu 2 Usean Ao

2.1.1.1. ns3usuuuuliangu (Elastic Deformation)
n1sTugUsuugangu 1Wun1stugluuutingy duifemnusainsgrigniaes

o ¥

sl Janazfigusndullidumiiowfuynusznis Gsnsulsgvedlansiignnszviniag

9

' v
S a =

= o 1 CY ) v a L
usepeilaiinin aunguesgn (Hooke’s law) ANULAULAEANATEATIANTUALULUTHUATS

[y [y

FatuuazfumuauduRus
O =E&
Tndl £ Ao Awondamudangu (Modulus of elasticity) w3 uendauosd
(Young’s modulus) fviedu GPa w3e psi.
G Ao AIAIALALY

€ A AANLLASEA

Faflowdonnsmuaninnudusiudsenitsauidu (Lnuuey) uazAuLeSen
(unuie) agldidunshdudunsadagud 5 Tasdeuduildannaide vondaninu
favigu () warAfioragniinnsunduariiléuenainuudeiia (stiffness) vas¥anlunis
frunusenisiingy Bernuendatutniilug dumnefvirtaniinisinsutiosasvindu vide

eiinANLLASEALUUEANEUNAAElALIINTEYINI YU
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Unioad

Slope = modulus
of elasticity

Sirass
e

Strain

JUT 5 UWHUQIANULAU-AIILLATER
gilafinsTugUwuUBangu unuudunse lnsuansmginssuvaliisnseii (loading) uaz

Uanusanszyinesn (unloading) (Raldesl Au Adawmes. 13 013., 2548)

2.1.1.2. misﬁugmwumai (Plastic Deformation

nstugUuuuams unistugduuuamns thiffeusinsgviuierudugnudes
ool azviliianliaunsanduinguiadule dsinuduazlivsiunssionuden
dwaliinguasan (Hooke’s law) lannsaldldtunsudssuuuud uasdiondennsmiuans
auANdIuSsEninsmufulazaeien azlddunsidudunsandudesauy

I3 Y Sy a v Y £ ga o £ o ::4'
ﬂa']EJLﬂ‘HLﬁ‘HIﬂ\T EN?I'W’TN&ILﬂugﬂsU‘HﬂENL‘UENL'Uuaaﬂlﬂll"lﬂ%umﬂzﬂ‘ﬂ 6

' Elastic | Plastic |

Upper yield
paint

5
—
|
|
|
|
|
e

Lower yield
point

Stress
Stress

Strain
!

(n) (¥)

SUN 6 NTINAINUAINEURUSTENINIAULAULALAULATUA

U

v v 6

(n) wansANudNTusTEnINaNIAL-Aesealulanealy lugluansdisweuiunuainis

FuzUuuudaneguuaznstusuiuunnds I9en1siUsHunse (Ra P) LagAaAuganIIn

= = a v = < 1% =
Oy a9 MnANuATER 0.002 offset (1) WANTTUAIULAU-AIULASEAYDUNANNANABUIN B9

sgUsIngnsalgnasInbiiiuegstnou (Gades Ay Andawes. 1 15, 2548)
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2.1.2 AszUUNsTUgUTan

nsvUIuNTITuzUTan ansautsugamgdiflilunistugy il

2.1.2.1 nM3tuzU¥ou (Hot working) lunsndstugulansiiteliianvielansiin
MaAsunlasguseegnsans fgamapivszanamiesnnniy 0.5Tm @ 0.5Tm ugamnd
fYandinsdaesial, Recrystallization temperature) uazsesimievosnitgumgiilu
msvhliAnnismans (Melting Point) vaslangviatagiiug dmiunssuiunstugiounaes

[

Tane fevseil
1. miasﬁugﬂ (Forging) 2. M53A5oU (Hot rolling)
3. miﬁmazﬂmﬁugﬂ (Drawing & cupping) 4. Msidausiavia (Pipe welding)
5. muma%‘ugﬂ (Piercing) 6. mimﬁlaulm%ugﬂ (Extruding)
7. ﬂ’liwguﬁugﬂ (Spinning)
Tagil Tm Ao Ypmaesunanvosian

¥
Y A =<

UoAv83NTEUIUNTUIUTUTaU

1. finmsnszanedivesasuaiu (mpurity) Tulane

2. finsUFulgenuaudaniIanaluseninanszuIunis LU Strength, Formability,
Rigidity, Toughness, Durability

3. ihdngmgu (Porosity) Turilelangl#d

4. yMidielangilinsunazdenuniu

fauderaunszuiunstugiou

1. muANTAvestuulien anngannsmeauazvenefiveslansiloldsy
ANNTU

2. fifnvesturuAnoonlys

3. Anvesduanlians Woswniinasfnfiiatusm ananudou

4. Algdrglunistugy msdrgesnm saung

2.1.2.2 n39uuiu (Cold working) 1unssuisugUlaneiiteliiagvselaneiin

a ' ' ~ A v Ao \ ) ~ I
N1TLlasulLlasguanegINnNnT Mo InInsIn1l 0.5Tm FalanzazdAINULTILT

9 -

Usnd Tunsgurunstugudndudedddidsgs tieliinaauidu (stress) lulangauaeyn

Y
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1 a

(Elastic limit #39 Yield point) ldiuiulagazauguinuvseldiinniswdsgy drmdanldlu

£
v a

mstugUldiaegananan dmsunseuiumstuguiduvedlanedneg

1. N136A98 (Bending) 2. Ms3aL8u (Cold rolling)

3. 1158930 (Extruding) 4. n13Un98 (Squeezing)

5. ma%‘w%ugﬂ (Shear spinning) 6. N139AnEA (Stretching)

7. NN599M39 (Straight bending) 8. miaﬁugﬂ (Shot peening)
9. mi%ugﬂﬁmﬁﬁﬂ (Deep Drawing) 10. msﬂimmn%ugﬂ (Forging)

11. M3uneusU (Hobbing)

Y a = [
Guamsuaqmzmumieuugﬂwu

1. Monmnilunstugudes Ussina 20-25°C

2. fnvesiuaudeu fmuae warlifidadevy

3. finnuudausaenndunig

4. laflgnasauannlunslinnudou

5. amnsnmuaruInvestuuld Mlvidunudeiufismss
6. T4 UNSHARTUUSIIUINN

7. ngmsldauvenaIesiiesniuiy

Joduveinszuiun1sTuguiy

1. \inATandU (stress) wagALASER (strain) fuldolanzann

2. nsuvadlansifianisunniinladng

3. Amuwisvoniolanzanas

4. 913z FUUTIANTRMINaYeTanMENTEUIUNITNANLTOU 19U
Annealing process (Lﬁaﬂ%’uﬂqqmm@‘mijumNamﬁmsﬁ (ductility))

5. ALEUANAWUUR (tensile residual stress) finaandeludiolany el
orgnslirvenielanzantosas

2.1.3 maiinanuudaiesninanuiaion (Strain Hardening)

(usefding 533al, 2509) Mafiunnundaiiosnarneion Tanvuznstusy
Tanzog1en13 (Plastic deformation) Vil iasvieidelansdauudusafiumniu Tneas
nungAnssuuuvilalulanzimien Gsuadiasidonnisifiuauudussdienistugy

Y
[
=

Usetanildn nsiinauudnsaiien1stugy (Work hardening) wietienindu n1sdu



sULUULEY (Cold working) tfiaannnsivdsusUludtenmgiidinitaamainviliAewdn
TvslvesTanvselanetiug
Falaevluagld WesiduinisTugudu (Percent cold work; %CW) d15unis

vAurasnsasuglegsnnsvediany lnaingns

A —
%CW = ("A—d) x 100

0
Y o o

:4' a4 & A = ! a
LB AO A8 WU‘WVT‘U']mﬂmaﬂ'ﬂaﬂ‘ﬁiﬁﬂa‘ﬂgﬂa‘HﬂqiL'UaEJ‘UE‘U

Aq

¥
Y o o

S A = o al'
8 ‘W‘L!‘Vl‘wmmWUE]\‘i’saﬂ%i@lﬂ%s%ﬁﬂﬂﬁma&mgﬂ

o))

fadiesidudtusuiBurnaunisfingn Sannsaldmaudininaveslons
vielavegnauld 1wy armuduswesdiulsznouvestununsiiduwinivg dealviaunsold
Adsnaminlusenuuunszuunssantunulfesnamnzan fuflefinrsaniiauduius
spriaefiduidusuBuiifutuiilviiauudouss o gaasnuasaudun LR
vostanvielaveifingstu faguil 7 (n) @) Tumendufufidswaliidaumilevesiananas

Feguit 7 (A)

stength (MPs)
stength (MPs)

Tensie stengih (ki)

Yield strength (ksi)

Yield
Yield

Percent cold work

(v.)

Percent cold waork

(@)
JUT 7 N9l uduiiussemdnadnnnunlanss o 9AnsINEAYAYTINALULIIAT

(1) ANUUTILTT 04 IAATIN (V) AUFUNIULIIAS (A1) Aandeaiuesidudnistugy

HUVBRMANNET NBUNUTDI BAZVNBIAY (USIAENR 555ULUR, 2549)
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4 a a =<

TN ANIINVDIAUAULAZANILLAEATBINANNAN I FUBNENAINNTTUTULEY

U @1unsaRsanmLduRusAana1lafasun 8 (n.) wazANuFUNUSYINISANANNLTS

Y

= [d d{l = [ PN Ay v 6V 1 1%
FIUUNALUDIIINAINULATYA @IQE‘U‘VI 8 (v.) ALAINNAITNEDANTINTENINAMULAULAE

AMILATER FxnUITuTuIasnsRinsiusnssiiulavzaudinuuduse a 9aasn

a a .:4' = A Y % v
AB Oyou Ia‘ﬁ%llﬂ'ﬁlfdaﬂugﬂLL‘U‘UO']'J?"UU@QQQ@ D gl amINULAUANAIAURUALLA lmWLLiﬂ

v
ISP =< ! a

nsgiulniinlingeasinlyndfeuinduniieiy gude oyen dwallansiiniy

L sunnTundnianisdsugukuuansanuguailanannundieiu esinananuiu

a gAsINUABwaIN oyo Ty oy tues

Stress

f

Reapply
load T

<

LUE]%L“U‘:N

n13vugy

Strain

Elastic strain
recovery

AILLASY

(n.) (v.)

SU 8 NI lANUEU LS SEINANUAULALAIULAS IAYBLIANNAN

Y

(n.) BvEnaveIN1TTUFUBUNTIneNgRNTTUURIANAL-ALPSEATBIANNA AN TUBUA (V.)

nsMAMULAL-AMULATIALEASTUNTIAAALLTUNIINAUAS A lAs NSRS B

[

v A < LA o £ a
anuAufignasInan oyo Wiy oyi fige D (useddnd s55ulvf, 2509)

v
a =

=4 ' @ v aal <
2.2 ﬂ’]iﬁJUEUVIEJLLN@‘UQQWJEJ'Jﬁ IRVUFULUULTU

Y

n1swanviousesiugs Nlddmsuusspdomdazinisiinlndatgluviell Fanelviin

% IS

wsasun1elurievnlminnisiedeunau satudvesndudasdinnuaiuisalunisnuusaden

a

~ d' Y LAY A o v c{' ~ I3
E‘V‘U']ﬂ@qﬂqﬁﬂqﬁu@ﬂsﬂmzLﬂa@u‘Wlﬂ LWT]SQ%‘L!L!'Jﬁ]ﬂ@lUV]u’uJ'ﬂ‘Uuu@niVWSiJﬂ'J"IiILWNLLﬁﬂ YY1

9

Strength igsluseaumils



2.2.1 Tanlglunisuuguviowsaiugs

v A

anmhunldlunsudaviefiawilieuldey 3 viia As
1) wénnan (Steel)
2)  Tmwidley (Titanium)

3) egilidlyy daaeed (Aluminum Alloy)

(% (%
Y [

=
YAV

i

ANAUAIY

= a I3 ) Y : v a d'
LUBNYTANAITULLUILLIY, TULLI Strength 1@%:]@, mwaﬂluwama’m LLAZUINANENRUISHU

M5 2 AasantRvesiagnldiveinimeny

(National aeronautics and space administration NASA, 1970)
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3 vilaill Anuandanuand1aiu wazdvuneulunisaziluiugudive

lnefisngazidenniu a13199 2 Falaeusnadeuldindnndn (Steel) unTugy

Material Design yield Modulus of Density, Heat treatment Remarks
strength, clasticity, Ib/in.
ksi 1000 ksi
Hy Steel:
HY-80 &0 29.5 0.285 Quench and temper No heat treatment
HY-130/150 130-150 29.5 0.285 required after welding
Low allow Steel:
4130 150-180 29.0 0.283 Quench and temper Heat treatment required
4335V 180-200 29.0 0.283 after welding
D6aC 180-240 29.0 0.283
Maraging Steel:
Grade 200 200 275 0.289 Solution anneal and age Age only after welding
Grade 250 240 275 0.289
Grade 300 280 27.5 0.289
HP Steel:
9 Ni-4 Co-0.250 180-220 28.5 0.28 Quench and temper Heat treatment required
9 Ni-4 Co-0.450 260-300 28.5 0.28 after welding for 0.450
alloy
Titanium
Ti-6Al-4V 150 16.0 0.167 Solution anneal and age Age before weld: stress-
relief after weld
Aluminum Alloys:
2000 Series 35-65 10.3 0.10 Solution heat treatment and age | Heat treatment required
after welding
5000 Series 30-40 10.3 0.10 No heat treatment
6000 Series 37-47 10.3 0.10 Solution heat treatment and age | Heat treatment required
after welding
7000 Series 60-68 10.3 0.10 Solution heat treatment and age | Resistance welding only

dusunszuaunswdnvieusaiugell agldminnddeluduituwazlasidiey (AIS

4130) Fatdumannaiansuautiunans Usstnnlasdieududuftu Inedidrunauniaaiea

A a < ° o o L4 d' LY ! Aa v Y
AITNN 3 VI%J@’J']EJLLEUQLWQQQSJ’]ﬂ Lﬂ/iiJ']Sﬁ’]ﬂiUVl’]QﬂﬂiﬂJLﬁi@ﬂﬁ]ﬂiﬂaﬁﬂQ‘] VIiJﬂ’WﬂSU\'i’]UMUﬂ

WG RIIGN mezuaﬂmﬂ%ﬁmmLL%@LmqaLLawmaJLL%&@ngLULﬂmSVTaLLé’u WANNANALYTIA

v 1% [

JFalAnunTeNfoney Awandlumisean 4
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M597 3 dunELMUATiveUnENNaT AISI 4130 (ASTM International, 2012)

Carbon 0.28-0.33 Sulfur 0.025 max. |Molybdenum  0.15-0.25
Manganese 0.40-0.60 Silicon 0.15-0.35 | Nickel 0.25 max.
Phosphorus 0.025 max. |Chromium  0.80-1.10 |Copper 0.35 max.

13971 4 AauanURTanaveunannd AlSl 4130

Tensile Strength | Yield Strength | Elongation| Hardness
Material | Condition

[psi. (MPa)] [psi. (MPa)] in 2”7 [%] | (Rockwell)
85,000-110,000
Cold drawn- 70,000-85,000 psi B 90-96
4130 psi (590-760 20-30
normalized ) (480-590 MPa) C 11-20
MPa

1%
=

2.2.2 M3UUFUMETE SnTugUiuuLiy

v
ad

N3TugUieds Satugunuudu dadunssuisvuguuuuidu (Cold working) 7

losumsiamn1sugumedsnsngs (Metal Spinning) Feuslevdlumstugusigisiae
1. a$avieFununuuliiisesrovsalinnzidu
2. 1 AT UNUNVUI AR TIbBL LU UEN
& - <
3. PunudnULdIEd
4. lufiewlaneinduluseninanisuan

5. FuauiuImdnLul

1%

<

nsrUIuNsTugUlnedan1s Sadugduuudy asnsaesuglalagsuduainiuay
JUNTINTFUBNTINIUNSINSELFULIUAIRENIUNARd AULAY Mandrel vinnsvigulag

fianuSiseuivngay udisnmnunuvestunubiunaduvaeiduauiinsmgu lnegn

[

39 (Roller) Wusduindaudiesyuulansedndrsonawmasindmasgs nssuiunsuls

[

sUvzinduluanugiiianluvends wazgndalidinnnuAuuinniigaasin (Yield strength)

q
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waziinnistnavealletan Wunsuusgluuunaiain (Plastic deformation) ufe Fusu

Tianansafugulesn

=

SURUUNTIARe35T avvihlvdusugudnaenuuenuesunuanasluuy

i

aulugnieAulinainiginy Mandrel ANUMUIYRITUNUNLATIVINES ANUNUINLARY

4

v
a A o

W UTEEEMITENINUNY Mandrel fUgn3a N153ATuUaNNTaNTEIlalaensTaLis

2]

v o
a a C%

JOULAEIVTOVANYY TUBLAUNITOBNUUUNITIATUNULUY FITEUUNTVINIUVBUATOIINT

GDSQﬂﬂ’]UF’]%JI@EJi%UU CNC

£
ad

Uagiumaluladlun1stugumeds Satuguuuudu ausesatuauliiagig

Y
[

PUIANAININNTT 90% AINADIAILINIAD NISLHSIUTUIIUA 9L ANULNUZ AU LA DAY

nann15UTUIRsALH vIeUsuInTABULALNa91INN1STUFUILTVUIATIYINAY LT8931N

¥
a = <

N3UIUNTs InTusUkuuLiy JWunssuiunstugudu fsdndusedinisinwemumgives

Y

1 a IS

Fuuldiiaufianinganaziinisiasulassadisvemidn (Recrystallization Point) lagld

q

e @ Y

szuvvasvatlunsvasfuniludiuvesiuny wnuuliniiazgnian1stusllagisnis e

FugUwuudu anunsanseiild 2 35 laun

(% (4
a

1. ms3auuuludneanin (Forward Flow Forming) 38n153auuufilenldiuiiuemu
Aa a v = = iy 1Y Iy = va 1
nyanszvanfdvateilaciuifes Weaiudunuidiy Mandrel Fuanuazgnialvfnegi

=

Yaneuad Mandrel waasaduaulruiaazeisanldluianismsanudiuniulateta @9

<

Ju
AAn19ReINUNITARBUNTDIYANTA ANV BITULlUNTTIAMETSHarivedninayd
ANE1IVDY Mandrel Aglalanansaiatunulvieniiuniinnueives Mandrel la dauans

w5l JUN 9

2. ms3auuuludrands Reverse Flow Forming) 33n1s3auuuiitealdfutueu
nsanszvoniidvanedaisanidiu funuazgnannd iy mandrel augnud3elitusuie
oonlulufimmamsafudufuiamnamandouiivesngnin n1stusuisiazanunsaindunu
TAgn1tAuANEIIY09 Mandrel wagenaninsaaluuludneni (Forward Flow Forming)

AIARIISNTIALUIUN 9
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Forward flow formine

.
LL

Headstock

Backward flow forming

'g‘dﬁ 9 8n153ALUU Forward flow forming taz Backward flow forming

(Hamid R. Molladavoudi & Djavanroodi, 2011)

wONNUULAIGIN1STUFUKUY Shear Forming BeldlunsTusudununiianvoe
Julauniansae lnge1diegusnawes Mandrel Wusamnungunss iee1avznaniainiy
NIHANNAIUTENINFVUIULUY Forward flow forming iU Spinning L1mefiy feg1s

N3¥UIUNNT Shear Forming anunsauanalanagu 10

Finished
Flowformed
Part

SUT 10 NS¥UIUNTS Shear Forming

Y

(M.Sivanandini, S.S.Dhami, & B.S.Pabla, 2012)

2.2.3 1A3093BLASD99NS

[
a =

d{' Y et [ a1 & 14 [y
A3899n5NtTluNITNTEUIUNIS 3915014!31JLL‘U‘ULEJ‘L! NﬁQUUiSﬂ@UWU;ﬁs’]UﬂaWUﬂ‘U

AIBINALIUeY LpNlYn1sIuEaLasvyuiuwviiauiy willlaseaientugnituay

Lausandnsgdessuusedanazissduasiiiouias Ussnoududenisaiuazidengs 39

(% '
1 N o

RealdudundudeunazszuumuaNuiug) ssuumaituvennsasarldlunisiniouiives

[

yaUaAugNIn (Carriage) wargnina (Rollers) 8193¢ldsz Uy Hydraulic 3@ Servo Motor
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[

Yuagiunseaniuureindn Fulltefuaztaidaunnseiusenly w3eedns Flow forming

fsUauagduUsznounane dakandlugun 11

a

JUT 11 diulsznaunanvedaied Flow forming

(a) Head stock (b) Tail stock (c) Mandrel (d) Carriage (e) Rollers

12
a

2.2.4 MIHTEUFUUABUNTLUIUNTTUFUMETT ‘%m%ugmwmﬁu (Preform)

lunsrurunisvuguuuulvatu niswsendununaunisidinszsuiunisiodu

JadudrAgninasianunInuazauin, JUSN, T3089A10789059909%UUaAYY (Final

q

v a

I3 | v ey Aa 2 A v &y
Product) LWJUDE1IUN V']ﬂ@]@ﬂﬂ']ﬁsﬁua']u@@mqﬂmﬂﬂqN@Wﬁ']@ﬁ/ﬁ@igEJ%LN@U@EJﬂWanIﬂ']i
a s aa PN I o I v oa dAv o = = ‘A =4
Lfﬂiﬁlllsljuqquwmﬂj"lllW]ENGﬁQLLlIu‘EJ’]@jQLGUUﬂU ﬂﬂmﬁ]@ﬂﬂ'ﬁi\iﬂﬂﬂﬂ@ﬂiz‘UQUﬂqTﬂugULL‘U‘UVL‘W@

Junszuiun1stugdduniuiunnsresduanuaif USu1nsuesduinuneunssuiunIsway

=€ v o

Funugarediaviniy n1seeniuuuiveunulesddaiauiinsian siuiegusng

a

AodmangaNiuLuuLliu (Mandrel) uazgn3n (Roller) tielanunsauguduaulaegng

U ULAL TN UBEIUNUZ AN NTATIUTUINUANNNTOYIN A TANEAT LU N1SNE 9T

1 =

(Machining) MW1uATUFY (Forging) @11130LA38uFUNUNTANULIUG1ZIUALAWTONER

Y

(% '
o

FuuIINNTEUINNSILURUUIalaAge uwinesllinuandedanduinainnssuiuns

1%

9
=t PR P
AVUFUBINTIALNY 7D

nae i liiAensawUaesdan siudsenIesdiewnIasdnsdmiunis
dutsunannndasiinnuduailunisamu venaniudrdiannsawsoudunuanlans

< v

wHUlALALHIUNTEUIUATT Spinning M50 NszuUMIUnTUIYU (Pressing) uifdalitodninly

< [ A

I39IANUNUIVBITUIIY ANTL VR TEN LY SaufeAnaTedng aunsallunis Spinning

] o

= . a a = a Y i X & A
NID Pressmg E)ﬂVl'NLaE)ﬂ‘VﬁNa"l‘Vﬁ‘UﬂqiLW?EJ@JGUUQWUﬂE]Uﬂ']?UUEULL‘U‘UI‘VT@ NADNNILYDU

