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Fig. 1 Example of (a) an axial flow pan and (b) an impeller blade

Fig. 3 Measured positions of output response
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Table 2 Results of L;g orthogonal matrix
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Fig. 5 Comparison of warping amount: (a) initial and (b) optimum
design

Table 3 Confirmation analysis

Experimental Measured positions Mean SIN
number d1 d2 d3 d4 (mm) (dB)
1 4.406 2.597 1511 1.453 2.492 -9.09
2 4149 2134 1243 1.226 2.188 -8.24
3 2.723 1.824 1.119 1.054 1.680 -5.35
4 3542 2238 1374 1.268 2.105 -7.43
5 3.100 2.036 1.255 1.170 1.890 -6.41
6 4.147 1.934 1.177 1.144 2.100 -8.07
7 2.603 1.779 1.077 1.025 1.621 -5.02
8 3.887 1.842 1113 1.090 1.983 -7.53
9 4000 2405 1480 1.371 2.314 -8.35
10 3.671 1.977 1.149 1.145 1.985 -7.29
11 3526 2315 1387 1.298 2.131 -7.50
12 3.882 2.231 1.473 1.310 2.224 -8.01
13 4.161 2.031 1.212 1.185 2.147 -8.17
14 2.832 1.796 1.142 1.056 1.706 -5.54
15 3.737 2.398 1.444 1.354 2.233 -7.94
16 2.408 1.636 1.012 0.956 1.503 -4.34
17 4.012 2.337 1.484 1.350 2.296 -8.31
18 3.762 1.965 1.157 1.147 2.008 -7.44
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Fig. 4 Main effect plots of (a) S/N ratio and (b) mean value in

response graph

Estimation Confirmation
SIN Mean SIN Mean

Initial - - -8.80 2.29
Optimum -3.45 1.36 -4.13 1.47

Gain - - 4.67 0.82
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