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Abstract 
The industrial field requires the company to improve product quality to meet customer satisfaction. The performance 
of the company affects customers as the key decision-makers to define the quality of products or services. As a food 
provider, rice milling company has a big role in maintaining its performance to supply rice. Rice milling company 
needs to have a good quality of products and services by enhancing the management of quality, one way is by 
reducing the number of defective products. This research aims to perceive the most causes to eliminate defect causes 
through continuous product improvement. The data collection was conducted at Company X as a rice milling which 
uses the Six Sigma method to calculate the data and its solutions are performed using Microsoft Excel. Thus, it was 
obtained that the quality of rice is quite good with the sigma level is 2.368 and defect rate of 192,672 million 
productions (DPMO), also the process capability is 0.246. There are four types of defects which are bugs, groats, 
immature rice, unknown object. The main contributor of defect is groats with 38.6% of total production. As a result, 
it needs to be fixed to improve the production quality. 

 
Keywords: Six Sigma, DPMO, Microsoft Excel, process capability, rice milling. 

1. Introduction 
Rice is an essential plant for Indonesian citizens. As a staple food source, rice becomes a crucial component 

to maintain its stability in terms of quantity, quality, and price. The increasing number of populations is one of the 
factors affecting the availability of rice that must be owned by a country. The uncertain demand for rice requires the 
country to maintain rice availability. In addition, rice as a finished good is the main determinant of consumer 
satisfaction (Kempa as cited in Islam, et al., 2019) that should be managed efficiently and effectively (Wagner & 
Lindemann as cited in Islam., 2019). 

Rice milling company as a Small Medium Enterprises (SME) have a big role in the supply of rice. Rice 
milling company is one of the ways for post-harvest rice processing. Post-harvest is a series of activities that include 
harvesting, processing until the results are ready for consumption (Hasbi, 2012). It becomes an important factor to 
increase productivity and value-added rice through good quality in order to have higher storage capacity and 
usability (Setyono et al. 2006). 

For the middle to lower society, rice milling company determines the amount of food availability, the quality 
of food consumed by the community, the level of prices and income earned by farmers, and the level of prices that 
must be paid by consumers. Also, it determines the availability of employment in rural areas. Besides, rice milling 
company also becomes an institution that provides capital for farmers. So, the existence of rice milling company 
very beneficial as a strategic role in the national economy and people's economy, as well as the provision and 
expansion of employment opportunities. 
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However, the rice milling company also acts as a marketing agency for grain produced by farmers, namely a 
merchant collector. A rice milling company evolves into a warehouse or storage area for rice stocks.  This means 
that the rice milling company should be able to maintain the quality of rice stocks while they are in storage. 
Moreover, the current industrial competition is increasingly demanding that companies provide the best quality for 
consumers. The role of the rice milling in maintaining product quality will affect their performance. As a food 
provider, this SME is supposed to maintain product quality. Quality performs as a parameter which decides the 
inferiority or superiority of goods or services (Saxena and Rao, 2019). The rice milling inability to maintain product 
quality will have an impact on customers as the key decision-makers to define the quality of product or service. The 
consumer's distrust of the company will cause the consumer to move to its rival. Thus, if they are unable to maintain 
their performance, they will fail to achieve their goal as a supply of rice. So, the management of quality is beneficial 
for producing better quality products in accordance with consumer expectations. A consumer would be pleased and 
contented only when the product fulfils his expectations and needs (Saxena & Rao, 2019).  

However, in reality, there are still defect products, for example, groats. Thus, it is necessary to carry out 
further investigations regarding the causes of product defects. Therefore, this research aims to identify the most 
causes to eliminate defect causes through continuous product improvement. This is to decrease the product defect, 
which can impact the rice milling's performance as well as minimize losses in terms of quantity, quality, and time. 

2. Literature Review  
Quality control offers benefits for companies, Zulian Yamit (2003) explain that quality control techniques are 

used to identify problems in quality and help deliver the business. This technique can provide evidence and 
assurance to consumers that the product produced by the company has that quality controlled.  