1l

(Welding) Mifatondausenuilileniamnings unlleldinesennieilaniaednsreudie

wazdiauAuamnyituUsnaildundnuasiuanuivunalng wenanluuds NsTugy
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Fuaunuulvadiinunsdondeiliuuadondaudafintu Funuienumniu wae
anusanusensinnsevldnay iesanmsiasundasiassaiimaganiasudusaunain
miLU§sJuLLUmImqa%wqmmamﬂé’mﬂuwammﬂmiwigﬂLLUU Plastic Deformation
Funuganeifuifiasnulaglifesdinadain mawdoutunuuuuineg Wisuifteuiy

FunUgANLUARIRIFUN 13

¥
aa

lagnsinseuguusudy (preform) dmiuldlunisinvieussduganieds 3adu
sULuuY U agvhnsesnuuuuuiuguladeddn 2 93y Ao nsidusy (deformation)
wnigattanvirlagluntagldnguinistuguuudu (Cold working) 1l dvaunsi 1
a a N . ° v PN o &
wazngEUsuinsman (Constant volume principle)lagansaAuiadlaninaunsn 2 il

TaeanuuuniIsIalidnuiu 3 sau

Y LY A

= & A A | a
Ws 4,  fe wunnihdnvesdanrselangneunisidusy

9

[% '
Y o LY

dnvetiagvselanenansudeusy

N
Q
o))
®
=)
=
=p

1 2 _ \piT 2
[;7[D¢ — Df]Lls = [;m[Dg — DfIL], (2)
o Dy Ao YWInLEUHIUANINANPUUBNTDTUIIY

Ao vuaduRugudnatsauluvesiua

o~

AD AINYIYBITUIU

(% 1
A a

flo JUNUUEINTIAGILTT IATugURULEY

[
a

Ao JuIUNOUNITIARIETS SATugULULEY

P
e

ST NSNS

d" o (v | y: Q' 4 [ r-:l' dl' o I~ I3 I3
F991NAUIUNINANATUIUS LAY PagUN 12 TngLilamulalUuUasaunnig

3 & A

PugUidunvilauseuna 82%

420 + 1

1 Vs £r L L T

145 + 1 2115.1 0.1

JUN 12 vunfuausuau (preform)



38

Preforms and Flowformed Parts

A

~ Welded
SUN 13 N15L038UTUIU (Pre-form) WU

Y

2.3 NN598NLUUNITNITNARBILALNITIATIZURNANISNAADILTIEDRA
2.3.1 nMseenLuun1TNnasl (Design of Experiment)

nseenLuuNIIaaedltienTadeutlady (Factor) wiaduwusund (Input variable)
aa \ oy P Ao s X
ilnarananauiineIn1sAnw tneilinguszaennadl
A A U Y @ a . . ° o a fY & a A
- 1ieBuduTeLaa3e (Confirmation) dmsunisiigalveLaats, AUERIN
Uszaunisnl 3enguueg19osunefglfiunszuIuNIsHE
A v Y & a > A = a a A | Ao ]
- WRAUMUBLTIR95Y (Exploration) iiadnuidnswavesteulvlnd Ninarenszuiuns
AMSUNITORNLUUNTEUIUNISVSONAN T anunsanudls 3 @ Ae
1) MI9ONLUUTFUU (System design) HBMAMUAANSUADIVDIN YN INAMN N
Mdein13 Ingldanuimadnermansuagiemnssuunussend
2) N3PONLUUATNIIEMBS (Parameter Design) ierinuassuAnfnanniels
anzauluinszuiun1sAeInNIs
3) N5OONLUUAINNALING (Tolerance Design) LWOMUUALIIUTONAALNDN

WINNZANRDNTEUIUNINGR daNaliudannInaIndy
2.3.2 JURDUFINSUNITODNLUUNITNAGDY

1) AmuaingUszasAveInIsnaaes

2) \@entadsuarseaunazlalunisnaasd
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dednwindtladslatheiiunazdinasenisvaass Tnsgiusazadumsiivalu
msvaassegnils wagdosszyliinseiuildidunuuiivun (Fixed Effect), wuuds (Random
Effect) n3uuuNaN(Mixed Effect)
3) AMNUARILUTADUAUD NI DA ILUTHAANS
4) NSADNLUULNUAIINAADY
NS NLUUBNENTNAGRIIE RSN wandleseild fegiudu n1s
nnaastadeiien wuuwnuNsVnaesfiasldie nsswunaiien (One-way ANOVA) N3
naaesaestladelngliaulanansenusiy (Sunsizen vide Interaction) WUUWKUNITNAGBT
AITtiAe N1ITMUNERIMIY (Two-way ANOVA) sen1seanuwuuuwuuanysalluudazngy
(Complete randomized block design) n1snaassaastiadensoninnitlasaulananszny
$7U WUULHUNMIIRaefiaasTdfe nsneaeswnaveSea (Factorial Experiment) 1ugu
5) NMsnAaBIaZAUTIVTINTDYE

L4 o

NsNAaRIRazAeIAtled 3 d1 Ao 5.1) VAasY19du (Randomization) 5.2)

€

LAaEN1INARRIRIIN1TINTT (Replication) 5.3) werguanaluAa1aAioulun1Taaos
(Reduction of Error) uaﬂmﬂﬁé’aé’faﬂﬁmmﬁmﬁuﬂ UMBAD NTINNALUUEITALIY, 91N
#a3slumsujtauaznisnnass saludsdialdaglunismaasmdeviulss waznand
RETREEH

6) NMFIATINTBYANIGATR

7) nsasunan1snaasuiedudunauaztaiauauue

2.3.3 MTIATIZRANULUTUTIU (Analysis of Variance; ANOVA)

[

ﬂ’ﬁ?lLﬂi’]%ﬁﬂ’l’mLL‘USUS’JUL{]U%%ﬂ’]SﬁWU’JMLLUULasUﬂﬂleIﬂEJﬂ’]iLLEJﬂNai’JiJﬁ’mﬂ

#09919MUA (Total sum of square; SSp) PIAUUTIINITIATIERUINUEZAULANAILRAITY
PINAMUBANA AL AININATIBEAIINTIFU LA ARAIIULANF 19 A8 TNARDALRRYN1A
@03 (Mean square; Ms) uluinussunaimnnundsusiuinfignds

SS
= 7
o SS Av NasAIaE@es (Sum of square)

MS

Df A9 TUUDIANNDATE (Degree of Freedom)
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[y

ANN003UNENTIASERALLUSUT IR suAaT LUUN S InADSlaRaE
2331 msmaaqejmwuamgizﬁ (Completely randomized design; CRD)
AuLUsUSIUTINR senidu 2 @u fie mnuwUsuTiuilesnnnislinng
neaesndadenieiy wazaunUsusIuiiennnauAaInAAouTeINISIAGes 08
M3Es9INT1INI3AATIEIAILUSUT N UTTvEwalduAnsi (Fixed Effect Model)
WU = pu+ T4 €;;i=12,..,auwsj=12,..,n
e ij e mduned | Weldsunsnaaesiudade |
u o fAe ﬁhm?{smwuamﬂﬂimﬂs

T, Ao BEWATULANAINNINAADITINTATE |

& 9 ANUANALATEUAY

2.3.3.2 MSVInassluuLAnNaisea
dusunisnaasswuuknanassaldunisnaassnatsdade (multi-factor

experiment) 19y nsnaasaUIsuisuniun 2 wuu Tnennsladimaiulildadina nns
vnaosiilanatlade (factor) udaztladeilanasydu (level) msnmassiidunuuulaneiea
IR 2 x 2 1T N19590FUBITEAUAN 9 vesaesdady Fand vInuudneudiudy
(treatment Combination) é¥avan 4 Mimuudaendiudu dmsunsveasiulaneSeaidl
wanedadeinuwndeutulunsneasufiontu a:dideddl limsuidvinaveunastady
wagdnsIINsErIaladusie

anwsULUUNTYINGDY

1) fifuUsneaossaus 2 fguly

2) 4n15Anw18NENasIH (Interaction) sEnINeiLlsnnass

3) nguiegtlavzldsumuUmeandle azdeaduluetisdy

- N15NRABIARIUTY

sUBuunduraIN Inaassluuwavevaaelade lnelady A il a szdu

wartady B I b SeAUNLYLANUNITNARBILUU CRD %11 1 91
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o

nsneassunnesea 2 U9 Tulnu CRD wansdnuuldsadna1anslanal

Yljk = u + Ai + Bj + (AB)U + gijk

We  Yij = edunausazan
i =1, a (@ = NuIuszauvestady A)
j S — aa= PUIUTLAVVBIUIIY A)
k S — a(a = PUIUTLAVVBIUIIY A)
U =1y, a (@ = NuIuszauvestady A)
A; =1y, a(a = IUITAVYRIUAY A)
B, S — aa= PUIUTLAVVBIUIIY A)
(AB)jj = L. a(a= IPUIUTLAVVBIUIFY A)
Eijk = Ly a(a = IUITAVYRIUAY A)

[

nsnmassinneiea 2 Uade Tulny RCB Lansmluudentindanstanad

o R Judndnavesudon d@ua1due WuReIiuuEy CRD

- NMseansa1uUay

sUnvuigaduvesnisnaaesaudadelaedade Al a sedu Jade Bil b

seaU U338 C 1 ¢ seeu Towaun1sMaaaawuy CRD 911 r 91 1An

Yijk = u+ 1,4+ B +vij + @B)ij + @y)ij + (By)ij + @TBY)ijk + &ijk

i=1,2..,a j=1,2,..,b k=1,2,..,cC l=1,2,..,r

- NSNAABDIVUIR 2

lummaaesniannuvaiedady lnegnaaesauladnuiusay 2 Jadeiies 2

szau Wuszaumiuseaugs wunmeaes 2 Yade urasladedi2 szduiiendn nsneass
22 unavaisgamsdeuninudneutiugy egluguinsgiuves 22
Y &
Al
(1) Wy asb, a Wy asb,

b WY aib, ab WY asb,
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Tufesavaveslady azUsngdnustu 1y ab, Wnume ab duseau

'
o

A998 (@lb1) wnume (1) ANSUNISNAEDY 3 U338 wiartaaedl 2 s¥au 1enan 2°

= = = ¢ A o o &
RIEVLISER LGUEJ‘U‘VlﬁVlLNUGW"I@N‘ULusﬁuiuzﬂu']miﬁqu@ﬂu

(1) WU agbig C WU agbic,
a WY asbig ac WY abic,
b WU aib,g bc WU ab,cy
ab WU asb,g abc  WNU ayb,Cy

(%
o

2.3.0 G¥UTINANUAINTOVDINTLUIUNNT

v = 1 %

AT ITTAAITUEINITOVBINTEUIUNNS (Process capability index) wusle 2

i (%
a a U v adAdv

Uszean Ae 1) AstTTndnen1suesnuaIunsa (Potential capability, Cp) way Avtain
AZ1UEIN150TWT939289058UUN1S (Actual capability, Cpk) Taefiagld Cp fndu
nszurunsIfianuanunsadisdalddededuluaudeulvuissens Aedleindeves
MIUUSHUMLETIIYAYRINTEUIUNTOETININA1 YR IMIg TR mun Tuvaizd
awnsold Cpk dadunszurunsidlaglidnduiaedevesniuulsiudnandeogi
AenanvestiansguTestaiivua

2.3.4.1 fiidTadnen mueInNEINIaYEINITUILNTS (Process potential
capability, Cp)

ansaszyldinssunsiiunsnildanuannsavield Tnsfiarsan

A1 Cp tnganunsarmuInlangns il

. USL —LSL _ USL —LSL
P UCL-LCL 60

Iy Cp=1 {33983 MNUANINTFIULAYINIUTI9VDIANLUTHUR Y

§5UVIRVRINTLUIUAT (+30, ANULUsHuvInszuIunslulusy normal distribution

Y1 oA

Wuhe 99.73% vesrmndunnlannegluyie +30 neAnade) lunsdiinszuiunsseylaing

ANLanIaluseAuNteean Inelfnen nnvsnaananiuefliunnsoaningisvesten

wuaLaY NeeLlipALRABYRINTEUIUNIS (process mean) ANBETININANNUBIYNVBITBNIVIUA

Y

[

a 1l = ad d' a a ¢ al ] P o a
@E]%‘VIL{]']WNWEJ‘Vlﬂ'TVTUW IUﬂﬁmumiaﬂ']aVl‘\]SNa@Naﬁﬂm%Vl‘UﬂWﬁ@flLWENi@EJag 0.27 139

2700 @7uana1udIu (ppm) NAANLENANITNUNAAAMATNIUNNIDIDDNANYIS +30

Wigg 0.0027 @ua1n 1 @



a3

- ¢ Cp > 1 iletawasdonmumnassruisunnningasesnnuil sty
sysurAveInszuIuNg lunsdifssyldinssuiumsiidnanmeesauanunse Tnsflazudn
wanAusimidulunamestenmusldreiileAiadeveinszuauns (process mean) Anegl
Aananswestiswesdeninuneegiimsnefinmun

- 1 Cp < 1 iletswesdonmumnasgiudaiosnittisvesnruudsiun

535URVRINTEUINNIS Tunsalilszylainnszuiunshiinnuaunse

2.3.4.2 fiiarhudihsafiuiadwenssuiums (Actual process capability
index, Cpk)

SeAnadeveanszuiumsliasaiuitimnevesterinuady Cp aglilvideya
fifimnuvaneannidn iesannazvenifissingaswes control limit veenszUIUNIULIRS
Formunvosandasialaazn et uwiliouenldinssuiunsasuaananfasi
unnsesselidsndudedlden capability index SnAmdafiefinnsaniaiuauisaves
nsrUIUMITgnoUaussietoiuAInss U AT THLAdYTinAuannsad
W1954 (actual process capacity index, Cpk) U99nN52UIUNTT
N15AUIUMIAT Cpk ﬁﬁl{éﬁmﬁqmmsﬁwmmmwﬁj

Cpu = (USL - Average) / (30)

Cpl = (Average - LSL) / (30)

Cpk = Frfiifosfigauas Cpu wag Cpl

- 1 Cpk < 1.0 uarteinszuaunslddianuanunsa

- & Cpk = 1.0 whlodinszuaumslianuannsatusge

- wuzihli Cpk AasliANInAdn 1.33

2.4 AN

(C.C Wong , T.A. Dean, & J. Lin, 2003) n153usulanelag Sadugusuuiiu dmdu
N330387u3ULdu (Cold Forming Process) filAsun1simuIn1stu3unaIn3sn1snads (Metal
Spinning) (Bikramjit Podder, Chandan Mondal, K. Ramesh Kumar, & D.R. Yadav, 2012)

J ! ! 19 2 o o qy Aa o ) = qy 1 1 = 1
nanndulnglddmsurunundanvazilunsinssuonusetusiunanling iuriosesse
(Seamless pipe or Tube) {unsyurumsilianuazidunuiugngs wuziunsnanTunud

AOINNTAMNLTILTY wagUTeTiaziBen Wunuiunvuskagyiomafiuas eusud ane



aq

EIULALDINTA TIUNNIUATUD1EENLTUTAL LYY 119959A N9EADITURTIFUFILATADINY
Anusaulanungins e wszartiunsHandeneinsadLdanssnniduiiiee
%ﬂléjﬁmsﬂizqﬂﬁﬁ% Wighted Performance Index (WPI) (K.M. Rajan & K. Narasimhan,

[ i

2001 lun1smInTEUINNSHaE IaNIWNNTANE NS UNITNENYDATIANTEVIDLTIAUEGS B991N

[
=

M3ANYINUIINTEUIUNIS SaTuguwuudu lunssuiunsnangad waziagidenlatude
WaNUN51939 (Maraging Steel) ualfioaannilsiatune JAldmanUssnnmannanuasii

(Low alloy steel) wu AISI 4130, 4140, 4340 Unu

' ' v '
Saaa o U == oA

wifdnszuauns Saduguuuudy asdunszuiun1siangadmsunistugurieiseants
3 "o v a o £ o @ v oa =
AUULAEALLTINSIEY wailaliinszurunTnandnun munTudndudesiin1sAinm
nansznunzneliindounnseaduiiay 1wy
2.4.1 HANTENUINNTLUIUNINWANUTOU (Heat treatment)

77 ' £%
v A = aa

s Yagiiinanldlunistusufieis Iatusuuvuibu du msfiginunszuauns
7N19A11858% (Heat treatment ) mﬁaumswﬁwa&iaammw%mm (K.M. Rajan et al,
2002) fio

- N5¥UIUNTBUBDU (Annealing) az%iasﬂ%’uﬂqaqmmwmﬁugﬂ wazYIuan
ATanATen (Stress) vasidlaTanseminenistiugy

- NTEUIUNISBUUIAR (Normalizing) Laznseuiun1seuLds (Harden and Temper)

agsiliiAnauaIsavouieTagseninanistusy udazdrelviauuiauss (tensile
strength) Lﬁmmwﬁu 7i Percent of die distance L

uananMsidennssiAnsanufeulinganiuianfiogiunioudy azdes
Ailsfeszznauazgungiinedliie szdunnieteslufardsmaliAndounniesiu

FUNULUALIAU 1L N1SIARTDUNNTDIEZAAAENLUUINAAUAT Laslanvese [Wudy

24.2 Nﬁﬂi%ﬂUﬂ’]ﬂﬂ%ﬁﬁJﬂ’JUﬂiﬂ%aﬂﬂi%‘U’J‘Uﬂ’ﬁ

[ieandaunnios (KM. Rajan & K. Narasimhan, 2001) flgiinguluseninenis
PugUiueu wu uaulildvune, nsuanseduganin (Micro-crack), 1suanseduavng
(Macro-crack), anandenvesduay (Ovality), vwaLduruAUdnaiala (Diametral growth)
udu (M Joseph Davidson, K. Balasubramanian, & G.R.N. Tagore, 2008) W& g (M
Lakshmana Rao, Dr TV L N Rao, M.V. Ramana, & Dr C S K P Rao, 2009) 33la@nw1tade

[l v [
v ) aa A Yo A

@ty INaOAMAMYBITUNUNNILNTTUIUMETT SaTuguuuuidy Taganunsaaguladsil
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1. S¥8zp99wURNN (Die distance)

- SE8¥YRIINURNRLN Az laliRive1u dalminniswaninile wazvinld
ANULIUEIVDIVUIAVBITUUANAT WaNANTT I IEURUAUENaIYBIBTEIEMY kAL
laiAsirUAA I UBSUANITARANUIUNTAYSINUINAINZBVNNY 90% LNSILALYINIATUIIU
Antaunnsasiuuwantidelagnnzdunuilifinnsevseu Feanvanviliinnisuaniu
WMA1N inclusion MARTUTENINNNTIATULDS

P Y] a 0 § va & & < 08 Ya v \ <
- sypgAudndesiiuly avhliiadumnulugewman wagviiiAndeunnsesasiia
< < d‘ a a Qy (= v 1 Y a v Aa Qy [
wiankuuinaala esnngninnaiausulaliunthdmalminnsswnniuiaguaula
& o Y a A a1 o ¥
3y AN ke auala

2. AILEIIOUTBILNUMYY (Spindle speed)

2 = ° va iy aX % < ° %

- AMULEI50UDY mandrel fige gyl UNUATY wighunlufagyinle
WIAUBUNNTBIINNAUALLTIBUYDY mandrel

3. mmn,%aﬂaumaqgﬂ%miul,t,u’sLmu (Axial feed)

- mnusadausnunnly azvihliiinsesRnnvestuIuanN1TdL (Vibration mark)
wasiidurugudnansnuluresievens wenaniduduaimsliiiadaunnsosuunnn
pAeLnanUaAELuiY \H99NAAANUANUAUANANIEY

- anusitougely avviligunudanunuliadiaws wasianeuingu
ANALLNANITANVINTEIINGNITIA

4. 3Us9vesgnin

a o

- gn3nifisadivunelug ashliAnmadomesiunuuiniy

- Usevesgniafidudatuiunuivuinn g asviliunaduriiugudnans
yesvieiivualnatu

- Uagveagniaiifienuaunieyuduiatuideanvasiationagsinliin
Founnsesuuuwandnuugadendalanle

6. SHyITIINTUNMLAY Mandrel

- svewvhannly asvhlidukugudnansuens uagilAanademestumumn
Yuge

- syagriationld agviliiAnnsuanduluresiunuseninifiestunutuuny
yagld MneuduLssishlfarsuaiu (inclusion) MiAavuriatusruduaiiuduvesnis
Ansosuaninvuiaan (Microcrack) ausilugnisumnimvuslngilufian (Macrocrack)

dy o QJQy a L% o Y 1
yanNTLylATUIUAaNU mandrel vilvnsliiaan
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7. SoUmsIat Uy

- dounnsesdnlnginuaznundsainnsiaausoud 1 lUudr Tasaunamdne
{fin9n ansuadiu (inclusion) TuidleYanioafitirlugnisuaniilvgdu

- mauanfidnuazadendavaiiinaenundninaunisinsevd 2 Wuds ddlae

drulugiinanidives@unuitliaiiems LagnsinANUALANANTMESATUNY

niladdnidevateniuniinisanisnisiieNnagirunlanidadeniinase
NILUIUNIT 10U bALEID RSM’s Box-Behnken Design LiNo&319@1n15VNUN8AIAINUISIURY
wosuU Inedi(M. Joseph Davidson et al., 2008)Uade@ld@nwiAe Audiseu, Aasa

YJou uazyilnvestivaoidy s9u89(M. Joseph Davidson et al., 2008) dinsuinseuIuns

1193 (Taguchi Method) 1lim19afiguaudasoninenfigarenaresnamisouin uas
(Hamid R. Molladavoudi & Djavanroodi, 2011) T§dmiumdadeiifinarilaietuanulyl
ﬂaumﬂﬂﬁﬁﬁugﬂLLUUluaﬂJaai’a@ AISI 321 uananisslinisvaaeddduuusiaes
(Simulation) ul451udae Tnelusunsuiugiuiithunldsaude TUsunsy Finite element

(FEA) uag Forge U (M.J. Roy, R.J. Klassen, & J.T. Wood, 2009) lal4 FEA yiungaud@ni

£
aa a =

ﬂasuaa%umuﬁlmuﬂssmumssﬁugﬂﬁamﬁ FaTu3ULUULU (Liu Xintian Liu Xintian, Liu
Chaghong, HuangHu, Zho Xiaoyong, & Sun Xinyi, 2009) lald ULuUN1591809A7875
ABAQUS/Explicit d11fuguan1stuguiuaiusgninenssuaunisndnuazldlusunsy FEA
éfm%"umi@wa%ugﬂ%umuwé’qmzmumsmﬁm 18N 9701l (Marie Houillon, Elisabeth
massoni, Eric Ramel, & Roland Loge, 2007) 14lusinsu Forge Tun1991893uuua1873s
Lagrangian wag ALE %Qﬂ%“lﬁﬂﬁﬁuwm’ﬁﬂ?ﬁﬂ’]iﬁﬂ mesh iz‘mfwa}mL%amimm%umuuag

ansalaa lwvinueanudevesanialanau wenanni (G. Zeng, SH. Li, Yu, & and X.M.

