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Statistical Process Control in PP-Blown Film Extrusion
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33 UCL, LCL ¥93 Control Chart [5]
UCL fia MOAAAIUANTITA
LCL fis mMINAAILANAITA

3.3.1 X Chart
UCL = x + A, R (3)
LCL = yx _ A R (4)
3.3.2 R Chart
UCL = D,R )
LOL = DJE (6)

Tavi A_=0.233, D3 = 0.347, D4 =1.653
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3.4 MAIHHMHNTIAT (4]

Tensile Stress = Maximum Load (N)
Area( m’)
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