The Six Sigma methodology is one of the most popular business practices used in today’s era. Motorola 
introduced it in 1987 by an engineer named Bill Smith. Many other types of quality control have come and gone, 
and now only Six Sigma that remains and becoming the most common tool currently in use. The use of six sigma 
itself is very vital in a company or organization because it is a vital part of quality development an efficiency 
(Petruta & Sârbu,2014). By definition, Six Sigma define as both a process improvement technique and a statistical 
term which aims to define the variation inherent in any process (Certification, 2018).  

The reason why a company or organization choose to use Six Sigma because sometimes the variation of the 
process will lead to an error that will cause a chance for the availability of defect products. Product defects, whether 
in a physical phase or a service-lead to bad customer satisfaction. By minimizing variance and error chances, the Six 
Sigma approach eventually decreases operation costs and improves customer loyalty. The Six Sigma philosophy is 
focused on the fact that products and services must be provided in terms of economy and customer satisfaction with 
high quality (GIRMANOVÁ et al., 2017). 

Six Sigma aims to combine statistical and quality methods with the traditional approach known as DMAIC, 
which is defined as identifying, calculating, evaluating, optimizing and managing. The DMAIC is one of the 
distinctive approaches of Six Sigma for process and quality improvement (Garza-Reyes et al., 2010). The DMAIC 
approach allows the organization to find the root cause of any issues. DMAIC is an effective tool to address any 
problems in any service or manufacturing industry (Kaid & Noman, 2016). DMAIC cycle consists of five stages 
which are connected with each other Sin, et al., (2015). 
a. Define  

This is the first phase of Six sigma improvement process. Before identifying the problem in the company, here 
the first thing that should be accomplished for understanding the process of the company. The define phase is a 
critical phase in the Six Sigma. At this stage, the things that should have done is set the goals of the Six Sigma 
improvement activities, and select the problems that will be resolved along with the costs, benefits and impacts 
on the customer. 

b. Measure 
The major goal of the measurement process is to gather and analyze the data required in the control phase to 
explain the discrepancies and evaluate progress. In this phase, the data that already gathered will be identified by 
using control chart. The control chart use to know the process is statistically controlled or not. Control chart help 
and tell the authors if there is something uncontrolled in the process. The control chart that is used in this paper is 
proportion defective (P)-chart. P-chart used to monitor the proportion of nonconforming of a unit process 
(Braimah & Abdulsalam, 2015). Once the control limits for the p-chart have been established, these limits can be 
used to monitor the proportion of the defects of the products. Figure 1 shows the example of control chart. 
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Figure 1: Control chart 
Source: KaiNexus 

 
Basically p-chart is used to know whether or not the proportions of the defective product are still in the control 
chart. The subgroups of n units over time are observed in order to construct the p-chart. The formula that needed 
to construct the p-chart as follow: 

𝑝𝑝 =  𝑛𝑛𝑛𝑛
𝑛𝑛

          (1) 
Where np is the number of defect in each subgroup, while n is the sample size per subgroup. This formula is 
used to know the proportion of the defective products (p). 

�̅�𝑝 =  ∑𝑛𝑛𝑛𝑛
∑𝑛𝑛

         (2) 
This formula is used to know the average of the proportion of the defective product. Where, ∑𝑛𝑛𝑝𝑝 is the total 
number of defect, and ∑𝑛𝑛 is the total of sample size. The �̅�𝑝 is known, so the next step is find the control limits 
for values �̅�𝑝 by setting, 

𝑈𝑈𝑈𝑈𝑈𝑈 =  �̅�𝑝 + (3 ∗ �𝑛𝑛 �∗(1−�̅�𝑛)
𝑛𝑛

)          (3) 

𝑈𝑈𝑈𝑈 =  �̅�𝑝         (4) 

𝑈𝑈𝑈𝑈𝑈𝑈 =  �̅�𝑝  −  (3 ∗ �𝑛𝑛 �∗(1−�̅�𝑛)
𝑛𝑛

)          (5) 

The control limits which are upper control limit (UCL), center line (CL), and lower control limit (LCL) 
calculated using the formula above. If the sample size (n) changes overtime or at each subgroup, the UCL and 
LCL must be calculated for each data point. If a point is outside the defined control limits, it indicates that the 
proportion of the defective product is out of control. 
 
