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ABSTRACT

Although the technology of producing the fish feed of Betagro Co. Ltd. is high, there is an issue that each
employee might set the initial condition of variables differently. This makes the company lost time and raw
materials. This research framework focuses on the independent variables, which are Feed rate (f) (3.8-4.5 ton/hr),
Steam precondition (sp) (0.29-0.45 ton/hr), Water precondition (wp) (0.64-0.87 ton/hr), Steam barrel (sb) (0-0.4
ton/hr), and Water barrel (wb) (0-0.29 ton/hr). These variables are independent. They affect the dependent
variables, which are Bulk density (b) (418-468 kg/cmS), Die pressure (recip_die) (20-26 bar) and Load (1) (44-54%
full motor). This research aims to explain the relationship between the independent variables and dependent
variable. This research collects 318 data. Nevertheless, the raw data needs the processing of data cleansing to
random sampling 3 times that recheck wrong data. Furthermore, the data were normalized, removed the outlier,
transformed, and de-duplicated to make them useful. Therefore, the data remaining for generating the model is 262
data. This research used Minitab18 to reach the goal by using the second-order polynomial in responses surface
methodology (RSM). The result of RSM showed that bulk density was increased by increasing feed rate and water
precondition. Load was increased by high feed rate, and steam precondition, while Die pressure was risen by high
steam precondition and water barrel. Finally, the independent variables include Feed rate, Steam precondition, and
Water precondition impact the final product.

Keywords: Extrusion cooking, Statistical modeling, Data cleansing
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v o a 7 ' 4a X @ v & A v v A

adruuudiaewarinszilymiang  Aneadu anvategdulsIdesnuuilunsmlindrla1die e

@

Jagulszasd lumsngaiiunzauaensnaasdtiug ae 'l (Montgomery, 2005) Tavagsiimsdsyuian

o w 9

¢ H ' o &
dulsz@nsnisoanos B TagldisiasaeaiooNga (Least square method) ttazaziininnuuilsisiudinge

=<

99219950135 UA3124 ANOVA (Alam & Kumer, 2014)
Y=f) = Bo+ Tii BiXi + Xiy BuX? + X j§=i+1 BijXiX; + € (1)

o {o o Jo o o a { . %
Tae Y Ap dusaeuaues Adunusny k @Gruaududsoase) Tuvwed g, j=0, 1, 2..., k &9 B,
4 do

Fon dudseansmaeih Mdamsasunasves Y ieunumsilaswnlasves X; Taeh X fie dauilsaaseh

M NuaFNNuS I UElsneua Ul

1.4 luvutuneumsdamsvosya
= Y Y v A o o y K 2 2t ' & . <
nnmsAnAuaNdeyangInumMITansteya Ml vuaeuaz TN Fazusesniu 6
3 o o < £ Y
JuRoUNANT (gaig 1Aa10F0, 2561) Taun
. . 3 ax a x =
1) Verify & Enrich 1Hu35msasiaaouanuranainvesdeya HeaziinisasisdonTasly Random
sample of case IMOGUATINYATOYa NTMINTONToyarans 0 1, minsrvdeumnaalnd Inog
1 i k4
vInANudvesteyauaazaInlls oATIIaeUNINTZIWAIVBITOYA TINNINITATIIADY

= 3

' 9 A '
@14’!3’31%ﬂ15“]ﬂ°])’61!ﬂ561ﬂ

2

2

2) Normalize data 70 N3ATIVADUAITNIZAIOAIVBITOYA 1ABNITATIVADVAN Kurtosis Az
2 o A A 9

Skewness FINNUNTUNTATINAOUAD (| Zkyreosis| < 2o [Zskewness |< 2) NToMIasrnaon Taglsy

. v oo ' ° . . v W ' 3 A
Kolmogorov-Smirnov (141 1d29619431149U11A9) 11ag Shapiro & Wilk (1¥Aufeeatioss ui

P X 9 A 1y = a Y 9 ' < o ' °
1iow) FI81A1 P-value < 0.05 Dodoya lifimsuanuaalnd wazddeya ludunuaiaenarn v

tlﬂld o & A Y A o a )
nuANuIuuNIzAnsmslSun/asuveya

3) Rebuild data fio Msvamsdoya teligadoyalinudrlndmsnszaeduuuilng Tasmsaa

U

9 . 2 ax a a 1 A o 9 Aa = o
Voia (Outlier) 9ITNITUVAYID I¥U 1) Extreme value AD NTAAYAVDYANNAIGIFANIDAGA

U

1109 Tag 14 box plot ag Scatter plot, 2) Winsoring or Trimming data o M3AALAIYATDYA 1A

msunuaIimnlndifssnugadoeyanogdnen nazisqaiio 3) Mahalanobis distant fio N13@A
9 A ' v A ' 9
gavoyanagalag Tasldnsgisesszezrnvesdoya

U

4) Transform data Ao M3USudeyaliidilndmsusnusnnulnduniu Taemsulasugiues

o PN Y 19 A & ' Y v ~ v v v )
"’Uﬂlluaﬂﬂ tl‘ﬁﬂgbluﬂﬂgﬂlluuwu\i LBU ﬂ?ﬂgﬂﬂlﬂhﬁhﬂ’ﬂhﬂﬁlﬂ ﬂ@\?i%ﬂqillﬂaﬂﬂlay‘allnn Root,

