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A Study on the prediction of Surface Roughness and Material Removal

in Powder Blasting using Neural Network
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Abstract

The old technique of sandblasting which has been
used for paint or scale removing, deburring and glass
decorating has recently been developed into a powder
blasting technique for brittle materials, capable of
producing micro structures larger than 100um. In this
paper, The surface characteristics of powder blasted
glass surface were tested under different blasting
parameter. Finally, we proposed a predictive model
for powder blasting process using a neural network.
A detailed analysis of the simulation results has been
carried out and compared with experimental results.
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Table 1 Blasting parameter for sample
Abrasive WA#600
Amount of abrasive (Q) 60, 100 g/min
Blasting Pressure (p) 0.1 M%Z 1(3/;2 Mpa,
Nozzle X Speed (f) 50,100,150 mm/s
Nozzle Y Speed 100 mm/s
Nozzle Pitch 5 mm/s
Angle of impact 90°
Distance of Nozzle 100mm
Nozzle diameter 8mm
Number of pass 3
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Fig. 4 Neural networks used in training and predicting surface
roughness and material removal
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Table 2 Comparizon of predicted data error for different node number
MR Ra
node =3 node =6 node =9 node =12 node =3 node =6 node = node =12
10,77 21.49 2,96 761 15.24 22,65 4.31 0.08
27.87 4,15 0,88 5,33 4,42 23,08 9. 66 1.77
32,00 38,60 0,40 14,70 27,00 22,40 9,40 7,70
25,53 3.15 1.03 0,72 0.21 1.83 0,01 0.01
6.66 2.36 2,36 2.05 0,00 3.88 0,14 0.75
2061 10,33 1.02 1.22 0,03 0.42 0,30 0.86
1.36 2.27 0.52 0.33 .87 3.6 0.06 0.12
9.88 1.73 6.90 1.46 2.71 4.89 2.30 0.37
10.80 1.02 4.36 0.71 7.69 2654 1.28 0.23
0.10 14.47 1.18 12,99 19.87 7.34 0.15 9.84
10,44 38561 17.87 17.82 5,94 2.08 447 1.28
23,34 18,88 &.07 10.70 A4.81 24.19 2,27 3.90
1.31 2.12 0.24 3.08 4,61 1.07 1.20 2.89
36,52 12,77 5,30 2,09 3.50 3.80 0,96 0.84
23.84 .36 2,80 0.29 2. 1% 0.75 1.07 0.39
10,69 .57 0.39 2.72 0. 77 9.58 0,92 1.38
2.39 4,04 0,03 0,28 0.88 057 0,67 0.31
11.24 17.98 0.45 1.31 3.02 1.47 0.24 0.32
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Table 3 Comparison of predicted data and experimented

heasured Fredicted(MRBVA) Predictedineural network)

%5 Ra hE Ra errorhF) %] eronFa) s AR Ra error bE)% | error(Ba) s
0.07100 0,6890 00,0096 0,6896 404 0,09 00111 0.6826 10,61 0,93
0,000 0.6630 0,0053 0.6697 510 0,50 00,0053 06726 537 1.45
0.0040 0.8370 0,0037 0.6428 7.63 0.91 0.0041 0.6296 285 1.17
0,0600 00,9760 0,0500 1.0283 0,04 .36 0.0492 0.9707 1.EE 0,54
0.0300 08610 0.0274 0.9836 2.69 236 00287 0.98E4 436 052
00167 00,9440 0.0193 0,9584 15,67 1.63 00171 00,9423 259 0,18
0.1000 1.2800 0.1080 1.2621 9.00 1.40 0.0993 1.2704 0.66 075
0.0500 1.2300 0.0540 1.2074 3.00 1.84 0.0BR2 1.2058 10.42 1.99
00,0460 1.1700 00,0449 1.1764 2.33 0.Eh 0.0429 1.1694 £.78 0,05
0.0180 0.8950 0.0179 0.6988 053 0,54 0.0175 01,6939 2.88 0,16
0.07100 06740 00,0098 0,6684 1.95 0,83 00110 0.6683 10,00 0,85
0.0080 0.6600 0.0065 06613 2.33 1.32 0,005 06673 2.33 0.40
0,1060 00,9500 0,0933 1.0419 11,95 9,67 0, 1067 00,9498 0,30 0,02
0.0620 0,9400 0,0520 00,9967 g.45 .03 0.0674 0.9317 7.48 0,29
00,0400 0.,9000 00,0369 09712 10,15 7.91 0.0417 0,8935 425 0,05
0.2400 1.2700 02177 1.2789 9.29 0,70 00,2390 1.2637 0,43 1.28
0.1280 1.2300 0.1192 1.2234 586 054 01280 1.2262 0.04 0.39
0,0860 1.1800 0,08383 1.1320 253 017 0.0865 1.1793 059 0,85
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ultivariable regression
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