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Abstract

This research aims at studying appropriate parameters of brass investment
casting using Design of Experiment (DOE). Two-level factorial design comprising curing
time, mold temperature and pouring temperature was used as a research tool. It was
found that all studied parameters significantly (95% confidential level) affected brass
investment casting. The optimized parameter were 3 hours of curing time, 300°C of
mold temperature and 800°C of pouring temperature. Therefore, the results could be

useful for use in casting industry.
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(investment casting) LiesanMsnasnuUduUnALATTeAvaEoE9Re aunsauszyndldiy
Judndifiswazdondudou sudsdienuutiugigs wosndntudiuiidlnsansluuuldie
FnfunufinnuasiBongauararunsalivdetulangldvanssiin (Beeley & Smart, 1995)
Funsunsvdetunuildlnomlavsnaoumaraduuuundoyuiiniunslfauoudiowild
Wisusuluueen wazliauseulnuuuaonau (preheat) wlavziileviaatuau (Beeley, 2001)
Flunswanndnsusimesvdesdnngasldussilunssuiunisndndundn Wesnndedld
AU defiianuaziBeavesysd wazdidedladyminianin feunwiesluiuay
FAntu Wy nsvasldifiuuuy (misrun) gwqumnmwmﬁwaaﬁﬂam (shrinkage porosity)
ihlavglvaiiinswuulsiauysal udu Jounmiesiinuteslunsvdensandeslduninismde
Liduwuuidudeunnsesussianmsnaetilianysal Faduawmaivillinisndslsiiaiaauysal
fidnwaiuvsdunamel lsamguinaveuniesuvestununde ielavyliannsnlva
fdlnsswvunaslsegsanysal uazwmdedruimdnlulaifisld 3useniinisudelaiduuuy
(Rajkolhe & Khan, 2014) ﬁmmm’m@mauﬂ’amﬂuaﬁwmﬁﬂamhja Qm%gﬁiumimﬁﬁ
Tave viouuundennariiguugisiiu (Choopungartm, 1990) Jafeddnfidmasoduau
TunsguumsvasuuudunaLud 1y gaumgiieuidyu gaumglivaeulans uarguugiiuuy
v (Hudu JadugaidfgiiilfiAateunwses (Sanordontri, 2006) 9MneuATeRHLN
wut msvdelaifuuuvrestun ilukamnanuansdadediuldanauifeves Adran &
Srinath  (2003) ﬁﬂm{]ﬁaﬁwﬁmﬁﬁqwam'aﬂ'??mwuiuﬂizmumwéauuu@unamuﬁ AD N3
WAsLLUaInvR LU VTR ardsHaroTIAveIUULIRL esneuSeutenefay
vadwesiie (nanafndavguiazmsius) Seiifauusdn o 1 gamniiuifand gamafignna
awsilumsdn gamniinisdn uaznatlunisldau vazfienwidees Jitender et al. (2008)
IFihlvsunsusiassundetususnuiulslunindenilads dwiunssuiuniantsvaetugy
Tnelfusedugs Ineidenlitadodsd guugilansandn (nlet melt temperature) gaumgdl
SuduveUAfinst (mould initial temperature) wuintadefenandwansenuseiaiiildlu
mafufiuifailany wersvoznatlunsudet Snisddsmansenuisamnimuostunuvde
1MLV Zhang et al. (1995) Anwivalulagn15eenluunazn1sAIanUauNNIDIN1T1ae
wesUsziulavgnaumes (18K) Menszuiunsudenuuiname wuideunnsedununda
annsordaldlng mamugueumgilunamilangnisounuundeyusegumgigungdlu
mawlangmseenuuuszuuiouduilanenawdouulfsifionneay faladeluiiuidma
poMIAnTaUNNIBSlUNITUIUNMIHAD UarINIATEBY Pinitrattanapan (2013) Anwitadouas
Sm%wammé’hLLUiﬁﬁmam'aﬂizmumwa'aLﬂ%‘lawszﬁwaaqummwwﬁﬁyﬂma Tneld35n1s
yownplunisaivaunsiiass saudanszdutedeivnzay wui gamgiinasuvaslans
wazgaumniinudmiunisvae uasonszuIumvdelniesUsziunesetneiiuddny
ndinansnluinesiu whildideunnsesnsvaslsidiuuy iuwasnannislitade
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NouUdomuUdunaud lagltignsesniuunsnaasy (design of experiment) el
Uselevisonisivuadilsnsviastasdusuilunmsoaniuuasnanndns eiveandowaly
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1. ANYINITUIUNTUABLUUDULIAUUR
Fupoudt 1 msviwifanions Suanihdunudutuuanudsdunsusasiuihsiu
wazyhasnldEnssuinausifinsions antunhensdalauinaudesasivnzaunliituny
WAz UYRIIRIY n§19nens@alauueiudias iR s nunsmiioutunuiuLuy
Funoud 2 msvhuvunaeyulatames Imaﬁwguﬂmama%wauﬁuﬁw BLERGERY
Yulanawed 100 nda seth 38 adans udvmaetuulfiuiensdmduldifunuunaeantu
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ks wax) suaeslumoufigumnduszna 60 8980 esriwaldoa inn1sumtisaslu
wifsiyulaawesauiu Udeslithaudsiudahufntuuisdisivmiidugmuas sdu
thuvuvdeyulananesluouladiaas lfuvundefifdnuus mioutuanusiunuy wazeulk
aufouwuundeneu (preheat) wlavenasuwias fannd 1 (Fisure 1)

