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Abstract

This research aims to investigate the effects of various factors, including water pressure, cutting speed,
stand-off distance, and abrasive type, on the surface roughness of SKD 11 tool steel in the abrasive water jet
cutting process. The study applied the Box-Behnken Design (BBD) for experimental design and employed
Analysis of Variance (ANOVA) for statistical analysis. The results indicated that all four factors significantly
influenced surface roughness (p-value < 0.05), with surface roughness values ranging between 3.21 and 4.75
micrometers. The optimal conditions for achieving the lowest surface roughness were a water pressure of 35,000

Psi, a cutting speed of 20 mm/min, a stand-off distance of 1.64 mm, and the use of Garnet Il Abrasive.
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The developed model demonstrated high accuracy with an R of 88.36% and an Adjusted R? of 81.03%.
The findings of this study can be applied as guidelines for selecting appropriate parameters in abrasive waterjet

cutting processes to control surface quality and enhance production efficiency.

Keywords: Surface roughness, water jet cutting, Design of experiment, and Box-Behnken Design
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20 % 20 x 10 fadiuns auduandlugud 1 Tunoud aeudunislding osindoussduingenanansda
(Abrasive Water Jet Cutting Machine) 88 OMAX 3u 1530 dauanslugufl 2 dmsuduneuiian Marstarialnum
U9 80 Mesh @ glevann 3 unasiiun lown Tnwu | T Il wag Ty Il oA nwInansenuvesdnalsin
sonumeuin Juneuiididunstauazasaaeusauneuivesiunulagldiaiesiiotadsie Mahr $u Marsurf
sD20 telilddeyaiidauuiuguazindede InedunoudiidumsiinsgidoyadadadaeTusunsu Minitab
fetaelunsvszananauasiinsssinanimnaesedsiiuszansnm Tnsusastuneugnesnuuuuassdiiunizeds

azdeniiielidenadesiuingUssasdvesnifeuaraunsanaumanuideliegensuiiuuasdaau

1) Funumannaasesdiovdin SKD 11 1u1m 20 x 20 x 10 fadwns wandfsguil 1

JUN 1 vuauaudnsa

2) \eesinsnoussiungmanansdn (Abrasive Water Jet Cutting Machine) 8% OMAX u1530 fagudi 2
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nsnmaaslundiiusenoudesauysal
AU (Independent Variables)
~ Uedeulsiuiidne @ 4 Jedoudaztadedl 3 sedu famnsnad 1
fuUsnu (Dependent Variable)
- AAnuveURa (Surface Roughness, Ra) waeidululasiuns (um)
fuUsAtuAL (Controlled Variables)
- awngiath: 0.25 mm
- quaasiednth: 0.7 mm
- UUIATYDIAITTUA: 80 Mesh
- dnsInsiviavesansdn: 0.368 kg/min

- gauugiil: 10 + 2°C

An519% 1 Jadeuuusiu warseautadglunisveass

Jadw e szautale
-1 0 1
wsasurh (WP) P 35000 40000 45000
AMu3da (FR)  mm/min 20 275 35
52828NAIAN(SD) mm 1 2 3
fanse (TA) - T | T i a1

(GA-I)  (GA-ID  (GA-II

2.2 MIBBNLUUNITNAGDY
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Tunsmnaendaiildndnnisesnuuunisnaassiuy Box-Behnken Design (BBD) & atfudumilsvauuiin
Response Surface Methodology (RSM) lagaanuuunisnaassdimnsuiadeuusidulaun wsasun Anugadn sveven
waie uarviavesansdn Tnsudartladed 3 sesu uagvigniu 3 ade Wilefnwmansenuresurazdadouasufdusiug
seniatladesiaAnuneuin wazani N Ieaedlitiauata1nnisvin Full Factorial Design lneligeadeny
WUgIUBINANITNAGDY [7]

2.3 %y’umaumﬁﬁhﬁumiwmam

2.3.1 wisuBueundnngn SKD 11 WﬁmmmLLagﬂmauﬂ’ﬁmuﬁﬁmum
2.3.2 é’?ﬂﬂ'wLﬂ%ﬂﬁmLmﬁufﬂqamaumﬁwm'mﬂ'ﬁ]ﬁaﬁssﬂu‘qmmimaaaﬁlﬁmﬂ Box-Behnken

