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Design and Evaluation of Mortar with Steel Shot as a Sand Substitute for Potential Use in
Additive Manufacturing
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1A (Steel Shot) unuiinsislusasens Tauyauiunsiiag
wiAslfanananassunduuniliAn sl uasWauiues
astiIuianfimuzanfumeuladmsAuinounsnaufia
(3D Concrete Printing)A1s@n®5u#1aIAASNAFDUAIAIY
rULHLLazATATEIMLanan LAz e TuNRSeNS Tay
Wdadrumsunufiansusudiawdniidasas 0, 10, 20, 30
waz 100 Tawsnitn snniiuFedndondasdauiifanisaszas
fogilutnariuinsgiuamasauIRLLAY [HuA AsHauNDes
upTA15 (flowability) A15HIAIIAIADED (setting time) AR
SuLsesgm (compressive strength) LagA18ISUWLSIA A
(flexural strength) TagnaapULAadAdIUTINIU 3 A21DE19
waztudaagrelusinmenduna 3,7 wag 14 YU nan1snaany
wanalfiuidadiumsunuiidansodipfinmdnfisonas
10 ndadiuiinnzaniigaainasnasauluysayaiinus
aifuil Tapdnsnsznedfiagluinariinasgu fanusanse
TuArsinawrnaziafadfisonadnsduiafinuauag
weluladasAukauiid Savadelididesngegad 47.96
MPa wazaindsdnfigendndrarunu Tasfamiify 14.01
MPa a1anan1sdnm i waaelfifudiuasasiliidanan
unufinseludadiudosas 10 ffnua1nlunisi lUweu
WiaBaRodun il ueufunlaseaseauif wazaasi
AsAnwaaENTARLENBY 9 ieliaunsalseyndliian
FenanlumeUfoaldognefivssansamanndetulunuaa

AarAny: upsaIs, Wawman, waluladnsRuiauda, faesy
WS9DR, ANRISULLSIAR

Abstract

This thesis aims to study the effects of using steel shot
as a replacement for sand in mortar, with the intention
of utilizing industrial waste in a beneficial way. The
research focuses on developing mortar with steel shot
as a suitable material for 3D printing technology. The
study includes testing the density and particle
distribution of mixtures where steel shot replaces sand
at 0%, 10%, 20%, 30%, and 100% by weight. Mixtures that
meet standard requirements were then selected for
further testing, including flow table, setting time,
compressive strength, and flexural strength. For the
compressive and flexural strength tests, three specimens
were prepared for each mix ratio and cured under air for
3, 7, and 14 days. The experimental results showed that
the 10% sand replacement with steel shot provided the
most optimal performance among all tested ratios. At
this proportion, the particle distribution met standard
criteria, flowability and setting time were within the
recommended range for 3D printing technology, and the
highest compressive strength was achieved at 47.96 MPa.
Additionally, the flexural strength was significantly higher
than the control group, with a value of 14.01 MPa.This
study concludes that steel shot at a 10% replacement
rate is optimal and has the potential for further
development in testing additional properties relevant to

3D concrete printing applications.

Keywords: Mortar, Steel Shot, 3D concrete printing,

compressive strength, flexural strength
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1 wnid
1nsm15 (Mortar) Lﬂu’?ﬂﬂﬁ@ﬂ%’mﬁﬁﬂ’ﬁzﬁaﬂlwLL‘W?"Viﬂ’]EJ
Usznaudpyuiuud iy wazi waduiilsidufudnsy
NUAD AU LaztauLYHlATIESINEN o AeaNTRLBenaunwes
#1351 AN8N8A (compressive strength), Andsan (flexural
strength), msfﬂauauﬁagu (flow/workability) wagLiainig
AR (setting time) Lﬂuﬂaﬁyﬁwﬁ@ﬁdwada@mmwl,l,az
ANMUAINUYDINUADETIN MAUDTANSHANATAUALANSW AL
v IlAsesresunen @ wasnumusawsesing q Tuues
fnstnafvmneaurlfnnsrmeunieiy uaznainisaadai
wazauldiSansainAuludnasnoanuazainluaisinuag
anussimshiunuApasaldvuApuiyuazue