Y Y

Lai, 2009) msldgunuuiaemsndinmansunldeimunzanlunisinuduguiuubuus

[ '
a o

‘:1' & 1% a a = < o, d ] = o |
Lu@ﬂ‘iﬂﬂﬂﬁ%UUUﬂqiﬁﬂuzﬂﬂﬁEJ’Jﬁ 5WGUUEULL‘U‘ULEJU LWUNTZUIUNITNYULBUNNN "i]QEJ\“lellll

£
v ad

Unifeviulananunsaaiauuuitaesaniun1saln1svuguanigis Savu Unuudu Teeena

U

L3

AUUIULLUY

Y
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N5ty

dwsullomluunilagnanistunsunstonudaym Fadutunsunsnlunisaiuu
N9398 ey liiufiavwenuidde TneiieaseslionunmueInszuIuNIToaNKUUNIS
nAaas (Design of experiment) WnnUszgnalditon1suuuenseuiumndnuazlvlaunas

nsmuuadadenmnzanlunseuiun1stugusieinses Flow forming

3.1 DeuFwn

SYYLYDIINUUNUNW()

AMUNRUNSUAU(TO)

& X -

Funuuguiianu I d .
m'\uts%ﬂau%egﬂsﬂ (F)

U7l 14 femdmiaildlunszuiunsia

[
=

1. ANUVWSHAY (TO) Ae AUVUIYeUNUINIUlawulunwIfuilae 15 wu.
2. se8rYaIulfiu (d) Ao srezneanuuulilumsvugulnlanuidenis laggn
a o v = [ . d%’
Iauazununywimthiialouduaiey (die) lun1sugy

3. ANURLSHAY (Th) A AurLISYAulubAazseunisIn (e i= 1, 2)
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4. prumumdsia (Tf) fe Auvnilimdsnnisialuusiagsou (e f= 2, 3)

5. AuEeUTRMNUIAU(S) Ao Aransiseuildmuenliununyuastuanumgy
fimhendu seudounil

6. m’mﬁ’;ﬂauﬁuaaqﬂ‘%m (Hamid R. Molladavoudi & Djavanroodi) Ao Szagns
Jouturumiognindmniunu Smhedu Safumsdeund

7. sv83n3ve1efauesian (Spring back, Sb) Ao AduUszAnsuesnsTangues
a7 (Modulus of Elasticity) mwé’amisﬁugﬂLLazUﬁaﬂLLquiﬂizﬁﬁﬁ’Ui’a@ vhlidovestan
1NALARFINGU I1NNAIUYBINSEAFT (Elastic Energy) ﬁmﬂﬁmmzwmmuﬁﬂﬁﬁai’aq

NAUAUANINLAL
3.2 NMIMUUANLIUA LY

dmmsunisAnwiauidedlainisiivuaiiuaiuaduau lngdndonangnd
Usvaunisaluazlasunisareneamalulagaingudnaias Flow forming fausin1sinsa
d' Y & & = ] v ° Y aal % o
LA30edNIhagnaaeUTUUTLIL Insliuauudazauladnisiuantiniazderinau
JufuANIsUTEYUTETANANDY ietieiuisakazAanseslady didindwmadonnnin

v

N5TUFUBUIU FenuanunAnienunfinal

o

- gowgnslsluFnag

- HEWIENTEINNWIAINTIY
- AFNTAIUANNISHER 1

- IINTAIUANNTHER 2

- vt erEn

- WINNUENENER

- nInUYNUI

- JAnuNTIY

2.3 N5AALADNUILLALSEAUNILVIINISANY
3.3.1 msAmaantade (Factor)

ndeunnsasiinuluiite 1.3 ganumsideuasiivnuniidunuldsyauanes

[ |

iiedmsznladuvesanvgivihliiindeunnsesdananansoaslladagui 15-17 Junan

q

lagraaNMTInseRamafinga1ddadnisnisaiuan Jadenaruisaudlulaviuil waz
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HaTRUNNIDIMLANTY 37U 3 U998 Ao 1. Srezaeainaulfiun (Die distance) 2. AI11LS)

Uouvegnin (Feed rate) uae 3. ANULTITOUTBIMNUMYY (Spindle speed) sy

Dﬂnw\n ] ar . oo ‘qu

guquasu ieisaadnsuazaUnsnl HHARS S
2 Mandrel laildunesgu
A N

e iRAL & nIeonuuulid

=)
<—T wnu Mandrel etk
m3Usznau Mandrel Taii

lidimsuFuiisuszazsusiu

Tusunsunsia

gmlivinnu

=
Inmsanuutasdaya

uazliuflaligndta \
QUANER Tl T

FEERTINU

RAWATR

o« fUiTRUszI™

LHADLT < jzyziiuAnUed

[T o
FURURITLAAYINGE gn3nfianana

wazuszaunisnl

AUETIiD
Liildvuna

msfadstiawiuiuly

AFaanluUsELEan

mskaanstlau (Feed rate) s tfeafiuly

miseadasatiou 1 'é'famﬁuﬂfimﬁmﬁlm’lﬁ’w’@mn”lw

o 3 e g ¥ szgznewesanie
Auiugiuaiisau u

mseaAInEaseu \

Spindle speed) LiAmdn spring back
Anian
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1) Weswusinsanamunnlagsa (Total percent of thickness reduction) fodlaitit 90%

2) Welna1u1509579 I0A199U0 e NANUA AT UNITIA bR o8 19TALINTIYINN1TEBNWUU

JUU 1 Juso 1 59UN153A Win il audInSUNITIATUIUSOU 1 WAy 2

3) viialvinsinseudl 3 laAvuinvesusudlnaaiidinuauinfaauazlaiiia
) | o & v e a 1) ~ A ~
Tounnsesdndudesanmnuvuivestunuluseu 1 wae 2 Wanniige esanluseud 3
ALLAAAIULAUANANI I UTUIULE DY VINATNUAAIUAUINALIANINTUDNILAINA LILAA
YaunnsaaiuTuaulade warlanianduanuaskanladieiiasainaisuaiu (Inclusion) Al
MlAAnAIruALAULINTUlusErI0Aase AnsauaztduausuduliAinnisuanvun

1&n (Microcrack) ﬁ]uﬁﬂﬂqjﬂ’mmﬂizﬁumwmﬂlﬁ (Macrocrack)

3.3.2 mMswaanseau (Level)
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1) 5282999779URNUN (Die distance)
ANUD 2.3.2 A1MSUNITODNLUUSELYDITNMURUN I ULARLIOUNITIAUY Y
NATUINUBIBUANITANAUAIUNUNT U ULAYSIU (Total percentage die distance)
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syl 1 : tr= 2 Ui e Total percentage die distance = 87%
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v a
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2) ﬂ’;m%’siausuamﬂumgu (Spindle speed)
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3.3.3.1 HaNSNAERUMNUILNMUNTENA NS UNISINTOUN 1

= o o  w = =
A1 9 Nan1sede UM UaTeNIULIzaNd1rTUN1TInTIUN 1

Expected Value Measuring Value
Die
% Thickness O.D. Thickness Remark
distance
Reduction (mm) (mm)
(mm)
10 33.33 137.01 11.01 No defect
9 40.00 135.07 10.04 No defect
8 46.67 133.28 9.14 No defect
7 53.33 131.63 8.32 Defect: Crack/Fish scale
6 60.00 129.1 7.05 Defect: Crack/Fish scale

61

NANISNAZDUINNANIT A 10 NUINTLYLYDIINMURUNN U2 aUAN TR laTUIU

Aunutesigalaeliiindeunnsesfoszesi 8 uu. lagaviinlvlaguaiulivuin

WUHAUENAIMIAY 133.28 U3, WATAIUVUINY 9.14 Uy, wazlilatu aaauAIY

ualaeldseamaainad (Rockwell O) TaAiaruuldsadevindu 31.45 HRC LagAINuLIILT

(Tensile strength) 1¥1AU 962.652 Mpa.

3.3.3.2 HANNSNAFDUMN UL MAUNTEUE NS UNISIATOUN 2

° [y =Y a v & v | -y N ] o A
FANMIUNTIATUIIUTOUN 2 VL@L!LH]%@@QN’]‘Uﬂqiiﬁsﬁufl’]u59“u1/| 1 41neu IWU{]"\]QEJV]

T93ausau 1 agldmannnaluiigae 3.3.3.1 FIAUVUIAVDITUIIUAIAITIN 10

M15719% 10 HANNSINAITUINUNAIAUNTZUIUNISIANDTDUN 1

(Average~31.45)

Average of Average of OD. Hardness (HRC) Total Length
Thickness (mm) (mm) (mm)
Min.=31.80
9.11 133.29 Max.=33.00 590
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AN 11 HANISNAABUMNTITLNMAUNTFUA NS UNISINTOUN 2

Expected Value Measuring Value
Die
%Thickness O.D. Thickness Remark
distance
Reduction (mm) (mm)
(mm)
6 34.13 139.19 6.97 No defect
5 45.12 127.11 6.08 No defect
q 56.09 125.44 5.12 No defect
Defect: Fish scale and
3 67.07 123.3 3.25
burn on surface

HANITNAABUIINAITNA 11 NUTTeueyaItauiiunlvnzauninilaguay
1% =i I a  w ] - a o w ovs =
Aanunueengalagliiindeunnsesfeszord 4 uu. lavazvinliladuausivuin
HURAUENa1MIAU 125,44 1y, dagAUruIiay 5.12 4u. wagilodiumaaaualy
< e = v < a v <
wlalagld5enniaanad (Rockwell O) laAAnuwdaaiiowiniu 35.26 HRC uarAIaudawss
(Tensile strength) 11U 975.322 Mpa.

INKANITIAUIITD 3.3.3.1 LAy W19 3.3.3.2 YNAEIUITAIUUANITNARBDIFINSU

1%
| a ]

N15110298 NTNARB AN NTUINUFINTUNITIALUTOUN 3 baeanns197 12 Feazuinldlolu

q

AsANEluUNA 5 saku

A1519% 12 N59anuUUlUsLAINNSIAlULARESOUIBINITNAGDY

Cum. AINUKRUN
. | Y%Thickness Die Distance
IDUNIIN %Thickness 2DNLLUU (UW.)
reduction (mm)
reduction (Tf=d+Sb)

1 33% 33% 9 10
2 50% 67% 4 5

60% 87% 2
3 2.75

68% 89% 1.7
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A NTUNITNAADY

4.1 Tanuazaunsal
4.1.1 YUNTUINUAIUNTINTOUN 2

iemuanladenazdimmanan1sInTuUToUN 3 Tl AMNUATUIAVBITUIY
VRIHIUNNSINTOUN 2 Ingiluwnfagun 23 ielvivdaaunseuiunisiugumeiases Flow

forming Fuuilvwinaainenuivug

91256 £+ 0.1 1030 + 10
A

(Y] o
\/

A SECTION A-A
SCALE1:3

JUT 23 YUIABUNUNGIRUNTIATOUN 2
4.1.2 gunsainilglunismeass

4.1.2.1 iRowsalasiainswesian
nNaesansIAuLuULAtasviau (Reflected Light Microscope) JUZEISS Model

Axiotech fagu#l 24 TddmTunaaeumalinn1siAsIey Microscopy

SUN 24 NADI9ANISAUBUUBAILUULASAZYIDU

Y 9

(Reflected Light Microscope) JUZEISS Model Axiotech
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4.1.2.2 w303 Flow forming

1303 Flow forming Ju FA450.3000-4 5Uf 25 Tddmiunistuguviensesuges

g‘U‘ﬁ 25 1303 Flow forming

4.1.2.2 1deeinmumn
\A3eeInAINIUN (Wall thickness gauge) 1 ECHOMETER 1076 Basic U7l 26

TadnsuinmnuruTuanu

—
=i

U7 26 1A309¥AALYL Wall thickness gauge ECHOMETER 1076 Basic

4.1.2.3 \A3erinvuIndURugUdNananguen
WIarInvUInEURNUALENaNaAEUaN YWIA 100-125 1y, Uay 125-150 .

Aagun 27 Tddwiuinvundurugudnalsnguanvestiuay

JUN 27 1A3093AUNALEUHIUANENA19N 18 UBNVBITUIY
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4.2 TN1INTIIABUAMNTNYDITUIU
4.2.1 9539a0ulA9a3199801A

yhmanmaeulasadsaniatoulaedinstugUfeedos Flow forming
Fuaulildvuin 200x200fiadiuns Insvmeriinisdatunudesss Teldlituanudou il
Jostulalidunuineufourwililasadsganmandsundas dwiutuneumanioy
Fuanuiifai

1) vharazendunuiidauddeesdlau

2) ¥nsvideTuuseEau

3) FatusufenszmunTeReusiiued 240 aunseiadaues 1200 Iniudndae
el (AL203)

4) ¥nnsinRaBiusudaense 2% Nital

5) A71980UlATES1909IANME NG DIaNTsAURUULANAE oY (Reflected Light
Microscope) éuZEISS Model Axiotech

6) InTesian1nTaeulATIa9gANIATE T UL

4.2.2 MIINANFURAUGNANVDITUIY

1) ¥Auare1aus T UL

2) @ovainalrunnlulasimesiauenduiatuu

3) gruAtunuiui limsenlilasiinedoenaindunuitesiud szl
AfilaannsinRnnana

4.2.3 NM5IAANUNUIVDITUIY
1) Wenlnsulimnzauiuaumnuiidesnisia
2) ¥PuaYeIA USRI T LI
3) ynsusuiiuesestourinnsinau

4) 1M9INTUAIUUUSNUNADINNSTA 91UAIALAUUNTIND AN

4.2.4 MIMAINTVEIERIVBTER (Spring back; Sb)

MAIINTATUIAANUNUIVDITUNUNATTA YINSAUIUAINIT Vi IveTan

e
=De
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4.3 35015717884

v A v o ) A ax = v aa ]
Gﬂr]ﬂﬂ'ﬁﬂ9]La@ﬂ‘ﬂﬂ‘ﬂﬂﬁqﬂi‘Uﬂqﬁ/ﬁﬂaﬂﬂlu‘UVW] 3 aqﬂqﬁﬂﬁﬁqﬂﬂﬁﬂqiﬂﬂﬂqﬂ‘ﬂﬂHWNNaG\@

iy Y] ~ ~ Y] ~
YUINANYDIYUINUNAIIUNTITIATOUN 3 ANKINTIN 13

AN5199 13 350157980900 MNULAUABVUIAVDITUIIUNAIIUNITIATBUN 3

Uad (Factor) NanaU (Response)

Feed rate | Spindle speed | Die distance | Qutside diameter | Thickness | Spring back

(mm/min) (rev.) (mm) (mm) (mm) (%)

1.7
60 1.85
2.0
1.7
40 80 1.85
2.0
1.7
120 1.85
2.0
1.7
60 1.85
2.0
1.7
60 80 1.85
2.0
1.7
120 1.85
2.0
1.7
60 1.85
2.0
1.7
80 80 1.85
2.0
1.7
120 1.85
2.0

4.4 NMTIATIRTRYATEDR

dmsunsimazideya aeldlusunsuiiuiiu (Minitab) Fadulusunsudnsagums

adauntglumalesziteya Inedlaumsdwuunldlunisneaesil fe
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Yiik =+t +Bi+vi+ @B + ()i + (BY)jk + @TBY)iji + €ijk

do =1, 2 (syfuves Spindle speed, S)

j =1, 2 (32AUveY Feed rate, F)

k = 1, 2 (sgAUY Die distance, Ty (design)
Tned

Y fio wamawmmswmaaﬂuﬁﬁﬁammwuwaﬁummammmLé{’uﬁh@usﬁﬂmﬂ
NYUDNND

i #e Aade

a a N

rﬁEIawﬁwavuﬁmaﬂﬂﬁﬂﬂawmSaiaumaquﬂuwgu(Spnmﬂespeed;S)
g Ao 5%%WﬁﬁLﬁﬂ%ﬂﬂﬂ?ﬂl%%ﬁﬁ@ﬂ%@ﬂgﬂ%ﬂ(Feedlate;F)
y @ SvEnaTiinansyeynIsanAIMLNYRIRIT Y (Die distance; Ty
T8 A9 BUNTAILT 2 N9 ‘17'iLﬁmmﬂﬂ'wmmL%faiausumt,mumgu (S) way Austeu
‘U@ﬂ@ﬂ%ﬂ (Hamid R. Molladavoudi & Djavanroodi)
Ty Ao SunsATEN 2 e MARIINAIANLEITEUTRILNLYIYL (S) WAy SEBEN13an
ﬂ?ﬂNMUW%@ﬂﬂﬁ%ﬁﬂﬁu(Tﬂ
By Ao 5umsﬁ%awZ‘MWQﬁlﬁ@ﬂﬁﬂﬂawuﬁaﬂaumaagﬂ§ﬂ WAY FEEENITANAIINNUN
%aaﬁa%ﬁqwu(T&
By AD BUNITAILT 3 NN ‘1'7iLﬁﬂmﬂmmmﬁaaawaqLmumu (S), ANustouves
gn3a (Hamid R. Molladavoudi & Djavanroodi) LAZIEINITANATIUMUIVDITITUIIL (T)
£ fia AAUAAIALAGDY
AUUAFIUYDINTNAADY AD
1) ausdgrudmiutladodend 3 aundgiu il
1.1) Hy : T4 =Ty ==O(ﬁﬂﬁaﬂmﬁasaumaﬂuﬂuuyu(S)ﬁizﬁil1L&ﬁ;21ﬁﬁﬂ
nanaulin19iu)
H, : aﬂwqﬁaawﬁqﬁwmaqri#:0(ﬁﬁﬂawuﬁaiaumaauﬂumgu(S)ﬁizﬁu1
wag 2 TAANanaUuA1ei)
12%%4%=ﬁz=OMmﬁﬂw%@ﬁMH%%humzwmmm%MNﬁ)
H, : athetiesnianves Bi #0 (mwm%aﬂaumaagﬂ% (F) fiszsiu 1 uaz 2
A manauseiu)
13) Hy:y; =y, =0 (SY9¥N"TANAINUMUNYDIRITUNY (T fisziu 1 way 2 T

Aanaulus19iy)
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H; : 9819U81HeA94 y; # 0 (S282n158AAMNRUITIRITUNY (T) 7

SEAU 1 Way 2 TANanauURNeiy)

2) aundgudmsuladesind 3 auufgiu il
2.1) Hy : (tB)i; = 0 dwmsunnan i, j (Buasisen 2 NITARIINAIAILIEITEU
YoIMNUYU (S) uar AusITeuvesgnin (Hamid R. Molladavoudi & Djavanroodi) il
BvdNasenanav)

H, : ogatfosnisrnves (TB)ij # 0 (Fumsnsen 2 aTARIINAIAILS)
FOUTRILNUILY (S) waz AT ITeuTeIgn3A (Hamid R. Molladavoudi & Djavanroodi) &
vdnasenanav)

2.2) Hy : (t7) i = 0 dusumnan i, j (Bumsisen 2 aTARIINAALEITEU
VOILAUNYU (S) Uay sEBYNTARARTIIMLITEIIN T (T) liBvswasenanau)

[y aa

H, : etheteevilarnves (7)) # 0 (Sunshzen 2 madiinainAininmsa
TOUVBILAUNYY (S) Uag SHEYNTARANLMUINYBIINTLL (T) TBvEwasiananay)
2.3) Hy : (BY) jx =0 dwmduynen i, j (Gunsisen 2 nafinaneusatlouves
anIn uay SEEYNITANANLILIYENTWNL (T) LifiBvEnarienanou)
H, : stneteevilanves (BY)jx # 0 (Fumsizen 2 NTLARIINAINET
founesgnin uay srgnIanALMLITeNRATuNY (T) Tavinadenanau)
2.0 Hy - (TBY)ijre = 0 dmdumnen i, j, k (Gunsisen 3 aTARaINAIAILEY
FOUTRILNUILY (S) waz ANEITauTeIgn3A (Hamid R. Molladavoudi & Djavanroodi)

a 1

lufidnswaronanau)

H, : ethetfeevileanves (TBY)ijk # 0 (Fumshsen 3 NITARIINAT
AVIISITOUVBINUALY (S) uaw mmﬁaﬂammqﬂ% (Hamid R. Molladavoudi &
Djavanroodi) {3 nasnananau)

[V
Ud\'LQJd %

PULATINNSNNSANRUNANITIATIEMUNITIVE A9l

4.4.1 NMIUITLLUANMUAIUITOVDINTEUIUNT

[y

° [y 1 pRp oY) o . ! E g
AuSUAIRSTIATIAIINEINITOVDINTEUIUNTT (Process capability index) wusle

[ v
v adu o v aa v

2 Uszian fe 1) fulldindnenieueiniiuainisa (Potential capability, Cp) way Av¥idTin
ATUAINITATILYIATI909n T2 UIUNT (Actual capability, Cpk) Tneiiazly Cp findu

1A =) P P Id a A = 1 =
nsguauNsIdANuEnisaiieddalaseladulunuteuluuislsenis AellleAadeves
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N13HUIHURINTITUYIRVRINTEUIUNITOLNNINAT 1UBIYNUINTFINVEITDMNUA Tuveh

a1u1sald Cpk dndunszuiunisiataglidndunAiaievesninuulsiudinaifesagd

AANANVBITIUINTFIUVDIVRAMUA

4.4.2 N3LEDNIUINAIDLNTIMNZAL (Sample size) H3091UIUIINYT (Replicates)

LOAIHLIUEITDINITNARDALANAIIUARIAATOUYDIYATBLS TILAMANIIIN

(%
a

Fununaziadosiety TngilunmsanaduanuuansanuidmunlivesAiedsvesndg
Fog1a 1 ngu Aumasiiamilavionsiaduanuunnivedsadeseninngusogg 2
nguvieunni1 Anuawarawuud 2 (B) Miwmthiiduilsdduvesvuindeds azuans
mmﬁmwamamaaLﬁamuwmﬁ"gadﬂﬂmﬁu IWS1ZAILENNITOIUAITATITUADIUUANAT
muirnunsildinety winuafegiiiutugondamalirldieiutuguiu fafunis
Benvuafegafimunzaniaduiesndudmsunisesnwuunisnaaesfivedesdidaiady
9819UIN wazvUINAIDE 9 AR lidos ALl ULl lia 100 5299 UANULANAIIUDY
Andpsewienguinedeld siag Adauuandainiy
s1891un153dsatuiigldlusunsudfuiiu (Minitab) Fasfinsnzivunaiegnad
wanzan nofvualieaunndsueriedeseninsjusegafideanisnsanulseana 1
wihwesdudssuuunsgu uwarlenanagnsaduainunansiaiaawiifu 0.8 ﬁ?iaw
TdsunsunisAiuanazidonldsad Stat > Power and Sample size > 2-Level Factorial

[

Design visillakanantisinevadlusunsunasmasninesssyagui 28

Power and Sample Size for 2-Level Factorial Design x

Mumber of factors: 5]
Mumber of corner points: a8

Specify values for any three of the following:
Replicates: [

Effects: | 4

Power values: fo.s

Number of center points per block: | 0

Standard deviation: 0.07355

Design...
Options. .. | Graph... |
Help ok | Cancel |

JU7 28 nspuldneuvedusunsudmiumunafiet
YDINTOBNUUUMTVINGBUTUNNNBITA
- Number of factors fi 3

- Number of corner points A 8
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- Replication liffesszyiflesannifumiifiosnism

- Effect FoAAnuuanAUnIALaAETaAIATAIMUN BB fiFoamsusuuesey 4

- Sigma iududssuunnsgruvesteyalusiin annnsgusiiegisesnun 28 f an
Funuiuuwasrhmsiasaumnvestuny Iideyadmad B fedu Sigma
WIv 0.07355

~ Power Ao 1- B 10 B A Type-ll error wislenafianu1sons9suALLANA19YDs
Arumuestunue Tuitild 0.8

AN5199 14 N5ULANDUYBINITUITIUIULIVBINISNAADI

Power and Sample Size

2-Level Factorial Design

Alpha = 0.05 Assumed standard deviation = 0.07355
Factors: 3 Base Design: 3, 8

Blocks: none=-

Center Total Target Actual
Points Effect Runs Power Power
0 4 16 0.8 1
Power Curve for 2-Level Factorial Design
Power Curve for 2-Level Factorial Design
1.0
Reps,
Ctr Pts Per Blk
— 2,0
0.8 Assumptions
Alpha 0.05
StDev 0.07355
# Factors 3
0.6 - # Corner Pts 8
. # Blocks none
d;) # Terms O mitted 0
(=)
(-9
0.4
0.2
0.0 T T T T
0 1 2 3 4
Effect

’gﬂﬁ 29 n1911A1 Power Curve for 2-Level Factorial Design
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nnsarwulaglusunsy Minitab Tanad1 99u21 Replication Wiy 2 d1usunis
a ¢ Ad v o w1 A a X a0y a .
Angiiiemanvgnildeddydedyminiadulunszuiunssaviameinies Flow forming
W agaiiunmseszilagldnseuiunsmeada dmsunisiSeuieunanuinauwazsunuy

[

ldlunismaaes widudentadeidninansenudenaanylrYaRUNUNHIUNTEUIUNNT

] '

a d’{ @ ) Ly [ d! a (Y] [ &
IAUUsULUULEY Bvinsnaesuaznaaeuleddgyiley 3 Uadevan « Ao
1. SYULUDIINILUALN
< =
2. avansrdeuvesgnin
3. ANULFITOUVBILNUMLY
1A8NANISIINANTNAADIVLUIUNIASIZM NN T8N U TNaNUNISIAATDUNN T DAY

Anwn1siidunsisensemndade fezdunuimslunisusulsmaziesziludunaudaly
4.4.3 N1398NLUUNNTNARDUTIENR

donviavesnisneassduluuniseanuuun1snaaes (Design of experiment,
DOE) Tnglgunun1snaassuuunavalea (Factorial Design) 411398l agvinnsAnedanys
ﬁé’ﬂwmm%agﬂﬁﬁw%i’mﬁﬂﬁ (Variable Characteristic) 534894015911A15NA8 0N A 8
o a 1! [y} a a [ o’.JJ o 1 = < a Ay o = ¢ < [l Y o
Afiun13AuAlUAuNITNENIT faturuiafegnaludaidesddiadusgnwin i

a v = Y a & a =1 .