U

. 'Y ¥ = Yy Y ) o
Log ttag Reciprocal root UADTYAVDUDNAITNLU LY @lﬂ\‘li*])’ﬂﬁlll]ﬁ\ﬁl@ll“mlﬂﬂ Square t1ag Cube
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gy

&L o Sa 3 G dAa oy g 3 a ¥ & A
unu FavaannnimsulasyadeyailuniGeuios deviimsasivaeylude 2 BnaTanil e
A3I9AOUNINTZLAIVRITBYA
. A 9 = ¥ & A 3 v 2
5) De-duplicate data i NINTIVADVYAUDYADNATINH 1NOATIVAOUMIHIFOUVDITOYA
6) Random sample of case D MIFUAIBENTIUIU 40 Voya 1loATINAOVMINTONTOYA 11HN3
9 a = A PR Y a a ) Y o 9 d
nsendoyaranaIndnyse li FaduiaanuAanaia > 2 oya deshimaud ludoyaymiuuas

o & ] 'Y =< 9 = 2 &
MUYUADUAIUAUD 1 IUDIUD 6 DNATINUN

[ d Y
2. JngiszaennsIvg
A = o o Ao : A g9 A o o < A
1. oAy Tadanazdwilshlinanemaminisuduveuniedinssaomaiialunsomwming

4 v @ @ A A 4 @ < a A v g
2. Lﬁi’)ﬁ%}"l\iﬁilﬂTiﬂ”ﬂllf'fllWu‘ﬁ""lli’)\‘lﬁ')!,ﬁ_]'iﬂlﬂﬂ?éﬁ}ﬂQiutﬂ%?JQ@ﬂﬂWWWﬁLNﬂiu@?W"ﬁcﬁu@]mEJ’JWHH‘L!

(Y]

3. MSAUHUNITIDE
v

R
as A

Y 9 o 4 Y o < o q ¥ 9
i]Tﬂﬂﬁﬂuﬂ’)ﬁlﬂgaﬂﬂ%q‘ﬂgﬂmﬂ?ﬂﬂlﬂ%ﬂﬂfﬂﬂiﬂﬂfﬂ‘l’iﬁmﬂ mslwmmmm

v o o Y A
At uduasseon

o A o ) o q Yo Yy A v o y £ o o v
faveniina Iﬂﬂﬂmﬁﬂﬂiﬂﬂﬂjﬂ 1.1 ‘Vl"ll“ﬂ@l’)uﬂiﬂ"luﬁﬁu’]ﬂﬁﬂll, Gl’)LLﬂiﬂ1u‘Huﬁ’JH1HLﬂ%ﬂﬂﬂﬂi wazamlsau

@

a a o o d,; Y 1 ~ 1 1% Y y a ) [ =
agavlunudtentiul sglwiluaingi Tudiuveadanlsaumsaininisnaniu vasnlsnyinig
Y o U o 1 I 1 o
AFeormny ldnswn suiludesdi £, sp, waz wp eglugdaumsoanesaue msz Wudiundnlums
o & A @ = o & A o A o dy o &
1/5UAIAIVDIATEIVNT FIVOVIUAVDINTUSUAIAIVDUATOIINTUAIY Feed rate () (3.8-4.5 AW/H2114),
Steam precondition (sp) (0.29-0.45 @Tu/“ffjﬁinﬂ), Water precondition (wp) (0.64-0.87 @‘i’u/ﬂﬁ’ﬂm), Steam barrel (sb)
(0-0.4 AW/ T19), 1lag Water barrel (wb) (0-0.29 @1/42139) HaluaIuued Extrude speed 1% Precondition
= o = ' o ° R Y ' I ' A A
speed 92 liTmsdTunlaeuamaediala ldnsaesmasnarniluaind dauluiFoswssnuninyese1mis
Y '
lulseuiiu szaadeninde 1.2 Taslulssnuaz Iianudidny luisosuos Bulk  density (b)  (418-468
a @ o a I o o é 9 a a a o d' [ g’.a
Alanfwgnunansudanng) Wuddy sadwesludaveslssansnwmsmauve uniesdnsuy saulaly

A . . < g A S 09 Y  Aw o A
(39904 Die pressure (die) (20-26 115) tag load (1) (44-54% MszauNVeIwo@ed) M ldauIdeniuilys

a

9 9
auloludlsdasen s awls (f sp, wp, sb, t1az wb) Lagaudsaauaueand 3 aauls (b, die, uag 1)
1 an v g’/ = o @ ~ 1
TugruvesgiuuuIsmsianudoyalude 1.3 iu Idedan liawisaldmsesnuuumsnaasld
L) 4 U 4 o 1 { o o d {
(DOE) w51z hignnsonganioains luTseu e ldiimsdSumamiisidesns 1 s lddianusuiui

v I 9 dAa X2 A a a &
ﬁ@\uﬂ‘llauE]l\!a‘ﬂlﬂﬂmuﬁ]i\i11!ﬂ]§ﬂﬁ9‘]@1ﬁ1§ﬂfuﬂuuc] Uny

[Py D) '