ANTWAINT UBTA1Sa1MSUINATUTaE 3D printing #58 3D
Printable Mortar 1uniisluuinnssufiddeldsuanuanls
p81911n Iu9ATIAINTINLAEASAD S 9 tuTlagy Fafl
anudfaylunisiiuyssdndainaisadanazandunuly
AszuauntsAaaselasanizng1eB lud1uypeA TSN
Taseasefidudonuariiniudnenisastsudige Tag
walulad 3D printing %58 Additive Manufacturing st
wfvnvmddalunmswiounlasisnsaadiefidady uag
asamsumalulad 3D printing azsnsiunasaisiniylinyas
fimsRansanaaautAnsapALDULDANSTIRNIZINEaS Tay
axdpelifininde uazlnaatiaus Ruvindaluuda lidudu
Apunri uisusewalfidulaseasneads wiedawad lidqlu o
#70 wpnaafisei awmdnfiduueswndsliundudiunis
vpsnswaInNasafiielfAnUsslomilasasly fiandn
wnuiins1usssun@lusasause fedenasaaus@iBenauas
UPTA19Ha18U2A19 L¥U Compressive Strength, Density,
Flexural Strength Setting time waz Flowability tJueiu

1AANANTHANTANAMNANTALTINALATA1SYININ LD IS
M15udr uFuiliadsiuiuanienisdanimineinsuaz
?ium@ﬁammuﬁﬁﬂLﬂwgﬁwguﬁau (circular economy)
LATAITWAILIDY19T9T U (sustainability) n15U DD ILEY
ananAsTULsTIAN Wamandiiunistinuudinduudy
Tngfuluupsasioidudingreunsnslinswensliifa
Uselumigegn annnsgaaitazannansenusadeuindanly
#a1uffd lay Wananazlduiannnszuiaunig Steel shot
blasting @s Wadeudariunszuiunmsdourianuauds 2z

o
L O

FUUAUANTYINIANUEEDIA UTABUNEAT anFuTDANNLLAL

TRTAUUES LazNAFUAISE (Hydrostatic) Wadaniunis
neFauIsyLSauLdd azgnaslusalsewssyiaiiashnduunly
ulndnszuinnistauiiaznsdansuaady Tunszuiuns
goud Fudunilaluiunauddaainis gouiinge fasihad
aaannsalianyselnanainds Taeldnsuuiiananiiaia
asndiineannoutadoy &lval voadefiAaiulufunouids
diamandifivualdnasauldaunsalifaddeldisn uazifia
wan denandnduioudiiawdini vpadsnnnszaumsi
22NIANTAUTHIVDUTYDAENATIU AANTLUINATAINA

fingnArdalazansilanaulunquilsnaunsadauingnuinda
vyraAaInASTL Lipeangadalseinniuyzsunsiudedl
anliaslunsida upnandugefuidseiuiilanaundas
pradafayniuainlanzningdenrndauld niaussin
AaudRBEMIMEAWTTiaNUMmINLNgIaMUsEADURAR
\lavzmdn aehalsfnmu WiaminfiAetudeddnoamlums
hndululiUsTomilunszumasauld wu meshl nasuln
wioin Wl Tugmamassudu tinanUsuapufsuaz iy
yaifuiaamanly dusudumanadaianieiiifiaman
undudagadulunaisWaniussaisdnsuimalulad 3D
printing [1]

2 suyuisifyLasNaNITAIENNNIY
21 Sagaiunauiililuauids
Fandmnaniililuanuidy fdestalui

1. Hydraulic Cement

2. NTIYRYIY

3. Lﬁ@mﬁﬂﬁgﬂ"ﬁmlﬁa (Steel Shot, SA)

4. shazoa

5. 58RI LAY (Superplasticizer, SP)

6. Hydroxypropyl Methylcellulose (HPMC)

1Y)

22 manedpuAsaulfvaeisg
AsnAsauAaLAYDITaR fTnqUsasdprmASAsENYE)
ypuifinmdn (Steel Shot) wasAnunLILiNYasiamEn WRie
uA1spRALLLEINNENIDUDSEN TagAsAaDL

