
3

(
70372062)

 Bernstein
MBA

1.

[3]

[4]

[5]

Spiring[14]

Xie[15]

[15]

2.

2.1
[9]

tX t

tRX t 0 Qt                           (1)

tX 0 tR cttR

c ~ 2, ccN 0 2 Q
[15]

222
Tp                                   (2)

2
T

2



2
22

126 Q
LSLUSLC

c

pt

                         (3)

pC

p

c

C
Q

LSLUSL

2
22

126
                          (4)

Q

2
1

2
2

2 6
12

Pc C
LSLUSLQ

               (5)

2.2

t cttR c ~ 2, ccN ttRE c

22ttRV c tR tc
22tc

Bernstein

2

22
32 2

1exp
2
1

t
t

t

ttfY

                   (6)

2

c

c

c

W1
1W [16] Y

ds
s

s

s

stR
t

eY

2

22
320 2

1exp
2
11

          (7)

t 2TXKXL tt 0K

T 22 XEXVXE

2
0

222

2
00

2
0

2

TttK

TctEKTctVK

TctKTXKXL

cc

tt

             (8)



P

P

cc

P

t

dtTttK

dtXLEPL

0

2
0

222

00 ,

                      (9)

P

0 Q QC ,0

YQCEEQCE |,, 00 Y Q

QYCCYL
QYQSCQL

YQCE
,,
,,

{|,
100

00
0

             (10)

QL ,0 YL ,0 (11) 0C 1C

tS t

0tS

QRQSdttftLCQRCQRQL

QYQCEQYQCEQCE

eY

Q

YeYeY 0 0100

000

,1,

|,|,,

   (11)

Z

QQRdtttf

QYZEQYZEZE

eY

Q

Y0

||

                      (12)

QQrRdtttf

QSQRdttftLCQRCQRQL

ZE
QCE

QA

eYY

Q

eYYeYeY 0 0100

0
0

,1,

,
,

    (13)

QA ,min 0   s.t. c

USLQ 0

USLLSL 0              (14)

0 Q QA ,0

2.3



CA6140

(29.9mm, 30mm) 15K 30T

400C ( ) 301C ( )

cmW 0.11 ttS 5.0100 0.1pC

1 100 100 t

tyt 00102.09.29 00102.0c 004.0 0001.0c

mmUSL 30 mmLSL 9.29 0.1pC (7) 57Q

ttS 5.0100 Q

QQS 5.0100 00102.0c 0001.0c cmW 0.11

01.0
2

c

c 0.11

c

W
(9) (11) (14) (15)

Matlab

)
,

(min),(min 0
0 ZE

QCE
QA     s.t 570 Q 309.29 0

mm97.290 29Q

3.

4.

[1] E.C. Huge, Total Quality An Executive Guide for the 1990s[M]. Richard D. Irwin, Inc.,

Chicago, 1990: 65-66

[2] [E. P. DeGramo, J. T. Black and R. A. Koosher, Material and Process in Manufacturing[M]. 7th

edn., Macmillan, New York, 1988: 96-97

[3] Montgomery DC. The use of statistical process control and design of experiments in product

and process improvement[J]. IIE Transaction 1992, 24, 9-17

[4] Gibra IN. Optimal control of processes subject to linear trends[J]. Journal of Industrial

Engineering, 1967, 18(1), 35-41

[5] [Hall RI, Eillon S. Controlling production processes which are subject to linear trend[J].

Operational Research Quarterly, 1963, 14(3), 179-189

[6] Z. Drezner and G. O. Wesolowsky. Optimal control of a linear trend process with quadratic



loss[J]. IIE Transaction, 1989, 21(1), 66-72

[7] Rahim MA, Lashkari RS. Optimal decision rules for determining the length of production

run[[J]. Computers and Industrial Engineering, 1985, 9(2), 195-202

[8] Rahim MA, Raouf A. Optimal production run for a process having multilevel tool wear[J].

International Journal of Systems Science, 1988, 19(1), 139-149

[9] A. Jeang. Optimal tool replacement with non-decreasing tool wear[J]. International Journal

of Production Research. 1992, 30(2), 299-314

[10] A. Jeang. Tool replacement policy for probabilistic tool life and random wear process[J].

Quality and Reliability Engineering International. 1999, 15(3), 205-212

[11] . [J]. 1998, 2, 26-32

[12] M. A. Al-Fawzan, M. A. Rahim. Optimal control of a deteriorating process with a quadratic

loss function[J]. Quality and Reliability Engineering International. 2001, 17(5), 459-466

[13] Patrick H. Liu. A comparative study of three tool replacement/operation sequencing

strategies in a flexible manufacturing system[J]. Naval Research Logistics, 2000, 47(5),

479-499

[14] Spiring, F. A., 1991, Assessing process capability in the presence of systematic assignable

cause[J]. Journal of Quality Technology, 23(2), 125-134

[15] M XIE. Process capability indices for a regularly adjusted process[J]. International Journal of

Production Research, 2002, 40(10): 2367-2377

M. Ahmad, A. K. Sheikh. Bernstein reliability model: derivation and estimation of

parameters[J]. Reliability Engineering, 1984, 8, 131-148


	使用刀具磨损过程的能力指数确定换刀时刻