NuITesladnaulaldenvinvesnisnaastduuLuuniseonuuun1smnas (Design of
experiment, DOE)

mssiunsveaedldnisesnuuunsvassadauinnadeauy 2° wuudugy 3
fitadeiBenadnuaiy (Attribute Factors) §1uau 3 Uade Uadwaz 2 seiu uaz 2 lswaAaly
wilin1sneaaesinladeuazyinnismeaesuuduanysel ielinanismeassanuludase,
Liluddusiedu wazdosiunurainndeuvesdoyaiiinandeildannsanivauls wu

a . v & v o= v
na1feuly nslusea (Bias) vesnaass WWudu Feannisesniuunisnaasdlagly
TUsHASUTTLAY (Minitab) 39LA31UUNITNABDY 31UIU 16 N15NABDI (run) TIAIAUNIT
U ‘NI

7AADIRINITIN N. 1

4.4.4 ﬂ?i@i?ﬁ]ﬁ@Uﬂ’NNQﬂﬁ@ﬂJ@ﬂLL‘U‘URT'W@EN

- NN5MTIE@DUN5HANLAIUNG (Normal Distribution)
- MsnsadeuAududasy (Independent)

- NMIATIVFDUAMNLEDYIVDIANULUTUTIU (Variance Stability)
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o
(9 IS

4.4.5 msuSudsanlunssuiunsaemaiiatugaiariianugdudou (Response Surface

Methodology: RSM)

n1sUfudgaudlunssuiunisaismatinduasuasiinududou (Response
Surface Methodology: RSM) wuun1snaasawuuden-luuau (Box-Behnken design) tiiem

aunsuRIRanoULAEMATIIN AU R LA
4.4.6 MInaaeududuNa WasfnnuAIUA

n1svageuBuduna wazinnuiunuidunisandunisluduiliiiofaniuiay
ATIVAOUAMAINTBINTTUIUNMTIAETAvinTuuNuAIUANNSTUIUNSE I A enER
U URRY
4.4.7 WNUNITRONLUUNITNAGDS

1.3ngUszasn
efnwladevesiianuiiseureswnungu (S), Anusileuvedgnia (Hamid R.
Molladavoudi & Djavanroodi) kag 584893 19WdNUN (d) NANanaA1IAIINRU, A1
dusAudnatanguenyie uarA1ve18i1ve93an (Spring back) lunszuiunisiavieniy
1A389 Flow forming 58Uyl 3 dmsumuuiliunisusuasutadevesunardadedialnlana
N Y aa
MOUNNNANDUNIAANATIAR
2. Toyaiiugu

1%

AuauURveYionIIRUgINAtY Fgfaliuminiuikaglavuiniinuizanlvd

Y

'
a =

awansalunsiusssiuldmuiiieanseonuuy wwunaiiaudidyluiidieaiaiy
U1 uazIUIAEUKIAUSNa1anIBuanYawe annsRiadesiunyi Jadediuiasd
SvBnarionnAnYMETaeNaINTIAfELATEY Flow forming LU ANMNTBIYE Wazen
Fushgudnananieuenvie 1usu ufifie 1.) AmiSiseuvesunumyu (Spindle speed; S)
2.) mmﬁaﬂaumaaqﬂ% (Feed rate; F) way 3.) Sv8¥ya3Inauiiun (d)
3. fudsene lunisvaaes

3.1 nanouilanla

1) Anumunvesvievasindensyuiuns Intusuuuudu agluszwingen
2.55-2.95 a1, Inefidnvneaumund 2.75 .

2) AdurAusnanameusnviendsiasenszuiuns Iatusiuuuid oglu

5813191 120.40-120.90 1y, Ingilidmngandusiaudnatsniguenyiewiiiu 120.65 ual.
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3.) AINNTVEMIVBIRITUTUVAILAUIA (Spring back) dmTuias AISI4130

3.2 Uady
5 . seauvealady
Uady yeuanwal .
-1 (A1) +1(g9)

1. AU5ITOUTDIUAUNYY

S 60 120
(Spindle speed)
2. anusadouresgnin (Feed rate) F 40 80
3. ANSAUANARTULY

Ty 1.7 2
(Die distance)

3.3 Uadeniaiuay
- ASTUIUNSHARNAR A UINAULUU
¢ = 5 .
- gUnsaluaviAsosllanney Yeua3ad Flow forming

- wilnauEmegey

[y

- Tagmannd AlSI4130 AinunszuIuNITOURUUNG (Normalizing)

4. I1UIUGT

Y91 2 A9 TUnTantIgn1sNAaeesINUadeY

5. 35N15MAABY

1435 n1sduanusalluniIsne@au TngasunIsNAanInLandlumi1san n.1
9 u

6. NMSIAATITHNITNAADY
6.1 N1 IATILHAYLAUEINITOVDINTTUIUNTS
6.2 MTIATILIAMULUTUTIU (ANOVA)
6.3 MTIATIZINATENLAZIURTN U vaNLAayiadesenanay (Factorial Design)

6.4 N1IATIVADUAMLNYINDVDILUUINADS (Model Adequacy Checking)

6.5 m%‘mwamauﬁﬁﬁ?j@ (Response Optimizer)
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Uni 5

NTIATITAHNANITNAR D

5.1 HaN13953aeUlATIET199ANIANBUNITIN

(n) ()

U 30 lassashaganiavesdan AlSI 4130 nldUuguvie

(M) 1A5983199801AUSIATBUFUMUMAIVEY 200 1N

(¥) 1A5983199801AUSIUNANTUNUMAWEIY 200 N

U 30 wruLHudsaNnaveundn-auey aziiuldinfiviunaaisueu 0.3% 1
gumMgiivios dnfiUTINmA e 0.3 % deillassairaduiisalad (Pearlite) uazinoslsd
(Ferrite) Fsrnuantsmiadeulassadnaniavestusuiiiuingiu (Raw material) 103U
7l 30(n) uay U7 30(%) azUszneumelasiaisveaiisalad (Pearlite) Aildnwaz Ity
waziloflsd (Ferrite) Midnwanidudsou dudulassairsunfiveundnussianlaluy

wnaees (Hypo-eutectoid)
5.2 ANy TendadeninasenuunvetionauUFuUse

5.2.1 AATIERANNENNNTIVRINTEUIUNTABUNITUTUUTS

¥

N1534AT1¥RAIUAINITAVDINTEUIUNTIATUIULUULEY 98W1N153LAT 1N
Aauansaluiun1sTusUlvlaanuruiniuimivun 1WesanaunuIinanenny
Uaoadedenistivieussiugsdniudesiinsanduiivay lnonaain nsguiiegavesvied

HARLANTILATIEAINENNTaTRINTTUIUNSNUUTUUTlARARINN 19N 15
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faagneviad 1 2 3 | 4 5 6 | 7] 8 | 9 10
ANNUIVDIYID (W) | 2.72 | 2.86 | 282 | 2.86 | 285 | 28 | 256 | 293 | 259 | 277

faagnaviad] 11 12 13 | 14 15 16 | 17 | 18 | 19 20
AURUNVDIYID (WU.) | 2.81 | 265 | 261 | 271 | 276 | 277 | 276 | 277 | 2.8 2.8

fandneviad 21 22 23 | 24 25 26 | 27 | 28 | Avg. | Stedev.
AURUNIVDIYID (M) | 2.78 | 284 | 2.88 | 291 | 292 | 283 | 2.79 | 2.87 | 2.79 | 0.0932*

mnews) * AeAtlosuuinggulagsin (Overall) FelumsAnmumiidunuazlyen

DBAUUNIATFIULUU Within Fawiniu 0.08993 dawaliardnadlansiuantoy

[

PMNATNA 15 @ansamuna Cp wag Cpk lagail

_ USL—LSL _ 2.95—2.55

C = = 0.7153
P 60 6 x 0.0932
. (USL — Average Average — LSL
Cpre = Mm( 30 ’ 30 )

_ ( 2.95—2.79 2.79 — 2.55>
"\ 3%00932’3 x 0.0932
— min(0.5722, 0.8583) = 0.5722
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Process Capability Sixpack of Thickness (mm)
I Chart Capability Histogram
UCL=3.0560 LSL Target USL
g 300 T I T Specifications
s | | LSL 2.55
B X=2.7862 Target 2.75
3
g 2" I I USL  2.95
= | |
=
250 T T T T T T T T T T LCL=25164
1 4 7 10 13 16 19 2 25 28 2.6 2.7 2.8 2.9 3.0
Moving Range Chart Normal Prob Plot
0.4 AD: 0.705, P: 0.059
S UCL=0.3314
o
&
% 02
£ _
H MR=0.1014
=
00 T T T T T T T T T T LCL=0
1 4 7 10 13 16 19 22 25 28 2.50 2.75 3.00
Last 25 Observations Capability Plot
2.90 . o®® Within Within Overall
L J Y ° . StDev  0.08993 StDev  0.09325
] o - e — o0 r'S * Cp 0.74 Pp 0.71
2 275 ° cpk  0.61 Overall Ppk  0.59
> ° PPM 38581.66 Cpm 0.66
2.60 'Y L J PPM 45158.50
T e T T T T Specs
5 10 15 20 25
Observation

JUN 31 N1 iAT1ERANEN1IAYRINTEUIUNNSTUUAMTUMIAMUATUIAAIIIVUIYBN

719NUAN®N

JUT 31 nawliuuunuianuniliainnsguiuns Satuguiuudu lu Pass 3 ud
anwagnsnszaeddunuu normal TaeRarsanann Normal probability plot A1 P-
value = 0.059 &allA111nn31 OL 91 0.05 UoNIINTLLDNAITUINT NS R-chart kaINUIIA
o i oA o i ' i &y
faagluranauay lnggainnisnszareivesmanuvunliiynlneguenmilowdu LCL uag
UCL Maflillafiansannsndaudgnd 15 f99al 25 enudnnsininsganedieg1alisiuuy
wionadnienilsniie fimsnsyaeimludnvusivtuvseanafiaseiuuinndl 7 90 wand
Ideyaifinduiianvanaunsamuauliudliliiunisaivan Faannsiasanamnes
msinluserinsdunuIndudunsnaandilifinsmvauenuRaunfiveaniosdns ey
! = o § v I _ aa v o = | v 1 =
A1 round run-out YasgnIALazLAUNYY M lvieNsalalidnwuzilyd dewalvAivuini
= = Y Y i = | @ o ° v
Anwrdanuudsusiudnuagaingnd daludisvenisuiulseassinnisiivualiinig
pIRdoUAIRINaNoanlymNAnTu

wieg19lsAnu WeRanswiAl Cp = 0.74 uag A1 Cpk = 0.61 @NNITILATIZING
AYIUANINTOVDIAUTFAINNTZUIUNTT FATUTUMUUEY S1ienATRGeeInsyuIunIs

(%
(VY

wszAn Cpk < Cp wanantian Cpk deflandosndn 1.33 Faduauuziiafign dsiudsasula

q
[

' av v a X I3 v o & A Y [y Va2
Uqﬂﬁqﬂﬁuqmiﬂﬂ§$UUUﬂ'ﬁ 5®5UUETJLLU°ULEJU EN"ﬂflLﬂum'ﬂgmaﬁﬂﬂ'ﬁﬂiuu’?ﬁiﬁﬂmu



5.2.2 Jnsgvinsadaiiefnwnidadendaadonunimanuruivieneudiuuss

A a oA = o =
AN 16 NANISVNAFBITALNDANYINANTENUINNUITYANEN

14

Run Std Factors Response
order | Order Replication| spindle | Feed Die | o ) Thickness Spring
speed rate distance (mm) back
1 1 1 60 40 1.7 119.87 2.35 0.85
2 7 1 60 80 2 121.57 3.2 1.2
3 10 1 120 40 1.7 120.47 2.65 1.15
a4 9 2 60 40 1.7 119.97 2.4 0.9
5 3 2 60 80 1.7 121.11 2.97 1.47
6 14 1 120 40 2 120.85 2.84 0.84
7 12 1 120 80 1.7 120.73 2.78 1.28
8 6 2 120 40 2 120.89 2.86 0.86
9 15 2 60 80 2 121.53 3.18 1.18
10 4 2 120 80 1.7 120.75 2.79 1.29
11 8 1 120 80 2 121.11 2.97 0.97
12 16 2 120 80 2 121.17 3 1
13 11 2 60 80 1.7 121.11 2.97 1.47
14 13 1 60 40 2 120.47 2.65 0.65
15 2 2 120 40 1.7 120.49 2.66 1.16
16 5 2 60 40 2 120.45 2.64 0.64

Unan1smaaadlun1s1eil 16 11vN139539a8UTeauNAgIY (Assumption) U84

= = ax Aaa a a ¢ 1 A . .
ANUABIAARDU BITTNITNAFBUNANGAAD NITUATIZNANALNAD (Residual Analysis)
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s Resicua Pots for Thikness (mm) (o | @ [ & prosaitty lotofThickness (mm) EE
Residual Plots for Thickness (mm| - .
— Probability Plot of Thickness (mm)
Hormal Probability Plot Versus fits Normal - 95% CI
L ]
. o j 7 Men 280
- ? . = 00 . * . / / / StDev 0.3
i ER. . % / N &
< g . / 0 0
Y & 901 . . = 7 > 7 Pvae 0577
10 . . Al / o S
1 . LI ) /{ Ve
-0.030 -0.015 0.000 0.015 0.030 4 6 rx 30 2 - / . s
Residual Fitted Value i g‘ 7 ;/
= / ¥
Histogram Versus Order 5 /
og [ 3 - i /
48 o ﬂ 24 / /': /
] 5 Mg \ A - A
Tl ML A [\ VAV
g 3 I ‘\{c’ ' 5 Y’
85 & om / /
e 1 ey
00 e e R EER TR E T EET LY 20 22 24 26 2B 30 32 34 36 38
T Residwl Observation Order Thickness (mm)

JUN 32 nemlAAwnGe (Residual Plot) ¥84A1MMUNYie

1n3UT 32 awnsaagulein (1) deyaiildannismaassiidnvaznisguuaziing
N3¥RLNANNINTTOUAINA AN TaYaag N1 lARNURTULUTIINAUNASTTUYIF (2)
Susfrvestoyaidunuuund (Normal) 1e991n90989A 199 oguTLIRlndLdy Ideal
Normal waziilensavaousiens1n Normality Test wuin P-Value = 0.577 (P>0.05) 3aaqy
¢ hdeyainisnszaresuuulnslas (3) wansifoyafiAntuiianvniianmsarunuldu
lail#sunseuan Ssnmsfimsanainguesnisialussvinsiunuindudisnsudniiss
LifinnseuauanuiiaUnfvean3esding 017ty A1 round run-out YesgIALATLAUNYY
vlsivifisaldidnuuanien dmalimuuaiidnuiienuwsusudnuuedngn drluras

Y sUTul TR sirualiinsnnaaeuadsnaitean Jeyiindu

5.2.1.1 seyiadeiiiduddnsenrumuivesienouuiulse
fidvanansodinszsinanisnaaes iefiansandvdnandn (Main Effect) uazdvswa
991 2 13 wagdvEwatau 3 e Iimaidlatheiiddvinasdenumuviondinistugudae
esdatugUuuuy Faamnsoinsginanisnaaedldanmsad 17
9Inturiin1sUssiura9Inn Tl Normal Probability Plot ua Pareto Chart Aagy

7 37 Puawy
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Estimated Effects and Coefficients for Thickness (mm) (coded units)

Term Effect
Constant 2
Spindle speed 0.0237 0
Feed rate o 0.3513 0
Die distance 0.2212 0
Spindle speed*Feed rate -0.2187 -0
Spindle speed*Die distance g -0.0237 -0
Feed rate*Die distance -0.0112 -0
Spindle speed*Feed rate* 0.0138 0
Die distance e
S = 0.0167705 PRESS = 0.009
R-Sg = 99.75% R-Sg(pred) = 98.99% R-Sqg(adj)

Analysis of Variance for Thickness (mm)

Source
MS
Main Effects
Spindle speed
Feed rate
Die distance
2-Way Interactions
Spindle speed*Feed rate
Spindle speed*Die distance
Feed rate*Die distance
3-Way Interactions
Spindle speed*Feed rate*Die distance
Residual Error
Pure Error
Total

Source
Main Effects
Spindle speed
Feed rate
Die distance
2-Way Interactions
Spindle speed*Feed rate
Spindle speed*Die distance
Feed rate*Die distance
3-Way Interactions
Spindle speed*Feed rate*Die distance
Residual Error
Pure Error
Total

=

OO P R p PP WEReRPRPRW

.8069
.0119
.1756
.1106
.1094
.0119
.0056
.0069

Coef SE

.00

leNoleoNoNoNoNoNe]

= 99.53%

(coded units)

DF Seq

.691569
.002256
.493506
.195806
.194169
.191406
.002256
.000506
.000756
.000756
.002250
.002250
.888744

OO OO0 OO0 OO ©o o

F
819.64
8.02
1754.69

O O O

696.20 O.

230.13
680.56

8.02
.80
.69
.69

NN
O OO O oo

Coef

.004193 669.
.004193 2.
.004193 41.
.004193 26.
.004193 -26.

4193 -2.

.004193 -1.
.004193 1.

ss Ad

.691569
.002256
.493506
.195806
.194169
.191406
.002256
.000506
.000756
.000756
.002250
.002250

OO OO OO OO ©Oo o

P
.000
.022
.000
000
.000
.000
.022
.217
.140
.140

48
83
89
39
09
83
34
64

SS

OO OO0 oo OO ©Oo o

P
.000
.022
.000
.000
.000
.022
.217
.140

O O O oo O o|o

Adj

.230523
.002256
.493506
.195806
.064723
.191406
.002256
.000506
.000756
.000756
.000281
.000281
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A19197 17 LEAINANISILATIZYA Factorial Fit 31NA1999ALUUNITNARABILUY 2-
Level Factorial FsUsznounae (1) Bvnswandn (Main Effects) waz 8n3wasiu (Interaction
Effects) WUU 2 19 (2) uag (3) wuv 3 9 Wedszidiuintadulaiinansenuegeitudfgy

¥

2l4mdnnnsfiansaInaainmss ANOVA Tigiie P-value Uadeladifidn P-value tiosnin
0.05 (01=0.05) wansindaseuiansnadonanavedieilfedfn uireA1uLTetiy 95
Woswud Jsanmsiiansannanisnageunuindiadeiifitedfuys ammmawamuiﬂma
A30s Intugunuuu fil 1) nandnuesnaniisouresinumiu (Spindle speed; S) 2.)
mawé’ﬂmaammL%iﬂamaaqﬂ% (Feed rate; F) 3.) HANANYDITEHLNITAAAINNNUIVD
RaTuau (T 4.) dviswasay 2 ma 32I19AUFITOUVBILNUYL (Spindle speed; S) wa
mmﬁaﬂaummqﬂ% (Feed rate; F) wilosannilaseosanannilan P-value Hosnin 0.05 5.)
BVENAIIW 2 N9 FEUINAMUEITOUTOILNUNYY (Spindle speed; S) uazATzaEN13A

ALY (Tf) (P=0.022, 0.000, 0.000, 0.000 Wag 0.022 MIUAIAV)

r )

db Effects Plot for Thickness (mm) =N Ech <=

Normal Plot of the Standardized Effects
(response is Thickness (mm), Alpha = 0.05)

9
Effect Type
® Not Significant
95 4 B Significant

50 4 Factor Name
A Spindle speed
80 B Feed rate
2 @ C Thickness reduction

T e ()
O s B
=
2“7

30 4

i D

19 T T T T T T T T

-30 -20 -10 0 10 20 30 40 50
Standardized Effect

(n)
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e

o Effects Pareto for Thickness (mm) o[ S|
Pareto Chart of the Standardized Effects
(response is Thickness (mm), Alpha = 0.05)
2.31
- [ Factor Name
1B A Spindle speed
1 21 £ Feed rate
1 Cc Thickness reduction
i C4
1
1484
E |
» ACH
:!
LA
ABC
BC
T T T T
0 10 20 30 40
Standardized Effect

()

sU#t 33 seydedeiififuddnyserumuio
(n) n529 Normal Probability Plot () ns wLsla
nsuseiiunaa1nns I Normal Probability Plot wag Pareto Chart Iugﬂﬁ 33
ansnsnagUldeelud

(YY) ¢ &

- 151 Normal Probability Plot LLam{]ﬁaﬁﬁﬁ?&Jﬁwﬁmzgmzqimazyawmwugﬂ
Avdeuduns osndadudendnafian P-Value founin 0.05 Hufe
1.) wamé’ﬂmaqmmL%sawamﬂwgu (Spindle speed; S)
2.) navdnuasanuTileuesgnin (Feed rate; F)
3.) NAENBITLEYNTANAINUMIYSEN U (TF)
4.) BNTNATIW 2 N9 iwdwmmﬁaﬁamaaLmumu (Spindle speed; S)
warAusIUauregnin (Feed rate; F)
5.) BNTNATIU 2 N9 iwdwmmL%fa'iausuamﬂumgu (Spindle speed; S)
LAYANSEEENNTANAUVLNYEIRITUNY (TH iy
- UNUAIILSIR (Pareto Chart) WansAnduySauaINANTENUUY Pareto Chart N3

a1 a

vosladelaiidniudusndwmsegnidunasusednn1u dukanaimalluiidvinadenanay

'
1 a o W b4 S

agiltudAtyieaNigeiy 95 Woslwud Wara IR uTUYIN L IALARITIAILTULTIVDILA

sadaa a ' & e ! v v O v v v ' [ a
ACNIUNUBDNINANBNANBU mumlmmmmmﬂ%wﬂm mﬂ%amnmuﬂulﬂlumma

Weniunsm Normal Probability Plot
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A115UN1999ALUUNITNAADIVBIUITIUUUY 2-Level Factorial iielia1uisa

dunaiunansynuantdadenngg lauindstu 39l4n159A51E9WUU Main Effects Plot uay

Interaction &lANan1sMagoUAIIUN 34

Data Means

Main Effects Plot for Thickness (mm)

Feed rate

Spindle speed

3.0 1

"

2.8 1
2.7 1 /

2.6

40

Mean

Die Distance

80

3.0

2.8 1 /
2.7 1

2.6 :

1.7

2.0

60

120

5U# 34 n319 Main Effects Plot uanswansznuandadesievuinainunuivesvie

n31M Main Effects Plot WaANANTENUINNNITAINUAAIFILUTIYU Spindle speed,

Feed rate wag Die distance wlatAgUAUNTEUIUNITLAY TINaNTENUIULFarTadeLnani

1SUN3 BNSWaNan “Main Effect”

91n3U7 34 Aziuinsuansfisnisiinuaa1fawls Spindle speed, Feed rate

way Die distance NAINANDUUINVDIVIONIANILLAT DY ‘%m%ugﬂmms‘ju Juffe A1

HUNIAUENANNIEUBNYIE, ANUNWIVBID Uave Spring back lagaNTaIATIEiNG AT

N13A1UAAT Spindle speed 1 60 59 UADUNY, Feed rate 1 40 Wy, fAOUIY WAz Die

distance 91 1.7 uyl. dawavilianunuvesienusualeiaios ‘%m%ugmwméju AN 2.75

13, lnpAadeussmuriianadiilaiiisuiu Spindle speed 91 120 s9URDUIY, Feed rate

71 80 wu. MUY way Die distance 9 2 4.

