
Chapter 16
Intelligent Systems in Total Quality
Management

Nihal Erginel and Sevil Şentürk

Abstract Total Quality Management (TQM) is a widely known and applied
concept by organizations for continuous improvement in the workplace. This
philosophy is based on eight main principles: customer focus, leadership,
involvement of employee, system approach, continuous improvement, process
approach, and facts based decision making, and mutually beneficial supplier
relationship. TQM includes statistical analysis of data, implementation of corrective
and preventive actions, measurement of performance indicators of process and also
advancement on actions for continuous improvement. The aim of Statistical Process
Control (SPC) is to detect the variation and nonconforming units for improvement
in the quality of process. While manually collecting data, the ambiguity or
vagueness exists in the data which are called fuzzy data from measurement system
or human experts. Fuzzy data can be analyzed by fuzzy control charts in SPC.
Fuzzy control charts are implemented for monitoring and analyzing process, and
reducing the variability of process. Also, an intelligent system is developed to
eliminate or reduce uncertainty on data by using a fuzzy approach.

Keywords Total quality management � Intelligent systems � Fuzzy control charts

16.1 Introduction to Total Quality Management

Quality is one of the most important concepts to meet customer satisfaction.
Customers select among competitive product or services according to satisfaction
level that not only meet the specifications and functions, but also offer an attractive
quality for the product or services.
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The definitions of quality change with regard to the needs and expectations of
customers. While quality is defined as “conformance to requirements” by Crosby
and “fitness for use” by Juran in early literature of quality history, nowadays quality
is seen as “the totality of features and characteristics of a product or service that bear
on its ability to satisfy stated or implied needs” by ISO 9000 series, moreover
“Quality denotes an excellence in goods and services, especially to the degree they
conform to requirements and satisfy customers” by ASQC. As seen in the latest
definition of quality, customer satisfaction comes to the fore, especially ISO
9001:2000, Quality Management System—Requirements, standard based on the
principles of Total Quality Management approach. In the 1980s, it was accepted
that quality is a management system and should be applied to every process and
activity of a company.

TQM is a management system to reach successful results through customer
satisfaction by achieving cultural change in an organization. Any Organization sets
out and manages its processes by defining a customer focused policy and strategies,
and by considering partnerships and resources with all employee’s contributions for
continual improvement. Thus, the organization would obtain excellent results on
key performance, employee, customer and society by implementing the TQM
approach. We can easily argue that engineering management is achieved by
implementing TQM principles.

For development and deployment of TQM worldwide, several models are pro-
vided and prizes are given to organizations. Deming Model in Japan has been
applied since 1951, Malcom Baldrige Model in the USA since 1986, European
Foundation for Quality Management (EFQM) for Excellent Model in Europe since
1992 are all applied by companies or non-profit organizations. Also EFQM Model
has been applied in Turkey since 1993 by KalDer. KalDer is a Turkish Society that
aims to establish and develop the concepts of TQM and to boost the competi-
tiveness of organizations. EFQM Model is described as in Fig. 16.1.

EFQM Model presents the framework to the management to apply TQM phi-
losophy. EFQM Model underlines that “Excellent results of organization associated
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Fig. 16.1 EFQM model (http://www.efqm.org)
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with people, customer, society and key performance can be achieved through
appropriate leadership managing people, policy and strategy, partnership and
resource”. TQM states eight main principles for applying the EFQM model.

16.2 Total Quality Management Principles

Total Quality Management has eight principles and ISO 9000 series are based on
these principles (Montgomery 2009). The leaders consider these principles to
manage organizations according to the TQM philosophy. The eight principles are
defined in ISO 9000:2005, Quality Management System—Fundamentals and
vocabulary, and in ISO 9004:2009, managing for the sustained success of an
organization—A Quality Management Approach.

16.2.1 Leadership

Leaders understand the whole partnership’s needs which come from customers,
owners, employees, suppliers etc., organize and establish the vision, mission and
strategies of organization and motivate the people in this direction. Leaders also set
the personal goals, provide sources and encourage their employees to achieve these
goals to reach the organization’s objectives (Kolarik 1995).

16.2.2 Customer Focus

Organizations make research and understand customer’s current and future needs
and expectations by defining and using several tools and ways for collecting and
analyzing the customer’s data. Organizational plans and actions are described so
that they meet these needs which are reflected on the product or services. In
addition, organizations establish a systematic approach to manage customer
relations.

16.2.3 Involvement of Employee

People at all levels are motivated and committed to achieve organization’s goals for
continual improvement. Reachable and accountable personal goals are evaluated
periodically by managers. Moreover, personal goals meet at least one of the
organization’s strategies. The leader provides the necessary training and resources
to achieve employee’s goal.
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16.2.4 Process Approach

When organizations define their process and manage them by defining and moni-
toring process performance indications, organization’s outputs can be seen to be
more efficient. Indeed, the process approach is provided to see and manage the
activities. A continuation improvement, lower cost and shorter production time lead
to efficiency. Process responsible people, process performance indicators, process
inputs/outputs, sub-process etc. are identified while establishing processes.
Organizations also define the main process, support processes, sub-processes, and
detail processes. Moreover they can define the critical processes that support their
goals and strategies which need to be improved. The process performance indica-
tors are reviewed periodically by the top management.

16.2.5 System Approach

Documentation, procedures, instructions, forms etc. help to set the organization’s
system. These documents show the organization’s way that performs its work. The
System approach contributes to the organization’s efficiency and effectiveness by
achieving its goals and strategies.

16.2.6 Continuous Improvement

Continuous improvement is provided with planning activities and their resources at
all levels for achieving the organization’s goals. Monitoring performance indica-
tors, reviewing the organization’s results by top management, corrective and pre-
ventive actions, and employee’s activities result in continual improvement.
Continuous improvement can be achieved by employee’s contributions.

