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This paper addresses the effects of an imperfect }j o}ﬁ:tf" ‘_‘}tﬁf [9; 10, 15,16, 17, if] - =0
production process on the optimal production T = A ?}f A 2" 737‘“&? ke, A
quantity and quality inspection policies. The system Ao ZAFA U EAAS A 5& AT
is assumed to deteriorate during the production th B A& goM AeT F 742 B84
process. The results are either defective products & 25 A\d A A 2] 2] AA Y EZAAZ A

or machine breakdown. A simple rule has been o) )3 oo} R Gk}

suggested to determine whether multiple quality
inspection is worth or not. Furthermore, when
multiple inspection policy is adopted, the optimal
inspection schedule is shown to be equally spaced
throughout the production cycle. Exact solution
and approximation of the optimal production
quantity and approximation of the optimal number
of inspection are provided. Finally, to better
understand the model of this paper, comparisons
between this model and classical EMQ model are
provided.
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