[ g o g 2 I v A
Tuguvesgluuuiuasumstamsioyaiu Taumsinusiusmdoyansdu 318 doya seninaium 1
v H v Y '
AL, — 30 1.8, 2564 TUVUADUAN 1) Verify & enrich 1119231113 Random sample of case 143U 3 AT iildNAABUN
= Y Aa A ] o 9 = 2 Y A [ Y 9 A
imsnsendoyanAanaianse linazsiimsasndeudeyaniinmssideounseli vilidoyaanaunio 312
9 H ] Ea
doya, ludunoun 2) Normalize data TAOYINIATINAOVA Zurrosis » Zskewness  FIATIgativz ldteow
[ 2
\Z kurtosis| <10, | Zskewness|<3 (Kline, 2016) snodoyalind/lilas uazawisaldgadoyatilumsadwaums
@ YA a 1 [} 1 v Ao w . .
anuduius la Taedin >200 doya mauanussilnanedn lulsiledeNd Ay (Hair, Black, Babin, & Anderson,

° L4 ' a ' To & ' H { i
2019) ldasagaiimiasnadeuludnvesmsmnuaalninen lusuily, ludmvestiuaoun 3) Rebuild data
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n1sUszgudNduawaoUIDIUUANANYIS=AUG6G
ason 99 Unisdnvi lo&b&

Y 3 o 4 o A 1 4 o
1 vziden 191 umsan Extreme value tieansuandeyauaznenenndr indmsuanusatnamnozdlu 118, Tu
Y ]
AUU0ITUADUN 4) Transform data AoUNIMIATINTOVYATEYAURazA s MTMIInUIUVUNA Wi ide
A 9 A o 9 9 ' 9 = Ay Y Y Ay Y
30 N edamsveya iz auaens 15 lumsai e Tuaa 39 sp veyauuunidneuay £ Ideyauuun]
o q 9 . | y2
yn mRtianusiiludeunlasadoyaisanaddail sp = [sp2 (sp)) tag sp3 (sp)] TIWNIAU 3 A2 Az £
Y v )
[sqrt_f(VF), log_f (log ), 1A recip_£(-1AF)] 390U 4 @7 tiloag lanaaeumsasuaumssuaie liuaay
% = 3’; a" . 29 Y . . - . .
Audsaouaues wUaUMINITU 12 dUMS 1ag Die Yoy auuuiuN die > [sqrt_die (Vdie ), log_die (log die),
9 H Y Ea
1 recip_die (-1/V/die )] luauveavuneun 5) De-duplicate data !Lﬁz%uﬂ@ugﬂf’ﬁﬂ 6) Random sample of case U
o H a A4 g & H o q VY A )
wihmutuaeuamlng Weradadunniuaeu hlvdeyaaaaunae 201 Toya
% o o 9 3 Aa ] v o a 9 v o v
nasnnmsiansveyaiunizensesuda lumsduiiumsmsad wavmsanuduwus Taols
T1Jsun30 Minitab18 Faludruvesglaumstezidonldludo 1.3 nuv 2 1in sntdadeisiaulelidnlsdase
9 v 9 v
naay 5 aauls dawalitnsdinszimsanaseduduegisiieny lulanummnzanminals e
o a L4 a X a
sududesldmsdinsizinsonnoaBanygu (Multiple regression) tnu ¥z 14 lugilaumsonnsasuduns
' v Y
(Degree 1 + non interaction) 1N@AI@dUANNA VO IUALAM5BaTY NiNaneA TR AUBING 3 A7
11111139 A1 Standard coefficient (Beta) ageun1s Ina Iuiiioa (Polynomial degree 2 + interaction) Tneiaen 1y

a o

NM&9@0d 1M1 doansnazeduieanuduwusvesanms Tagliauilsuaazd a1 P-value (P< 0.05) 19

wddb‘l’ﬂl Ed 91 s Ed

lduiniiga uadilimamumading Ifganngsiu uii1a1 R-sq selingeiu uandudnalialsin p-
o = o Ay A ) ¥ Ao o
value (P> 0.05) Ha1eda Salinnusuiundeudonmsldmsadnaumsndeaeamu
o v a ) g Ao y_ oa o I Y o 9

wasnnldaums IndTudsailuniGenses Tanusuiludesnagogaaunsiugadeyanaaou

$119U 60 YoyA (Validation) Iaald Root Mean Square Error (RMSE) Tuaunsh (2) uaz (3)
2 an ' a ' < o v o o
Taiuaeuismsae i ldnarnndedu szuaauiuumudimsadwaumsanuduiusvesdanls

daszuazdlsaenaned Az 2

Problem for process parameter of single-screw extruder

lndepc‘rlvdenl variables Dmmmtl‘. variables
| |
0.11:‘1[ record
General data
Data ¢! 0 Data preparation Data anahytics — Data report

{ o o A a v o 4 o <
31]1?] 2 lLW“L!N\‘iﬂ?iﬂ?muﬂﬁﬁ%}NﬁNﬂ?iﬂﬁﬂ?ﬂﬂi?ﬂﬁﬂwuﬁﬂlﬂ\ilﬂ%ﬂ\i'ﬂﬂﬂﬁfﬂﬁmﬂ
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ason 99 Unisdnvi lo&b&