16.2.7 Facts Based Decision Making

The leader makes decisions based on the analysis of data from process. Therefore,
leader can take effective decisions. The accuracy and reliability of data should be
also ensured. While collecting data, the information’s systems are used both to
provide the accuracy of data and to store it. The statistical methods are used for
analyzing data, such as, hypothesis tests, variance analysis, regression analysis, and
so forth.
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16.2.8 Mutually Beneficial Supplier Relationship

Both the organizations and their suppliers set the relationships to create value
mutually beneficially. Additionally, organizations set long-term relations with their
suppliers. They co-operate on training, continuous improvement, setting open and
speed communications and answering responses. Furthermore, they can operate to
increase the ability to create value.

16.3 Total Quality Management with Intelligent Systems

Intelligent systems connect the engineering tools with human thinking. Therefore,
intelligent systems behave as a human decision mechanism by reflecting human
sensitivity. Above all, fuzzy systems consider human linguistic expressions. When
we look at this perspective, fuzzy systems are thought as an intelligent systems.
Linguistic expressions are used frequently in decision making stages in the real
world. Linguistic terms like ‘perfect’, ‘good’, ‘medium’ an etc.; are represented by
fuzzy numbers in the fuzzy set theory. Many fuzzy statistical tools or fuzzy quality
control techniques are developed for analyzing linguistic terms regarding fuzzy
rules. In this manner, fuzzy distributions, fuzzy confidence intervals, fuzzy
hypotheses, fuzzy control charts exist in the literature. Statistical process control is
the main topic of TQM. In fuzzy statistical process control, fuzzy control charts are
used for monitoring and analyzing the process. When data collected from process
include ambiguities, the classical control charts are not applicable to evaluate the
fuzzy data. Hence, fuzzy control charts are required to examine the fuzzy data.
Fuzzy control charts play an important role to represent uncertainty that comes from
human subjectivity and measurement systems. In addition, ANFIS (Adaptive Neuro
Fuzzy Inference Systems), ANN (Artificial Neural Network), fuzzy QFD (Quality
Function Deployment) and fuzzy FMEA (Failure Model and Effect Analysis) are
intelligent systems in TQM.

Fuzzy control charts for both fuzzy variable and attribute data are introduced in
the literature. While some of them use transformation techniques, few are based on
fuzzy rules. In the following section, fuzzy control charts for variable and attribute
fuzzy data are given in detail with formulations.

16.4 Fuzzy Statistical Process Control

Statistical process control (SPC) is an approach that uses statistical techniques to
monitor the process Control charts proposed by W.A. Shewhart in 1920s. It has a
widespread application especially in the production processes. These control charts
were designed to monitor a process for both shifts in mean and variance of a single
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quality characteristic. Data from process may have uncertainty that comes from the
measurement system, including operators and gages, and environmental conditions.
The fuzzy set theory is a very useful tool to handle this uncertainty. Fuzzy data are
analysed by fuzzy control charts because fuzzy data cannot be evaluated by tra-
ditional control charts. Published the first papers on fuzzy control charts, Raz and
Wang (1990) and Wang and Raz (1990). Whereas Kanagawa et al. (1993) modified
Wang and Raz’s control charts. The theoretical base of α-cut control chart was
firstly introduced by Gülbay et al. (2004). Also, Gülbay and Kahraman (2006a, b)
proposed the direct fuzzy approach. Faraz and Moghadam (2007) introduced a
fuzzy chart for controlling the process mean. The theoretical structure of fuzzy

individual and moving range control charts with α-cuts and fuzzy ~�X � ~R and ~�X � ~S
control charts were developed by Erginel (2008), and Şentürk and Erginel (2008),
respectively. In addition, fuzzy regression control charts based on α-cut approxi-
mation was introduced by Şentürk (2010) and fuzzy ~u control charts with appli-

cations was presented by Şentürk et al. (2011). Fuzzy ~�X � ~S control charts are
applied to the packing process of food industry by Erginel et al. (2011). Fuzzy
control charts with fuzzy rules were introduced by Kaya and Kahraman (2011) and
Erginel (2014). Fuzzy EWMA control chart was introduced by Şentürk et al.
(2014).

In fuzzy control charts, control limits can be transformed to fuzzy control limits
by using fuzzy numbers and their several types of membership functions. Fuzzy
control limits provide a more accurate and flexible evaluation. Some measures of
central tendency in descriptive statistics can be used in fuzzy variable control charts
and fuzzy attribute control charts for transforming fuzzy data to the crisp data.
These measures can be used to convert fuzzy sets into scalars which are fuzzy
mode, α-level fuzzy midrange, fuzzy median and fuzzy average. For the selection of
these fuzzy measures, there is no theoretical basis. This selection is mainly based on
the ease of computation or preference of the user. These fuzzy transformation
techniques are introduced by Wang and Raz (1990) and given in the following
section.

The fuzzy mode: fmode: The fuzzy mode of a fuzzy set F is the value of the base
variable where the membership function equals 1. This is stated as:

fmode ¼ x lFj xð Þ ¼ 1f g; 8x 2 F: ð16:1Þ

It is unique if the membership function is unimodal.
The α-level fuzzy midrange: f amr: The average of the end points of an α-cut. An

α-cut, denoted by Fa, is a non fuzzy subset of the base variable x containing all the
values with membership function values greater than or equal to α. Thus
fa ¼ x lFj xð Þ� af g. If aa and ca are end points of α-cut Fa such that aa ¼ Min Faf g
and ca ¼ Max Faf g; then,
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f amr ¼
1
2

aa þ cað Þ ð16:2Þ

The fuzzy median: fmed: This is the point that partitions the curve under the
membership function of a fuzzy set into two equal regions satisfying the following
equation:

Z fmed

a
lF xð Þdx ¼

Z c

fmed

lF xð Þdx ¼ 1
2

Z c

a
lF xð Þdx ð16:3Þ

where a and c are the end points in the base variable of the fuzzy set F such that
a < c.