Jaagulainnisimueefiaudsia 3 Jade nafie Spindle speed, Feed rate ua

Die distance @wasavuInveviNTugUmensos SnTugULUUEY daluemsnaziiansan

molUlu Interaction Plot na1fAe a18ndnasIu (Interaction) sznanstadunngy fidy

JUAIUNTDAINATINTIAT LAV IDNTWanaN e
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P Interaction Plot for Thickness (mm) ||

ALNaluIusu (N X)

Interaction Plot for Thickness (mm) .
ALNALLUIUDU (LN X), Fitted Means(_{u,amawu Thickness
LAnISEAU Feed ratew S 20 ™ reduction
L 3,00 Feed
ate
(A) /- r
- ——
Spindle speed r/ oS - 2.75 . 80
p u
-

- 2,50

- 3,00 Spindle
spead
275 | —*— &0
—i— 120

(B)

Feed rate

\z.w

(@) gAnauuausuy (Wnu Y

Die distance & v e A
AD NAANIUDIALAANEY

O.D.

UM 35 n3 Interaction Plot uansdnswasiusemindadeniidedfysennunuve

A5 Interaction Plot WaAINANTENUINNNTURUSEA U3 81Tl 990D NUauNT
D9 BVBNATINAUNT VN MIKAYDIDNTNANA NTI AN VLI DANAT FIUUNTAINTUNBNSNA
FWANUAIALYDEH N

=

31n3UN 35 LS19LAUINNTINLARNID T AB way AC IBnSnasiuseninetladey

1Y 1 |

(Interaction Effect) fifinansznuagafidoddsoruinvemiofitusufonszuiuns Satu
JUMUUEY U AdURIALENaINEUBNTBWID, ATINMIME UA¥A1 Spring back Tufe @i
Fouszwinadevesadndia 2 ade fyadaty Tdmarinlitaderaesddnnniunie
anas ads BC laifidninasanszarinetlade (Not Interaction Effect) siadinisussiiiunaan
n519 Interaction Plot Tugudl 35 annsaaguléin Bviswasruseminsdadoves AB nswivasen
AmuesviovxilAlndlABs 2.75 1. 1nfign e A Avunriegi 120 seusiowil uas B
fstuadnegdl 40 uadeundt uenaniisvEnatanszmindadeves AC nIITBIAIAIIMLY
yowieazilAlndiAes 2.75 uu. anniian iile A fvusriegil 120 seUsowl way C Avunen

g1 40 al.siBUNT
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5.3 Han1TnsgmeanRieAnyidadeninasevuadurgudnatsneuanieulul s

5.3.1 A1AT1ERANNENNITNVRINTLUIUNNTAOUNTUTUUSS
N153LAT1EAAINAINNTNVEINTEUIUNTIATUTULUULEY asvinishiasie
auannsaludiunstusulfldanuuaadisivue Wesainanumuniinasenin
Uaensiosenslivieussiugedniudosfinnsanduiiay lnonaannsdusiesiswesiod

AR LALIATIZRANENTavRINTTUIUNISNEUYSUUTAlAkaRIn15 197 18

MINA 18 ANANNTATVBINTEUIUNMIRBUMTUTUU T sl AU nanevieuuen

faogeviadl 1 2 3 4 5 6 7 8 9 10

vunmEuRndugnan
. 12054 | 120.82 | 12094 | 120.82 | 120.9 120.7 120.42 | 12096 120.48 120.64
YpenanTuuan (Uu.)

faegheviafl 11 12 13 14 15 16 17 18 19 20
vunmEuRNgugnans

. 12082 | 1206 | 12032 | 12052 | 120.62 | 120.84 | 120.62 | 120.64 | 120.8 120.7
Yd9NanIuuan (Uu.)

fiagnevioN 21 22 23 24 25 26 27 28 Avg. | Stedev.
vunmEurngudnan

. 120.86 | 120.78 | 120.86 | 120.92 | 12094 | 12086 | 120.68 | 120.84 | 120.7407 | 0.1490
YoevianTuuan (Uu.)

mnews) * AeAtlosuuinggiulagsan (Overall) FelunsAnmumiidunuazlyen

DBaUuIINIgIULUY Within Fauwinfu 0.1457 demaliandwnilansiudntdes

NN 18 @1msaA1uIuAT Cp wag Cpk tansil

_ USL—-LSL 1209 —-120.4

Cp 60~ 6xo01490 _ 0>>%
C. = Mi (USL — Average Average — LSL)
pk = M 30 ’ 30

120.9 — 120.74 120.74 — 120.4)
3% 0.1490 ’ 3 x0.1490
= min(0.3579,0.7606) = 0.3579

=Min(
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Process Capability Sixpack of Outside diameter (mm)

I Chart Capability Histogram
121.2 UCL=121.1779 LSL Target USL
s | Specifications
3 | LSL  120.40
S 120.8 X=120.7407 | Target 120.65
:§ USL 120.90
3 |
£ 1204
: - - - - - - - - d LCL=120.3035
1 4 7 10 13 16 19 2 25 28 12048 120.64 120.80 120.96
Moving Range Chart Normal Prob Plot
+ UCL=0.5371 AD: 0.601, P: 0.107
]
2 04
©
-3
g
Hi MR=0.1644
=
0.0- T T T T T T T T T T LCL:O
1 4 7 10 13 16 19 2 25 28 120.3 120.6 120.9 121.2
Last 25 Observations Capability Plot
121.00 ° Py Within Within Overall
o o 0% o StDev  0.1457 Sthev  0.1518
” ° ° ® . ° q 0.57 P 0.55
3 12075 o P : P :
3 ® o . ° ° Cpk 036 Overall Ppk 035
s o ®0 o PPM 14690350 | [~ - —|com 047
120.50 ° ° PPM  159371.54
—e T T T T Specs
5 10 15 20 25
Observation ——

JUN 36 NTIMALATIENAINATNTOVRINTEUIUNTTUTUND

[V

wiudemvuamuldusigudnanineuenvasianaunsuIuUse

d

SUT 36 nuvuadunguinatsnieusnvesvio MlFINNTEUILANT TATUIULUY
Bu Tu Pass 3 Sufidnwaurnisnszarednduuuy nomal Tnsfianswian Normal
probability plot #idAn P-value = 0.104 Fsflinannnda o @ 0.05 wensniideRarsannsm
994 Rchart wdmuinAdseglutasiimunu Tnegannisnszaesvesimumunlsifigalaot
uaniaidu LCL uay UCL sadiilofansunnsmisausiqadl 17 feqadl 25 agnuiangnil
nszaefieslsUnuunionandntenilsife dnsnszaediludnuusiiutunioanas
Andlafiusnmin 7 90 wansidoyafiAntuilauvniiannsoruauldulaldsuniseuas s
MnnsRasanannguessfaluszrisdunuindutnmanidiifinsmunuani
AnUnfvedla3esdng e it A1 round run-out wesgnInuazunumyy vinlvivienIaléd
Snwauzile dwaliawuiadidnudauudsunudnvaezdingn ddutsweansuiuuss
awhmstmueliiinisassdeursinariiiieanymilintu

wingalsfiniy Wefiansanan Cp = 0.57 wag A1 Cpk = 0.36 @1115073LAS VNG
ANAN TRVl INNTEUIUNS FaTusUuuuLBy Sainsanaiadsves
N3LUIUNIT INs12A1 Cpk < Cp wonNTAn Cpk g3fiAtipanin 1.33 %QLﬁumLLuzﬁﬂﬁwﬁqm

aauagulainrwenlanszsuiuns Savugueuudu dndunagsesdimauuuslinuu
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5.3.2 Anginnadaivefnuladendwadenmunnidusingudnalavesieneuliuuss

thnan1sneaedluasedl 16 Kwinisnsavaeudeauufsiu (Assumption) v84

a a

=

ANUARIALARDY %aiﬁmimaauﬁwa AAB N nsammvwmmwmaa (Residual Analysis)

ok Residual Plots for 0. (mm) Fe - || Prsasiny it 00, o o e
Residual Plots for 0.D. (mm
- Probability Plot of 0.D. (mm)
Normal Probability Plot Versus Fits Normal - 95% CI
# 0050 -
/ Mesn 108
" - 005 . . / g S StDev 04868
H H . 5 S | S N 1
fw 2 oo / - o 0
I ¥ Scale © . ' = S /‘/ PVse 0577
of ol Y
0050 »
1 14 /
0050 -0.025 0.000 0.025 0.050 1200 1204 1208 2 6 ‘:' 60 /
1 Residual Fitted Value 9 . /. /
-
Histogram Versus Order g 3: /o 1 /
Pr—— 0.050 ~ / ,z/ /
S S e S
F2 - 5 = /\ /\ 10 e / //
HE BRI Val : Ay
: 3 A'A! b
ot H H 0025 Ay
! 14 r . ; r
0 0050 119.0 119 5 120 0 lZU 5 121.0 1215 1220 1225
-0 -0 X I 12345678 90UN20MI58
N P TOUODRE 0.0. (mm)
. - .

gﬂ #1 37 nymALAwYRe (Residual Plot) vesidurnAudnatsnguenvedvie

31n3UN 37 @wnsaazuledn (1) deyanlaanniseaslidnwaenisduuaziinig
mgmsaeiwammmiaumﬂawmedﬁagaagﬂ’ldé’mmﬁuuﬂamnmmqﬁismwa (2) AS
= 9 4 < a d{' 1 1 1 a v v
Seeiivestoyadunuuund (Normal) 1He931n9Av03AA19Y aguTiaailnatdu Ideal
Normal kagilonsivaaumiensam Normality Test wuin P-Value = 0.577 (P>0.05) 34a3u
ldayatimanszatesiiund (3) wansiteyaiiindudanvanaiunsaniuaubaudlilasy
A3AIUAY Fea1nnsRaIsanamguaInsiialussninstunuindugrnisdnndeldiinig
AIVANAIURAUNFAYDLATEITNT DITYU AT round run-out VesgNIALazLALMAY YNl
Aoy v o & | v PRy ~ ) o | = '
P3aladidnwusien danaliavunfaneianuwlsusIuanyueaInad d9luyi9ve9nis
YFulgasinsimunliinisnsisaeuafananiieandaymniniu

5.3.2.1 szyladeniideddnsiaiduiaudnansvesiendsse

Y

HAYEANUNTNNATITNANITNAR D L‘W@W"\]'ﬁﬂﬂ@‘l/lﬁwaﬂaﬂ (Main Effect) wagdndna

Y

a 1

$231 2 19 uazdvidwasin 3 ma imadlathefiiiavinase duriquinarsnuuenyionda
mstusUfeeiesiatuziuuubu Ssanunseieszinammaaadldan
A15197 19 nturin1sUsEiliunaa1nns1w Normal Probability Plot wag Pareto

Chart ﬁﬂgﬂﬁ 38
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M15NN 19 HANITIATIEN ANOVA va3anuulsusintuiurasdunigudnaianieuenye

Eztimated Effects and Coefficientzs for O0.D. (mm) (coded units)
Term Effect Coef SE Coef T P
Constant 120,784 .0,008385 14404.30 0.000
Spindle speed 0.047 0,024  0.008383 Z2.83 0.0D22
Feed rate 0.703 a3l 0.008383 41.8% 0.00
Die distance 0.442 Q.22 D 008385 26.3%9 0.000
Spindle speed¥Feed rate -0.437 0818  0.008383 -2&.08 0.000
Spindle speed*Die distance -0.048 -0.024  0.008383 -2.83 0.02
Feed rate*Die distance -0.022 -0.011 . 0.008383 -1.24 0.217
Spindle speed¥Feed rate* 0.027 0,014  0.008383 l.e4 0.140
Die distance
5 = 0.0335410 PRESS = 0.036
B-Sg = 99.75% R-2gq (pred) = 98.95% R-Sg {(adj) = 9%9%.353%
Enalysis of Variance for ©.D. (mm) (coded units)
Source DF Seq 55 kdj s5s Rdj MS
Main Effectso FmelBB28 2.76828 0.9220%
Spindle speed 0902 0.00%02 0.00%02
Feed rate dnde 80403 1.97402 1.97403
Die distance o HedB8328 0.78322 0.78322
2-Way Interactions g 3. R.Jiess 0.77e68 0.25889
Spindle speed¥Feed rate Il edbsEd 0.76582 0.76562
Spindle speed¥Die distance JooR.n0503 0.00%03 0.00803
Feed rate%Die distance L. n.00202 0.00202 0.00202
3-Way Interactions g .. .00302 0.00302 0.00302
Spindle speed¥Feed rate%Die distance L. n.00302 0.00302 0.00302
Residual Error B.n.n0800 0.00%00 0.00113
Pure Error Q.00 0.00%00 0.00113
Total 15..3.53488
Source F E
Main Effects Bl%.64 . 0.000
Spindle speed 8.02 0,022
Feed rate 1254690000
Die distance 902 Q 1]
Z-Way Interactions a3 B.000,
Spindle speed¥Feed rate BBO.S8 0.000
Spindle speed¥Die distance S.02 0,022
Feed rate%Die distance J. B0 0,217
3-Way Interactions a8 0,140
Spindle speed¥Feed rate%Die distance S8 0,140

Regidual Error
Fure Erreor
Total

Gﬂi']\‘)ﬁ 19 LLam\‘iNamﬁLﬂﬁwﬁ Factorial Fit 97nN1999NLUUNITNRADNLUU 2-Level
Factorial FaUsznaune (1) dnsnanan (Main Effects) wag dnsnasin (Interaction Effects)

WUU 2 179 (2) way (3) huu 3 9 tieuszidiuantadulalinansenusgrelitodian agla

v

RANNISNANTUINAIINAT519 ANOVA Tvin) AN A1 P-value Jadelaniian P-value wasnin 0.05

' '
o 1'% A U

AU 95 LUaTLUus B9

Y

Y

(01=0.05) LLam’nﬂwauumamwamamamaua g19318 @

CY [y

IINNsRnsNanIIedeunuIn it iifituddydevuiaveefivusudiaaies SaTu

Y
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sULUULY il (@) 1) NAVANTBIAIIULTITOUVBIUNUNYY (Spindle speed; S) 2.) nandn
maqulm%aﬂamaaqﬂ%m (Feed rate; F) 3.) NVENTBITLELNNTANAIILNLIYDIRIT LY
(Tf) 4.) BVBWATIN 2 NA TTWINAMUSITBVVBILNUMYY (Spindle speed; S) wazAILLS)
Joureignin (Feed rate; F) iloaantiadossnandlan P-Value Yorndn 0.05 5.) Bvinasau
2 13 92MINIAATITOUVDILNUNLY (Spindle speed; S) wATAITZEZNITANAIINNUIVDS

(%

H%u9u (TF) (P=0.022, 0.000, 0.000, 0.000 Wag 0.022 AUAIFU)

dh Effects Plot for 0.D. (mm) =N Eon
o

Normal Plot of the Standardized Effects
(response is 0.D. (mm), Alpha = 0.05)

9
Effect Type
® Not Significant
95 B Significant
90 4 Factor Name
A Spindle speed
80 B Feed rate
€ Thickness reduction
m-
T 0 Q
I |
8 50 L ]
=
' ]
304
2. et
5..
1

T T T T T T T
-30 -20 -10 0 10 20 30 40 50
Standardized Effect

(n)
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= =

db Effects Pareto for 0.D. (mm) = ol ™™
Pareto Chart of the Standardized Effects
(response is 0.D. (mm), Alpha = 0.05)
2.31
—= . Factor Name
: B | A Spindle speed
1 1 B Feed rate
1 i Cc Thickness reduction
: C1
: 1
: ABII
E1l
= ACH
LA
L.
LA
ABC
BC
T T T T
0 10 20 30 40
Standardized Effect

()

Aa o o

JUN 38 szyladeniveddgsaiduriaudnaisinuuenye (0.0)

Y 9

(1) N3 Normal Probability Plot () ns1wLsle

N3UszLiiunaa1nns19 Normal Probability Plot wag Pareto Chart Iugﬂﬁ 38
anansaagUladastaluil

v @

- n579l Normal Probability Plot uansiladefifiiuddnyazgnsvlasdnydnualifugy
Awdsndun eanntaduianannfid P-value Taendn 0.05 tufe
1.) mawé’ﬂmmmmL%ﬁawmuﬂwyu (Spindle speed; S)
2.) wam‘”ﬂmmmmL%ﬂaumaﬂgﬂ% (Feed rate; F)
3) VNS I NNTANANUNUNVBIRITUINY (T)
4.) INFNaTIN 2 VN9 53NINAINEITOUVBILNUMYY (Spindle speed; S)
wavAusItouvedgnin (Feed rate; F)
5.) n3naTay 2 19 531I19AU5ITE VBN UL (Spindle speed; S)
LAZANIEEYANTANAILVUNTBIRITUMY (TF) Auddu
- UNUANILSLA (Pareto Chart) Wansanduysaivasxansenuuy Pareto Chart 11039

(%
LYY

agiltdydAtymeaudety 95 Wasiwud wardrutuYeIn L slnkanatanIUTULSIVOIUA

[

vostadeladAnfududdmsegnidunassedinn i dulansimadiuilidninadenanau
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axwatfii B nasnenanay iiasldannsadadadeiuld daladesinarndululufianig
Weariunsm Normal Probability Plot

d1MUN590NLUUNITNARBIY9UATE UL 2-Level Factorial witeldaunsa
Funmiunansznuaindadesiiey tdundedu Seldnisiinseinun Main Effects Plot uas

Interaction &lANan1SVAAOUAIFUN 39

Main Effects Plot for O.D. (mm)
Data Means

121.2 4 Feed rate Spindle speed
121.0 1 /

120.8 - -

120.6 - /

120.4 - T T T T
40 80 60 120

Die Distance

Mean

121.2-
121.0

120.8 /
120.6 - /

120.4 - r T
.7 2.0

JUN 39 N3 Main Effects Plothanssansenuanntadessvunaidusigudnalsveie

n31M Main Effects Plot WaANaNTENUINNNITAINUAAIFILUTIYUL Spindle speed,
Feed rate uaz Die distance Wiawisufunszuiunisiiy dwansenuluusazdadomanil
1SuN71 BsWandn “Main Effect”

mﬂgﬂﬁ 39 LUINSINLERITINISAIMUAATFILUS Spindle speed, Feed rate
Loy Die distance fidsnadoruinvosrafizndioinios Intuguuvuifu duiide a1
UHAUENaNINIEUDNYIR, ANV kagA1 Spring back lAEa1N15OAATIEINATY
n19AuAAT Spindle speed 7 60 SaUROUNT, Feed rate 71 40 1y, AowlT wag Die
distance 1 1.7 1. dwavilviouaduinaudnansuesefitusudendos 3atusUuuuiby
F1N7 120.65 1. ImwhLaﬁasuaasuumLé’umquéﬂmqaﬂauﬁmﬁauﬁu Spindle speed

120 50URBUN, Feed rate 71 80 wl. #aWI¥l ey Die distance 91 2 w4
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Jeazulannmsimueeisiaudsie 3 Jade nanifie Spindle speed, Feed rate wa

Die distance @4NafaUUIAUDINBNTUTUMIULATEY TATUSULUUEY AITUAISNLTRANTAN

Y Y

o

molUlu Interaction Plot na1Ae 818vdnasau (Interaction) sznistladasigg didudAny

JUANNNTDAINATINITIATILIINAVDIDNTNaNaN e

dh Interaction Plot for 0.D. (mm) = [ B3]

ANaLUIUBY (LN X)

ALnatuiueu Interaction Plot for O.D. (mm)

Fitted Means LaP33¥mU Die Distance
(1N X) Lheing
o 40 80 17 2.0
3¢nU Feed rate = 4 121.5
Feed
rate
. (A) A o L 121.0 P
Spindle speed g _ o 80
-120.5
121.5
Spindle
(B) - 121.0 5""‘;
Feed rate S’ 120
K | -120.5
UABALRAYUDY O.D. 31nNT
AmumA1 Spindle speed Way \
©) gnatuiusy (1nu Y)
Feed rate (60, 120) e . L.
Die distance D NAANSUDIALRAY

O.D.

5U# 40 n579l Interaction Plot uansdviswasam
seyhatladeiidedfsornduigudnansfuuenyie
579 Interaction Plot uansransznuatnnIsiasusiurestladenieodnilodenis
ilesanndvswasiuanunsasilinavedvinandnilidnnnt uideanas daamsfionsandviswa
32133ANAIAYEIIUN

31n3UN 40 LS19LAUINNTINLANID T AB way AC IBnSnasiuseninetladey

Y

(Interaction Effect) Nilnansynusgniidud1fnsoruinremendusuaienssuiums atu

SUUUEU W ALFURIAUENa 9N 18LENTBYID, AUVUYIE Wawe1 Spring back uAe LHuT

o
v o

WansEnINANdeveIHaingne 2 Jady dyadaiu Jsdamavililadensassddunniumse

a |

anad Y93y BC lufldnSwasiuszuinatlade (Not Interaction Effect) viatin1suseidunaann

1%

37 Interaction Plot ansaagulaeail
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e Fvinasiusymieladeues AB nsmvasAnduNIgudnaNngueniadilAlndLAL
120.65 3131, 1NAgA Wa A MvueA1eg? 120 sousiewndl way B vuadegfl 40 L.
1 =
Aoud
e Fviznasiuseminetadeves AC nsvBsANEUR AU NaEaNYiadTilATlNALALY
120.65 w3l 1NNgA 1o A MruAR1REN 120 SUseW Iag C AWuAAeEN 1.5 1.

