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Abstract

Quality of product is an important factor to enhance the market competitiveness as well.
Inspection of product before delivery to customers is an important process. Most organizations
will use sampling techniques to monitor the quality of product. The good sampling shall be a
representative sampling of the population, which depends on the sampling plan. Therefore, this
research aims to evaluate the acceptance sampling for chicken cutting production process of case

study factory and design of new sampling plan which is appropriate for factory.

Firstly, we chose 5 representative products which have the most fraction
nonconforming, quantity production and value of product. Thereafter we evaluated the efficiency
of factory sampling plan to comparison with standard MIL-STD-105E. The results presented that
the factory acceptance sampling plan gave producer risk (a) and customer risk (3) rather high
about 40-60 percentages, the average sampling number (ASN) are far less than standard sampling
plan and the average outgoing quality limit was about 3 percentages. Concluded that the factory

sampling plan was not tight enough that the average sampling number was too small.

Afterwards, 3 new acceptance sampling plan were designed; single, double, and skip lot
acceptance sampling plan which the acceptable quality level (AQL) of new acceptance sampling
plan was estimated by the average outgoing quality limit (AOQL) of factory sampling plan. Then,

we evaluate and compared the new acceptance sampling with the present factory sampling plan



and standard MIL-STD-105E for the most appropriate sampling plan with factory. The results
showed that the most appropriate sampling plan with this chicken cutting production process was
the new single acceptance sampling plan which gave 3-4 percentages of producer risk (o) and 30-
50 percentages of customer risk (), the average outgoing quality and average outgoing quality
limit (AOQL) was about 3 percentages, the average sampling number (ASN) was similar to
standard sampling plan which increased from factory sampling plan but not affect the cost of
inspection due to the time of inspection was still in 60 minutes and without increase inspector.
When the new single acceptance sampling plan was applied to this chicken cutting production
process, the new sampling plan is effective in the detection of defects better than factory sampling
plan. After that, collecting data to create the p-control chart for monitor the fraction of the defect

in the production process.