The fuzzy average: favg: Based on Zadeh, the fuzzy average is:

favg ¼ Av x;Fð Þ ¼
R 1
x¼0 xlF xð ÞdxR 1
x¼0 lF xð Þdx

ð16:4Þ

In the following section, the theoretical structure of fuzzy control charts for both
variable and attribute fuzzy data combined with fuzzy transformation techniques are
given.

16.4.1 Fuzzy Variable Control Charts

If fuzzy data are a measurable scale, fuzzy variable control charts are available to
use for evaluating the process. For analyzing both the shift in mean and deviation

on fuzzy data from process, fuzzy X
’
and ~R control charts, fuzzy X

’
and ~S control

charts and fuzzy individual (~X) and moving range (M R
�
) control chart are intro-

duced in the following sections. Also, fuzzy regression control charts is developed
to evaluate the tool wearing problem in process, and fuzzy EWMA control charts is
implemented to detect the small shifts in fuzzy data.

16.4.1.1 Fuzzy X
’
and ~R Control Charts

The R chart is a very popular control chart used to monitor the dispersion associated
with a quality characteristic. Its simplicity of construction and maintenance makes
the R chart very commonly used and the range is a good measure of variation for
small subgroup sizes (n < 10). Also, fuzzy ~R control chart are used for evaluating
the deviation of process with fuzzy data by Şentürk and Erginel (2009). In the fuzzy
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case, triangular fuzzy ranges are represented as ðRaj ; Rbj ; RcjÞ fuzzy numbers for j.
fuzzy sample. Raj ; Rbj ; Rcj are calculated as follows:

Raj ¼ Xmax;aj � Xmin;cj j ¼ 1; 2; . . .;m ð16:5Þ

Rbj ¼ Xmax;bj � Xmin;bj j ¼ 1; 2; . . .;m ð16:6Þ

Rcj ¼ Xmax;cj � Xmin;aj j ¼ 1; 2; . . .;m ð16:7Þ

where ðXmax;aj ;Xmax;bj ;Xmax;cjÞ is the maximum fuzzy number in the sample and
ðXmin;aj ;Xmin;bj ;Xmin;cjÞ is the minimum fuzzy number in the sample. Then,

�Ra ¼
P

Raj

m
�Rb ¼

P
Rbj

m
�Rc ¼

P
Rcj

m
ð16:8Þ

Also, �Ra; �Rb, and �Rc are the arithmetic means of the least possible values, the
most possible values, and the largest possible values, respectively. While using
�Ra; �Rb and, fuzzy ~R control chart limits can be obtained but they are represented by
triangular fuzzy numbers as follows:

U ~CLR ¼ D4ð�Ra; �Rb; �RcÞ ð16:9Þ

C~LR ¼ ð�Ra; �Rb; �RcÞ ð16:10Þ

L~CLR ¼ D3ð�Ra; �Rb; �RcÞ ð16:11Þ

where D3 and D4 are control chart coefficients. An α-cut is a nonfuzzy set which
comprises of all elements whose membership degrees are greater than or equal to α.
Applying α-cuts of fuzzy sets, the values of �Ra

a and �Ra
c are determined as follows:

�Ra
a ¼ �Ra þ að�Rb � �RaÞ ð16:12Þ

�Ra
c ¼ �Rc � að�Rc � �RbÞ ð16:13Þ

An α-cut fuzzy ~R control chart can be calculated as follows:

U ~CLaR ¼ D4�R
a ¼ D4ð�Ra

a; �Rb; �R
a
cÞ ð16:14Þ

C~LaR ¼ �Ra ¼ ð�Ra
a;
�Rb; �R

a
cÞ ð16:15Þ

L~CRa
R ¼ D3�R

a ¼ D3ð�Ra
a;
�Rb; �R

a
cÞ ð16:16Þ

When α-level fuzzy midrange transformation techniques are used to obtain the
control limits, α-level fuzzy midrange for α-cut fuzzy ~R control limits can be
calculated as follows:
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UCLamr�R ¼ D3 f amr�RðC~LÞ ð16:17Þ

CLamr�R ¼ f amr�RðC~LÞ ¼
�Ra
a þ �Ra

c

2
ð16:18Þ

LCLamr�R ¼ D4 f amr�RðC~LÞ ð16:19Þ

These control limits are used to give a decision such as “in-control” or “out-of-
control” for a process. The condition of process control for each sample can be
defined as,

Process control ¼ in-control ; for LCLamr�R � Samr�R;j �UCLamr�R

out-of control ; for otherwise

( )

ð16:20Þ

where the definition of α-level fuzzy midrange of sample j for fuzzy ~R control chart
is calculated as follows:

Samr�R;j ¼
ðRaj þ RcjÞ þ a½ðRbj � RajÞ � ðRcj � RbjÞ�

2
ð16:21Þ

The fuzzy ~�X control chart is used to analyze shifts in mean in fuzzy environment.
The triangular fuzzy numbers are represented as ðXaj ;Xbj ;XcjÞ for j. fuzzy sample.