221 AINAEDYRIAITASED YA WNITAUASAUAENTIY
ANSNAFDUNINITATEANYEIIAAEALAZNGIE d1TaNT(Aa1A
ANTNAFTBUAINNIATTIH ASTM C136 [2] Tapasfinnsnasay
Werue 5 sasaan fa ns1n 50003y, Wiawmdn 500 nsy, e
Wan 50 ASU N9 450, Wianran 100 AU 91 400, Lia
Wan 150 AsH 91w 350

5Ufl IaspenaspummsnsEnedpudamdnuazmay

Y

TnpLdudufa lower M9ATEABFIAINLIATTIN ASTM
C33,dudd#1Aa Upper n15n5ea1861a1uu1asg1u ASTM
C33[BLFuUdHN1AD H1LTALREN UNUNTIYNIANA

500g(SA100%) L uFuasda Htdananununs1y 50gilag
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15194508(SAL0%) L udnanedn ddalran Wwiunsiy 100g
Wazns18400g(SA20%) LduFLigada H1Ldatndn wnunsiy
150guazns18350g(SA30%),LduFin1@a 119185008 (SA0%)

&
-
@
&

010 100 10.00
fun(mm)

5U2 aswansaszangdisadinmdnuasmsiefisufuunmasgu ASTM
C33

Wfipn161 Fineness Modulus (FM) %5 Alugas Ay
arByA AITDYTENINY 2.3-3.10 AUNATHINLDIASTM C33(3]
10ANTANRINAILEANNTT (1) SAO%HALYINAD2.815, SA10%TA1
WinAU2.745 SA20%HANNAL2.763, SAS0%HA1LYINAY2.7611,
SA100% fidnwrindy 2128 Flaingluanmsgu

NaTIURNLUDSIIUAMIA Az AU TIA U UAZLATWATTIN

FM = o0 @

222 HANISNAGDYRIA I IIUAL LU YDUITALHEA
ASNAADNADIIAIAMUAN LD awmEn TapliiEnns
uNufisa (Water Displacement Method) wa 3 dapgneld
7115 (2) WATAIRIUNLINTAIAMURBI LULHNAY 4551.82
kg/m3 458717 kg/m3 way 458717 kg/m3 aud1dy Tagfan
ANUALINNDEBLYINAD 4,575.38 kg/m?3

p= V:/I—S?/l @
p A ANuEKILHLLNTALREn (kg/md)
Msa Ap wiavaudlandn (ke)
Vi fn UsmasihAeuldamsn (md)
Vo Ao Usumsiwndsldidaman (m?)

WaRasananununuiuiildannisnaassinudfien
ANUTILLUEIAT AN uiueranndn Fedidnuszane
7,800 - 7,850 kg/m3 (True Density) ng‘ﬂimﬂ o 40% AT
deawuiiaunsassuisldnnnarslesefiiuaiasiudnwes
wazan wuadamdnililunmsnaassotiensUudounesds
gndsauaznind (Contamination from Coating Residue)
Winmanatdlunisnaanwduuwuusleida (Recycled Steel
Shot) @esunszuIuA1sWL (Blasting) #3aTmRa (Surface
Treatment) unfAau ¥ 1#fias1ud (Coating Residue) Lagie
ia@gmﬂﬂi:mumsm‘émﬁmazﬂjwﬁuﬁwaﬂLﬁ@mﬁﬂ[4]

23 fumpumsaiaunsans

231 A1590AULVAIURAUYDNUDTAIT

Tumsneansil Wiamdnazgalilumsunuiingsluysinusey
az 010 20 waz 30 ArrualAlaansifines SP wag HPMC
$avay 1 war 0.43 199U5HIA5HN Auady Wsas1dusinee
YudLuud (w/c ratio) fid1Lvindy 0.35 d1nsunnaIuNau(5)
Tnudndiunaupamasafiiulumuansed 1 f1edu