Error = actual — predicted 2)
RMSE = |=¥,(Error)? ®

' A 1 Aa X a ' ) A 1Ay Vo A
Iﬂﬂ?T] actual ADANOAVUITI LLASAN predlcted D ﬂTﬂ‘lﬂ%']ﬂﬂ'ﬁ(ﬂﬂﬁﬂuﬂqﬁﬁlﬁﬂqﬂquﬂi@ﬁigiu

o = Ao o 1 Aqy
AUMITNITIUIY 4 7 A NUIUAIE N lFnaaon

4. HAM3IVY
a S g Y < ) ¥ L ) ) 4 o v A o

1AsNn 1 azmuldnmanusiusudeyanay 318 deya Jeyangniamstoya szEulidaym
¥ o v 9 = ) & 3 yyYr g ¥ o = ¥ o S v
Wesas nasmnmsaatoyans 1t 263 Yoya Feaziiiula Yeyaawa 263 89 201 11y Tanwinll1dnga
= o <3| ° ' x o v A o @ = 4 '
nzhmadreilunuusiassas 1l Fazdeuihdeyamariiluimsidsulasudeya e 1ideyaiignis

a A A <3|

panuasdnaliunnigamiinezdlull1d

A o 9 9 ' o 9 9 v
A1TNN 1 QWHQHMGQﬁﬂﬁQQWﬂW1uﬂ1§ﬂ1ﬂ’)1llﬁ3@1ﬂ‘ll@3‘:|‘ﬁ (318 suaag,a 9 201 maya)

Data Parameter T sp wp sb whb b die I
Z skewmess 6.906 S5.810 1.335 2.172 2.161 3.041 16.436 0.600
a1s Z kurtosis 1.277 0.694 4.460 2.546 4.828 2.124 22.607 0.035
o Z skewness 6.842 5.559 1.343 2.289 1.905 3.154 16.189 0.607
= Z kurtosis 1.287 0.886 4.395 2.536 4.692 2101 22.000 0.041
N Z skewness 5.167 6.494 0.855 2.136 4.550 1.694 10.955 1.870
8 Z kurtosis 0.310 0.819 4.537 2.444 6.397 1.398 11.471 2.399
Z skewness 3.561 6.338 1.080 1.986 2.605 0.520 9.181 1.872
2o Z kurtosis 3.466 0.854 4.328 2.707 7.785 0.680 5.033 2.820
" Z skewness 3.706 7.027 1.050 2.021 0.105 0.418 9.515 2.054
22 Z kurtosis 3.240 0.457 4.187 2.720 7.255 0.893 7.234 2.691
Z skewness 4.187 6.989 1.163 1.965 3.690 0.548 8.606 2.202
=2 Z kurtosis 2.539 0.983 3.776 2.642 3.855 0.895 7.155 2.695
Z skewmness 4.327 7.230 1.091 1.681 2.478 0.613 7.348 2.476
21z Z kurtosis 2.393 1.929 3.594 2.736 4.085 0.716 5.730 2.652
Z skewness 4.373 7.576 0.659 1.324 0.8006 0.438 7.094 2.642
=0t Z kurtosis 2.284 3.334 3.557 2.811 2.687 0.506 6.408 2.520

= a1 A 4
WINBIME): MTNTIN AD ToyalAUAUNRIN (Zkurosis|<10. [Zskewness|<3)
A ] Y1 A o = 9 3 Aa 9 ) =
911015197 2 vzwiu 131 Wehmsnlasugduuvvesteyaliilunisondesndn Yoyalugah 262
F) = A ay ~ 2 a Y o w = 9 A <
uaz 242 doya sxlidymluSewesmsuanuaalnaesiga Funaandedinavelfadeyanawisany
Y o q Yt o 3 A 9 Y o Ao 9 ] ) v & s o )
18 hldtianusuilunezdeslddmlshimsudasgiidriiumadeunmsadeaumsais aniudahyadoya
262 uag 242 lilnagoumsadaTuaans i

13190 2 To3ana191N Transform data (262 Y038 2 201 To3yA)

Dita | Parameter f 3P wp h wh b de | st f log f tecyp f 3l 3 qide | lgde | recpde

o Tdewnez | 2860 6288 1092 2003 2566 0304 929 184 278 2696 2606 5461 4604 8807 8326 1848

* Zkurtors 4903 0895 438 1756 [ 0713 538 2805 5003 5010 S04 1506 1904 4635 3976 334
Zckewness 3019 6974 1063 2120 0071 0403 9616 2004 2943 1865 1786 6121 5237 9.070 8530 1786

M

* Zkurtosts 4787 0403 4198 1,766 1200 0927 7699 2700 479 4801 4805 0306 0800 6779 598 4805
Zckewness 3448 6933 L180 2089 3 0536 8384 1151 331 329 321 6.066 5163 8037 7500 6972

225

- Zkurtos 4am 0825 3787 2684 AL 0830 7404 707 41 430 4314 0201 0291 6363 5715 4946
Zckewness 3610 11n 1109 1767 2317 0604 7087 244 334 3476 3406 6277 3340 6605 6128 5,657

20

. Zkurtosts 4114 1862 3605 L1775 4068 0754 3580 2668 4125 4134 4142 1086 055 4908 4201 378
Zskewnes: 3,646 1515 0678 1417 0859 0436 6764 2589 3393 353 3482 6347 3528 6247 5740 541

2

5 Zkurtos 4037 154 3500 2859 2690 0346 6217 JALY 40m 408 4103 238 1798 3431 473 4119

= A 9 A 1A 4
NUBIHE: MTNENT AB VBYANAUNUNNUN (| Zxure0sis|<10, [Zskewness|<3)
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gy