The center line, C~L is the arithmetic mean of fuzzy samples, ð��Xa;
��Xb;

��XcÞ are called
general mean, and calculated as follows:

C~L ¼ ð��Xa;
��Xb;

��XcÞ ¼ ð
Pm

j¼1
�Xaj

m
;

Pm
j¼1

�Xbj

m
;

Pm
j¼1

�Xcj

m
Þ ð16:22Þ

The fuzzy ~�X control limits based on ranges are calculated as following equations:

U ~CL�x ¼ ð��Xa; þA2�Ra;
��Xb þ A2�Rb;

��Xc þ A2�RcÞ
¼ ðL~CL1; LC~L2; L~CL3Þ

ð16:23Þ

C~LX ¼ ð��Xa;
��Xb;

��XcÞ ¼ ðC~L1;C~L2;C~L3Þ ð16:24Þ

L~CL�x ¼ ð��Xa � A2�Rc;
��Xb � A2�Rb;

��Xc � A2�RaÞ
¼ ðL~CL1; LC~L2; L~CL3Þ

ð16:25Þ

where, A2 is a control chart coefficient and U ~CL and L~CL are the upper and lower

control limits, and C~L is the center of fuzzy ~�X control chart. Similarly, α-cut fuzzy ~�X
control chart limits based on ranges can be stated as follows:
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U ~CLa�x ¼ ð��Xa
a þ A2�R

a
a;
��Xb þ A2�Rb;

��Xa
c þ A2�R

a
cÞ

¼ ðU ~CLa1;U~CL2;U ~CLa3Þ
ð16:26Þ

C~La�x ¼ ð��Xa
a;
��Xb;

��Xa
cÞ ¼ ðC~La1;C~L2;C~La3Þ ð16:27Þ

L~CLa�x ¼ ð��Xa
a � A2�R

a
c ;
��Xb � A2�Rb;

��Xa
c � A2�R

a
aÞ

¼ ðL~CLa1; L~CL2; L~CLa3Þ
ð16:28Þ

For obtained α-level fuzzy midrange for α-cut fuzzy ~�X control chart, α-level
fuzzy midrange transformation techniques are used as follows:

UCLamr��X ¼ CLamr��X þ A2ð
�Ra
a þ �Ra

c

2
Þ ð16:29Þ

CLamr��X ¼ f amr��XðC~LÞ ¼
CLað�XÞ1 þ CLað�XÞ3

2
ð16:30Þ

LCLamr��X ¼ CLamr��X � A2ð
�Ra
a þ �Ra

c

2
Þ ð16:31Þ

The condition of process control for each sample can be defined as,

Process control ¼ in-control ; for LCLamr��X � Samr��X;j �UCLamr��X

out-of control ; for otherwise

( )

ð16:32Þ

where the definition of α-level fuzzy midrange of sample j for fuzzy ~�X control chart
is

Samr��x;j ¼
ð�Xaj þ �XcjÞ þ a½ð�Xbj � �XajÞ � ð�Xcj � �XbjÞ�

2
ð16:33Þ

16.4.1.2 Fuzzy X
’
and ~S Control Charts

When the sample size increases (n > 10), the utility of the range measure as a
yardstick of dispersion decreases and as a result the standard deviation measure is
preferred. Also, for evaluating the deviation of process with fuzzy numbers, fuzzy ~S
control chart is used by Şentürk and Erginel (2009). Fuzzy ~S control chart limits can
be obtained as follows:
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U ~CLS ¼ B4ð�Sa; �Sb; �ScÞ ð16:34Þ

C~LS ¼ ð�Sa; �Sb; �ScÞ ð16:35Þ

L~CLs ¼ B3�S ¼ B3ð�Sa; �Sb; �ScÞ ð16:36Þ

where the fuzzy ~Sj is a standard deviation of sample j and B3 and B4 are control

chart coefficients. The fuzzy average ~�S is calculated as follows:

~Sj ¼

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiPn
i¼1

Xa;Xb;Xcð Þij� �Xa; �Xb; �Xcð Þj
h i2

n� 1

vuuut ð16:37Þ

~�S ¼

Pm
j¼1

Saj

m
;

Pm
j¼1

Sbj

m
;

Pm
j¼1

Scj

m

0
BB@

1
CCA ¼ �Sa; �Sb; �Scð Þ ð16:38Þ

The α-cut fuzzy ~S control chart limits are managed as follows:

U ~CLaS ¼ B4�S
a ¼ B4ð�Saa; �Sb; �SacÞ ð16:39Þ

C~LaS ¼ �Sa ¼ ð�Saa; �Sb; �SacÞ ð16:40Þ

L~CRa
S ¼ B3�S

a ¼ B3ð�Saa; �Sb; �SacÞ ð16:41Þ

where

�Saa ¼ �Sa þ að�Sb � �SaÞ ð16:42Þ
�Sac ¼ �Sc � að�Sc � �SbÞ ð16:43Þ

The control limits of α-level fuzzy midrange for α-cut fuzzy ~S control chart can
be obtained in a similar way to α-cut fuzzy ~R control chart.