M99 1 ANTDALUUAIUNENDDINDSAS

FLuua 1 71518 SA HPMC Sp
FIUNTU

(kg/m3) | (kg/m3) | (kg/m3) | (kg/m3) | (kg/m3) | (kg/m3)
Control | 839.75 20391 | 1259.63 0.00 126 294
10%SA 839.75 29391 1133.67 12596 1.26 294
20%SA 839.75 29391 | 1007.70 25193 1.26 294
30%SA 839.75 29391 881.74 377.89 126 294

AUNLLAF: SA g fflaman, %SA nan e Msunuinsgdiuidie

LHANRNUSDYAZIIU

232 SunaunIsRanuasas
Aswanuasasiunsnaansfisniunsiaelinsoanauuns
Gl’]i‘LLiJ‘UZUﬂ'JuLLu?G%ﬁ (Hobar‘t—type mixer) m’mﬂzumauﬁ
AnualuaAssIL ASTM C305 [6] Tapiinsusulmanzaudy
Jaquaudiiaw (dud gnindn (steel shot), a15amsin
(superplasticizer), LATATLRNAUATA (Hydroxypropyl
Methylcellulose: HPMC)

24  manedpuRaaudFivaweTag

o

uaniseifinnsnaasuqaauifvaaunsaisfianua 4
aasautiAdefildna1nlussionisise laufnanisnaany
faealUil
24.1 MsNagouANUaINITalunITINAaUAYINIDTAT
AsNAEaUANUANMUEIISaTuASHa LR p1dEAEANS TR
Flow Table Test enuu1asg1u ASTM C1437(7] VinUszuiin
A1SASEAYFILAZAITRADDINDSASIUAIUN LT LA AFI9
Tnsasnaapuiifinnuddalunsiansanguautfveuss
arsdrnsunisilulfnuluciudeadefidosnnsinasof
wiazanlagwwiz 3D Printing
Nan1sNAFaUANNaNIsalunsinaasuasans launns
wnufinswdpdinmanlusasidiudavas 0,10, 20 waz 30
ypuiMITANSIY WuBEAs mauRpaesaSE ua T Ru Ty
auUsinandamanilinaununsie Taufien Flow Diameter
WD 14.5,15.5, 16.5 1ag 18 oufiuns Auansy wanelii
1 Asindsunandamanluupsansadanalirinisinawnd
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walaintusgiedatan deonarinsuiaindanaiznie
meampsifimdndifianununuiuuasiuiafduandieen
n91w vlinsnszansdueseymaludmnauialdnegiu uas
danalidnnsinaungsdumudidu Faiuaaauiaimmneay
dmsuiaadililu 3D Printing Wesainanunsaannsiinnng
gadulufRuinazfuaus lunsiud Senansnaaay
upsansludunauifimsunuidismdniu drnnslnaudals
aylugranuzau@s 150 fe 190 un.81989971091439 (8]
vaflenuminsalumsinafivinzaudanisiud 3 Sfsuiuag

@

VUWIAUDIAIRNA JUS19UDIRIRUN AudnTuIsRud waz

U 3 ManedpuANuansalunsinatesupsang

2.4.2 A15NAFDURIAINDFINDTATT
TuA1sAIsaaaunanluAsApfa s afaSTTins uWNuAing s
fuianan usnsdiusne Wafnwnansenuaauiainan
danalunsiadiuaswadend Fuduiladuddalunisinua
ANUALNZELF RS UASTHRIRONRNA 3 66 (3D Printing)
AsnaaauatlunIsAafuppsaNg Afiasunudingy
arudinnanludasndin 0% 10%, 20%, waz 30% laaliis
Modified Vicat Needle auu1nsg1u ASTM C807(9] (e dn
Setting Time WAy 126.32,143.64,171.43, 172 117 enua16u

AUINAFUA1T (3)

c-D

$S = x(c—10)+E )
9 Edp vianluaisnaapuasegavinefifinisauuinnda
10mm
H @8 nanlunsnagauasausnfifinisaudaendn 10mm
C @p szazA159u (Penetration) #itia1 E (mm)

)
D @a szazn1sau (Penetration) fivaan H (mm)

nansnagauwaaelffindinsifidandnunuiinsy
AANsALRNAINSABAIIEWBSAST Fenunanuiniand
msufeatnas fenafinasoanuaunsalunsiud 3 §5 Tay
inlitandensaninnanafin (Plastic State) Tt aanse
Tk iR la et wastivanuseiufidalilumssaniu