This phase used to measure the level of disability and level of performance. In this phase, measurements are 
made among others: baseline performance measurement and measurement of the level of process capability. 
1. Baseline performance measurement 

The outcome measurement that uses for the baseline performance measurement is Defect level Per Million 
Opportunity (DPMO) and achievement of the capability level of sigma. DPMO use to measure the failure of a 
product or service of one million items produced. DPMO has written in the equation as follows: 
         DPMO = total defects

total production
 × CTQ ×  1,000,000  (Sudarwati & Wijaya, 2015)   (6) 

CTQ or critical to quality is potential factors that may cause a defect to the product. In this case the QTC is 4 
because there are four types of defect which are groats, bug, immature rice, and unknown objects that may 
cause the defect of the rice. 
 

2. Sigma Level Measurement 
Sigma level (Table 1) gives a strong overview at how a process performs for a company, but comparing 
sigma level between various functions does not always link to the specific process that an organization 
should optimize first (The Council for Six Sigma Certification, 2018). Generally, the sigma level used to 
understand the capability of a process to meet the customer requirements. Besdies, leadership should also 
focus on the cost, resources and estimated progress in performance. 
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Table 1: Statistical term of sigma level 
Sigma Level Defects per Million Opportunities 
 One Sigma 690,000 
Two Sigma 308,000 
Three Sigma 66,800 
Four Sigma 6,200 
Five Sigma 233 
Six Sigma 3.4 

Source: The council for six sigma certification, 2018 
 

The formula of sigma value in excel could be written as follows:  
Sigma level = normsinv (1000000 − DPMO)/1000000) + 1.5 (7) 

3. Process Capability measurement 
If a process has the ability to produce output that is within the expected specifications, so it can be concluded 
that the process has the capability. Where the average value of the process is equal to the expected target 
value and the range of specifications desired by the company is greater than the controlled limit range for the 
resulting product (Bass, 2007). According to Bass (2007), there are several process capability index (Table 2) 
used, they are: 
• Process Capability Index (Cp) is the simplest capability index that used to show the ability of a process to 

meet the specifications limit. The formula of Cp: 
Cp =  UCL−LCL

6σ
      (8) 

Where UCL is Upper control limit and LCL is lower control limit. 
• The Cpk Process Capability Index is an index that shows how well a process can meet the limit 

specifications, by measuring the shortest distance between process performance and specification limits.  
• The Cpm process capability index is used to measures the level of which the output of a process is at the 

quality target specification (T) desired by the company. 
 

Table 2: Process estimation in line with capability indices 
Capability Index Estimated Condition 

Cpk = Cp Mean process fall in the 
middle of the specification 
limit 

Cp < 1 The process run incorrectly 
1 ≤ Cpk < 1.33 The process run correctly 
Cp ≥ 1.33 The process is quite 

satisfying 
Cp ≥ 1.66 The process is very 

satisfying 
Cpk ≠ Cp Mean process does not fall 

in the middle of the 
specification limit 

Cpk < 0 Mean processes are out of 
specification limit 

Cpk < -1 The whole process is outside 
the specification limit 

Cpk = 0 Half the process is out of 
specification limit 

Source: R.S. & Tannady, 2017 
 
c. Analyze 

This phase is correlated with the measurement phase. The data that already collected and process in the 
measurement phase will be analyzed and review, in order to find the root causes of the problem and find the 
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potential solutions. In this phase, brainstorming idea of the possible cause of the defects is needed, usually the 
most used tool is cause and effect diagram. To illustrate and categorize the potential causes of the problem, the 
cause-and-effect diagram was designed. The analysis of cause-and-effect diagram are based on the evaluation of 
the system in the company. The evaluation will be carried out by determining the causes of the defects in the 
product, determining problems and the process of improvement, the evaluation will adjust the data that has been 
obtained previously (Islam & Fatkhurozak, 2018). Once completed, the diagram helped identify the root causes 
and presented suggestions for improvement. 

d. Improve 
The goal of this process is to take the information required to establish and create an action plan in order to 
improve the system. The possible solutions for the action plan should be presented and implemented. Steps that 
can be taken to carry out quality improvement using Kaizen implementation tools which include the Kaizen 
Five-Step Plan, Five W and One H, and the Five-M Checklist. In this phase, the authors give the suggestion for 
the company to take a correct action to improve the system that can minimize potential problems. 

e. Control 
Control is the last step of the DMAIC process, which the critical point of control phase is to make sure that the 
new system that has been suggested is qualified. Here all the result of the improvement should be documented, 
and all the best solutions will be standardized as the guidelines of work.  