Figure 1 Wax patterns
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luwmmae iledunenvasuazatsuiissinlavevasuvaladluiuuraeyulaiames 310ty
Uaeelilavzudadinelusuumaeyssuna 15 ufl fuiluduihfigaumafivies drstuaunae
WazandnjmuagiaueananTuamuudnihludniuazifusyluliseu funimi 2 (Fisure 2)

Figure 2 Example of brass bell casting
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2. Amuathadeililunmaaes
MNMIaTgRanduiussenivauguazsa fan1wdl 3 (Figure 3) Tagnns
syauauesiUieIvauaziiiuszaumsainefunsudeuuudunauud wuindadeiidima
sensindounnseanisuasliifiniuy Ao srezlianauwuunas gunglikuunaeuaygungl
wlavgvasuman Ingazihdadeildunlilumsesnuuunsmaass ilemiadeivanzay

Mold Metal
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Curing time 7 /— Complexity
— De-waxing ) )
/ S Dimension
Method Work Piece

Figure 3 Cause and effect diagram

3. MIRBNLUUNITNARRY
TumseenuuunsnaasaduvnveSauuuassseiy (2° Factorial Design) 1évh
msimuadedoilltlunismeass 3 Jads fie szeznateunuuvae sumgiuuuvas uay
sumplivlavevasuvad usastadousznausme 2 sedu sedvvesiadoudaziiazegil o
wag “g4” (Chutima, 2002) F9mn57971 1 (Table 1)

Table 1 The design level of the experimental factors

Factor Low High
Curing time (Hour) 2 3
Mold temperature (Celsius) 200 300
Pouring temperature (Celsius) 800 950

AINBUALDIVBINITNARDY AD 5ﬂwﬁﬂ%udwuwéaﬁ1é’mﬂmsmumi‘ma'amLmﬁi’m
Pnevndunuveae Wesnduadivilinsiuintunundeiinunssuiunmsaelfunuy
vl Funuildlumvasesiidnuasdunsshmeniowunduinuaudnats 73 Saduns
g9 70 Tadiuns ‘3@1qauﬁ%’maauﬁﬂammauﬁqﬂzﬁ 15% wazifienuindediovesnsveaes
iAelgsaddunsmmasadunmsindisuuuudy sidesneaeen ¢ At sadunisvaaes

q

<

v
a

WA 32 N5NAADS FINNT199 2 (Table 2)

42



Rajabhat J. Sci. Humanit. Soc. Sci. 20(1): 39-48, 2019

Table 2 Experimental design

Curing time Mold temperature Pouring temperature
Run Order
(Hour) (Celsius) (Celsius)
1 2 200 800
2 2 200 950
3 2 300 800
a4 2 300 950
5 3 200 800
6 3 200 950
7 3 300 800
8 3 300 950
NANIIVY

1. N1IATIREFIUANUYNABIYBIFUUUUNITNAGDY

Montogomery (2013) lana13l3i1 feunsiasigrianunlsusiurestoyanisae
ATRABUANIII T AL ANNYNYRsTayaTilsannsvnass Swszneuluse 3 vhdevdn
faely