FfuH Fennanansnasaumsunudidasdamantudnsaiy
$pwaz 10 agfluthefimunzaulunisius A svuznainadsf
110-150 u1% 3198991A11398[10] aghelsAiniy LIa1n1sApda
furuiAnlonavi lilasasnefifiusifiannudusdnnisyusn
seninesRusd Wasnntanenalbiudaismefiazsassusimein
osiudaly duiu msidondandmifiaminfiuzauiuda
ddafalildaunaszninanainsaiadinazanuausaly
AMTANN

5Ufl 4 aMsnegaumaIfafNesag

24.3 ATNAADYAIANTUUSNDIAYDNUDTAT
A1snaspuanaNTAf1dSauaediadiasuninluaieil
@ﬁ’uﬁumsmmmmsgm ASTM C109[11] effw‘flummgmﬁiﬁ
dnsunsnasaufaSanwmasans Taudignefilsddn e
WugUnsegaurafuuie 5x5x5 LgUuRLuaS YinAsnaaaus
F1u9u 3 Fpthedpdnsdanunau Tuessrznariud 3 Yui 7
wazduil 14 Tanafild aunns@)asianduameanniy

. P
Compressive Strength = 7 (4)

#9 P Ap usenagegaiivihldiunaaauuan (N n3a KN)
A @9 NuAnifAaueeBunesay (mm?2 %3 m2)

Nan1sNAEaY SA 0% lWnavudiudaadsfidedawrindy

'
o o

38.08 MPa lfna1vuu7iuiiaeisidwdawindy 40.92MPaly

o o a1

natul4Sufianadumdedarindy 45.31 MPa SA 10% e

Judtfuiaaifufidedaivindu 39.01 MPa I5a10u7dud

a o

ARABAaSAAY 44.77 MPalfnantul4uianioing
Saurindu 47.96 MPa SA20% tfantu3diufidaiofidesa
Wiy 33.88 MPa lnantu7iufiaeisfdesawindy 3575
MPalfnaivulsufidnadoidsdamindu 43.6IMPa SA 30%
Winavusdfudannisfdesawndy 31.97 MPa Wuanuu7iu
fanndufidesarindy 34/67MPalfnanvul4suiaaiy

v o

ANAIBALYINAD 43.63 MPa



2101499 Tas9uN13IAINTsHLYS

o o

UnANUIaY Ja1sAnw 2567

60

47.9
50 477 4531
38.0839.01
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3 Day 7 Day

6
43.6143.63

Compressive Strength (MPa)

14 Day

draudiniuama

HSA 0% mSA10% SA 20% SA 30%

Ul 5 unuginamsnessufirdusedavasingrwasamsludagiy
SA 0%,10% , 20% , 30%

WU Msunufingsadig Wamanluses 10% dawiuen
mMasdnupwunsasidgegalugieeiy 14 u lnaddrideda
WA 47.96 MPa Bageninenidednuesuasansiluliida
WEA (SA0%) Fefdvindy 45.31 MPa *?’fﬁﬁal,ﬂuﬁwmvam

pehelsfny WaiRudadin Waman (Ju 20% waz 30%
ARUWUI At nanas eaduud lduduwusiuusuns e
WMENTIRNTL nansneFaUfena1Esaas s Tdd e
MaNEHAMUALILILUGS FUUITOLRLAUAL WHUSINYD S
upSansuavaanandorfidesalunsdailily Usunafimunzeay
welkin i uUsaun ARl szdenalilaseaseneluuasans
Foauna Wiesann Wamandeaauild gaduiildiayndn
N5195550 118 [12] AsiRnUsuandarEnFerin dinda Ay
(excess water) ﬂﬁagiutﬁagumﬂﬁu idinshimaniszinzann
tughensiy azAslFiAea Tnseene (voids) neluiiauasang
dralilassasieiianunguuazaniassalaysiu