INA15 199 3 1enAdeUM A3 NANNMITNADBIITUAUATI (Degree 1) 71 262 Yoya 1HOATIVADD
1] v
anudAgveduaazdulsaase NKaaedsnouTUDINg 3 47 1A81IN159AT Standard coefficient (Beta)
v v
i 1dn myaduaumsannsududunsaiidunlsaeuaned Bulk density (b) WU dauilsdase £, sp, uaz
9
wp umme?mmum Bulk density (b) luauvesaulsaeuaneod Load ) Huawlsoase f, wp, LAY sb U
AanudRyae Load (1) unu ludiuganevessinsaouauos Die pressure (Recip_die) WU dauilsdase f,
= o o 1 . . . X < 1 o a ] o & =y o 1 @
wp, U0% wb UANUTIAYAD Die pressure (Recip_die) Faaziu landulsdasens s @i UANUAINYADAT
A 1w VY Y o q Ya P~ ' o 2 X 3

ulsmevuaussiuanaenueen 1l uadrundii lvinanmsasulasmvesdinlsaeuaueanisau Feazimiu

lls/ ' 44 X A A o o q ¥ Yo o A 2 o a P
A910A1 R-sq MWL tiemaiudintls mlnnuausdiainaonns s aulsdase lumsasaauns

v o IR ¥ o w Y Ao < o X A 9 oA '
ANUAWIUT B9z Iianudiay Tasdealiaanils £, sp, tag wp 1Hlunan $a013199 4 YoyaluasWdweIHIY
2 A I 1Y 1 1 A g 1
s lumsadaaums 3adianumnzanizduaumsaumude 1y lugiuvesnnsai s aums 1w udn
a A 1 ' @ o I~ o o A
Tugmswadiervzrmunasi lumsadwaums uagdaumsuadunls sp i lnianusuiudeddgdaumsad
1Y a 2’; I [ J o @ { 3 a

awlsdaszng s iuaumswandneon  TaevhimsuSeuieuiumsn)asugivesdnisddse (Transform

1]
I

[ . . H 1A a A A 7 v o s
data) Tuaiuveansneh 6 AUNIT recip_die UU llllll@ﬂiNﬁHJfJ'WlNWHlﬂmWIGluﬂWiﬁiNﬁiJﬂﬁ mlvuanw

@

o { Y 1 a 2 < @ Y1 ' Y .
suilunvzldglaumsniidaulsdasens s Wuaumsndn BnowswRernuasian s

M50 3 MINATINTOUANNTIAYVIANMIANTH IR TDATZNG 5 9 tazAlInoTUBING 3 @2

Bulk density Load Recip_die
Parameter
Coef Beta Coef Beta Coef Beta
f 2.6000 00562 15730 01607 00017 00602
sp -3.8870 -0.0134 04910 00080 -0.001 1 -0.006 1
wp 1.8700 0.0134 -1.0390 -0.0353 0.0012 0.0140
wh -1.7740 -0.0064 0.3240 0.0055 0.0025 0.0148
sb 0.6050 0.0055 -0.5940 -0.0255 -0,000 1 -0.0013
BE-3q 17.75% 27.54% 46.18%%
R-zqlad) 16.14%% 26.13% 45.13%¢

v 9
A1397 4 ﬂTﬁNLLﬁﬂQﬁllﬂTiﬂ’J]llﬁllWﬂﬁ Tuaulsoaszni s a1 nualsaeuaued bulk density

Best Subsets Regression: b versus f, sp, wp, whb, sb
Response is b
Degree 1 Degree 2
vars f P WP wb sb R-sq R-sg(adj) R-sq R-sg(adj)

1 X 5.80% 5.40%
1 X 4.10% 3.80%
2 X X 15.00% 14.30%
2 X X 13.50% 12.90%
3 X X X 16.70% 15.80% 28.62% 26.94%
3 X X X 15.40% 14.40% 29.77% 28.11%
4 X X X X 17.50% 16.20% 40.18% 38.04%
4 X X X X 16.90% 15.60% 30.52% 28.03%
5 X X X X X 17.70% 16.10% 42.30% 40.00%

1
=

S Y A S = . A a A A Aa A A 4
LRI GO A15198%1 Ao duNMTNANTHUY R-sq(adj) WNNFA, ATNTVYI AD TUNITNANTADINHIUNUN
e %}NZ‘Tllfﬂﬁ, Degree 1 = Multiple regression degree 1 + non interaction , Degree 2 = Polynomial degree 2 +

interaction
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v 9
A13197 5 GlTiNLL?fﬂﬁﬁiJﬂ”liﬂ’JﬁJﬁﬁquﬁ' Tualsoaszns s a1 nuawlsaeuaued load

Best Subsets Regression: | versus f, sp, wp, wh, sb
Response is |
Degree 1 Degree 2
Vars f °P P wb b R-sq R-sq(adj) R-sq | R-sg(adj)
1 X 16.30% | 16.00%
1 X 9.00% 8.60%
2 X X 19.70% | 19.10%
2 X X 18.80% | 18.20%
3 X X X 22.10% | 21.20%
3 X X X 2120% | 20.30%
4 X X X X 26.00% | 24.90% | 35.94% | 33.65%
4 X X X X 2450% | 23.30% | 53.38% | 51.33%
5 X X X X X 27.50% | 26.10% | 58.72% | 56.38%

v
= =

29 A Aa = . A a A A Aa A A '
HNIA: 15 9aN Ao guMINANT LY R-sq(adj) WINNFA, AITWALVYI AB FUNITNANTTADI NATUNTUN
msada 4N, Degree 1 = Multiple regression degree 1 + non interaction , Degree 2 = Polynomial degree 2 +
interaction

