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Application of LabVIEW and Quality Control Technique in Parts Processing
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Abstract: According to the requirements for controlling accuracy and tolerance of parts processing, the measurement system for the thickness of slide
bearing washer, and the design of using SPC analysis module for quality control in the production process are proposed. The design includes data
acquisition and data SPC analyzing system. Data acquisition is based on the data acquisition module, and data real-time display and storage module in
LabVIEW software design. In data SPC analysis module, Excel 6SQ statistic plug-in is used to carry on SPC analysis, and the mean range charts are
drafted. Through analyzing the processing quality of practical example, the feasibility of applying quality control in product processing is verified.
Keywords: LabVIEW Data acquisition Quality control Statistical process control(SPC)  Slide bearing washer Control chart
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Fig. 1 Block diagram of the detecting system
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Fig.2 Block diagram of system program

1.3 #iiE SPC 24f

H T A e i R R R R R AN AR E Y B
BLIE, DR 2 BTy Jo i e e s % G R IR AT 00
B A B T B G s S ek A
SR T B T BUR — A BEPUREAS  SRARREAR G THE 5
IRJE 5 S W T o i SR Y 4 ) R A oA, X T
FEARAS A HAHEWT . X FHJ7 1 B 2 — S A 7 i A Y

Pl R W AR RN . R G, SPC et it R A
i o B A LA i

@ Bdl oA, B AR e 17 v 0 R B2 21 1 %
AT AT AL I AR B G it i

@) R W BRI Sl R R Pl IS REAS I 3R G R A
BRI, A R P BT A Rk B 5 B

@ TIFRe I HIEAL , RIXS 52 4% T ¥ 47 T g

70 PROCESS AUTOMATION INSTRUMENTATION Vol. 33 No. 10 October 2012



ZHMI B LabVIEW EREEFIRARPNEA  XlikikE, %

FRBA TR, IE X R AT 5 ZORAE L FIT

BEIL L FAR, RGEEFIE T Excel £ 6SQ 4tit
AERPEAE RN R S B 2E 47 SPC 30 Hr i) D BE 52 BLAR 1
TERHE AR BRI, 36 Hh e v ) it , e 4% 6SQ ZEitHif:
T SPC E A IIME A4 I, Bk — N E S 3
BB L UM BR LA R 55 22 R DA B, Al i
SE AT LA 2R HE SPC a3 AT (4 58, L B i 2 1) 44 il
KBTS EIE AR B ARE SPC 23 BT Y45 2R, #84E A
SURT AR BT R v B SR 2, IR BBORA L A4 , ol
IEAEHE ™ i B BT (A i B A

2 LBISHR

NS UE TR AR G AT T AR RE P, SR SR
R A BEAT A o B ] — 4 RE A (35 30 4) R
JEM RN 1 R

®1 NEHIE

Tab.1 Measurement data

mm

o GRS Gt
X, X, X3 FHIME 2
1 2.000 2 1.998 9 1.997 3 1.998 8 0.0029
2 1.992 8 1.994 1 1.989 9 1.9922 0.004 2
3 1.992 8 1.991 7 1.987 5 1.990 6 0.005 3
4 1.9817 2.001 2 1.9850 1.9893 0.0195
5 1.981 7 1.998 9 1.9850 1.9885 0.0172
6 1.978 0 1.998 9 1.982 6 1.9865 0.0209
7 2.0151 2.001 2 1.992 4 2.0029 0.0227
8 2.005 1 1.998 9 1.989 9 1.9979 0.0152
9 2.009 9 1.996 5 2.020 6 2.0090 0.0241
10 2.000 2 2.003 6 1.992 4 1.998 7 0.0112
11 2.003 9 2.001 2 1.992 4 1.9991 0.0115
12 2.003 9 2.003 6 1.994 8 2.0007 0.009 1
13 2.000 2 2.001 2 1.994 8 1.998 7 0.006 4
14 1.989 1 2.003 6 1.989 9 1.9942 0.014 5
15 1.989 1 2.006 0 1.9850 1.9933 0.0210
16 2.044 8 1.996 5 1.987 5 2.0096 0.0573
17 2.044 8 1.998 9 1.989 9 2.0112 0.0549
18 1.981 7 1.986 9 1.972 8 1.9804 0.014 1
19 1.985 4 1.989 3 1.977 7 1.984 1 0.0116
20 1.981 7 1.989 3 1.9753 1.9821 0.0140
21 1.989 1 1.991 7 1.9850 1.988 6  0.006 7
22 1.985 4 1.989 3 1.9850 1.9865 0.004 3
23 1.989 1 1.989 3 1.982 6 1.9870 0.006 7
24 2.0151 1.996 5 1.989 9 2.0005 0.0252
25 2.0151 1.994 1 1.994 8 2.0013 0.0210
26 2.003 9 2.0179 1.999 7 2.0071 0.0182
27 2.000 2 2.006 0 1.994 8 2.0003 0.0112
28 2.000 2 1.998 9 1.997 3 1.998 8 0.002 9
29 1.996 5 1.998 9 1.999 7 1.998 3 0.003 2
30 2.000 2 2.001 2 2.002 1 2.001'1 0.0019
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Fig.3 Mean and range control charts
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