24.4 ASNAFDUAUTAMIAITUUTNARYONUDSHTT

ArgnaasuanaNTAi1dSauasdintiasuninlunseil
ALIUAITANNUIATIIN ASTM C348[13] fiq Lﬂummigmﬁiﬁ
AASUAISTNAF LSRN ALBIUDSAS T ufIn g li T s n ey
\ugunsedmdsniiui pune 4x4x16 lBURWAT YASNAFEY
g9 3 fngresasasidiunay Turieszuzina 145 Tag
HaT L9z AuIBaIAaNNTS (5) azHIAREY

_M-C .
o= ()
M P-L ©)
=
b-d
I= 7
3 )
f9 o Ao emudusa (Flexural stress) (MPa)
M Ao Tuuddagegansallauuddngegatinas

AANNAT
@n Applied Load (N)
L @» Span Length (mm)

c @2 szEnyananeiieinaegaasinda (d/2)
[ A9 Tuuudanudouasnindadmasy (mmd)
b @A Anuadensda (mm)

d @A Anudnntda(mm)

o

NANITNAEDUNIIUSA 0% Ia1unlstuiiannisiidas

ho)

°o @ o 1w

WinAU8.94 MPa SA 10%1fantul4 5 Sdnedsfdedawindy
14.01 MPa SA 20% 181na11u145% Gaedusidedavindy

1418 MPa waz SA 30% MnaUul4fudaeioideda s
7.84 MPa

(3

(3

WANISNARBUMANANTDINESINS

14.01 14.18

Flexural Strength (MPa)
~
o
B

14 Day

dAmnuiiniena

HSA0% M SA10% SA20% SA30%

U7 6 wnugfinamsnessumduseiaunsdngansmsludadau
SA 0% ,10%, 20% , 30%

i SAL0% dnddedaintungheunnidn 14.01 MPa Aawfy
MsLRNTUsEI 56.7% andaueu i SA20% (dandndada
§94a Fn 1418 MPa FuRutudndesanndosar 10 uaaeli
WiudisasiaiuinmanfiUssua 20% tDudadonudils
UseAnEnIngegarnn1sIuLTena 1SA30% enindedandy
ARRIMADLAEY 7.84 MPa Fesipuaindnaiuay wanaliifiugy
A5y Wiamanlusuaunnfinludenafusalaseasieuas
UDSAIS AU BLNLUAIFINA1IDIAAIIAAURL WHL LA
Qmauﬁﬁﬂamﬁﬂmﬁﬂ‘?iﬁé”mswmi@mﬁuﬁﬁwﬂfjwsw[m e
U RATHYUS I el s e (10—20%) PEYIYLRLAIMUALT LY
WATAISASEANLWSIIAF dana i deiaiRuty waninAuad
Fadauiu sz liiAnhdmiAuluidoyu denaliifinTngs
2N1ALaElATIES N TUE DU A9

3  unasy

31 agUwamsisy
Usaninwusiesasiulunsdawinistifiaman (Steel
Shot) unufinseluussans e lUwaudnsumalulad
asRudaufifuardseifinaaaudfiBena lasdideldiaiig
aulalumsinfiaman Fadusaunialiinsmlilunuesiang
Tys1 91nn1sAawInndindandniundaluianalily
ASEUINANSTARY LiRBUSUTAINRIDDIEAY LazusnFiAan
nde Baudmstfdendnluns menuaeornRuiafeingey
998 wevauFyannszuiunis [Wun Wiananlfuds nansn
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waznnd 59 Wupeadafionari ififedlynmasnadauaniuun

