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All machines deteriorate in performance over time. The phenomenon that causes such performance degradation is called

deterioration. Due to the deterioration, the process mean of the machine shifts, process variance increases due to the expansion

of separate interval, and the failure rate of the machine increases. The maintenance model is a matter of determining the timing

of preventive maintenance that minimizes the total cost per wear between the relation to the increasing production cost and

the decreasing maintenance cost. The essential requirement of this model is that the preventive maintenance cost is less than

the failure maintenance cost. In the process mean shift model, determining the resetting timing due to increasing production

costs is the same as the maintenance model. In determining the timing of machine adjustments, there are two differences between

the models. First, the process mean shift model excludes failure from the model. This model is limited to the period during

the operation of the machine. Second, in the maintenance model, the production cost is set as a general function of the operating

time.

But in the process mean shift model, the production cost is set as a probability functions associated with the product.

In the production system, the maintenance cost of the equipment and the production cost due to the non-confirming items and

the quality loss cost are always occurring simultaneously. So it is reasonable that the failure and process mean shift should

be dealt with at the same time in determining the maintenance time. This study proposes a model that integrates both of them.

In order to reflect the actual production system more accurately, this integrated model includes the items of process variance

function and the loss function according to wear level.
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