Designé‘fﬂgﬂ‘ﬁ' 3
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3.1 HANINAADIAIAINUNYTUR?
HAN1SNAa0IR1NTaUlYVDINITEBNLUUNITNAABILUU Box-Behnken Design dAUadslun1snaass 4 Jady
Tnounazladedl 3 s¥au wagyngiy 3 ASe 45 Weuly 1ngMulsnuvsonanauaussinednis Ao AIANRITURT B

o 1

srihadiladuiinadlunisienisiiutoys wandfm1snedm 2

AN 2 ANAURYIURD

ANAIURIUNT: Ra (um)

WP (Psi) FR (mm/min) SD (mm) TA

GA-| GA-II GA-lIl

35000 20 2 3.39 3.36 3.21
45000 20 2 3.98 3.7 3.96
35000 35 2 43 3.97 3.96
45000 35 2 4.57 4.13 4.75
35000 275 1 3.86 3.54 3.45
45000 2715 1 4.26 3.79 4.07
35000 215 3 4.13 3.67 3.94
45000 215 3 4.56 4.18 4.35
40000 20 1 4.01 3.74 3.98
40000 35 1 4.23 3.96 4.38
40000 20 3 4.06 3.71 4.1
40000 35 3 4.38 4.36 4.58
40000 215 2 4.23 3.85 3.79
40000 215 2 3.86 3.76 3.75
40000 2715 2 3.87 3.68 3.83

MnnsmaaesueTisLuNINYANIYIAaeITes BBD WUl AAnumenuia (Ra) aldainmisdntueudl
Aroglutieszaing 3.21 89 4.75 llasums Taetladeiidnariliriamumeiuianiian Taud Jeuladlld wseduiie
(35,000 PSI) A3LEA6ARn (20 mm/min) szezenifauiunats (2 mm) wagldastasdalnum | luvaeiiainnny
neuiageanintudleldussdiutings (45,000 PS) Aransadags (35 mm/min) szeveniaiaUIunans (2 mm) uagld
astnvialniy |

3.2 HANNTIATIEVAURUTUTIU (ANOVA)

11536A512%1AUKUSUTIU (ANOVA) Lunisnadevauufgiudedvinaladeseauneivialunisdaman

SKD 11 Areia3 aadadanusesiuungs Aseautdod1dny 0.05 wagldlusunsunieada Minitab 17 Tun1siiasizving

f518azidaneal

Journal of Manufacturing and Management Technology UMMT) Vol 4, No. 1, 2025 (January - June)




_— NIasmAluladnIsHEnLaEN1TINNG
".“. X N e A

S U 4 auun 1 unsradl - dguien 2568

3.2.1 MIATINADUANUMINZANUAZAIINYNABIVBIFUUUUNTNARDS
Aeuynn1snAdeUaNNAgILAING 1Y ABmTIanNgndesgluuunIInaaeseu tnadunisnsiadeu
AN EANLAEATIIHOUANYNABIYRITBYa AU INNTNAResaNLAgIuIIALAYAL (Residual) laandeyalu

v 13 o & 1 & . a a a o =

nsnaaesenduly mundnnis Ae Anawinde (Residual) dn15uanuasiuund daunususiuyiiiy wagdiaau

Judaszroiu Juilideyannnisnaassiianugnieuazitietiold n1siwszigluuuvesraumie (Residual) 781

AIAUNYIURY LAAIAIIUN 4

Residual Plots for Roughness(Ra)

Normal Probability Plot Versus Fits
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Residual Fitted Value
Histogram Versus Order
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Residual

024 012 om 0 0 15 10 15 220 25 30 35 4 4
Residual Observation Order

3UN 4 nsmianugniesesauuigiuleiy

s MFUN 4 nsvudude Wunisinnsanddeyavedainnnumeuiafnisuanuasuuunavselil lng
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Normal Probability LLamﬁﬂgﬂ‘ﬁ 5