AU

5.4 HanFTeineaiaiefnydideniinadessevvensvesiannasin

<f Residual los forSping back (o] &[] | @ probabilty lotofSprng back EE<
Residual Plots for Spring back
Spring Probability Plot of Spring back
Normal Probability Plot Versus Fits Normal - 95% CI
. 0.02 * = / / Msean 1087
- ® . ] 0.01 . ' . / / StDev  0.2587
E . R . . %54 y, / N %
§ H f . . - . / o S 0o s
& -0t . . / / Pale  D&IL
o m . 8- Yoy
TR TR R T TT) 05 08 10 12 14 £ z: // A /‘/
Residual Fitted Value el /. ./ 1
. H 404 ’I
Histogram Versus Order g Bl /.:/
48 (173 ﬁ . // /-’I /
0 5 00 10 LY.
E E Jr\l‘ \ ﬂ A A./'* 5 // /
= IR \/\{-\/ 5 A
i, 001 f . / // /
o0 1 T T T T
0.0 0.5 1.0 15 20
M 0 M 123456709 0U2DMBH 2
00 00 iJOl»O.I:U 001 002 T Spring back
Ll - Ll
|

gﬂ‘ﬁ 41 nsALEERae (Residual Plot) U89 Spring back

NNgUT 41 ansaaguléiin (1) deyaiildannnmeassidnuaznisduuasiing
N3¥LRLNANINNTTOUANANLAATIYY e NelAANURLLUTIINA NN T TR
(2) MsBuaivasdeyadunuuund (Normal) iiesanngauesdsineg agusiailndidu Ideal
Normal wagiilonsiaaeusiensisl Normality Test #udn P-Value = 0.611 (P>0.05) Fsagy
Iindoyaiinsnszaedng (3) eyaudazninmuddanuiunusasnaneseugud

¥

' = ) av o 1 Y]
LLﬁ@I\TJ']GUEJ%IaiJW]'WlINULL‘lJﬁV]VLlILLG]ﬂG]'Nﬂu

'
v aa v 1Y

5.4.1 seyladeniideddgyrasrorveneiivesiannassn

o

va o

Qnﬂmmsa’?Lmﬂzﬁmamimaaq WianansandnsSwanan (Main Effect) wazdnona

U 2 M19 wazdnSnasiu 3 n9 MinaladeniansnanesserveuAITeIIANNAINITTU

e

JUMBLATEI3ATUSULUULEY B9a1019031AT 18 iNAN13NAaRdlAaINAT5197 20 AMnUWINTg

Usztiluwaannsm Normal Probability Plot Wag Pareto Chart éﬁg‘ﬂﬁ 42 pud1ay
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MI599 20 WANITILATIZR ANOVA 1A unUsUTILTUAUY09AT Spring back

Term Effect Coef SE Coef T =}
Constant 1.0569 0.004153 252.08 0.000
Spindle speed 0.0237 0.0119 0.004153 2.83 0.022
Feed rate 0.3513 0.1756 .0.004153 41.8% 0.000
Die distance -0.2787 .-0.1354 0.0041%3 -33.24 0.000 e
Spindle speed¥Feed rate -0.2188 =0.1084 0.0041%3 -26.09 0.000
Spindle speed*Die distance -0.0237 -0.011% 0.004193 -2.83 0.022
Feed rate*Die distance -0.0112 -0.0056 0.004133 -1.34 0.z217
Spindle speed*Feed rate* 0.0137 0.006% . 0.004153 1.64 0.140
Die distance
S5 = 0.01e7705 PRESS = 0.009
R-5g = 89.78% R-g8g(pred) = 99.10% R-Sg(adj) = 99.58%
Analysis of Variance for gpring back (coded units)
Source DF Seq S5 adj ss8 Adj
M3
Main Effectsg 3..0.80857 0.806569 0.2868856
Spindle spe 1 _0.0022¢ 0.002256 0.002256
Feed rate 1..0.49351 0.493506 0.493506
Die distance 1..0.31081 0.310806 0.310806
2-Way Interactionsg 3..0.15417 0.194169 0.064723
Spindle speed+*Fesd rate 1..0.15141 0.19140e 0.15140¢
Spindle speed*Dis distance 1..0.00226 0.002256 0.002256
Feed ratse*Die distance 1..0.00051 0.000506 0.000506
3-Way Interactions ﬁ 1..0.00076 0.00075¢ 0.000756
Spindle speed*Feed rate*Die distance 1...0.00076 0.000756 0.000756
Residual Error 8..0.00225 0.002250 0.000281
Pure Error 8..0.00225 0.002250 0.000281
Total 15..1,00374
Source F P
Main Effects 555.93...0.000
Spindle speed 8.02 0,022
Feed rate 1754.689 0,000
Die distance 1105.08 0.000
2-Way Interactions 230,13 0.000
Spindle speed*Feed rate 680,56 0.000
Spindle speed*Die distance 8.02 0,022
Feed rate*Die distance 1.80 0.217
3-Way Interactions 2.85 0,140
Spindle speed*Feed rate*Die distance 2.89 0,140
Residual Error
Pure Error
Total

A15199 20 WAAINANISILASIEY Factorial Fit 91NAN59DNLUUNISNARDILUY 2-
Level Factorial #9Usznaunie (1) dnswanan (Main Effects) wag dnswasiu (Interaction

Effects) Uy 2 %4 (2) waz (3) LUy 3 v wiieusziliuintadulainansenueg1elitdedfgy

'
a

lMANN1ININTUINGINAT5I8 ANOVA T¥igiidn P-value Uadelanilein P-value Hounin

'
1 a o o o./

0.05 (01=0.05) kanyinUadsduiidnswanenanaved19ldediAgyaieainutdadu 95

Wesiaua smmﬂmiwmmwamsmaauwmmﬂ%smmuam AEUR aﬁummamaﬁ%u Use

<

¥
a =

LATDY imﬁuugmwm?ju el 4) 1) ma‘ma"ﬂﬁuaqmwm%’;iawaumumu (Spindle speed; S)
2.) maué’ﬂsummmL%’;ﬂauﬁuaqgﬂ%m (Feed rate; F) 3.) NaNaNU0I5£82N15AAANNNUIVD
AL (TF) 4.) BNSwasiy 2 13 58rinemusI5aUveLNUyY (Spindle speed; S) uaz

AusIdeuvesgnin (Feed rate; F) Lilosainadudana ifian P-value Woenin 0.05 5.)
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a a ] ! < . !
DYONAIIN 2 N TEMINANULIITOUVDILNUNYY (Spindle speed; S) WATANTLHENITAN

AUAUIVDIRITUIU (TF) (P=0.022, 0.000, 0.000, 0.000 taz 0.022 AIUAIAV)

e[ Effects Plot for Spring back =@
Normal Plot of the Standardized Effects
(response is Spring back, Alpha = 0.05)
EE]
Effect Type
® Not Significant
95 W Significant

90 4 Factor  Name
A Spindle speed
50 ‘a B Fead rate
24 C Thickness reduction

Percent
8

40 30 -20 -10 0 10 20 30 40 50
Standardized Effect

(n)
o Effects Pareto for Spring back =N ==
Pareto Chart of the Standardized Effects
(response is Spring back, Alpha = 0.05)
2.31
- [ Factor Name
g A Spindle spesd
1 °7 B Fesd rate
1 [} Thickness reduction
=
1
:ABﬁ
1
E
E IACT
1
A
[
ABC A
BC
0 10 20 30 40
Standardized Effect
()

JUN 42 seyladenifudfgysdeossevenedi

(n) n529 Normal Probability Plot () ns sl
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N135UsELUNa1NN3IW Normal Probability Plot Wag Pareto Chart Iugﬂﬁ 42
aunsaazUlanasalul

v W

- n519 Normal Probability Plot uanstadeiififoddyazgnazylaedydnuvaliugy
Avdeuduns iosndadudendnafian P-Value ounin 0.05 Hufie
1.) wawé’ﬂmaammL%iawamﬂwgu (Spindle speed; S)
2.) navdnuesanuTileuesgnin (Feed rate; F)
3.) NANENTBITLEYNTANAINUMLIVERITUI (TF)
4.) BNTNaTIW 2 N9 iwdwmmﬁfasawmmegu (Spindle speed; S)
warAusIUauregnin (Feed rate; F)
5.) BNTWATIU 2 N9 iwdwmmL%faiawamﬂumgu (Spindle speed; S)
LAYANSEEENNTANAUVLNYEIRITUY (TH ALddy
- WNUNWLle (Pareto Chart) LLammé’ugizﬁmmmamwwu Pareto Chart £1n3W

[ a1 a

vosU9deladAnAudud B wiTegnidulaslsedinn 1 dulanadmaiuldnsnadenanay

'
1 = o W ¥ IS

pgelidadAgmuAIYeliu 95 Waslwus WarE1IAUTUYRIN LS LAAITIAIILTULITIVDILS
sadaa a ' O e 1 Y] v o PV (YY) ' [ a
aznaUNNanSnanenanau Mslldshiamsadatadeduls delladedsnarilululuiianig
Weniunsm Normal Probability Plot
d5UN1598NLUUNITNAABI999UITBUUUY 2-Level Factorial tivaliaiuise
dunaftunansgnuantadenneg lauindedu Fdddnsimsgsinuy Main Effects Plot wag

Interaction @slanan1snAaaUAIFUN 43
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Main Effects Plot for Spring back
Data Means
Feed rate Spindle speed
1.2 4
1.14
_______——©
1.0 1
0.9 1
g T T T T
o 40 80 60 120
= Die Distance
1.2
1.1 \
. \
0.9 1
T T
1.7 2.0

U1 43 N5 Main Effects Plot Uaninansenuanndadusessezvengdivesian

n519 Main Effects Plot LaANaNTznUaINNITNINUAAIAILUTISU Spindle speed,
Feed rate uaz Die distance Wlowisufiunszuiumsiin Femansenuluusasadomani
138171 BNSWandn “Main Effect”

mﬂgﬂﬁ 43 QziiuInsLanadansiuuaAiauls Spindle speed, Feed rate Way

| i % | 4

Die distance NANARDUUIAYDINDNIANILLATDI ‘%m%ugmwmﬁu Tuffe AndusAudna

©

Y a

AYUDNYID, ANUNUIVDIVIB WazA1 Spring back laganusadasevinalansil
® n15fvuAel Spindle speed i 60 SauRaunTl, Feed rate 7 40 Wy, dounil
uay Die distance 71 1.7 uy. dsnavinlivuinduringuinansuasiaitugy
REIGEGE %mﬁﬁugﬂuuméu A1n97 120.65 uy. TagA1RdBu8IvUIA
LﬁuﬁhquéﬂmﬂaﬂaaLﬁmﬁwﬁ’u Spindle speed 7 120 sousiauT, Feed

rate 91 80 1y, MDUN Wag Die distance N 2 1y,

'
= 1 =

® A15MUNUAAT Spindle speed 71 60 TUSIOUNY, Feed rate 91 40 1. ADUIT
uag Die distance 71 1.7 uyl. denavilviainunuivewiendugumeinies 30
dﬁf [ ° J 1 a =~ = [y
Fuzlwuuidu fd1n31 2.75 wu. lagAnadevesainuruianauieieuiu
Spindle speed 7 120 T9UADUTY, Feed rate 1 80 Ny, {OUIY Lay Die

distance 71 2 14.
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o nsrmua Spindle speed 7 60 saUREUNT, Feed rate 7 40 Wy, sound
ua Die distance 71 2 uy. dwavilvien Spring back MAnszwinanstugy
FeLA3as %‘m%ugﬂmmﬁu Ao Tnoradeesrn Spring back anadile
Jieuffu Spindle speed i 120 souUsiawndl, Feed rate 71 90 wy. doundl waz
Die distance 7 1.7 uy.

Jeagulannisimuerisiaudsie 3 Jade nanfie Spindle speed, Feed rate ua

5% [

Die distance @awasauuInvaviNTugUMmeiAzos SaugULuUBY daluemsiaziiansan

o

malulu Interaction Plot na12@® A18vENaT (Interaction) sewinatadeige dvvdAgy

JUANNNTDAINATINITIATILIINAVRIDNT WA SN e

ol Interaction Plot for Spring back =N Eon =™
Interaction Plot for Spring back
Fitted Means
0 80 17 2.0
/ - 1.30 Fesd
(A) /. - : rate
Spindle speed o= 7 105 (_g —  4p
—— B0
L 0.80
- e - 1.30
(B) " » Spindle
Feed rate - 1.05 speed
‘\' —p— &0
(080 | m— 120
©
Die distance

a

5U# 44 A5 Interaction Plot LaASBNENATM
sewinatladedifituddsien Spring back
579 Interaction Plot uansransznuatnnIsiasussaurestadendodnilodenis
ilesndvswasinansnsavilinave Bysnandnilinnntunieanas seunsRiansandviwa

32139ANFIAEYEIUN

= aa a ! v

n3UN 44 15eziiuinsmuansdslade AB waz AC ddvEnasiuszninelade

1% ¥
[ 1 ' = =

(Interaction Effect) NiNaNTENUDENHLNYEA UFH DVUIAVBIVIBNTUTUAILATLUIUNIT IATU

v Y

JUMUUE W AduRIAUgNaNnIBUeNTBYIe, AUWUYIE Wae1 Spring back tuAe &7
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WousenInALafeveamadngng 2 Uade dyadaiu edwmarinlvdadensaesirnunniuie
anas Yade BC liddnswasiusenineady (Not Interaction Effect) Nslin1susziliunaann

N5 Interaction Plot l9sadl

e Fvgnatiuseninaladeves AB nT1maeA" Spring back Weeign e A Amuaeag

60 FRURBUY WA B MUAR1DLT 2 Wil.sounil

® Fvinasiusenintadeves AC N mMvesAn Spring back WeeTian e A MvuAeeYT

1Y

1 I A
BGUTJW@GUBQV]EWI“U‘UEU

Ao o w

120 SoUsBUM %38 60 TOUABWIN Wil C ABsVUAATBET 2 Ui
MM TIATIwTayaluewy fIdeTsauladenilded iy

¥

al dy < [ VRV Q’lj
MENITUIUNT SaTugUiuuduy lanwialuil

angwanan (Main Effect) :B, Cuay A

BV NasINsEINalade (Interaction Effect) - AB way AC

5.5 MSANYIUIILNNUNTEUFINSUNITINTUTOUN 3

#§931NNIsIINIegeUaLLAzIu tnenisiteyanlauiiinsisinanisnaaeuy
a = Y a = P o Ao '
auuRguitazdade wazn1sesnuuunsveassdaninneiiea e dadeninarevuinves
1 1 S v o d' v U daa a ! oA :9; v a
vieagrulltidAty waviileldladeniisnsnadevuinvevioNiuN1sTUIUMENITEUINNNT 30
FugUsuudu wad thiadedenanluiinimeass laasufuwsniseanwuunIsnaaes
ANTUNITNARBINTIVADUAIUYNABIVDILUUTIADY IATIVHANITNAGDY NANIeUlY
WMUNZENINNTIAARY Liamailuingaudmsutadeiug Ineazdinanovuinvoionay
Y o X <
JUMIBNTEUIUNTT IATUTULUULEY
nmsnsesdadeindilunszuiuns Saugluuudu Mavue awnsoaguledn 3

LY [y

Uady nildudAgynainsievuinvesienTusuaiienssuiums ‘%mﬁugmwméﬁu YuAfe

o

L] mmﬁﬁawamﬂumu (Spindle speed; S)
< =
e anusHeuvesgnin (Feed rate; F)
®  SzyzYeIeuiuN (d)
Tunesoaieseiuimunzanvesladens 3 Jade dazliniseantuunimaany
WUUNURINERDU (Response Surface Design) AI8N1T9ALUUNITNABDILUUUDNG-LURULAY
(Box-Behnken Design) anntiudsnasstadennantitisiu lagldarusunaniuiauiiisy

fuaruSuaslnd wevililarvuinvesvienTugualenssuiun1s Sadugluuuilu any

WNALNeINNAUe



A13197 21 T19azBuan1seanuwuulasllUsLASUTTLAY

Box-Behnken Design

Factors:

Base runs:

3 Replicates:

15

Base blocks: 1

Center points: 6

Total blocks:

2

Total runs: 30

1
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NAIINDINUUUNITNAGDY FIAUTUNIITNABDININEIAUVBINITNODALUUNITNAGDY

(Design Matrix) wagiilolananisnaassuddesirdoyaluinnisiasevisiglusunsy

Minitab M9HNANNSNAABILALNITWUAIALARNILY AN519T) 22

A5 22 SIAUNTSNAABINLAINATOBNLUUNITNARBILUUUBND-LUR LAY

Factors Response
StdOrder| RunOrder | PtType | Spindle | Feed Die O.D. (mm) Thickness Spring
speed rate distance (mm) back
120.4 -120.9 | 2.55 -2.95

26 1 0 90 40 2.00 120.57 2.68 0.34
10 i 2 90 80 1.70 120.91 2.90 0.70
7 3 2 60 60 2.00 120.37 261 0.30
19 q 2 120 80 1.85 120.80 2.80 0.52
24 5 2 90 40 1.70 120.49 2.64 0.57
29 6 0 90 60 1.85 120.61 2.82 0.53
9 7 0 90 40 1.70 120.47 2.66 0.58
15 8 2 90 60 1.85 120.79 2.82 0.54
3 9 2 60 80 1.85 121.13 3.02 0.63
13 10 2 90 60 1.85 120.66 2.75 0.63
27 11 0 90 80 2.00 120.97 291 0.45
30 12 2 90 60 1.85 120.83 2.87 0.56
17 13 0 120 40 1.85 120.62 273 0.49
4 14 2 120 80 1.85 120.79 281 0.53




A519% 23 BIRUAITNARBITILAIINAITEBNLUUNISNARDILUUUBNG-LURULAL (#19)
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Factors Response

0.D. Thickness
StdOrder| RunOrder | PtType | Spindle | Feed Die (mm) (mm) Spring
speed rate distance back

120.4 -120.9| 2.55-2.95
16 15 2 60 40 1.85 120.61 2.73 0.49
20 16 2 60 60 1.70 120.23 2.57 0.53
12 17 0 90 80 2.00 121.00 3.00 0.50
11 18 2 90 40 2.00 120.57 2.68 0.34
8 19 2 120 60 2.00 120.78 2.84 0.42
23 20 2 120 60 2.00 120.68 2,77 0.39
2 21 2 120 40 1.85 120.61 2.73 0.49
18 22 2 60 80 1.85 121.17 3.04 0.64
25 23 2 90 80 1.70 120.89 2.87 0.68
22 24 2 60 60 2.00 120.36 2.60 0.30
6 25 2 120 60 1.70 120.66 2.76 0.63
1 26 2 60 40 1.85 120.60 2.71 0.48
21 27 2 120 60 1.70 120.65 2.76 0.63
28 28 2 90 60 1.85 120.80 2.85 0.55
5 29 2 60 60 1.70 120.23 2.57 0.53
14 30 2 90 60 1.85 120.80 2.82 0.54

551 ﬂWi@ﬁ?ﬂﬁ@Uﬂ’J’]@JQﬂﬁ@ﬁ%@ﬂLL'U‘U?SWGEN

WUUI1884 (Model Adequacy Checking) Inuns2988uU11U93a

=]

Y 9

UAdad

N15ILATIENHAVBINITNARDINY A2ABIINITATINADUAIUINABIVBIAT

JRAATING 3 U VB9

Weulun1sesnuwuunIsNaand Ao NID (0,091l Arun1snadsulanInuaALNelInuAINw

AANALARBUTBINTITNARBINNANLRFIY NeuNztTayanlalulinsieiiazas Unavoinis

2ONLUUNITNAADINIY
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5.5.1.1 MINAFRUANUAFIUYDINITHINKIIUNG
Mmsm@ﬁauamaﬂﬂmmmimﬂLLﬁNUﬂ@ (Normal Distribution Assumption)
MIAYNITRANTUINITATLANYAIVOIAEIUANAY (Residual) V89fLUIROUAUDIINTNITHLAN
waskuuUnAnselyl F9viinsfiansanain Normal Probability Plot wiefiansannisnszany

fAs dumuLuILEdunse wagia P-Value 3nn1snagauauduund (Normality Test)

1131 0.05
Probability Plot of O.D. (mm)
Normal - 95% CI
9
Mean 120.7
StDev  0.2323
95 - N 30
AD 0.297
01 P-Value  0.569
80
70
E 60-
(]
g 50 -
& 07

30 1
20 1

10
54

1200 1202 1204 1206 120.8 121.0 1212 121.4
0.D. (mm)

UM 45 MIVAE0UALLAZIUYBINITLANLIILUUUNA

Y

VDIVU I UHUAUGNANATUUDNYBIVD
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Probability Plot of Thickness (mm)
Normal - 95% CI

99

Mean 2.777
StDev  0.1243
95 N 30
AD 0.190
201 P-Value  0.891
80
70
T 60+
]
O 50
g ©
30 4
20 4
10 A
5_
1 1 T T T T T T T T
2.4 2.5 2.6 2.7 2.8 2.9 3.0 3.1 3.2
Thickness (mm)
gﬂﬁ 46 ﬂﬁmaauamagmmaqmmammLLUUUﬂaéuwummmmmuwaﬂﬁa
Probability Plot of Spring back
Normal - 95% CI
99
Mean 0.5178
StDev  0.1062
95 N 30
AD 0.568
201 P-Value  0.129
80
70
T 60+
]
O 50
g ©

30
20

10 1
5

1 T T T T T T

0.2 03 04 0.5 06 0.7 0.8 0.9
Spring back

JUT 47 MSVAFUALNAFINYDINITHANEIMUUUNAYDITE ULV VRI THANAIIA

IMNNANINAFRUNUINTDYAINNTNTZUMIALUUILTUATS UazdlAn P-value 1A
0.05 Aia fANIAY 0.569, 0.891 wag 0.129 aruardu deluagUliindeyaiduluniy

AUNRFIUVBINITUINLATLUUUNA
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5.5.1.2 nsnagevauiing uvesruludase (Independent)

nsnaaevaLLAgIuYesrludaszesdIunnA1e (Independence of Residual)

o a

UYN137152980U LA LABNITRANT LN UNINANTNTL AT ANIAINUAUNUSTENI1IAEIY

ANANS (Residual) Audndiuresmsiiudeya (Observation Order)

Residual

Versus Order
(response is O.D. (mm))
0.2+
0.1+
E /\
= 0.0 A ./\ 7\ T
3 J N N
-4
-0.14
_0.2_ T T T T T T T T T T T T T T T
2 4 6 8 10 12 14 16 18 20 22 24 26 28 30
Observation Order
E‘U‘ﬁ 48 msmaauamﬁgmmmmmLﬂuéasmmmLﬁumﬂuéﬂmaﬁmuaﬂ
Versus Order
(response is Thickness (mm))
0.10

