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ABSTRACT

This research describes system implementation for automatic inspection on wind pressure sensor production
based on reliability improvement. The reliability is minimized by the automatic inspection system on the wind
pressure sensor against the manual system. The system consists of the control system and monitoring system to
be scanning the inspection processing. The inspection system for reliability is evaluated in Gage Repeatability
and Reproducibility. The experimental results are improved about 2 times speed, measured error =+0.02V,
effectiveness 15%, missing probability 17% and false alarm 12% respectively. The system will be also improved
by database and the product barcodes for the total quality control system based on the effective reliability in

the future.
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