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Development of Cartridge Joint Measuramsnt System
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In order to achieve high stability manufacturing within the film packaging process, a strict control of
the packaging materials is required. However,several difficulties exist, from gathering raw data from
the active packaging line, to designing an economical process, utilizing optimal sizes of materials. We

accordingly developed a method of high accuracy measurement of ship-shapsd plates in the active

packaging line, and optimization of material size by implementing a new statistical method.
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Fig. 1 Measured portion of ship — shaped plate
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Fig. 5 Schematic diagram of the whole system
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Fig. 4 Measurement accuracy
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Table 1 Machine stop short ratio
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