Ty, A/\M\.
VY

-0.10 A
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Versus Order

(response is Spring back)
0.075 A

=, N A
A YN Y Y

2 4 6 8 10 12 14 16 18 20 22 24 26
Observation Order

Residual

UM 50 MmsvagevauuRguvesnludassvassszaeneiivesian

NNHaNINAFOUNUTIT Teyalinsnszaneiniisuuudaserenume lldnuo
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yostayaiduniliiniogunuuiiviuey duu Seaguldideyainnuiudaszreny
5.5.1.3 NSAABUALILEDNTAINYBIAIAMNLUSUSIU (Variance stability)

NSVAEEUANNILENESNMYBIA1ANLLUSUTINENINSOR SN R NN TS

N¥AneNlanInNENIUS SErineAdUnnA (Residual) fiuAiignTim (Fitted value) Inguwalti
msmzmaﬁ’maé{aqmzmaﬁaiaumﬂmmazmamzmaéfmaﬁagaﬁimiﬁgmmumwmmﬂm
visoduwunli

Versus Fits
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Versus Fits
(response is Thickness (mm))
[ ]
0.10 °
L °
[ ]
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Versus Fits
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PRI 24

M1597 24 N1FIATIEN ANOVA 111m@ Response surface regression UaatdURNAUENANS

NYUBNNY
Response Surface Regression: 0.D. (mm) versus Spindle spee, Feed rate, ...
The analysis was done using coded units.
Estimated Regression Coefficients for 0.D. (mm)
Term Coef SE Coef T B
Constant 120.782 0.05408 2233.347 0.000
Spindle speed 0.056 0.03312 1.680 0.109
Feed rate 0.1%3 0.03312 5.888 0.000
Die distance 0.048 0.03312 1.453 0.162
Spindle speed*Spindle speed -0.115 0.04875 -2.351 0.029
Feed rate*Feed rate 0.124 0.04875 2.547 0.019
Die distance*Die distance -0.172 0.04875 -3.530 0.002
Spindle speed*Feed rate -0.0%1 0.04634 -1.%48 0.0c6
Spindle speed*Die distance -0.015 0.04634 -0.320 0.752
Feed rate*Die distance -0.001 0.04684 -0.027 0.9%79
5 = 0.132471 PRESS = 0.87756
R-Sg = 77.58% R-Sg(pred) = 43.95% R-Sg(adj) = 67.49%
Analysis of Variance for 0.D. (mm)
Source DF Seq 88 Adj S8 ady MS F P
Regressicn 9 1.21458 1.21458 0.134953 7.€% 0.000
Linear 3 0.094%6 0.6945¢ 0.231e54 13.20 0.000
Spindle speed 1 0.04%51 0.04%51 0.04%506 2.82 0.10%
Feed rate 1 0.60840 0.60840 0.608400 34.67 0.000
Die distance 1 0.03706 0.0370& 0.037056 2.11 0.1le2
Square 3 0.4511S% 0.4511% 0.1503587 8.57 0.001
Spindle speed*Spindle speed 1 0.09226 0.0965¢ 0.09%6955 5.52 0.02%
Feed rate*Feed rate 1 0.14025 ©0.11385 0.113851 6.4% 0.01%
Die distance*Die distance 1 0.21868 0.218e8 0.218e78 1Z.46e 0.002
Interaction 3 0.06843 0.06343 0.022808 1.30 0.302
Spindle speed*Feed rate 1 0.0e66l 0O.0866l 0.066613 3.80 0.0ee
Spindle spsed*Die distance 1 0.00180 0.00180 0.001800 0.10 0.752
Feed rate*Die distance 1 0.00001 ©0.00001 0.000012 0.00 0.979
Residual Error 20 0.3508%7 0.350%7 0.017549%
Lack-of-Fit 3 0.3253% 0.3253% 0.1084g2 72.07 0.000
Pure Error 17 0.02558% 0.02558 0.001505
Total 29 1.56555
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M1599 25 NTIATIEN ANOVA maumsikuuannesvatdusigudnataniguenye

Response Surface Regression: 0.D. (mm) versus Spindle spee, Feed rate, ...
Estimated Regression Coefficients for 0.D. (mm) using data in uncoded units
Term Coef

Constant 91.9242

Spindle speed 0.0400625

Feed rate -0.0130417

Die distance 28.9440

Spindle speed*Spindle speed -1.27315E-04

Feed rate*Feed rate 0.000310417

Die distance*Die distance -7.64815

Spindle speed*Feed rate -1.52083E-04

Spindle speed*Die distance -0.00333333

Feed rate*Die distance -4.16667E-04

anunsoasUiduaumaneinsalduingudnanavislddsiolud
Fedu sunadusnguinansvasvio = 91.9242 + 0.04006255 — 0.0130417F + 28.9440d
— 0.000152083 (SxF) - 0.00333333 (Sxd) - 4.16667(Fxd)
~0.0001273155% +0.000310417F - 7.64815d”

TaeswuuannoaiiaAl RZ winfu 77.58% @aduainaiuisagausuls waziile

HTUINAINNITRONUUUNITNARBY ausaaguranITiaTeilandadendn ludiuves
anusitouvedgnin (Feed rate) Snasipvuadurigudnarsneusnvasviosgsiitud ey
W312dlA1 P-value Woni1 0.05 laefinailuasaun1soudiuy 1 walvesdunnssn uaznal

YOIAUNTTUAUN 2 Fivduq tdu lilinassvuinduriAudnatnguanvedvie



108

MITNT 26 NMTIATIZR ANOVA e Response surface regression U84AUULYID

Response Surface Regression: Thickness (m versus Spindle spee, Feed rate, ...
The analysis was done using coded units.
Estimated Regression Coefficients for Thickness (mm)
Term Coef SE Coef T =
Constant 2.82167 0.03047 92.590 0.000
Spindle speed 0.02187 0.01866 1.172 0.255
Feed rate 0.11187 0.018¢66 5.995 0.000
Die distance 0.02250 0.01866 1.206 0.242
Spindle speed*Spindle speed -0.05396 0.02747 -1.964 0.064
Feed rate*Feed rate 0.05354 0.02747 1.949 0.065
Die distance*Die distance -0.08271 0.02747 -3.011 0.007
Spindle speed*Feed rate -0.05875 0.02839% -2.228 0.038
Spindle speed*Die distance 0.00250 0.02639% 0.095 0.925
Feed rate*Die distance 0.01000 0.02639% 0.379 0.70%
S = 0.0746478 PRESS = 0.276024
R-Sg = 75.41% R-Sg(pred) = 39.09% R-Sql(adj) = 64.34%
knalysis of Variance for Thickness (mm)
Source DF Seq S5 adj ss adj Ms F P
Regression S 0.341741 0.341741 0.037971 6.81 0.000
Linear 3 0.21e012 0.216012 0.072004 12.92 0.000
Spindle speed 1 0.007856 0.007656 0.007656 1.37 0.255
Feed rate 1 0.200256 0.200256 0.200256 35.94 0.000
Die distance 1 0.008100 0.008100 0.008100 1.45 0.242
Square 3 0.097266 0.097286 0.032422 5.82 0.005
Spindle speed*Spindle speed 1 0.020093 0.021500 0.021500 3.86 0.0864
Feed rate*Feed rate 1 0.0266e57 0.021170 0.021170 32.80 0.065
Die distance*Die distance 1 0.05051¢ 0.050516 0.050516 9.07 0.007
Interaction 3 0.028463 0.028463 0.009488 1.70 0.19%
Spindle speed*Feed rate 1 0.027e1l3 0.027813 0.0278613 4.96 0.038
Spindle speed*Die distance 1 0.000050 0.000050 0.000050 0.01 0.925
Feed rate*Die distance 1 0.000800 0.000800 O0.000800 0.14 0.709
Residual Error 20 0.11144¢ 0.11144& 0.005572
Lack-of-Fit 3 0.095512 0.095512 0.031837 33.97 0.000
Pure Error 17 0.0155%33 0.015933 0.000937
Total 2% 0.453187

HAIINNITOBNUUUNITNAGDY A1U1TaasUNanITIATzilaidadenan ludiuves
anusItouvedgnin (Feed rate), Sn3f3e1983ANSITOUVBILNUMYL, BRSATEIVOITZEY
Porialiiud dnadevwinduriAugnasneuenvesieagaiteddny szl P-value
ffounin 0.05 WulFsrfufusunsisovedlaeiinativesaunssusiui 1 watveadunien
waznaveIaNMISIuT 2 fadus du liflarevraduriausnansneuanyesie Tnedh

WUUDANBEULAY R? WinAu 75.41% Faduaiianuisassusuls
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A1519% 27 N1TIATIZI ANOVA MAUNISAILUUOANDYYBIANUNUIYD

Response Surface Regression: Thickness (m versus Spindle spee, Feed rate, ...
Estimated Regression Coefficients for Thickness (mm) using data in uncodedunits
Term Coef
Constant -10.5079
Spindle speed 0.01e3681
Feed rate -0.00782292
Die distance 13.5009
Spindle speed*Spindle speed -5.99537E-05
Feed rate*Feed rate 0.000133854
Die distance*Die distance -3.67593
Spindle speed*Feed rate -9.7916e7E-05
Spindle speed*Die distance 0.000555556
Feed rate*Die distance 0.00333333

anunsoasUiduaumaneinsalduingudnanavislddwiolud
ﬁﬁ‘ljju YUIAAIUNUIVDINED = -10. 5079+ 0.0163681S — 0.00782292F + 13.5009d
— 0.0000979167(SxF) + 0.000555556 (Sxd) + 0.00333333 (Fxd)
~ 0.00005995375% + 0.000133854F - 3.67593d”
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MI599 28 N1TIATIZR ANOVA %Ha Response surface regression maqawsmmmaﬁaq

Response Surface Regression: Spring back versus Spindle spee, Feed rate, ...

The analysis was done using coded units.
Eatimated Regressicn Coefficients for Spring back

Term Coef S5E Coef T P
Conatant 0.558333 0.0lea0 33.233 0.000
Spindle speed 0.012500 0.0102% 1.215 0.23%
Feed rate 0.054375 0.0102% 5.285 0.000
Die distance -0.113125 0.0L02% -10.9%& 0,000
Spindle speed*Spindle speed -0.03%1¢&7 0.01514 -Z.586 0.013
Feed rate*Feed rate 0.014533 0.01514 0.963 0.347
Die distance*Die distance -0.052917 0.01514 -3.4%94 0,002
Spindle speed*Feed rate -0.028750 0.0145 -1.87¢& 0.0682
Spindle aspeed*Die distance 0.001230 0.0145 0.08e 0.932
Feed rate*Die distance 0.005000 0.0145 0.344 0.735

5 = 0.0411327 PRES5 = 0.079224
R-5g = 8%.69% R-Sg(pred) = 75.88% PBR-S3g(adj) = 85.05%

Analyzis=s of Variance for Spring back

Source DF Seq =25 Ldj 558 Adj MS F
Regression % 0.2945359 0.294559 0.032729 19.33
Linear 3 0.254563 0.254563 0.084854 50,10
Spindle speed 1 0.002500 O0.002500 0.002300 1.48
Feed rate 1 0.047306 0.047306 0.047306 27.583
Die diatance 1 0.204756 0.204756 0.204756 120.%0
Sguare 3 0.033172 0.033172 0.011057 6.5
Spindle zpeed*Spindle speed 1 0.00%9%0% 0.011328 0.0113213 6.69
Feed rate*Feed rate 1 0.002535 ©0.001571 0.001571 0.583
Die diastance*Die distance 1 0.020678 0.020878 0.020&718 12.21
Interacticn 3 0.006825 0.006825 0.002275 1.34
Spindle zpeed*Feed rate 1 0.0066l2 0.006612 O0.006612 3.3%0
Spindle speed*Die distance 1 0.000012 0.000012 0.000012 0.01
Feed rate*Die distance 1 0.000200 O.000200 O0.000200 0.12
Bezidual Error 20 0.033871 0.033871 0.001&94
Lack-of-Fit 3 0.023087 0.025087 0.008362 16.19
Pure Error 17 0.008783 0.00B783 0.000517
Total 2% 0.328430
Source P
Regressicn 000
Linear L2000
Spindle speed 239
Feed rate a0o
Die diatance Q00

Square
Spindle speed*Spindle =zpeed
Feed rate*Feed rate
Die diastance*Die distance
Interacticn
Spindle speed*Feed rate
Spindle speed*Die distance
Feed rate*Die distance
Residual Error
Lack-of-Fit
Pure Error
Total

[ I I - o o e T T O o v e
= e
iy
(=)

=]
=]
]
()
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HAINNITRBNLUUNITNAADY d@1u15aasunanIsiasigilaindadendn ludiuves
anustouvegnin (Feed rate), §03A381983ANSITOUVRILNUMY, BNSATEIVOITELY
Poaauiian fnadevuinduhaudnaeneuenvevisagaiiudfy nszdlan P-value
ffopnin 0.05 WuaiufUsunsAzevestnefimativesannssusufl 1 natiueadunizen
uagnfvesANIsSudul 2 fdun du lifinadernadurngudnananeusnuesie Tned

WUUDANBETLAY R? WinAU 89.69% Faduainanuisasausulea

M1599 29 N1FIATIEN ANOVA Mmaumsikuuannesvaddusigudnatanieuenyie

Response Surface Regression: Spring back versus Spindle spee, Feed rate, ...
Estimated Regression Coefficients for Spring back using data in uncoded units
Term Coef

Constant -6.54505

Spindle speed 0.010e111

Feed rate -4.27083E-04

Die distance T7.82269

Spindle speed*Spindle speed -4.35185E-05

Feed rate*Feed rate 3.64583E-05

Die distance*Die distance -2.35185

Spindle speed*Feed rate -4.791¢7E-05

Spindle speed*Die distance 0.000277778

Feed rate*Die distance 0.001lec667

e aunsaaguduauniswennsaissorvsvestanlddieluil
Fyti srozIe18993TAR = - 654505 + 001061115 — 0.000427083F + 7.82269d 00000479167 (546)
- 0.000277778(Sxd) + 0.00166667(Fxd) — 0.00004351855
+0.0000364583F - 2.35185d"

dmsunmsseaudiunsmunsaugaueudasdade a1u1salduannis Optimization
TaelgilsAdu Response optimization vodlUsknsuitLny Fearnnisnagaunuinlaszau
o Ao dl < = | = a
vaaladeniidnmunzaune Anusiseuvesununyuil 120 seunauyl, Auiitdeuvesyn
a A a a J ) ! | ra ¢ a a Y1 o
307 63 Hadwnssriounil uay sverdeIl WLy 1.75 Tadwns wagldAviugvesuuin
hushrudnanneuenvasiadelviniu 120.6506 dadinT LAZUUIAAINVUITEBIRGY

Wiy 2.7485 fatiuns f9nn3199 30 wagguit 54
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M1319% 30 NaMTMIANTILUIABUAUBIILMINEaNTgA (Response Optimization)

Response Optimization

Parameters

Goal Lower Target Upper Weight Import
0.D. (mm) Target 120.40 120.65 120.90 10 1
Thickness (m Target 2.55 2.75 2.95 10 1

Globkal Scluticon

20
€3.0303
1.75455

Spindle spes
Feed rate
Thickness re

Predicted Responses

0.D. (mm)
Thickness (m

120.651 , desirability
2.749 desirabilitcy

nn
L - |

Composite Desirability 0.9517486

; Spindle Feed rat Thicknes

o el 1260 . 129
ur . . .

0.95175 | ow 60.0 40.0 1.70

Composite
Desirability
0.95175

O.D. (mm

Targ: 120.650]
y = 120.6506
d = 0.97497

Thicknes
Targ: 2.750
y = 2.7485
d = 0.92907

gﬂﬁ 54 Optimization plot 9nlUskATuATLNY
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5.6 NIATIAADUTTHLVLLVBITARLULARETBUNITIA (Spring back)

= 1% = = o i =
AN 31 m@%aLUiﬁJ‘UL‘V]EJ‘U?%?JSEUﬂqﬂmaﬂjﬁﬂLLmagiaUﬂqiiﬂ

di1 T1 Sb1 d2 T2 Sb2 d3 T3 Sb3

10 11.01 9% 6 6.97 16% 2 3.15 58%

9 10.04 10% 5 6.08 22% 1.8 2.82 56%

8 9.14 12% q 5.12 28% 1.7 213 61%

T 8.32 16% 3 3.63 21%

80%
y=0.0154x+0.551
&- R? =0.5213
8 60% 0 - u
=
=
a?j 40% y =0.0209x +0.1647
o R2 = 0.3084
O | — e —
3 20% | —TTTTT s
- y- =5 5722x 200638
0% R2=0.9547
1 2 L 3 a
foeng
e N153A50UN 1 —— M53nsaudl 2
H medesoudt 3 Linear (M¥3nseufl 1)

JUN 55 nsmlszezn1sveneiivesian luudseunisie

IINHANITNAADUTHLEARITDIIAN L ULAALTBUNITIANUTY BITIUIUTOUNITSAANTY

denaliiszegnisveneiivesaniiiuuiniu udulumusduuunisidesuands (Plastic
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. (Y 12 Y] o < a o o
Deformation) LLG]ENVLNQQQG’ILLG]ﬂ%ﬂGUEN’]ﬂ@I WQUUiﬁﬂgﬂWﬂJS’]UG}'}ﬁ]\‘]L‘LJUI“LJG]']&ILL?Q‘VWi%V]']ﬂ‘U

9

(Y]

anLiloaanANULAL TuRsBsTaUMIIAILINTUTTEEN1INAtRgawIlTAnA LAY

Yantienszornsvenefiafiunniy Tadldaunisvesszezmavenedavesagsil
50U 1:y = 0.222X + 0.0638 ; R? = 95.47%
5OUT| 2: y = 0.0209X + 0.1647; R? = 30.84%
50UT| 3:y = 0.0158X + 0.551 ; R? = 52.13%
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5.7 Han1303298UlATIAE199aN1ANEINITIN

JUN 56 1A9a3199801AYUNUNG [T UIUTOUN 3

(M) 1A59835799801AUSIUVBUNBNTUNUMSIVEY 200 N
(¥) 1A5983799801AUSIUNANNTUNUMAWEIY 200 Wi

(A) Iaseasreganiausnaveuluiunuiaeny 200 i

- 1% Y a a X
31n3UN 56 (N)-(0) kandlATIaFIaINI99aNIATDITUNUTNHIUNTEUIUNT TATUFULUY
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fanaflaurainndu §13 Plastic Deformation iatufinagiintiosninduuen Feazdiuld

INMIUAsULUAIUT RN SUNtENI



115

5.8 NANISNSIVFRUANURLTING

NNTNAFRUNMITTUTUTIBUTIA UG 3 SoumsIaLiiabilavuinvesvienuiiimuniy
A11150a3UNaLARIR15197 32 wazUN 60-61 FeawtiuldinAnAULTIarAIAIULTINTY

YDIUNUY WaTunuianuunasdmaliamuLlakazauudusigdu lunanssiudiy

WasSUANISEAFYBITUNUANAINITUIUTDUTLANLINTU

AN 32 HANNSNSIVADUANURLTINAVDIVIDNAIIUNITIALAALTOU

ArAund e* Yield Streng'Fh Tensile Elongation at
saUNISIA at 0.2% Strain Strength break Remark
(HRQO) (Mpa) (Mpa) (%)
NAIDY
0 20.28 586.62 739.52 16.16 P
TUNUTUN 1
NF0LN
1 31.45 787.46 962.65 10.95 P
TJUUBUN 2
NFI0EN
2 35.26 690.46 996.49 8.62 Py
JUNUTUN 3
NFI0EN
3 37.92 696.15 1,010.09 6.89 : o
TUNUTUN 4

Wewe * N1snaaeuAIAuLIlinInTuIuduRAIfusENseUNISIa

a0 - = 37.92
31.45
30 4+
@)
[0
I 2028
ﬁ 20 4
o
e
T
10 4
0
1 2 3 il

=
TBUNIIIN

JUT 57 NNANANNLIIT0IDUTIAUGINE1RINUNITIRtuLARY TOU
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N1SNAFDUEUTUNS UALNITNTIIRANTUAIUAL

mvagoudusuna uazmnsAamumIUAN Jaazdidumsiutoyadilsainasusy
Amastladeidniddmuiianniadedt 5.5.1.4 usserna 2 ey vievhmsiatunuly
founin 30 Funu leasihdeyaunsndeuimuaremeondBanindulunumanmeans
vi3old antuFinsimunisnisesraeudafeusuddndulumuilaviinimaaedly uasd
mshunugfinugudilfiiieriugunszuiunssaslegludiamunu Tngmneenusndn
muaulddumunumsuAludensiaseuudmuinvuiaesievdsdneenueniduaiun

yudddainnasgiumsvhnuniludsdodnadnuasiiduduneuinu

6.1 NSNAADUTUTUNA

WatudurarIAt TN oA D NLaLAIMUALN T URDUNLAD TRUATAMLNSALYDY

Jadetingva 3 Uadesaunandlu a15197 33

M131991 33 szruvesladenuangaunazyinn1suiuls

daydnualvasdady U2y SEAUNMAUIZEL L)
< | al
S AT ITOUTBIUNUYIL Y 120 SOUABUTY]
F anusieauvesgnin 63 fafunssieud
d SEULUDIINLURUN 1.75 NaaLuns

6.1.1 TuRaUlUNITNAADY

Anlun1sUTUAIALATEY Flow forming Tlssuseunaun1maasaodudunanis
° val ! v o A v A o Y ] [RY) v
naaes Inerrualidnisesivaeuarusunuasosiluluamunsmuall anntuudeimoidie

a v Y a a o a Y a0 v ::4'
ﬂ’]ﬁﬂ\laG]LLagL"ﬂq‘Viuq‘Vlﬁ\hEJNaG]’J']ﬂgﬁnLHUﬂ']iUiUiﬂiLLﬂiﬂJﬂ"liiﬂ%@ﬂﬁ@nﬁqﬂm 34
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P59 34 NM1599NLUUTUSUATUNISIALULARE SOUTBINITNAADY

Cum. Jaeiingn ATNSITEADUNAIIA LULARLSAU
‘iE]‘U v I (3
~  %Thickness LEUHIANENANS ANAUNUN AINNYN
ns3n d S F y
reduction Auuen (1) (3) (1131)
1 47% 8 120 60 ©132.15+0.15 9.13+0.13 510+10
2 73% q 120 60 ©125.60+0.1 5.12+0.18 1030+10
3 88% 1.75 120 63 ©120.65 2.748 >1500
ANENsal