UCLamr�s ¼ B4 f amr�SðC~LÞ ð16:44Þ

CLamr�S ¼ f amr�SðC~LÞ ¼
�Saa þ �Sac

2
ð16:45Þ

LCLamr�S ¼ B3 f amr�SðC~LÞ ð16:46Þ
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The condition of process control for each sample can be defined as,

Process control ¼ in-control ; for LCLamr�s � Samr�S;j �UCLamr�S

out-of control ; for otherwise

( )

ð16:47Þ

where the definition of α-level fuzzy midrange of sample j for fuzzy ~S control chart
is

Samr�S;j ¼
ðSaj þ ScjÞ þ a½ðSbj � SajÞ � ðScj � SbjÞ�

2
ð16:48Þ

ð��Xa;
��Xb;

��XcÞ and �Sa; �Sb; �Scð Þ are used for analyzing the shift in mean of fuzzy

numbers. The control limits of fuzzy ~�X Control Chart based on standard deviation
are obtained as follows:

U ~CL�x ¼ ð��Xa þ A3�Sa; ��Xb þ A3�Sb; ��Xc þ A3�ScÞ
¼ ðL~CL1; LC~L2; L~CL3Þ

ð16:49Þ

C~LX ¼ ð��Xa;
��Xb;

��XcÞ ¼ ðC~L1; C~L2; C~L3Þ ð16:50Þ

L~CL�x ¼ ð��Xa � A3�Sc; ��Xb � A3�Sb; ��Xc � A3�Sa

¼ ðL~CL1; LC~L2; L~CL3Þ
ð16:51Þ

where, A3 is a control chart coefficient. The α-cut fuzzy ~�X control chart limits based
on standard deviation can be obtained as follows:

U ~CLa�x ¼ ð��Xa
a þ A3�S

a
a;
��Xb þ A3�Sb; ��X

a
c þ A3�S

a
cÞ

¼ ðU~CLa1;U ~CL2;U ~CLa3Þ
ð16:52Þ

C~La�x ¼ ð��Xa
a;
��Xb;

��Xa
cÞ ¼ ðC~La1;C~L2;C~La3Þ ð16:53Þ

L~CLa�x ¼ ð��Xa
a � A3�S

a
c ;
��Xb � A3�Sb; ��X

a
c � A3�S

a
aÞ

¼ ðL~CLa1; L~CL2; L~CLa3Þ
ð16:54Þ

The control limits and center line for α-cut fuzzy ~�X control chart based on
standard deviation using α-level fuzzy midrange are:
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UCLamr��X ¼ CLa
mr��~X

þ A3ð
�Saa þ �Sac

2
Þ ð16:55Þ

CLamr��X ¼ f amr��XðC~LÞ ¼
CLað�XÞ1 þ CLað�XÞ3

2
ð16:56Þ

LCLamr��X ¼ CLamr��X � A3ð
�Saa þ �Sac

2
Þ ð16:57Þ

The condition of process control for each sample can be defined as,

Process control ¼ in-control ; for LCLamr��X � Samr��X;j �UCLamr��X

out-of control ; for otherwise

( )

ð16:58Þ

16.4.1.3 Fuzzy Individual (~X) and Moving Range (MR
�
) Control Chart

When only one observation is sampled, the individual control chart is used for
analyzing the shift in mean of process. In this case, moving ranges are used for
evaluating the deviation of process. While using triangular fuzzy numbers, fuzzy
moving ranges are calculated by Erginel (2008) with using fuzzy sample obser-
vations as follows:

MRaj ¼ Xmax;aj � Xmin;cj ð16:59Þ

MRbj ¼ Xmax;bj � Xmin;bj ð16:60Þ

MRcj ¼ Xmax;cj � Xmin;aj ð16:61Þ

After calculating ðMRaj;MRbj;MRcjÞ, for j ¼ 2; 3; . . .;m� 1, the mean of fuzzy
moving range for fuzzy samples is given in the following.

MRa ¼
Pm�1

j¼2 Raj

m� 2
MRb ¼

Pm�1
j¼2 Rbj

m� 2
MRc ¼

Pm�1
j¼2 Rcj

m� 2
ð16:62Þ

Fuzzy moving range control charts limits:

U ~CLMR ¼ D4ðMRa; MRb; MRcÞ ð16:63Þ

C~LMR ¼ ðMRa; MRb; MRcÞ ð16:64Þ
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L~CLMR ¼ D3ðMRa; MRb; MRcÞ ð16:65Þ

α-cut fuzzy moving range control chart:

U~CLaMR ¼ D4ðMR
a
a;MRb;MR

a
cÞ ð16:66Þ

C~LaMR ¼ ðMR
a
a;MRb;MR

a
cÞ ð16:67Þ

L~CLaMR ¼ D3ðMR
a
a;MRb;MR

a
cÞ ð16:68Þ

where

MR
a
a ¼ MRa þ aðMRb �MRaÞ ð16:69Þ

MR
a
c ¼ MRc � aðMRc �MRbÞ ð16:70Þ

The control limits of α-level fuzzy median for α-cut fuzzy M~R control chart are
calculated based on α-level fuzzy median transformation techniques as follows:

UCLamed�MR ¼ D4
1
3
ðMR

a
a þMRb þMR

a
cÞ

� �
ð16:71Þ

CLamed�MR ¼ f amed�MRðC~LÞ ¼
1
3
ðMR

a
a þMRb þMR

a
cÞ

� �
ð16:72Þ

LCLamed�MR ¼ D3
1
3
ðMR

a
a þMRb þMR

a
cÞ

� �
ð16:73Þ

The condition of process control for each sample can be defined as in
Eq. (16.74).