Yo o oo

wawan §3dpFaiwaunisliniaiamani unlilwiAe
Yselopsuazdunsifiugac Taghuiunufiludadiunas
nyowishdududulseasusssunfansiiunsifingacie
waald waz SswanIuasaiunuiinspudinday e
wian Wunasmisdirsuinalulad 3D printing nsa 3D
Printable Mortar vJunfeluninnssufidideldsvanuanla
pg1911nu29AsIAINSsULATASAD a1 tuTlaqify Fefl
anudfaylunisiiuyssansainaisainuazandunuly
ASTUIUAITADFIN
FAdulivimemassuauauAfiamanuazafnsadisy
levinasaanuuuinluiias1e [fua nsnaaaunsnsEa1gsa
UBILIALRANLLAZNSIY | ANSNAFDUAIAIAMIUANILUNDDILTR
BN, NSNAFDUANUEINITOINAT IHALE, ANSNATDULIAAD
FAIUDTANS, ASNAFTDUSULTIBAUDNUDIAT LLASANTNAFIUSY
LINARAUDILDTEIT 9ANTNAFEDUNWDIIALREATIN1TATERILEY
fidynriuunufingsludad1u100%ilingluinsgiunis
sz LazdanunwLTge
ma‘s'm‘i‘ﬁﬁﬁLﬁ@mﬁﬂmLmuﬁmm“ﬂuﬁmﬁuﬁiwq (Sa0%,
SA10%, SA20%, SA30%) wusnasiiulsunansiananluusg

ASHINATHAINNT N LA LLALIANADAINDTASH b LT L AN T

’ o v o dada

aghednau Tudmpasmsnaaauias SAL0% ffasdafifign
uazANdIFaAATU sl SA20% Adunudn Aridedaanas waz
SA30% Tafndedauazidsdaiidnanas nansnaapURIna
ausaasuipladiugd Wamin duafidaariidedauasiige
falunsdliluysnadimnzay uwaflsliludsuaanaAuly
szdanalilassainmeluundaifoauna issnndanand
aauautR gaduidipundnaesssum 2] msiiuyiune
wiawman Fevinlishaamufin (excess water) aspgluiipyuann
T derhimaniszinseanluanisuu szasliiAnlnseennie
(voids) meluiiiaunsmd denalilaseadredanunguuay
danaspAMaSauariaRnlaense
Nan1sNAEDUABLIAMEALNUTNSI83DYAz10 ndadIuT
wanzaufigafidnnsnsenefisgluunesgu fanuaansaly
A1strankuazatAndiuesa1sing lunamiunzitueg
waluladmsRuviauild daidsdngefiqn 47.96MPa e

v o o

AaerafigeninAinIau

3.2 afiUs1unan1sivy
NANNSNAFDUAITASENYAILDTAHANLLAZNTIY AATINATS
ﬂixmyﬁuﬁaLﬁyuﬁummjﬂuASTM C33[3] wuiA1 SA0%,
SA10%, SA20%, SA30% agluinaurisnessiu (Upper uwaz
Lower) 9AL3uSA100% WinsilUéwaaen Fineness Modulus
(FM) SA100% 2.128 SA10% HeAvinAy 2.745 SA20% TA1LvinAy
2763 SA30% fiewidy 2611 §e SA100% (ingluins
11M551% ASTM C33 Antae 2.3-3.1

NANNSNAFDUMIAIANUTUIWNYD A En e lBi5ANg

NaNISNAFDUMIAIANNALILHLYDa A e T3S AN
unuitih (Water Displacement Method) 9 3 fapgewudn
TA1ANUARILUYNAY 4551.82 kg/m3 458717 kg/m3 uag
458717 kg/m® anuady Teefienanunuiwidumisvidy
4575.38 kg/m3
NANISNAFDUANUFINITAIUASIHA LD BSANS Tagng
unufinsodssiamanlusnsidiudasaz 0,10, 20 waz 30
yosthnsAns1y wudiAn1sinauwru et asasdua T inty
auUsinandamaniilinewnunsiy Tnafien Flow Diameter
WAy 14.5,15.5, 16.5 way 18 wuflums auandy a1nnsiva
usiildaglughaminzanda 150 §9 190 uu. $195991n939

¥
=1

Meflanuamnsalumsirafirnzaudansfiud 3 SAdutueg)
AUVUIAUDIRIRUN FUS1UDIRIRNAN ANUANTUAITRUA Lz
Yavpdusfiiizaio
NANISNAEDURILIANADEIUDIUDSA1S SAO%, SAL0%,
SA20%, haz SA30% 1auli35 Modified Vicat Needle a1
U1MT5I14 ASTM C807 [ @1 Setting Time LvinAy 126.32,
143.64,171.43, 172 4% UE1GD 9NARAAITNATDUAITANS
unufidaoifianantusnadinsosas 10 aglugefinanzants
ANSRUW A sepzanAndafl 110-150 Wi
NaNITNAEDUASISULSISA SA 0% THa1dy 3, 7, 14 Judl
AnByidesawihAy 38.08 , 40.92 was 45.31 MPa sudsu
SA10% 1anuu 3,7, 14 Yufiaaiyidedarindy 39.01,
L4TT waz 47.96 MPa anuanau SA 20% a1y 3,7, 14 Tu
fieaiafdasawindu 33.88, 35.75 way 43.61 MPa snusndu
SA 30% M8vanty 3,7, 14 Sufld1adsiidedaivify 3197,