9
@

{ v o o a v v o
ﬁﬂﬁN‘ﬁ 6 AT NLAAITUNTANUAUNUD Glu@ﬁlllﬂi@ﬁﬁmﬂﬁ 501 ﬂUﬁ]’JlLﬂﬁﬁﬂ'ﬂﬁ‘Hﬂ\i recip_die

Best Subsets Regression: recip_die versus f, sp, wp, wh, sb
Response is recip_die
Degree 1 Degree 2
Vv f b b

s P P W ® R-sqg | Rsqgfad) | R-sg R-sg(adj)
1 X 33.40% | 33.20%
1 X 32.70% | 32.40%
2 X X 4360% | 43.20% | 44.38% | 43.74%
2 X X 40.70% | 40.20%
3 X X X 4520% | 44.50% | 47.98% 46.75%
3 X X X 4420% | 43.50% | 50.68% 49.52%
4 X X X 46.20% | 45.30% | 56.05% 54.30%
4 X X X 4520% | 44.40% | 52.31% | 50.80%
5 X X X X X 46.20% | 45.10% | 65.50% | 63.69%

~

a9 A A 2 A . A . .
NN MINTN Ao aumsnanInial R-sq(adj) M1ANGA, Degree 1 = Multiple regression degree 1 + non
interaction , Degree 2 = Polynomial degree 2 + interaction
a A o 9 a b ¥ 2 a ] ]
VINATTNN 7 IHDUTYAUDYAN 262 LIS 242 YBYAD 11']’di'NI?JLﬂﬁﬁﬂJﬂ'ﬁWTju'lilﬂﬂ‘iﬁ@Q %mullmw
(g A = =~ 1 ' @ @ = 9 <3
AUNITUDIYA 262 NUYA 242 cI/I!\ii‘J‘Ll]‘]fl.l (f uag sp) ¥ R-sq T]qlllmﬂﬁNﬂHMWﬂUﬂ ﬁ?ﬂﬂﬂﬂ?illﬂﬁﬂﬂqﬂﬂ‘l}ﬂuaﬂ

[ Yq Y 1 d‘ t%’ a ' d‘ [ 3‘, Yo o Y o
llllllﬂslﬂﬂW R-sq 1/1qwummmuﬂﬂmmmmms ﬂﬁ\1ﬁ]1ﬂuu°VlNﬂmxﬂﬂﬂﬂ?qﬂﬂ1ﬂ1§ﬂﬂﬁﬂﬂﬁﬂﬂ1§

[l
~

ANNANWUTAI RMSE 7 (Train data 182 Test data) v1¥n310'1d3 fimsulasgadeyanassuiudoya
. ? WM Yo qy o VA v & Yo o = A )
anaenn 262 1lg 242 Huumu 1@ e RMSE uananduunnmiiiias aniunaazdiaiiadenldya

9 d' 9 A 9y Ay 1 @ A 9 A a v o o
Vouan 262 Voia lm%mflﬂi%’ﬁllﬂﬁ‘ﬂllllllﬂ']iﬂiULﬂaﬂugﬂLLﬁJUﬂlﬂﬁl@uﬁﬁ INeRF LA NNTUNUTVOIA LS
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A a2 A 9 9 9 A 12 Ay g
AMTNN 7 MITNAUMINYUINANTHDI INYAUDYA (262 UBYa Lay 242 ﬂl’t’)i;llﬁ) !,‘]EfJTJme‘UmJﬁllﬂﬁTlllﬂ R-sq

(adj) gegaluuaazagadlsnazi/SonMeun Train data ag Test data

[Train data | Test data |

Data Independent variable| Dependent variable | Condition R-sq R-sg(adj)

RMSE RMSE

Bulk f,sp 42.30% 40% 7.732 9.271

f,sp3 42.80% | 40.52% 7.698 9.213

fsp 58.72% | 56.38% | 1.388 1.893

262 Load log_fsp | 60.25% | 57.48% | 1.414 2.102
Recip_die | fsp | 65.50% | 63.69% | 0.004 | 0.006

f(),sp(),wp,wb,sb - |recip_fsp| 65.53% | 63.73% | 0.004 | 0.006

Bulk f.sp 44.22% | 41.04% | 7.650 9.407

fsp2 44.44% 41.28% 7.596 9.259

242 Load fsp 60.99% | 58.94% | 1.374 1.802
Recip_die fsp 64.06% | 62.01% | 0.003 0.007

- recip_fsp| 64.11% | 62.07% | 0.003 0.007

= < ' A ' o ' 4 o ' L
vngUn 3 vzmu @ msin £(P<0.05)  dewarhliermseglunsesins hiviuwe Failidems
o T A o ' g a < 1 @ a
lasuanudonlumeame ldar b gadiu, M3y wb (P<0.05) vzwiulaingandan Avmsnruguammgilu
s < o & A a 2 3 = o o Y A A ¢ A =
vssadundn Fennwumsmy wb Usunaninglineaunisnumsiinrhnnneusenuiiiun wedelate
A o o k1 ad Y : o q Y. b 2 A \ ¥ )
HUTLW ANWAUIZ IV QuniiNazgaIuaie dawari i b d1ae, Mawiy sp (P<0.05) Ao laanuFeud
g3 Taoase dawarh 1 b dausuni ims1z Ma9INn15an Melt viscosity ¥111117a Bubble growth damaH
a o a 2 \ o &
1HIRAMIVE8AIV099IM5UALINA Starch gelatinization, MILNY wp (P<0.05) dzanalioms lasunnuau
v Y Y v [l
wngevu MR b e, maiin sb (P<0.05) szaewandiony sp uavzlinansznuioandt sp Fazaawali b