Process control ¼ in-control ; for LCLamed�MR � Samed;j�MR �UCLamed�MR

out-of control ; for otherwise

( )

ð16:74Þ

For a sample j, α-level fuzzy median Samed�MR;j can be calculated and provided as
follows:

Samed;j�MR ¼ 1
3
ðMR

a
a;j þMRb;j þMR

a
c;jÞ ð16:75Þ

The fuzzy ~X control chart with moving ranges is used for evaluating the shifts in
mean of process with fuzzy data. Fuzzy center line, fuzzy upper and fuzzy lower
limits of fuzzy ~X control chart are obtained as follows:
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U ~CLx ¼ �Xa þ 3
d2

MRa; �Xb þ 3
d2

MRb; �Xc þ 3
d2

MRc

� �
ð16:76Þ

C~Lx ¼ ð�Xa; �Xb; �XcÞ ¼ C~L1;C~L2;C~L3
� � ð16:77Þ

L~CLx ¼ �Xa � 3
d2

MRc; �Xb � 3
d2

MRb; �Xc � 3
d2

MRa

� �
ð16:78Þ

An α-cut fuzzy ~X control chart is obtained by integrating fuzzy moving range
and α-cuts as in the following:

U~CLax ¼ �Xa
a ;þ

3
d2

MR
a
a;
�Xb þ 3

d2
MRb; �X

a
c þ

3
d2

MRa
c

� �
ð16:79Þ

C~Lax ¼ ð�Xa
a ;
�Xb; �Xa

c Þ ¼ C~La1;C~L2;C~L
a
3

� � ð16:80Þ

L~CLax ¼ �Xa
a �

3
d2

MR
a
c ;
�Xb � 3

d2
MRb; �X

a
c �

3
d2

MR
a
a

� �
ð16:81Þ

α-level fuzzy median for α-cut fuzzy ~X control chart can be also calculated as
follows:

UCLamed�x ¼ CLamed�x þ
3
d2

1
3
ðMR

a
a þMRb þMR

a
cÞ

� �
ð16:82Þ

CLamed�x ¼ f amed�xðC~LÞ ¼
1
3

CLaðxÞ1 þ CLðxÞ2 þ CLaðxÞ3
	 


ð16:83Þ

LCLamed�x ¼ CLamed�x �
3
d2

1
3
ðMR

a
a þMRb þMR

a
cÞ

� �
ð16:84Þ

where d2 is the control chart coefficient. The condition of process control for each
sample can be defined as,

Process control ¼ in-control ; for LCLamed�x � Samed;j�x �UCLamed�x

out-of control ; for otherwise

( )

ð16:85Þ

For a sample j, α-level fuzzy median Samed�x;j can be calculated as follows:

Samed�x;j ¼
1
3
ðXa

aj þ Xbj þ Xa
cjÞ ð16:86Þ
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16.4.2 Fuzzy Attribute Control Charts

If the quality characteristics are represented by attributes, fuzzy attribute control
charts are used to evaluate the process such as fuzzy p for the fuzzy fraction of
nonconforming, fuzzy np for fuzzy nonconforming units, fuzzy c for fuzzy number
of nonconformities and fuzzy u control charts for fuzzy nonconformities per unit.

16.4.2.1 Fuzzy ~p Control Charts

Fuzzy ~p-control chart based on constant sample size:
In the fuzzy case, the fuzzy number of nonconforming units is stated by trian-

gular fuzzy numbers daj ; dbj ; dcj
� �

. In this case, the fuzzy fraction nonconforming
can be expressed by triangular fuzzy numbers paj ; pbj ; pcj

� �
. ð�pa; �pb; �pcÞ is the fuzzy

average of the fractions nonconforming, where j ¼ 1; 2; . . .;m.

paj ¼
daj
n

pbj ¼
dbj
n

pcj ¼
dcj
n

ð16:87Þ

�pa ¼
P

paj
m

�pb ¼
P

pbj
m

�pc ¼
P

pcj
m

ð16:88Þ

Fuzzy center line, fuzzy upper and fuzzy lower limits of fuzzy ~p-control chart are
obtained as follows, that is to say by using fuzzy averages the fraction noncon-
forming ð�pa; �pb; �pcÞ and the rules of fuzzy arithmetic are described by Kahraman
and Yavuz (2010).

U~CLp ¼ �pa þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pað1� �paÞ

n

r
; �pb þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

n

r
; �pc þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pcð1� �pcÞ

n

r !

ð16:89Þ
~CLp ¼ �pa; �pb; �pcð Þ ð16:90Þ

L~CLp ¼ �pa � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pað1� �paÞ

n

r
; �pb � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

n

r
; �pc � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pcð1� �pcÞ

n

r !

ð16:91Þ

The α-cut fuzzy ~p-control chart is obtained as follows:

U ~CLap ¼ �paa þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�paað1� �paaÞ

n

r
; �pb þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

n

r
; �pc þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pacð1� �pacÞ

n

r !

ð16:92Þ
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~CLap ¼ �paa; �pb; �pac
� � ð16:93Þ

L~CLap ¼ �paa � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pacð1� �pacÞ

n

r
; �pb � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

n

r
; �pc � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�paað1� �paaÞ

n

r !

ð16:94Þ

where;

�paa ¼ �pa þ a �pb � �pað Þ ð16:95Þ

�pac ¼ �pc � a �pc � �pbð Þ ð16:96Þ

By using these formulations, the fuzzy center line, fuzzy upper and fuzzy lower
limits of α-level fuzzy median for α-cut fuzzy ~p-control chart can be calculated as
below;

UCLamed�p ¼ CLamed�p þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�pð1� CLamed�pÞ

n

s
ð16:97Þ

CLamed�p ¼
1
3

�paa þ �pb þ �pac
� � ð16:98Þ

LCLamed�p ¼ CLamed�p � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�pð1� CLamed�pÞ

n

s
ð16:99Þ

The condition of process control for each sample can be defined as;

Process control ¼ in-control ; for LCLamed�p � Samed�p;j �UCLamed�p

out-of control ; for otherwise

( )

ð16:100Þ

Fuzzy ~p-control chart based on variable sample size:
When the sample size is not constant, variable sample size should be used in

fuzzy p-control chart. In this case, control limits are calculated using each indi-
vidual sample size. The fuzzy fraction nonconforming for each sample and their
fuzzy averages are calculated in line with the following equations, respectively;

paj ¼
daj
nj

pbj ¼
dbj
nj

pcj ¼
dcj
nj

ð16:101Þ

�pa ¼
P

dajP
nj

�pb ¼
P

dbjP
nj

�pc ¼
P

dcjP
nj

ð16:102Þ
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The control limits can be calculated in fuzzy ~p-control chart for each nj by using
triangular membership function and fuzzy average of sample fraction noncon-
forming such as;

U ~CLp;j ¼ �pa þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pað1� �paÞ

nj

s
; �pb þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

nj

s
; �pc þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pcð1� �pcÞ

nj

s !