1.1 NMIRTIAEUNITNTTA8AILUUUNGA (normal  distributed) 83dIURNAS
(residual) 97NN ¢ (Figure 4) wuiAd@unndsdinsnszatefnuLuLEunss wazien
p-value Wiy 0.692 FadaunninAifudndsy (a= 0.05) FeiliuszanaldiAdiunndied
NIULANLASLUUUNG

Probability Plot of RESI
Normal - 95% CI

Mean  -3.90799E-14
StDev 13.19
N 32
AD 0.259
P-Value 0.692

Percent
I
2

40 -30 -20 -10 10 20 30 40

0
RESI1

Figure 4 Normal probability plot of residuals

1.2 m3nsraaeuanuiiudass (ndependent) wosrdrumnd1s anamil 5
(Figure 5) Wlefiosanmsnszansvesdeyauuununi wuitmsnsznesivesridunn il
sunuuidudase lianunsaussanaguuuuiniueuld uansiduadunnidannuiy
daszranu
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Figure 5 Residuals versus order of data

1.3 MSATINABUANNATEIT8IANNLUSUTIY (variance stability) 91nn1wil 6
(Figure 6) lofinnsannsnsyanesvesradnandng Wieuiu fitted value WUt LUTUT
yosrdunnde delndifestuluwiazdiumiuarlifinsnszaediiluuuiltn Feuszanm
Ierndeyatlmnuatioseglunasifonsuls
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Figure 6 Residuals versus the fitted value

MNMIATIREBUNNA 1-3 (Figure 1-3) nuirgunuvvesAdunnds Aldandeyalu
maneaaadulunundnn1sn1snsnvaeunINgNABIvesIuRuuUNITIAaBINUsEN1s oty
Jsagulddeyadananiinnugndoariinnuundedie aunsathluvhnisieseiany
wsdsiluduseluly

2. MyanziaNuwUsUTIu

mﬂmﬁLﬂiwzﬁ@qaﬁﬁﬁaEJI‘iJiLLﬂiuﬁﬂL%ﬁUﬁammﬁ 3 (Table 3) WumsiSeuiiieu
A1 p-value fuadadduvesnsvaaes tnefien p-value vosusaztladuazdesiatosniien
Todiey Saeidadefidmuatuiinaderniminuestuaumeas (response) agnsdifudiy
HAINASIUTEULTIBUNUIIAY p-value SEELIRDULUUNAD BUNTILUUVED WAz iy
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lavgnasuwaitiuiadesninateddy Jsagulaimndadediudmasieuiminuestuny

1188 WaNINULDNIITUINANTENUSILAWE 2 U998 NUIRanseNusINtuaINanaaAIuInin
YOI U URED DT AL Tuiu

Table 3 The analysis of variance

Term Effect Coef SE Coef T P

Constant 47140 2.596 181.61 0.000
Curing time 248.19 124.09 2.596 47.81 0.000
Mold temperature 93.69 46.85 2.596 18.05 0.000
Pouring temperature 55.12 27.56 2.596 10.62 0.000
Curing time* 21.71 -10.85 2.596 -4.18 0.000
Mold temperature

Curing time* -21.12 -10.56 2.596 -4.07 0.000
Pouring temperature

Mold temperature* 11.63 5.82 2.596 2.24 0.034

Pouring temperature

Remark S = 14.6836, R-Sq = 98.53%, R-Sq(ad)) = 98.89%
*p-value < 0.05

Data Means

200 30‘0 80.0 950
i e —m L s00 Curing
- - time
—— 2
Curing time Faso [ ™ 3
/ / .
L 600 Mold
_a temp
. —e— 200
-
Mold temp .a—"’f/. L 450 |[—®™ - 300
f 300

Pouring temp

Figure 7 Interaction plot for response

9NAMT 7 (Fieure 7) ilefiansanansenusiuseninesseznalausuuna ey
gumgiluuunas nansiiasimuin dldszeznatey 2 $ilus wazgaumgliuuuvasi 200
osmeadoansliamiminvedunuvdesiniiiitmun msdenldsrezinatou 3 49l uas
gumpfiuuunasdl 300 esmwaldea WeRiansansanszmusmsznineszezIaeuLUUnaeRY
gaunimlavevaauad e iinailo Ui UNANTENUIINTENTNTLEIADURUUNE D UV Y
wuuvae
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WeNATUINANTENUTITENIgUn kU Uvdeivaumiimlane Kan1TIATIEY
nwud dldoumgiuuundsi 300 ergalea Asldoungiinlaven 800 e Lvadya
adesnshiiminvesuuraelndiAg st mnuaNInian Fea1uisadeuaunisiiuieg
(Regression) vesAnimiinduuvae (V) luguvestadusing o deaunsi 1