MAUTUALINY Faaumsn (4) 9218 R-sq = 42.30% oy S = 7.89915

(@) (b)
Analysis of Variance Residual Plots for b_f_sp

Source DF Adj 55 Adj Ms F-value|P-value O

Regression 10| 11479.7| 1147.97 18.4 o -

f 1 1855.3| 1855.33| 29.73 o = Chi

sp 1 754.5 754.55| 12.09| 0.001 s =

wp 1 845.1 845.11| 13.54 o 5 i

wh 1 625.2 625.23] 10.02] 0.002 =

sb 1 574.5 574.52 9.21| 0.003 :

wh*wb 1 395.6 395.63 6.34| 0.012 o ahg O =

frwp 1 3547.7| 3547.74| 56.86 o

sp*wp 1 3172.7| 3172.69| 50.85 o Histogram

sp*whb 1 1077.5| 1077.48| 17.27 o =

wp*wb 1 2635.5| 2635.53| 42.24 o & -

Error 251| 15661.5 62.4 g -
Total 261| 27141.2 £, d-

R-sq 42.30%

R-sq (ad)) 40.00% e e WS
s 7.89915 Residual Observation Order
() (@)

0.2 3.8
wb 0.3

gﬂ‘ﬁ 3 115N Analysis of variance of bulk density (a), Residual plot (b), aslanudunuiveadauilsain Bulk

density NUAMUTDEATE (), (d)
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Bulk density = -715 + 509.3 f- 1295 sp + 1026 wp - 1145 wb - 22.48 sb - 1153 wb*wb - 648.7 f*wp + 2700 sp*wp
- 3603 sp*wb + 3784 wp*wb 4)

= ' < o Ao 2, o
3N 4 aziriu 1dmsiiv £ (P<0.05) ﬁﬂumiﬂsuam15Lﬁl’Jﬁqzﬂ%mﬂmmsgﬁﬂmmu aamarli
4 oy o X = A X = o q ¥ Yo y &4 & v
INTDIINTABINNIUKUNYU Load IAUNNVU, DITINY sp (P<0.05) '1/]11W61W151ﬂiﬂﬂ'ﬂﬂiﬂu°ﬂqqmu aana i
BRI IMIVOI0UBIB TNV UIAZH1 17 Die pressure §aUURIY AU Load I9g9UU, MW wp (P<0.05) 9

2 A A Ed Y1 A . o q ¥y a A ' v
WINVULTDYS) DINITISUANHAININUY udnaulareved die pressure i ldiunamsieauazaemaln

91H1TINANTVYI8AT F9 Load 1RG4

Y
WIUY dawa i Load

'
a

Y
=

1Ta d o Y
w14 Load g,

ERV:]

=~

. DA aa 2 A4

11974 transition phase tatiialainIuE oo 01139 linNMmMA7
! ! 2 gy v 3 . ¥% a !

109 Fasegatioziulai 61 wb unlu (P<0.05) dewaliinnamsfeaniate

AIUMIINY sb (P>0.05) dz481UT09M15a9 Load motor taig la luafSunamunn

a [ ¥ a o o v 1 o < PR A =
iy vzdanaliemsnamsvereanaziily Load gevuua hivin Tasaziiuldnmaiin sb unvag Tifina

9 Load 1M191A25 Haumsf (5) 9218 R-sq = 58.72% uaz S = 1.42459

(a) (b)
Analysis of Variance Residual Plots for | f_sp
Source DF Adj sS Adj Ms F-value|[P-value
Regression 14 713.17 50.94 25.1 o Normal Probability Plot Versus fits
[ 1 63.55 63.554| 31.32 o = A SN .
sp 1 16.38 16.38 8.07 0.005 a s . .:::.‘:. : .t
wp 1 12.02 12.024 s5.92| 0.016 £ ] P -
wh 1 86.63 86.625| 42.68 [3) % £ 3. h“'.".'i'::::.ﬂ"i.% -
sb 1 7.05 7.054 3.48| 0.063 = x = s I .': - '., .
[ 1 11.09 11.091 5.46 0.02 18 '. .
sp*sp 1 45.82 45.82| 22.58 o ' 7 m = = = = = =
wp™wp 1 18.54 18.536 9.13| 0.003 Residual
wb*wb 1 12.21 12.213 6.02| 0.01s
frwp 1 38.78 38.783| 19.11 o Histagram
frsb 1 42.16 42.162| 20.77 o
sp*whb 1 47.64 47.635| 23.47 o «
wp*wb 1 136.44| 136.442| 67.23 o [ 3
whb*sb 1 27.13 27.129| 13.37 o E =
Error 247 501.28 2.029 g 2
Total 261| 1214.44 o :
R-sq 58.72% olem
Rsq (ad]) 56.38% 45 30 -5 R;—,:m 15 30 48 i ea Z;::ﬁ;:ﬂlfnmmm
s 1.42459
(© (@