ð16:103Þ
~CLp;j ¼ �pa; �pb; �pcð Þ ð16:104Þ

L~CLp;j ¼ �pa � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pað1� �paÞ

nj

s
; �pb � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

nj

s
; �pc � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pcð1� �pcÞ

nj

s !

ð16:105Þ

α-cut control limits for fuzzy ~p-control chart based on variable sample size is
presented in the following equations:

U ~CLap;j ¼ �paa þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�paað1� �paaÞ

nj

s
; �pb þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

nj

s
; �pc þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pacð1� �pacÞ

nj

s !

ð16:106Þ
~CLap;j ¼ �paa; �pb; �pac

� � ð16:107Þ

L~CLap;j ¼ �paa � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�paað1� �paaÞ

nj

s
; �pb � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pbð1� �pbÞ

nj

s
; �pc � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
�pacð1� �pacÞ

nj

s !

ð16:108Þ

Control limits of α-level fuzzy median for α-cut fuzzy ~p-control chart based on
variable sample size can be calculated by considering fuzzy median transformation
technique as follows;

UCLamed�p;j ¼ CLamed�p þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�pð1� CLamed�pÞ

nj

s
ð16:109Þ

CLamed�p ¼ 1
3

�paa þ �pb þ �pac
� � ð16:110Þ

LCLamed�p;j ¼ CLamed�p � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�pð1� CLamed�pÞ

nj

s
ð16:111Þ
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The condition of process control for each sample is

Process control ¼ in-control ; for LCLamed�p;j � Samed�p;j �UCLamed�p;j

out-of control ; for otherwise

( )

ð16:112Þ

α-level fuzzy median value for each sample can be stated as follows;

Samed�p;j ¼
1
3

paa;j þ pb;j þ pac;j
	 


j ¼ 1; 2; . . .;m ð16:113Þ

16.4.2.2 Fuzzy n~p Control Charts

When sample size is constant, fuzzy n~p-control chart is more accessible to deal with
the number of nonconforming units. In many situations, observation of the number
of nonconforming units is easier to interpret than the usual fraction nonconforming
control chart. The average of the sample number of nonconforming units can be
expressed in triangular fuzzy numbers ðn�pa; n�pb; n�pcÞ as follows;

n�pa ¼
Pm

j¼1 daj
m

n�pb ¼
Pm

j¼1 dbj
m

n�pc ¼
Pm

j¼1 dcj
m

ð16:114Þ

The limits of fuzzy n~p-control chart can be calculated with the following
equations:

U ~CLnp ¼ n�pa þ 3
ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pað1� �paÞ

p
; n�pb þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pbð1� �pbÞ

p
; n�pc þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pcð1� �pcÞ

p	 

ð16:115Þ

~CLnp ¼ n�pa; n�pb; n�pcð Þ ð16:116Þ

L~CLnp ¼ n�pa � 3
ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pað1� �paÞ

p
; n�pb � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pbð1� �pbÞ

p
; n�pc � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pcð1� �pcÞ

p	 

ð16:117Þ

When applying α-cut on fuzzy n~p-control chart, the limits of α-cut fuzzy n~p-
control chart are obtained as follows:

U ~CLanp ¼ n�paa þ 3
ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�paað1� �paaÞ

q
; n�pb þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pbð1� �pbÞ

p
; n�pac þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pacð1� �pacÞ

q	 

ð16:118Þ

~CLanp ¼ n�paa; n�pb; n�p
a
c

� � ð16:119Þ
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L~CLanp ¼ n�paa � 3
ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�paað1� �paaÞ

q
; n�pb þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pbð1� �pbÞ

p
; n�pac � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
n�pacð1� �pacÞ

q	 

ð16:120Þ

By incorporating fuzzy median transformation technique with α-cut fuzzy n~p-
control chart, the following equations can be expressed for α-level fuzzy median for
α-cut fuzzy n~p-control chart;

UCLamed�np ¼ CLamed�np þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�npð1�

CLamed�np

n
Þ

r
ð16:121Þ

CLamed�np ¼
1
3

n�paa þ n�pab þ n�pac
� � ð16:122Þ

LCLamed�np ¼ CLamed�np � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�npð1�

CLamed�np

n
Þ

r
ð16:123Þ

The condition of process control for each sample can be defined as;

Process control ¼ in-control ; for LCLamed�np � Samed�np;j �UCLamed�np

out-of control ; for otherwise

( )

ð16:124Þ

where

Samed�np;j ¼
1
3

npaa;j þ npb;j þ npac;j
	 


ð16:125Þ

16.4.2.3 Fuzzy ~c Control Chart

When we are interested in fuzzy number of nonconformities, fuzzy ~c control chart is
used to evaluate the process. Center line ~CL is the mean of fuzzy samples and can
be represented by triangular fuzzy numbers (Gülbay and Kahraman 2006a, b):

~CL ¼
P

caj
n

;

P
cbj
n

;