Probability Plot of RESI1
Normal

Mean  1.134895E-15
StDev 0.1163
N 45

AD 0537
P-Value 0.160

-0.3 -0.2 -0.1 0.0 0.1 02 0‘.3
RESI1

JUN 5 NaNSNAFRUNTUANUAILUUUNFRLAYNRD

o A

91N3UN 5 WU P-Value Wiy 0.160 Fannninsgautiedfnil 0.05 wansiguluun1Inszanefivese
ANUMEIURIINITUINUAILUUUNG
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NNFNAILULY Tugui 4 wanenisnsyteivesRaw i oNiin1snsy et vaNnaluvivaasiianig fie

AIUUINLATAIUAU LAZINNNITNAADUANULMNAUYBIANULUTUTIUNUIN P-value sM1AuU 0.635 F9U1NNINTEAU

o o A

Weddny? 0.05 uanadAnAwrioliANILUTUTIUYINAY F95U7 6

Test for Equal Variances: RESI1 vs WP, FR, SD, TA
Multiple comparison intervals for the standard deviation, a = 0.05

Wwp FR sD TA

Multiple Comparisons
P-Value 0.115

| | Levene's Test

40000 275 2 GA-l \ | P-Value 0635

GAIll H

0.0 0.2 04 0.6 0.8 1.0 1.2 14

Ifintervals do not overlap, the c ing stdevs are signil different.

5UT 6 nansvadeuANUYIIUYRIANLLUTUTIUYRIALAYGD

enageuinfeyafinududassrotuniell Jvhnsmageudae Runs Test Aagul 7

Runs Test: RESI1

Runs test for RESI1

Runs above and below K = 1.1348%5E-15

The observed number of runs 21

The expected number of runs = 23.2222
20 observations above K, 25 below
P-value = 0.497

JUT 7 nManegeunnuudassuesnamnie

o

ﬁ]’mgﬂﬁ 7 wuin P-Value WU 0.497 Bannninifuddeyd 0.05 uansiuvasiiinvesanawnde danudu
daszsianu
Frifudeyaifrnmumdouanuanuuund farmulsusushiu uaslimuudasssotu Joiili deyasn
mMavnaesiinnugndesazdefiold aunsahluiieneinnuulssiusely
3.2.2 HANTHATIENAUUUTUTIU (ANOVA)

NMTIATIRANULUTUTIU WefnwR@vENaveIdadurof1nUMeIURY WERINANTNAABUAITUN
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Response Surface Regression: Roughness(Ra) versus WP, FR, 5D, TA
Analysi=s of Variance
Source DF Adj S5 Adj M5 F-Value P-Value
Model 17 4.515%87 0.26564 12.0€ 0.000
Linear 5 3.90257 0.78051 35.43 0,000
WE 1 1.26%60 1.269c0 57.63 0. 000
FR 1 1.69070 1.6%070 T6.74 0.000
o3l 1 0.31510 0_.31510 14 .30 0.001
Th 2 0.62716 0.31358 14.23 0,000
Square 3 0.4283%€ 0.14285 E.43 0.002
WE*WE 1 0.00825 0.00625 .28 0.599
FR*FR 1 0.15185 0.15185 E.89 0.014
BD¥SD 1 0.28B505 0.28505 12 .94 0.001
2=Way Interaction % 0.158474 0_.02053 .93 0.514
WP*FR i 0.01763 0.017e3 Q.80 0.37%
WE*SD 1 0.000%3 0,00053 Q.02 0,878
WE*TA 2 ©0.11148 0.05574 2.53 0.098
FR*5D 1 0.03101 0.03101 1.41 0.248
FRATA 2 0.01756 0.00878 .40 0.675
SD*TA 2 0.00653 0.00327 0.15 0.863
Erroy 27 0.5%485 0.02203
Lack-of-Fit 21 0.48831 0.02325 1.31 0.383
Pure Error B 0.10€633 0.01776
Total 44 5.11072
Model Summary
k3 R-5g R-sgladj) R-sgipred)
0.148430 S8.36% 81.03% 63.60%

JUN 8 HaMTIATEANNulTUTI

IN3UN 8 ajunanail

a ' °

1) Jaduusaniuin (WP) d8vsnasioA1nune Ul Lleg91nA1 P-Value < 0.001 gailmdpeninseiutiodAgy

