|
UNN 2

< ao a v
VIQEJ.]LL@:Q']UQQE]VILHEIQ'H’QQ

lunszuaunisudmuanuiuiafeu daund Ay NqaaeInszuIuNITHARNAD

neruqunisaTaunsuaun1nNaTaelat AN UIWIAY INANAZATUANAITNUUTILBN

v
o & o

nansusTIdag luAfnmue Aaiuasdiluiassfasfnmtanszuaunisaussn g uiiuan

< o PR 1 F
ﬂQﬂQ'QEIGI’N'] NNEUBN i

2.1 NSEUIUNTHARLAAME"

dl' b 9 :l/ F a 1 ‘< Ay ‘g‘; v &K a :’,
WwaA g1 19Tu m_@umw@m_ummmu?m'aummmqufaﬂﬁuwmumu

a L/ . if '
NTLUIUNITHAR ABIAIL ﬁ/.f B »5 4

SLAB

)
FCeoee B _

HOTILEVELLER DESCALE

HOT DIVRING SHEAR
A-Hi Mill

DIVIDING SHEAR
STORAGE

&2 . Side Trimmar

[ v
917 2.1 g umauNITIIUNNINRAWMAN LT ATEY



17

2.1.1 MesinETaNIRgAL (SLAB Preparation)
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2.1.3 nsanlasanlad (DescaleBox)
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2.1.4 N3IARATUIANUYIUTA

nutnlunisFaantua e uiiivus Suwiviauuy 4-Hi Reversing  Mill

a ]

Stand uzan, 4,500 i iadaqautunsdnldeanladazgmindwinga Ineasiadugrite

navluUndunnuazae 1 anranamnasluudazaiiideinuauldanumnaesndnutuny

v
ABNNNT

2.1.5 N9sinuLNFaU (Het.Dividing Shear)
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2.1.6 Ms3afaFuy (Hot Levelds)
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UM 2.7 nsTeRaGuu

2.1.7 WiunnLelu (Cooling Bed)
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2.3.1 Disturbances Niinangunsadi@ana uaz Hydraulic 184 Mill
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- Rolled Material Width

2.3.2 Disturbances #AAa7A Mill Control Systems
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2.4 aUNANAN2INTTULTAIAINWUN (Principal Causes of Gauge Variable)

armguanedInIsulsAtAEnIn luNFaLLLLNERY 8193AsRldannaunns

Gaugemeter Equation

Il
(@)
+
o

h, A — ANNIg (1)

£
®
=
N
Il
m
x
~—r
—‘
=)
S
Py
=)
@
[}
w
o
S,
s
o
@
a
Y
3
a
=
S
-t

Gaugemeter Equatic ﬂ'm(a) tu’a Slope 12914u A

WNY Mill Structural Stiffness

K, e auns (2)

'nu'nm Roll Gap

£ &J,:,;immwmm
AN AINIURIINEAE



30

‘ 3 ﬂ]ﬂ ‘
i‘ﬂ‘Vl 2.11 W&AY Gaugemeter dia rams&ﬂmj

ANN1T (3)

“ Huy PRI ITErTT) 5

qmqﬂ‘nm;]ua Elﬁe%%ﬁeu cw v] El q a E]

A uar B axnaraanineiiiuaa n - danvualiiiiudn Roll Force P
UATAMNWUNIAIUREN H2 ANAIT (1) ua:gﬂmmmmmml"ﬁmm:ﬁmmmm Gauge

Variation loagi195

:’/ U a A
HATRINTTAIAN Roll Gap (Effect of Roll Gap Setting) n15ita Roll Gap unisaau
Wy A Tunn9a9n (g1 b) qeangadauluailu Mil azetiiinga Roll Force P BnldAanumun

2o
FUBBNIANTY WY h'2 104230



31

NATRIANNUUINAUTIWEN (Effect of Entry thickness) NISANTWLBIAINNUN
nasutlewdn aziaewdu B lunern U o) ineliqeangadaelu Mil aguwilandn Roll

v
Force P' M 1#in157aNANUUIN A uaannnawilu h'2

HaT89 Mill Stiffness (Effect of Mill Stiffness) N174ag4 Mill Stiffness e Lwingy

nmadsuannturendu A qUd) madinanuduasinldiaasugadlu Mil agiia P 7

X " : g ,
A9 UATANUUININAUBaNArLNaNdANTY h'2

Na189 Work Piece Stiffness mﬂﬂ%,u tiffness 12971 Nasualilug e
nnsuasuANtuTed B mmmawmmw@w Roll Force P' B1ad 0 'wm Mill

ANARE uﬂnmnummlumwmwmqmuﬂﬁn h'2 1n9nesnt

v
NMIFRNANYAFIU ATINUHUANTIAE, ﬂ’\ﬁ‘Lﬂﬁﬁﬂﬁ"Jwﬂ'ﬂH@ TﬂﬂL'ﬂW')Jﬂﬂ’Nﬂdﬂ’]ﬁ"JLﬂi"l”ﬂ

daya uaragluanisiay a‘lmﬁ‘%msm@?lummw azdaelWgidaau1saun
# ] e # o o i o
A niunIsldat Mz AN mquwﬁiﬁmm@ﬁmmmwmw@nﬂ‘l #dan19IATIET