4. Research Method 
This study aims to analyse the causes of product defects in the rice production process at Company X in East 

Java, Indonesia. Company X is a Small Medium Enterprises engaged in rice milling to produce, distribute, and fulfil 
the demand of rice by the public and state-owned public companies engaged in food logistics. With its essential role 
as a rice producer, Company X needs to maintain the quality of its products to meet the customer satisfaction. These 
following steps are the research methodology flowchart in conducting a defect analysis using Six Sigma method at 
Company X.  

 
Figure 2: Research method 

 
Researchers have conducted direct observation, interviews and literature study to identify the real problem in 

the company. Data were collected from primary data and secondary data, which primary data is specially taken with 
the purpose of research to get a real idea or view of the problems facing by the company, obtained from observations 
and interview. Then, the secondary data is obtained by the researcher from existing sources, based on the historical 
data, which are the total production, total defect, and type of defect. The gathered data were described and analyzed 
with the Six Sigma method as a proper model to solve the company’s problem and by the help of Microsoft Excel to 
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analyzing the data. Finally, the analyzed data come up with the improvement for the quality of the product at 
Company X, so that the level of product defects can be reduced. 

4. Data Collection 
4.1 Define 

Figure 3 is showing the data for the total rice production and the defects in weeks for one year starting from 
January 2019 until December 2019. 

 

 
Figure 3: Graph of total production and defect January-December 2019 

 

 
Figure 4: Total production and defect January-December 2019 
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Figure 5: The types of defect 

 
Based on Figure 4 above, it can be seen that the total production of rice within one year since January 2019 

until December 2019 is 1,386,000 kilograms of rice for one year with the total defect is 66,761 kilograms. This 
represents that the percentage of total defects is 4.82%.  

According to Figure 5 there are four types of defects that often happens, they are bugs, groats, immature rice, 
and an unknown object. The total defects for the bug is 19,370 kg within one year, for groat is 25,793 kg, for 
immature rice 19,895 kg, while for unknown object is 1,703 kg. By using the Pareto Chart, it is easier to sort the 
number of defects based on the largest to the smallest, Figure 6 shows the Pareto Chart for the defects of the rice 
production. 

  
Figure 6: Pareto chart of the defects of rice production 

 
Based on the Figure 6, it can be seen that groats became the most contributor of the defects in the rice 

production with 38.6% form the total defects. Another cause of the defects in the rice production is immature rice 
with 29.8%, bug with 29.0%, and unknown object with 2.6%. 

 
4.2. Measure 

In the measuring stage, we did the calculation of Defect Per Million Opportunities (DPMO) to know the 
sigma value. The sigma value aims to gives a strong overview at how a process performs for a company in order to 
meet the customer requirements (The Council for Six Sigma Certification, 2018). The higher the sigma value, 
indicates the more efficient and productive of the company which will decrease the amount of waste, costs, and 
defect product. 

In consequence, we should evaluate the Critical to Quality (CTQ), which is potential factors that may cause 
a defect to the product (Sudarwati & Wijaya, 2015) before we calculate the DPMO. Based on the results of 
interviews with the company, it is known that its main characteristics (CTQ) for rice are: bugs, groats, immature 
rice, and unknown object. Then, it could be said that the Critical to Quality value is 4. The calculation of the DPMO 
could be seen below: 
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DPMO =  
total defects

total production
 × CTQ ×  1,000,000 

DPMO =  
66,761

1,386,000
 × 4 ×  1,000,000 

DPMO = 192,672 
 
In other words, the probability of defect is 192,672 kilograms of rice for one year, which can be interpreted 

that in one million opportunities there will be 192,672 chances the production process will produce defect products.  
DPMO are then converted to Six Sigma capabilities by using the formula (4). 