P
ccj
n

� �
ð16:126Þ

U ~CLc ¼ �ca þ 3
ffiffiffiffiffi
�ca

p
;�cb þ 3

ffiffiffiffiffi
�cb

p
;�cc þ 3

ffiffiffiffi
�cc

p� � ð16:127Þ

~CLc ¼ �ca;�cb;�ccð Þ ð16:128Þ
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L~CLc ¼ �ca � 3
ffiffiffiffiffi
�ca

p
;�cb � 3

ffiffiffiffiffi
�cb

p
;�cc � 3

ffiffiffiffi
�cc

p� � ð16:129Þ

α-cut control limits for fuzzy ~c-control chart are presented in the following
equations:

U ~CLac ¼ �caa þ 3
ffiffiffiffiffi
�caa

p
;�cab þ 3

ffiffiffiffiffi
�cab

p
;�cac þ 3

ffiffiffiffiffi
�cac

p� � ð16:130Þ

~CLac ¼ �caa; �cb; �c
a
c

� � ð16:131Þ

L~CLac ¼ �caa � 3
ffiffiffiffiffi
�caa

p
;�cab � 3

ffiffiffiffiffi
�cab

p
;�cac � 3

ffiffiffiffiffi
�cac

p� � ð16:132Þ

α-level fuzzy median for an α-cut fuzzy-~c control chart can be calculated by
transforming α-level fuzzy median transformation technique as below:

UCLamed�c ¼ CLamed�c þ 3
ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�c

p ð16:133Þ

CLamed�c ¼
1
3

�caa;�cb;�c
a
c

� � ð16:134Þ

LCLamed�c ¼ CLamed�c � 3
ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�c

p ð16:135Þ

The condition of process control for each sample can be defined as,

Process control ¼ in-control ; for LCLamed�c � Samed�cj �UCLamed�c

out-of control ; for otherwise

( )

ð16:136Þ

where

Samed�c;j ¼
1
3

caa;j; cb;j; c
a
c;j

	 

ð16:137Þ

16.4.2.4 Fuzzy ~u Control Chart

If we relate to the fuzzy number of nonconformities on one product, fuzzy ~u-control
chart is used by Şentürk et al. (2011). In this case, the fuzzy number of noncon-
forming can be expressed by, triangular fuzzy numbers such as uaj ; ubj ; ucj

� �
. Here

ð�ua; �ub; �ucÞ are the fuzzy averages of the number of nonconforming uaj ; ubj ; ucj
� �

,
respectively.
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�ua ¼
P

uaj
m

�ub ¼
P

ubj
m

�uc ¼
P

ucj
m

ð16:138Þ

Fuzzy ~u-control chart are obtained by using fuzzy numbers and equations as
follows:

U~CLu ¼ �ua þ 3

ffiffiffiffiffi
�ua
nj

s
; �ub þ 3

ffiffiffiffiffi
�ub
nj

s
; �uc þ 3

ffiffiffiffiffi
�uc
nj

s !
ð16:139Þ

~CLu ¼ �ua; �ub; �ucð Þ ð16:140Þ

L~CLu ¼ �ua � 3

ffiffiffiffiffi
�ua
nj

s
; �ub � 3

ffiffiffiffiffi
�ub
nj

s
; �uc � 3

ffiffiffiffiffi
�uc
nj

s !
ð16:141Þ

Applying α-cut of a fuzzy set, the values of �uaa and �uac , which are the α-cut
representation of average numbers of nonconformities, respectively are determined
as follows:

�uaa ¼ �ua þ a �ub � �uað Þ ð16:142Þ

�uac ¼ �uc � a �uc � �ubð Þ ð16:143Þ

α-cut fuzzy ~u-control chart is obtained by integrating fuzzy ~u-control chart and
α-cut as in the following equations:

U ~CLau ¼ �uaa þ 3

ffiffiffiffiffi
�uaa
nj

s
; �ub þ 3

ffiffiffiffiffi
�ub
nj

s
; �uc þ 3

ffiffiffiffiffi
�uac
nj

s !
ð16:144Þ

~CLau ¼ �uaa; �ub; �u
a
c

� � ð16:145Þ

L~CLau ¼ �uaa � 3

ffiffiffiffiffi
�uaa
nj

s
; �ub � 3

ffiffiffiffiffi
�ub
nj

s
; �uc � 3

ffiffiffiffiffi
�uac
nj

s !
ð16:146Þ

α-level fuzzy median for an α-cut fuzzy ~u-control chart can be calculated as
follows:

UCLamed�u ¼ CLamed�u þ 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�u

nj

s
ð16:147Þ

CLamed�u ¼
1
3

�uaa; �ub; �u
a
c

� � ð16:148Þ
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LCLamed�u ¼ CLamed�u � 3

ffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffiffi
CLamed�u

nj

s
ð16:149Þ

The condition of process control for each sample can be defined as,

Process control ¼ in-control ; for LCLamed�u � Samed�uj �UCLamed�u

out-of control ; for otherwise

( )

ð16:150Þ

where

Samed�u;j ¼
1
3

uaa;j; ub;j; u;
a
c;j

	 

ð16:151Þ

16.5 Conclusions

TQM is a philosophy which incorporates an improvement for both management
quality and production quality. TQM provides continuous improvement, customer
satisfaction and success of key performance results. TQM organizes employees,
process, product and services through the policy and strategy with strong leadership
by using their resource to achieve their target defining policies and strategies. TQM
is a root for engineering management through policies, strategies, and partnerships.
TQM considers product and process quality using Statistical Control Charts. When
any vagueness in the data collected from the process exists, fuzzy control charts are
appropriate to monitor and evaluate the process. In this chapter, theoretical bases of
both fuzzy variable and fuzzy attribute control charts are introduced as intelligent
techniques to implement TQM principles. For further research, Type 2 fuzzy
control charts can be developed and their performance can be compared with our
study.
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