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Quality Diagnostic Technology Applying Facility Diagnosis

Atk 2 MWREMHE

Takashi KUBO Masuaki MURAO

One of the major problems in manufacturing is obviously to reduce cost. One of the solutions for

cost reduction is to automate the production system. Recently, in machining automobile parts, quality

of the work piece is so strict that operators have to inspect it using some measures. Therefore, most

of the quality inspections are not automated, it is necessary to develop a good method in order to

resolve this problem. The purpose of this paper is to develop a in-process diagnostic technology and

system of manufacturing quality and tool condition by applying facility diagnostic technology. The

application of this diagnostic system to the machine is given at the end of the paper. In this case, it

was possible to check quality of the work piece without measuring it and replace tool based on its

condition. The manufacturing cost was reduced as a result of this system.
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Table 1 The machining conditions
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Fig. 3 The result of FFT analysis
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Fig. 4 The comparison of original and processed data

3.1.3 BRIFTAL/ Y — 2L 38MH

R H I OIREN 7 — 2 » SERBE 252 2854
ZBWT, FRIE, mLFFESEOPEEL X3S
A= RFEL, ZOMHLBREE & OB%R» 520
TEHEFDH L, ZOKHIEL, RERIE NS —
RILTU_NDENS BEAIIIENTH 595 Fig. b
WWRT &2, HEOBRELZEICL D Ny — %L
ThE, BE-TBWET D THEEXH B,

Z 2T, MGURBIDEFRFNEAL 7 — L B hi b,
ZFDEDP LTEREEZBANT 5 HETRET 5.

3,2 SEBRIC L B4REE

3.2.1 EERFEEIUER

ARG TIRE L2 HEIC L RG22 o T RgE
FRRIFT 57280, HiZEo Fig. 2 8L Table 1 ISR
SO LMELNEDOHEMTL 2T -7, CHEEDE
BE % Fig. 6 12T, LITFic&#iEilcowTi#md
5,
(1) FCRIRE & st RIRE 2 T 272002, #OH

| Tool wear | . .

@ \ | New tool |

E SN

3 /i N

E 7 | \

3 y4 AN \

£ = \u
Abnormal tool S

Time

Fig. 5 The comparison of vibration wave patterns (1)
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Fig. 7 The comparison of vibration wave patterns (2)
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