Sigma level = normsinv (1000000 − DPMO)/1000000) + 1.5 
Sigma level = normsinv (1000000 − 192,672)/1000000) + 1.5 

Sigma level = 2.368 
Thus, after we conduct the calculation using the formula (4) we obtained that the sigma value of the rice 

milling company is 2.368. It means that the rice milling process at Company X has quite good of process capability, 
which is above the industrial average level in Indonesia. However, it still needs improvement to reach 6 Sigma (6σ) 
to reach zero defects in order to increase product quality. Besides, the better performance of rice milling company 
will help a country in terms of supplying rice, providing capital for farmers, and the expansion of employment 
opportunities for the middle to lower society.  

Furthermore, to know the ability of a process to meet limit specifications, it requires the value of UCL and 
LCL. This value is obtained based on the number of defects that are beyond control limits by using the equation (3) 
and (5). 

 
Figure 7: Control chart of total defect 

 

 
Figure 8: Control chart of controlled data 
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Figure 7 shows the value of UCL and LCL based on the number of defects in one year.  The UCL and LCL is 
a value that is used to specify any variation in the process that can affect the quality of the finished product. This 
value will be used to generate the control chart to know the process is statistically controlled or not. In this case, we 
used p-chart to monitor the proportion of nonconforming of a unit process because the defect product changes 
overtime, it affects the UCL and LCL become inconstant. If we look further to the Figure 7, we could see if the data 
is fluctuative because it is affected by several variations. As for the above results, these variations are due to 
production time differences where the production of rice during the harvest season would be higher than the 
production of rice outside the harvest season. Indonesia's harvest season occurs in March-April, July, and 
November. Furthermore, data variations are often caused by differences in the number of defects in each production 
which affect the company’s ability to handle this problem. Based on the Figure 7, some of the data is out of control 
limit, means that the company should have an improvement to eliminate the problem to increase the performance.  

For the purpose to calculate the process capability, the data that is out of control limit should be eliminated. 
Thereupon, we do recalculating the standard deviation and then put it on the formula (8) that is shown in Figure 8. 

Cp = 
UCL−LCL

6σ
 = 

0.05−0.04

6(188.45)
 = 0.246 

Process capabiliy is the simplest capability index that used to show the ability of a process to meet the 
specifications limit. Based on the calculation above, we obtained 0.246 for the process capability, which means that 
the process run incorrectly (R.S. & Tannady, 2017). The company should immediately take an action to improve its 
process in order to make the process run properly and more controlled due to the variations of the data.  
 
4.3 Analyze 
4.3.1 Cause and Effect Diagram 

Cause and effect diagram developed by Ishikawa in 1986, helps researchers to think through problem causes 
(Ishikawa, 1986). Cause and effect diagram is a graphic technique and is a good tool to find and significantly 
analyze affecting factors in identifying the characteristics of work output quality (San, Tjitro, & Santoso, 2003). 

 

 
Figure 9: Cause and effect diagram 

 
The causing defects in the rice production process are shown in Figure 9. The cause and effect diagram 

shows that there is no standard procedure set for the rice production process, lack of skill and experience of 
operators, lack of machine maintenance and other supporting defects. These following are factors that are causing 
rice defects: 
1. Worker  

Worker skills and experience are essential in carrying out their duties. With good skills and experience, working 
errors on a product will be reduced and the number of defects that arise can be reduced to a minimum. 
Conducting job evaluations and providing training for each worker can improve skills and find out whether the 
workload given to workers is right. If the workload of each workers are not following their ability, it will cause 
the workers to get bored quickly and less conscientious. The delay in handling the pests problem must also be 
paid more attention. Because the delays in handling pests will decrease the quality of the rice produced. 
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2. Method 
There is no standard procedure in the production process also contributes to the deterioration of the quality of 
the rice produced. Because each worker only did their part without paying attention to the correct process steps. 
The lack of communication between workers also supports this factor. Because there is no coordination of each 
worker, the factor for the damage to rice quality is challenging to identify. 