55
50 |

45

51/#1 4 M1519 Analysis of variance of Load (a), Residual plot (b), D31l mduiusvesdanilsau Load

nualsodse (c), (d)

Load =-35.8 +44.2 f+ 220.4 sp - 243.5 wp + 310.2 wb + 86.7 sb - 18.14 f*f - 479 sp*sp - 199.8 wp*wp

+222.4 wb*wb + 161.9 P*wp - 28.71 f*sb + 706 sp*wb - 889 wp*wb + 187.3 wb*sb %)
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vngli s Tunsdinenslinnuuisegwedunls msmu wp (P<0.05) sz Iderisinamsngniad

o o . A X o A X 2
ﬂuﬂuﬁmﬂwammz ‘1/11113?} Die pressure ISINUUU WIS am13mmmmmﬂm”lﬁ'ﬁmnﬂwu, NITINY

' a A o 3 ° o o o =~

(P<0.05) Gluélf?\?llﬁﬂ!mz'ﬂ wp g9 o msvelanyuzituveurian 'Vl'ltlﬁl Die pressure A1 IVUE HA3I10N

A A A o o ¥ ' 1 v A '

LW fil']ﬂ"’]]l!ﬁ@ﬂ"] ‘VIﬂﬁ}amﬁ“lﬁlﬁm’niﬁﬂuuazm"lu‘m‘uwo ﬁ\?Waqlﬁ}@'lﬂ'ﬁEl\illﬂ']'lll!Lﬁ}Q@gW'ﬂﬁllﬂ'Ji

P} P ' P

A91Y Die pressure 9$ABYFIVYU, MY sb (P>0.05) vz damarinliomsinamsveneaininiu i Die
2 z 2 2 ' o a o 2 1w o & .

pressure LWNQQ%uLaﬂﬁ}ﬂﬂ, NI sp (P<0.05) i]gﬁ\iWﬁﬂ11ﬁ®11’7TilﬂﬂﬂTi"UfﬂfJ@fnJTﬂ‘ﬁumfuﬂu AIUU Die
] 2 A ' 4 A 2 a4 Yo ' ° v

pressure  WFIVU, NITINY wb (P<0.05) Gluﬁ')u‘ll@Q‘UWi!ﬁﬁ ﬂﬁﬂ?mu?ﬂlWNiﬂﬂUﬂJ?ﬂ@’lﬂ’lﬁ ﬁ]gﬁ\iwa‘ﬂ'ﬂﬂ

H ' A a v o Y, R = Y
Psmnaniumantinamsverea 119 Die pressure gy @9aunsd (6) 92 18 R-sq = 65.50% 1az S = 0.003806

(@) (b)
Analysls of Variance Residual Plots for recip_die f sp
Source DF Adj SS Adj MS F-Value P-Value B
Regressio 13| 0.006821| 0.000525 36.22 0 Normal Probability Plot Versus Fits
f 1| 0.000196| 0.000196 13.56 0 = P 0
sp 1| 0.000368| 0.000368 25,37 0 2 - o "
wp 1| 0.000604| 0.000604 41,68 0 £ 3 . ~ "
whb 1| 0.001547| 0.001547|  106.76 0 g = B oml _\5 b e,
sb 1 0 o 0.01 0.926 » = * . .
*f 1| 0.000155| 0.000155 10.69 0.001 t - .
wp*wp 1| 0.000103| 0.000103 7.11 0.008 S m 000 [ A5 an 221 an
whb*whb 1| 0.000072| 0.000072 4.99 0.026 Residual Fitied Value
f*wb 1| 0.000868| 0.000868 59.95 0 it S
f*sb 1| 0.000541| 0.000541 37.34 0 e erausQrder
sp*sb 1 0.00053 0.00053 36.58 8] 1
wp*wb 1| 0.000456| 0.000456 31.48 0 o _
wp*sb 1| 0.000067| 0.000067 4.64 0.032 § 3
Error 248| 0.003593| 0.000014 g2 & o
Total 261] 0.010414 2
R-sq 65.50% .
R-sq (ad)) 63.69% 0008 0004 0000 Q004 000E Q0L 00k 120 4 O @ P L b B0 200 20 260 260
s 0.003806 Residual ‘Observation Order
(© ()]
0.20 -0.205
recip die recip_die -0.210
021 -
-0.215
44
0.22 a2 0220
T— < 40
0.7 ~—
0.8 -~ 38
wp 09

Y] v J %
g‘ﬂ‘ﬁ 5 9113719 Analysis of variance of Reciprocal_die (a), Residual plot (b), nsaNuFNRUTUeIAalsaw

Reciprocal die nualsoasey (c), (d)

Recip_die = 0.534 - 0.306 £+ 0.0493 sp - 0.608 wp + 1.685 wb - 0.2793 sb + 0.0451 £*f+ 0.2571 wp*wp

- 0.510 wb*wb - 0.6657 f*wb + 0.1442 f*sb - 0.5512 sp*sb + 1.853 wp*wb - 0.1627 wp*sb

(6)
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a A
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a A a o v J A a A Aa A 91 Y A
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