Y =-1252.190+603.148 (Ct)+0.665006 (Mt)+0.683721 (P1)-0.434162 (Ct*M¢)
-0.281625 (Ct*P1)+0.00155125 (ME*PL).cuveriereereiieeerireeireeieeceeieeeessseeneenens (1)

3. mamAivanzauiigavasiade
mManeamnanneivsnzauiiendadefivanzatlunssviunisdeneuvies
wuUBuALLE kanmlaseideyalagld response optimizer wuindndaansliidimiin
Funumdslndifes 610 n3u ilesanifuiminvestunuduwuuilinaaes azdoatmun
Hadelunszurumanae Taeldszoznaneunuuvae 3 $2lus gaumnliuuunds 300 esmivaidea
wazgaumgiivlans 800 esmwadvadadusziutadeimzaslunssuiunsvdenssnios
LUUBULIELLIUA Fan T 8 (Fisure 8)

New Curing t Mold tem Pourin
kggh [3.0] [388'8] [388'01
ur . B L
0.93367 L ow 2.0 200.0 800.0
Composite
Desirability
0.93367

Russions /

Targ: 610.0
y = 608.6734
d = 0.93367

Figure 8 Optimization plots of factors

aAuTEHa
9nnsAnwnnsdinesfimunzanlunssuiunisvaeneandesuuuduniauud
IngldnnseenuuunsmaasadeunnneSvanvuasssziuiladofitiuneenuuunismaass
Usgnaumeszeznatounuuvaosuminuuvasiazguvgiivlan: Jsaenndosiuauide
284 Zhang et al. (1995) iFnwmeluladnseenuuuiazmsiindaunnsasnise s easyiu
Tavedenszuiumsvdeuuutiiaome wuin msmuauguugimssukuUYuiizay nawsey
wuuvide wazmsmunugamniivlanzaunsadisandeunnieiiiatulutumnumde :ntdui
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HANTINNERINTIATIENANLWTUTIU NaINMTTaszsmuIndadedmananssuiunisvae
agafifeddey Fedenadosiunuifoves Jitender et al. (2008) ldtlusunsudansumde
Pugtuuildlunisdentadodmiunsruaunsnmevdetugunuinandadgamgilansandn
uazgaumisuFuvesifinidsransenusonarlflunmsiduiuwifiuilavy uazszoziianly
M3udai uazeuideves Pinitrattanapan (2013) Anwidadeuardvinavesiudsfidnasie
ﬂizmumwa'aLﬂ?aqﬂizﬁwmqzyapmﬂLLUU%§QM18 lneld38n1590m0T (Taguchi et al,
2005) Tunsa¥isaunsdnass samdamseivdedofimanzay nuirgumgivasunaelany
waggamniiiyudmiunisude TuadonszuiunsvdsiadeUseiunesegdiddny
Tnenansnaassmanmziadefivmnzaunuin nsldszeznatovuuunae 3 4lud 9NN
WUUMED 300 esrnwaldea uaslavzmaiil 800 esrwadea Swnfildannmsneaeienan
i annsoiludssendldtumandniniemonndesiiffouauagimiinliinnld egndlsfionm
mndpansifadedinanlulseneuldfundnsusiangdu 4 arsdnwnuiseiisadesiv
aulvedlansaiaiiy

A3UNaN1337Y
MnMsAnsIminesimunzanlunszuiunisudenesndesuuuduatuud
wuiriladeiidssadenszuiumsvae Ae szznateULUUNERgAMATILUUVEB AL 9N TY
Tavie uaziiloti response optimizer snyananietadefivangan wuimsimunsyesiaa
oukuUvide 3 Falus gamgiiuuunds 300 ssaneaidoa uasiitlansd 800 ssmueaLda
\usedudadefimnganvesnssuiuasiuuduiiamms
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