I o o o o

34.67 Lag 43.63 MPa enud16u Wud1 SA10% A1faesaiils
Judldngega
NANNSNAFDUAIAISULSISA SA O, 10, 20, 30% 1 aanu

@ Y

145 fieaadofidedawind 8.94 14.01, 1418 wax 7.84 MPa

v o =

AUEIRY SA20% [daAdeingegn Fannnd1SAL0% Entiay

33 fiaiaunuue

1msﬁﬂmLLazmaauamauﬁﬁﬁu o WinENTLUIAR LU
Anuansalun1sinada (Flowability), n1sasgunaennsfius
(Buildability) tazisedasering i (Interlayer Bond
Strength) d1nsuna1sdszandlueu 3D Printing lagianie
LAY ATNAFBUNIAERINNSDINSTUUANTRUWaSe (3D Printer)
Wiayssfiuarsin [ ldeuaseeludulaseadiuazainy
F2AnTUANSADESTS

2msAnwegaslinuszyzenn Wy Adeafiony 28 fu
#5990 T WipUstLiNNANTENUSEEY1 DRI ALREN 6D
AMENTANDIAS LarAI5ILAT1EA Auandinivaiuagy
Andudavpafiaman iiaUssiiunassUfAsenafiduyy
anuiuatiy nsaUfAseAUaTHaND

3.msﬁmsmwmiﬂ%ué)”mi'lmuﬁw(;ialﬂlu (w/c ratio) Tna
\ipeain Lﬁmmé‘iﬂf;immsa@mﬁuﬁﬂmmmwsssmmﬁ[12]
Asasdasauivinfuatarifiaddniunieludouas



2101499 Tas9uN13IAINTsHLYS

UnANUIaY Ja1sAnw 2567

A15 %50 neapafufuludInyoaIsantnsaa1sEIgnsEay
@1 (Superplasticizer, Dispersing Agent) LA 81U syl g9
AFNTR TSN LAZAANITUEATY

fmfinssulszme

USayeinusisas “asepnusuuazfnsnarnsnsly e
waAunufinswluuessmsiioh lWiamdnsuinaluladnis
AuNa1ufif ( Design and Evaluation of Mortar with Steel
Shot as a Sand Substitute for Potential Use in Additive
Manufacturing )’ 21uil d1159qa2lddapAnuaATIZHan
wannaryinefifidiuAsfoefilinisasiuays uazduuzsh
AADATTUZLIAINNTALINY

{¥aviuspunszam A.ATIEINTY Aeauted Fadu
9191557 USAw (AR A wNsiwazaAnLfud1egSuLy
Uszloysilunsdniines vovouan aapdias yaud A%
Auzidwaziignasn1sufuRvuatg iudesdfuRasidu
DENNA LLATUDYDUAM WILFAUWIY F957919 AT. N1UFABUA B1UAN
I wemeysy Tadus Fadusufiiaoyyiuinds ausuus
w1 lun1sUsuUTenIdedududssluyisann1swaiun
Yseyaninusarufl

UUDUANUIEN Uan. S1An () Alfanusyases
Faouiaman uazuiEm Yuduuding $1da (unww) Alfany
auLATITAISIAN LAY (HPMC) wWinlilunsFnsiauanuiss

Uyl
upnanifinriupyauandan w151 wazasauATY FelH

lanmalaldsunsfnw waslinsaduayuiannun gavined
mMadnngioianaindsenisialudaandnusatuil g9avia
vatipusu [fiiaduunipunardsudsennisslulonmasialy
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