6.2 MIATIRRLarasUNaNITNARDY

ANRUNTNABDALTUTNNANITIA ANUUYIINITIATIEAAINNAINITOVDINTLUIUNIS

NUUIWIINTUITIUNBUAIINAINITVBINTEUIUNTADUUSTUUTIMasnd T uU T wae

ANIUMSTATUNANTNARDS

P3N 35 AINEAINTATBINTEUIUNM INSIUTUU T luAINTRIALMILN

fegneviad 1 2 3/ a | 5 6 7 8 9 10
AUNRUIVB YD
274 | 278 | 277 | 276 | 276 | 275 | 276 | 276 | 2.75 | 2.78
(y.)
fegnevion 11 12 13 | 14 15 16 17 18 19 20
AUNRUIVD YD
273 | 276 | 274 | 279 | 275 | 28 | 276 | 2.77 28 | 278
(a3.)
fegwiad 21 22 | 23 | 24 | 25 26 27 28 29 20
AUNRUIVD YD
279 | 277 | 275 278 | 277 | 275 | 276 | 276 | 2.78 | 2.75
(a3.)
faagneviad 31 | 32 | 33 | 34 | 35 Ave. Stedev.
ANURUIVD YD
) 274 | 279 | 275 | 2.76 | 2.78 2.7648* 0.0177*
23l

nneme * fealenuuiinigulagsin (Overall) BalunisAnunuaniidunuazlyen

JBAUUNIATFIULUU Within 3wy 0.01982 danaliardwadlansiudntey
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[

AT 35 @mnsaAuIuAl Cp hag Cpk tagsil

USL—-LSL  295-—2.55
P~ " 60 6x0.0177
. (USL — Average Average — LSL
Core = Mm( 30 ’ 30 )
295—-2.76 2.76 — 2.55
3x0.0177 " 3 x 0.0177)
= min(3.578,3.9548) = 3.578

= 3.76

=Min(

Process Capability Sixpack of Thickness (mm)
I Chart Capability Histogram
WCL=28243 = ~ gt LS.
3 [ || | Specifiations
3 | || Jest 255
E - | R=2758 | | Target 2,75
2 USL 295
3 | |
i P Ba— —————————— — ] =275
1 4 7 10 13 15 19 2 25 28 3 A 253 254 270 275 282 288 294
Moving Range Chart Normal Prob Plot
008 AD: 0695, P: 0.062
§ L=007303
g 004
'E MR=0.02235
O.OJ T T T T T T T T T T T T LCI.:‘J
i 4 7 10 13 16 19 2 25 28 31 3A 270 275 230
Last 7 Observations Capability Plot
* Wi Within Owera
273|e ° Sey 001 20ev Q01772
i @ 335 A B a7
= ER / = 342
Sea . o e Overdl om 2%
L ] @ +——t =M Qo0
274 [
v - v - - Specs
300 312 324 338 3
Observation A+

gﬂﬁ 59 fmvﬁmsw3ﬁmmmmmaaﬂﬁwaumﬁsﬁuguﬁm%’umiﬁmummﬂmwmuwaa
ianaaUTuuse
mﬂgﬂﬁ 59 wuAErLlFaINnsEUILNTS %ﬂ?gfugmmmﬁu Ty Pass 3 Huildnwae
nsnszatedunduwuy normal Tnefiansanain Normal probability plot #ifidn P-value =
0.062 Fsiiennnnn oL 7t 0.05 uenanildlefiansannsmues Rchart LLé’aWU'jﬁméTqagﬂuSﬁNﬁ
muax lagganmsnseneivesanuvuliiyslneguenmiiawdu LCL uag UCL
waziflefiansanan Cp = 3.36 uaz A1 Cpk = 3.11 aguladnszuiuns %@?Jyugmwmé’]u

fauanansoina uaganunsandnvieusaiugalamanauiBang
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M15T 36 ANENINTATEINTEUIUNM IaIUTUU T ludIuTRIAIIVIN

fegwiad 1 2 3 q 5 6 7 8 9 10

Wurngudnans
ABUBNVBINID | 12063 | 12066 | 120.64 | 120.68 |120.62 | 120.68 | 120.67 | 120.62 | 120.67 | 120.66

(2131.)

fagnsviadi 11 12 13 14 15 16 17 18 19 20

Wurihaudnans
ABUBNVBNIID | 12064 | 120.66 | 120.63 | 12074 | 120.68 | 120.72 | 12065 | 120.69 |120.7 | 120.66

(u1.)

finagevian 21 22 23 24 25 26 27 28 29 20

¥ [ <
LEHUNIAUENAN

JNMYUBNUVDY 120.68 |120.64 | 120.63 | 120.73 | 120.64 | 120.68 | 120.65 | 120.62 | 120.66 | 120.67

vio (u.)

famghevieft | 31 | 32 | 33 | 3¢ | 35 Ave. Stedev.

Wurihaudnans

NNBUINVRIND | 120.66 | 120.70 | 120.67 | 120.64 | 120.66 | 120.663* 0.03*
(1)

nugwme * AeAdesuuninigiulagsin (Overal) FelunisAruiuaidunuazlden

DBaluuIINIg MUY Within Favindu 0.1457 dewaliawinilassiudntdes

[

AT 36 @mTaAIUIUAT Cp tag Cpk tanasll

USL—-LSL 1209 -1204
PT 7 66  6x0.1490
USL — Average Average — LSL
30 ’ 30 >
- 01209 —-120.74 120.74 — 1204
B m( 3% 0.1490 ' 3 x 0.1490 )
= min(0.3579,0.7606) = 0.3579

= 0.5593

Cpk = Mln(




121

Process Capability Sixpack of Outside diameter (mm)
I Chart Capability Histogram
WwL=107662 T+ =
i I ! | Specfications
3 | l [[fest 12040
g %= 120557 | | i| | Tamer 12075
§ USL 120.90
- _ | ia-msn & ‘;bab@() 5,;."’ ,{?'&‘{f? ‘,’QQ
1 4 7 9 13 16 19 2 25 B 31 H e AR S e ey
Moving Range Chart Normal Prob Plot
ea AD: 0,574, P: 0.126
g aw
2
g e - | "R=00%5
Qm T T T T T T T T T T T T ‘- =0
1 4 7 D 13 16 8 2 235 B H H 12080 12065 2070 12075
Last 7 Observations Capability Plot
12070 L] Wein Within Omr2
SDey 0034% 2Wev 003001
! 12055 @ 244 ! m 27
= bt - Gk 231 Overdl Mk 262
> L] L] L] PPM 000 @m 054
120450 . PM 000
L]
. - - . . Specs
10 312 24 35 343
Obsenvation e

JUN 60 N31AT 1A NENNNIAYBINTEUIUNNSTUFUA T UM SAIMUATLIA
WugudnanneuenvasienduTuUss

1 174

Qll | ¢ | Ay v a X

IN3UN 60 NuIVWIMEUEIANENA1IN NN YRWIBNIAAINNTEUIUNTT TATUTULUY
< J aw o & a
LU Tu Pass 3 dullanwauzn15nsza18@tTuluy normal Tagfia15ai197n Normal
probability plot #15iA1 P-value = 0.126 #aiiA111NN31 OL 7 0.05 wonantilanaIsuIngw
Y04 R-chart udmuinaAdeegludiiiniuny lagganminsyatedvesianunuliiynlneg
uanillaldu LCL wag UCL

waillefia1sanel Cp = 2.44 wag A1 Cpk = 231 agulddnszuiuns Satuguuuudu

HANUANTONR waraaTaNERTIoRTRUE IR AN NAAIUUBNANABINTS
o & =
6.3 UNUNNTAIUANNTEUIUNTIATUFULTY

6.3.1 WSy IuMITiuEnsuNSaTus Ui uvieusadiugs

WeliiAnnsvinnuniszsuusaglauinsgrunsujiinuvesfujdiau dvual

[

AUAURNUURURR a5z Iunsviud miunsIatug Ui uvionseiugs fennsiei 37



122

AN3197 37 WIATFIUNITIUEMTUNTIATUTUEUTIoNIAUES

o o s = g 1] o/
HIATZIUNTITNINUEINIUNTINY ugﬂ LEd]‘L!‘VIE]LLiQ AUENY

Part Name Machine Process
High pressure tubes Flow forming Model F450 Flow forming
HAnvin fendn fgAAanssy 8112801315997
Approve ....... oviid . Approve ...../.../..... Approve .../ .../ ... Approve ....... owoiid .

Woaulun1susunuaiadng
A153A5aUN 1:

1) Tmnuidiseuvesnumyu 120 seusieundt 2) ldanaiiiteuvesgnin 60 dafwnsdewi
= =

n1sinseud 2:

1) Tanuidiseuvesunumyu 120 seusieundt 2) ldanaditeuvesgnin 60 dafwnsdewni
o =

n133nTauf 3:

1) Tmnuidiseuvesununyu 120 seusieundt  2) ldanaiiiteuvesgnin 63 dafwnsdewni

2
a

Junaun1suJUuneu

1. asrempvruinrestunuiusiifesuanlutuiinauaimain Qc

2. ¥msuduidiousedes Flow forming wastufinuanisasiatalulussavaey Flow forming monthly check sheet
3. ¥insnsraaeulusunsu nsin Tnewfisusuideulunsusuiaadosing uasan X

4. amaousTUUnaaLiy uazgunsaishag veueiesinegluanimundlifmwidene

5. mansvideduuuiunumurouthiunuiusuidesiuluan

6. thiusuau Ak

7. amaasuamdasafovenssesitli feunsaivietunumnefiedossusnduavelifneudeme
8. UnUseguitoisuifiulusunsy

9. FulUsunsunsintunuseud 1

10. Yufinuandmininavseud 1 lulunsasouiunu

11, Hdrdumauit 9-10 Inewdsulusunsuiduseudt 2 wag 3 auandu

12. nsainudaunnsastusoun 1 way 2 oefiunisaed

Aa o I3

- founwnseanifl Snvaznuuyamaniliidafisunuvselifudndilvluiletunu anunsesanuluseudalule
welaglidwmalminnudemevugunulunisiasevdaly
Py

% . < 2 da a a & 4 A = v & & v o o v
- VDUNNIBINH ANV UUASLNALAAN U ﬂ’liLﬂﬂm‘zjmm‘maﬂuaﬂLﬁuﬂlﬂmua‘uuwu Iwwqﬂqi‘l]@ﬂ?ﬂﬂigﬂ’]ﬂ

nywldseuneufiaziunuluseunsingnld
13, 191%UUeeN lnavhn1snsadeudunuludiueesiy tazrunvesduay Jwedldwudeunnsedlag wnnu

Jaunnsaslrinisnedmnssuiiensiaadaunazitn1susuasasdnsivd wavinnsndnasely
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6.3.2 N1SATIUTAVUINVDINDNAINNAUNTLUIUNITIALARLTOU

M1N130152980UTUINYBINNAIIALALTTUINTTIUAINAITIN 38 9INTUVIINS

Juiinanialeaduluduinnisian 39

AN5197 38 ANEIUSUNISHSINEBUYINEIINTAAUIULAALTAUNITIA

S8V Ja381La0 ANMNTIVFDUNAISA MLARLTOU
Cum. %Die

msy wusAudnang

o | distance | g S F ) ALY | MY
Eld ANUUBN
1 47% 8 120 60 ©132.15+0.15 | 9.13+0.13 510+10
2 73% q 120 60 ©125.60+0.1 5.12+0.18 1,030+10
3 88% 1.75 120 63 ©120.65+0.25 | 2.75+0.20 1,510+10

< =Y 9 = '
715199 39 TUATIFABUTUNUNAINITIAIULARLTOU

Flow forming Process Check Sheet

Part No. of | No. of | Measure Value Quality Name of Operator
Date

Tube Pass Length (mm) |Yes| No |Repaire 1 2
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6.3.3 NMSUSUWIBULATBIINT

nsUTuBUATRIINS Inen1svinsTaUSeuieuanasefio A1 X (SeeeyeeIng
Wifis) 21N90AIVANNITVNNUYBRATONALUAUAINIAINNITIA ADAIIINNITINTEEEUIY
199gn3n Roller iiauiuunumyu (Mandrel) lngldinaudionnunn 1 uw. Asgudl 62-63 Faay

MINIATINERUAT X 119 4 gn3a At stuninaaadlun1sei 40

2 & 4 v LAWY
ﬂiumumugﬂwmﬂu |

JUN 61 szee X vivosvusdarinuliiuvidmiuusuiiguang

\NAVUEDA

JUT 62 Fnsnmninszezdesinuliuileglfinauden



M15797 40 Tuasiaaeudmiuln3es Flow forming
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Flow forming Monthly Check sheet

Date

Name of Operator 1.

Name of Operator 2.

Name of Operator 3.

Name of Operator 4.

Process Name| Part name Picture Spec. Measure Value Remark
Roller 1 68+0.05
Die distance | Roller 2 68£0.05
x Roller 3 68+0.05
Roller 4 68+0.05
Roller 1
Roller 2
0.02+0.2 mm
Roller 3
Round run- Roller 4
out (mm)
Mandrel 0.02+0.2 mm
Process Cause Response
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uni 7
unagUuasUalauowus

7.1 @yunan1Ivnaes

HANITILATIENNTANYI, BONLUY LLa8ﬂ§UU§ﬂﬂi$U3uﬂﬁi§u§UﬁaLLiﬂﬁuQQﬁmaméf’Jﬁl
Fan AlSl 4130 sae1aTos Flow forming Taeldiuimisniseeniuunisnaaes (Design of
experiment) Iéan1mmassasuldei

1. pssenuuuesisusanmnumuvestusilagsau (Total percent of die distance)
ﬁm%’uﬂlﬂumi%{ugﬂsﬁmmﬁwLﬂ%a Flow forming liaa51Au 90% iieanleniaiin
TOUNNTDILUUUAN

2. adeiifnadonmuaindunuiitugudiendos Flow forming ndng fo Anu§iseu
vosunumiy, AnusItouregnin uarszezdesiauifiuiluusazsou

3. MnwansAnwannInandeunnissiientaniniiivesdunuld ainnmaaesmuiy
msUiussriaiadlusouantevieseudl 3 full anmisiseutesunuvay 120 seureun,
amsStleuresgningl 63 Tadlmsrou? uazsozdesinausifaniil 1.75 faduns ezl
LEUEAUENANAILUBNTBWIBLAYAIAIUNUYINGY 120.66 = 0.03 TAGAT Way 2.76+0.02
fiadums sy JeegluAmnasgiuiimvuaie vumdurigudnansneusnyevielviniy
120.65+0.25 {adlins WarAUNUYIBLINAY 2.75£0.20 Jadluns

4. fyfinrwanansveanszuiunistusuldine Cp wag Cpk TesuunAdus Audnans
vowlotiuduanpuiiy Cp winfu 0.57 way Cpk windu 0.36 WHu Cp wihdu 2.44 uag
Cpk W1AU 2.31 AUaI9U

5. ffienuanansveanszurunistugulduian Cp uay Cpk U93TUIMNATIMLITaIYID
s R Cp Wi 0.74 way Cpk i1y 0.61 10U Cp Wiy 3.36 wag Cpk

[y

WINAU 3.11 eUaInu

¥
=

6. NTLUIUNTTUFUMILLATEY Flow forming ldvinlilassasisvesiaguasuluudazii

a

Tinsuvedlasiasisdidnvazuuuaiwazenuniufianinistadvesian Wunaliiand

9

AN LL“LZ‘N WSS ULUILAURANLNTY
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7. 538¥N15VUN8RIVBIIER (Spring back) Lﬁuuwﬁul,ﬁaﬁwuuuiaumﬁm%jumugjaﬁu
Homnszaznanumuiasnanuuisutesas vilAnusaduiuTantiosasie

8. nsruIuNTIntusUuuuiuiieduuseumsiafiuntudssalautinanavesia
dututufeAinuuds wazaruudusivesian lunendufudmaliiedisudnsting
VOIIANANAY

v

9. lunsdinudaunnsosiuuyandn WsedaunniosuuanNamantinesan Al

Yy v

- nsdinudounnsaswuuyawanildilamiduaunsalddudndluludedusu
aunsosanulusevdnlulaaslagludanalminanudermeuuduanulunisinsaudnty
- psdinutounnsaskuvastAnman Nin1seRBusunsenudninlUluieduau

Tinn1stamienseaunseliniseunauNaztuulusaunssnga

7.2 UoLAUDLUY

1) wansanwitundansalfidudeys duunisiatiuauingnainas AlSI 4130 7

HunNseugURuuUNAtuseunissuganauruTunuliiniuly wagden1snanuwiug

[V
v A o

g9 naldududesiilefiaidnsien dedmuaams wazanimeiosdnsse

2) MIUfuUInsEUILNMITugURELASes Flow forming vasdladbudazdade dosfinag
viderimunnsgiunsihaulazansgilunisauay Fafesdimsdatineusumiingu
Tiinrudanudlaagiauldlasoiniosinsuniu wWuisnisneaeuiniesdnsnoy

a a =1 ¥
WULATDY LUUAU

3) AI5ANSANYINLLALLND AN UTLENTNINUBINTEUIUNTAIY

- ANYIBNTNAVRINTEUIUNITBUYUADAMUAINUBITUIIUNTUTUAIELATO flow

forming lngiansanlaseairsvesdaniimungandmiuldlunstugy

a

. a ! Y a . aa ! o
- ANYIBVIONAVDIANANULAULALAINULATYA (Stress & Strain) NUNARNDIZULVLIYAN

[

YOITARTINIUNTEUIUNTIATVUIUMELATOS Flow forming
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7.3 YoANAVBINITNAAD

1) Wasnusennsaldnwnduusonndavinludiuvewmansausinidusuwuy 9yl

< [ [

aunsavihmamaasaduduinnle Wewiningndnmuntudieaiansannisiunldlunis
9
9

a =

naaeslilpsuaziiuseansnnungatiosndumnu

[

CHMERTRER

2) msAnwdadediinadonszuiunisinuaiunsalunisuivudaniesdnslevdes
ilesandesiimsasugs waghilunudmielulvelunsdiiniesinsiitigm

3) Tunuideilldannsofmmualdiislunsuiulsld Wesmndunsesnuuuuey
Usuusstumeunisvinuuasnmsiudsaveaaiosing flddalddiedindu vonanill
Ao lidsiulussrinsaaedld Wesminnsdae il luudasiiou

JunsAnaaldinesiuvemialsu Salianunsousndeyamndnaniziniodla
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Full Factorial Design

133

Factors: 3 Base Design: 3, 8
Runs: 16 Replicates: 2
Blocks: 1 Center pts (total): 0
Factors Response
Run Std Replica
. Spindle | Feed Die Thickness | O.D. Spring
Order | Order tion
speed rate distance (mm) (mm) back
1 1 1 60 40 1.7
2 7 1 60 80 2
3 10 1 120 40 1.7
4 9 2 60 40 1.7
5 3 2 60 80 1.7
6 14 1 120 40 2
7 12 1 120 80 1.7
8 6 2 120 40 2
9 15 2 60 80 2
10 4 2 120 80 1.7
11 8 1 120 80 2
12 16 2 120 80 2
13 11 2 60 80 1.7
14 13 1 60 40 2
15 2 2 120 40 1.7
16 5 2 60 40 2
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A5 IANUsnsURTwNUa1nsUN1sUSEIuNaaInUade

nwansiivdeyaaiunsanlumaluguuuuvesauniswasasnansvlunisusediunasin

Y2duan99 ntuiasannlimatazn ey iz dadeniidedAysovuin

o

YDIMONAINTVUFUMILLATEY Flow forming FanislaReulusingg Idswalud
® Stat>DOE>Factorial>Define Custom Factorial Design..

« Define Custom Factorial Design X

]
actors: |
'Spindle speed' ‘'Feed rate' ‘Thickness reduction'

¢ 24evel factorial

™ 24evel split-plot (hard-to-change factors)
" General full factorial

StdOrder
RunOrder
CenterPt
Blocks

Spindle speed
Feed rate
Thickness reduction

OO0 0
s T LN s L B

3‘1/77/ 63 nsaulepeau Define Custom Factorial Design
1) mii1#i1a Define Custom Factorial Design Usingiusagudnauu
2) szylladefidnwuazna OK

® Stat>DOE>Factorial>Analyze Factorial Design...

Analyze Factorial Design X

C I.D. (mm)

C9 0.D. (mm)

C10 Thickness (mm)
C11 Spring back

'1.D. (mm)' '0.D. (mm)' Thickness (mm)' 'Spring
back’

Terms... I Covariates...l Predicﬁon...l

Graphs... I Results... I Storage... |
4' Weights... |

Help | OK | Cancel |

'gﬂﬁ 64 nsauUlAnaU Analyze Factorial Design
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1) 1919 Analyze Factorial Design Usngusiagudneuy
2) SEUNANBUTIABINTSANY

3) 1den Terms... %ﬂﬁﬂgwﬂﬂﬁm Analyze Factorial Design -Term

Analyze Factorial Design Analyze Factorial Design - Terms X
C1l StdOrder Responses: Indude terms in the model up through order: v
C2 RunOrder - r————rmrs : B
C3  CenterPt Thickness 'Outside diame| Avalable Terms
C4 Blocks A:Spindle speed
C8 Thickness B:Feed rate
C9 Outside diameter C:Thickness reduction C:Thickness reduction
i AB
C10 Spring back = 5
BC
<< | |
Default
I~ In
| " Inc in the model
Help oK | Cancel
Help | | Cancel |

g‘d‘ﬁ 65 nsauUlenaUu Analyze Factorial Design-Term

4) MmNt nadauaLNAgIuadtugas Selected Terms wazna OK

5) nm OK
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A5M5IAUSNSURRWNUF IS UNITNNTIATIIRUU Main Effects Plot kag Interaction Plot

I
Y

A5 ATITIRUU Main Effects Plot wag Interaction Plot Tnefitunaussnaluil

Factorial Plots Factorial Plots - Main Effects e ‘
-------------- = C8 0.D. (mm) Responses:
| ¥ Main EffectsPlot | 2 ?;fﬁ”;iiéi‘“) [0.. (mm) Thicness (mm) ‘Spring back
-------- - ===l Factors to Indude in Plots
™ Interaction Plot Available:
™ Cube Plot
Type of Means to Use in Plots
¢ Data Means
" Fitted Means
Select
Help | oK Cancel | = | o | |
Factorial Plots prd ‘ Factorial Plots - Interaction )24 ‘
C8 0.D. (mm) Responses:
I~ Main Effects Plot €9 Thickness (mm) ['0.0. (mm) "Thickness (mm) 'Spring back
[rm————————— C10 Spring back
Factors to Incude in Plots
L b I_;_ ln ;E_ra_cgtln_ﬁ:) E - _I > Available:
I~ Cube Plot T
Type of Means to Use in Plots
(* Data Means
" Fitted Means
Select
4| oK | Hep | ok | canca |

gﬂﬁ 66 N15@519n57% Main Effects Plot kag Interaction Plot
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A5M5 I USNSURRUNUF IS UDBNLUUNISNNABIMUUNURINBU

dmiusrernsUTuUTnTEUINNsIEAiuNTRRNLUUNTNARBILUUNUR INARDY

(Response surface design) LuUUDNG-LUNULAL (Box-Behnken Design) N1saantuunieisil

A A o

azlihgngenvesgnuiAivisedadinvesusasdulsuvinismaaes Failuselevdlunisan

Frurunsveaesdmsugailulule (Extreme Setting) onvviliiinaanudesotueu

2g197ULe wazdiiganeldanglunisneass Melin1svmnasakuuvand-luuLAl (Box-

Behnken Design) aunsanauinguszasdinisvaass As nsuindatdevseladunulaiinase

'
o w =

Hanaueeiitdud1Any waratnsamyananantunisiaseauladela dmsuniseeniuy

[
v

NAaBILUY Response Surface anunsamlanail
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Create Response Surface Design - Factors X ‘
Factor Name ‘ Low High ‘
A Spindle speed | 60 120
B Feed rate 40 80
C Thickness reducti 1.7 2
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