#
"":. ’ - :ﬂ I-__
ol

BYANWATHFNT mnﬂfynm Wurt

-
'j J v a d‘ 1'% o
- msufmtmmﬂmwnmﬂqa (Data) mem.,mﬂummgamuwimuaqqqn

l-.%

m?mwﬂu‘,almwmnlummm‘m:umuﬂnmmmﬁ%“w%

- e
WA IR NAR1A

- nedauulifudngdaunans  inaldiiwsaunusesdayaianun flunis
9 AB A @ o 3 o Aew o v
WA Ui AN a9 @il aad kb a n i un uaasdays

)
Ul

- medanisnszans unsdndndeysiinisnszaneeanainiuunnvdatias
' ° ' ' ' e‘ :I/
fayausiarduauiAfanAledtraAzLuugatl intaaifiaaln

dl ] v @ o ¥ o Al :
Faavdae IWIUA NHUZINTBYNTALRUNINENTY



32

- N1981999A2ERA2DENS l-flun'mﬁumumuﬁ'aua Wans3ae lastAv
} 2

‘II‘BNQ’Q'\FHJ? 'n'mﬁ“nmaami‘ﬁnmmmmmqmu LW’ﬂﬂﬂL’Jﬂ’l nNaeAU

Ltazquﬂ?:mmw'l‘ii’mn'mﬁu'ﬁﬂga

- NITUANUAINNATA Lﬁalﬁwmuﬁqﬁnum:mﬂmmm'nmﬂ?:'mmm n

nsAmszidayaainngusiaedne vinlinnsmaaaunieatiiiaaugnias

4 a4 vy
\ienald

- m?ﬂs:mmm‘&_ f unisuszgnangujanniianiulu
n1sAn g LLa'Jmmanmw'lﬁ"lﬂﬂﬁwmmmw

v a
NN

) AiRQUszasANazAnEIvA

v v v
TABIAUAIT LRTTIUTIN

andunug (Cor;ﬁm), 1

. on 37 iR NANR ST A Tiguladn
Lt
uﬂfmﬁuwuﬁnwm‘m ua Mgﬁ ol lufievnala

- ananl fme : fic 7| Statistics)  lun1snagey

4 va o 1 a‘ o o
ﬁNNﬂﬁgu‘Dﬂﬁ‘ﬂﬂNﬂ‘ﬂ AREL hJVl?'\U MT’ﬂ1NLL1J1"Nﬂ£I'JﬂUﬂﬂH’N$‘II’rJQ

ﬂ%ﬁ“‘ﬁ%ﬂﬂﬂ%ﬂ’]ﬂﬁ
ARIAINIUMIINIA Y

2.6 N157 LATIUATINITNTSINLUDIUBY R

lunsssianinintasdays laRarsansuinresaudesuuiiFendt n1s
ngzant uazaunTadaldanuanneatinnaiasiaty Wae (Range) mqmﬁmtuummj'\u

(Standard Deviation) AaNLUsUs9% (Variance) (iusi



33

2.6.1 W& (Range, R)

a o Anﬂ; ° 1] i n'/ ar a
wéedusiatanldAuaunisnszanavasteyslfinaign Tnasialisinaz14Rdealy

o a‘ dl' ¥ 1 a o A ni v
NITIAAIMNLLEN LU Luﬂ'nm;‘m‘lmnu 10 ﬂQﬂi‘ﬂgﬂﬂi‘Qﬁlﬂﬂﬂ’ﬂMmﬂQL'JJ‘L!N"I Elﬁ‘j’]uﬁlﬂ\‘ll.ﬂu

A ' b a :lr ¥ 0 a dl < o vl
neraneAIing Famiuude wniideluaynuanulisaumlszains fasilifliaau

fBEARUINaNIN AIMANRAE (R) dunsavnldann

4
aen

2.6.2 Anuusy

ANHLsUsau
AN WATINNIAAED (SS) —2 . {y—fanpasaziiv)

ey’

. g
" EEAIngiTwenns
SWARARARINIAA A0 8

n

faruAuiLssau (S° vise OF) = 2 -

i=1

n-1



34

v

A =l o . o/ 1 d‘
lagh  n Ae Suwsudesietansenis
y, e deynresdesinetranaula

A ' ni } 3 : o [ A
y AR mmammmqaﬁmoammauh

2.6.3 ANULTEALLIUNIATE U (Standard Deviation, S ¥38 O)

D 4 o o .

mwuﬂsﬂmum‘lmvu LY ANNMWIUATY LUAINIAINNITENNIAIARITRIAY

, : . o .

pauieain Fafudeanunsamea A Jldden1snens nNaedrads

AHLLss9u uazEanaAnd

= ' -‘ k3 GJ
wAn IfaynuAndsay
a
we3szanslinngn

dad | UEITVI NN Eﬂﬂ‘i
Q L ﬁ\‘iﬂgﬁu UNIINYAY

Tnel FkeAaat

d*, Faufureuaae R



35
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2.7 New QC tools
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1. Affinity Diagram (3@ KJ)
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2. Relation Diagram
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5. Arrow Diagram

ad a o > y A o °
lﬂu’)ﬁn'\?ﬂl‘iﬂun'\ﬂ'ﬂﬂ“iﬂq 'ﬂumﬂu'llﬂQﬂT:UQUﬂ']?ﬂ'N'] LWﬂWlLﬂuLLNunﬁﬂuﬂm?

& ° A oo Yy o o Y
“?ﬂﬂ'\?ﬂqLLNuﬂ'\WLﬂ?ﬂ‘ﬂ'\ﬂ\i'\u‘/\qqLﬂuﬂﬂ\iﬂqﬂ'\NuNUWﬂqHUQ‘lq



38

6. Process Decision Program Chart (PDPC)
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