7 0.05

a i o

2) Yadumnuiada (FR) dovananeAiauvenuiLiiesainal P-Value < 0.001 Jeflmtoanitsyautoddny

7 0.05

aa

3) Uadeszezaniiigna (SD) d8nSnasar1Aune1uRn LHe991nAn P-Value = 0.001 F9iAnoaninsesu

o

TJoddayd 0.05

a) Yadeatianse (TA) F3vEnasremanume1ul esana P-Value < 0.001 Fsflatasnitsedutudfey
71 0.05

5) msnspvhsafussinetladeussiud (W) fulladomnuisada (FR) liiisviswasaufusernnumenuiia
\losw1nen P-Value = 0.379 Fafiawnniseiutuddad 0.05

6) M3nszyTaniuszwinedadoussiuh (wp) fullasduszeventda (SD) ldfivawasiufusemmumeny
A7 1ilesanan P-Value = 0.878 aflaunninsedutaddad 0.05

7) NM5N5EYNSIUAUTENI1UT8WSIR UL (WP) Audadesiiansie (TA) luflidninasiuiumneaAInnuneIuRs

19397nA1 P-Value = 0.098 &siAmnninszauilediAyi 0.05
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@

8) N15nNsEYTuusErInaladeanusisn (FR) Authidussezansidn (SD) lufidnsnasiutuserianuneu

f7 119991nA1 P-Value = 0.246 FsllansnnninszautivdAgy 0.05

9) N13nsErFIutusEnIadeasdn (FR) fudaduuiiansie (TA) lufidvSnasiudiusomianumneuia

v o o a

119397nA1 P-Value = 0.675 Fsllaunnanszauiudndgyi 0.05

10) Msnseysniuseninaladesrezeniasa (SD) nudadesiiansie (TA) lufidnSwasiuiuseminnurenuin

'
o v A

119397nA1 P-Value = 0.863 &sliAunninszautiudnAgi 0.05

3.3 MIATITIANLFURUSTENIN9Ta Ty

[

annsauanslaludnuazresiuRnanauauss (Response surface) A3l

Surface Plot of Roughness(Ra) vs FR, WP

Hold Values
sb 2
TA GA-|

s
_ R
——
A ——

45

Roughness(Ra) F——

40 .
T

— 35

A 30
35 FR

25
35000
40000 20
WP 45000

JU# 9 AAumeUin (Ra) Wiguriu FR WP
Wl8vi1nN153As1ERANAINNEIURD (Ra) LABUAU wsasuL (WP) Auanutsada (FR) Tnganuisacldsuwlas

seauld uaglvissazeniadia (SD) adlinseAunans faguil 9 wudii FR agseugs WP agsedunans aslilamiaiy

WeURD (Ra) agluseAuas wasdn FR agseiuan WP agseaugs agvihlilaAnnumenuia (Ra) eglusedus
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Surface Plot of Roughness(Ra) vs SD, WP

| |
i
44 ‘ ‘
Rt';ughness(Ra)A'2 i — = “
40 | : —

38

SSOML

40000 “
WP 45000

Hold Values
FR 27.5
TA GA-|

U 10 Aaumenuin (Ra) Lieudu SD WP

Wiad Ll 87i1n1531As1ER AR UNEIURA (Ra) WEUAULSIA UL (WP) AUSEazeniafa (SD) lnaa1unse

Wisuulasszauls uazliauidasin (FR) adlifiszdunans daguil 10 wuindn SD egszaugs WP agszausi asvinli

eiAAumeUR (Ra) agluszugs uazd SD agszaus WP agszauas agvilildrianuvenuia (Ra) egluseeu
#in

Surface Plot of Roughness(Ra) vs SD, FR

Hold Values
WP40000
TA GA-l

475

450
Roughness(Ra)A.25

400

JUN 11 Aanumeui (Ra) Wguiiu FR SD
WI9YINMITIATITRANANLMEIURY (Ra) WU AUsEn (FR) fussezensiasin (SD) Insaiunsaiasuwdas
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