3. Materials 
Lack of strict quality control over the production process, causing the selection of raw materials not comply 
with standards which can cause broken rice during the production process. Furthermore, the condition of plant 
seeds can also affect the quality of the rice produced. 

4. Machine 
Machines and equipment are vital to the production process. The worn machine in each process unit can hinder 
the production process as well as inaccurate kinetic mechanical conditions also cause product defects. Lack of 
machine maintenance and the process of using machines that are not set in the right way can cause machine 
failure. 

5. Environment 
The main biological factor is caused by pests and fungi when the rice is still planted, post-harvest, and during 
the storage process. Besides, if the water content of the rice is high even though after the drying process and is 
supported by the humidity level in the product storage room, it also can cause microorganisms that could 
destroy the rice quality. In addition to this, unpredictable weather factors can cause unforeseen problems during 
harvest, post-harvest, and during the production process. 

4.4 Improvement 
The next stage of the Six Sigma methodology is to improve the production process. At this stage, the steps 

needed to be taken are discussed to reduce product defect and approach zero defect. Several actions can be taken, 
including: 
1. Worker 

Carelessness workers and irresponsibility in their work resulted in a lack of employee accuracy in setting and 
tuning machines. The solution is by conducting the periodical inspections to their workers. Then foreman can 
impose sanctions if a carelessness worker is found. Regarding the worker's lack of skills and experience, the 
foreman can provide training for each worker to improve their skills and knowledge in handling the rice 
production process. Meanwhile, the foreman can carry out the workload analysis to provide the right workload 
for each worker and make the production process more effective so that workers do not get bored quickly and 
work carefully. 

2. Method 
The different methods used by workers cause inconsistent production processes, and the absence of 
standardization from the factory regarding the production process results in inconsistent production processes. 
Therefore, it is necessary to have a standardization of each production process. The problem of lack of 
communication for each operator when changing work shifts results in differences in machine settings. 
Therefore, good communication in oral or written form is needed to handle this problem, and each operator can 
make a written note for the next operator to reduce missed communication.  

3. Materials 
In order to obtain a good quality of raw materials, it is necessary to carry out strict checking procedure or 
quality control of the raw materials purchased from farmers. Strict quality control is an alternative to obtain a 
good quality of raw materials according to standards. 

4. Machine 
Machines problem that often occurs are due to lack of machine maintenance and improper machine settings that 
cause the vibrations in the production process setting differently, resulting in broken rice and the machine 
becoming worn out quickly. To reduce this problem, the workers must uniform the machine settings and always 
carry out checks or cleaning before and after the production process. 

5. Environment 
To overcome the problem of pests that causing the decline in the quality of raw materials from rice, workers 
must be ready to have a pesticide to eradicate pests, and workers should also be equipped with knowledge of the 
correct dosage so that plants do not come off and poison content of rice. As for the problem of water content 
from rice, workers must ensure that the drying process before the milling process must be dehydrated in order to 
maintain the quality of the rice and not moldy after the production process. 
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4.5 Control 
This is the last step of the DMAIC process which aims to maintain the progress that has been made in the 

improvement process. The control process is done to prevent improvement from going worse. Therefore, it needs a 
standardization for some components such as manpower, purchasing, and production process. Standard Operating 
Procedure is a standard and procedure used as a reference in work to measure the performance of employees in a 
company (Junita, 2017). By implementing the SOPs that have been made, it is expected that the company can 
achieve its goals and be able to evaluate its performance when problems occur.  

The company should make the SOP for purchasing that will be used as a parameter to buy the rice from the 
farmer. There are several factors that should be considered such as water content, degree of solid rice, immature 
rice, and groats. If the rice does not meet the standard, means that the company should find another supplier. 
Besides, it is necessary to have a Standard Operation Procedure between the performance of each machine operator 
in operating the grind rice. In addition, check sheets can also be made to monitor the production process. Check 
sheet is a very effective tool and are suitable for use in controlling data collection of production defects. 

Furthermore, the last SOP that should be consider and implemented is worker standardization. This SOP focus 
on how the employee work in the rice milling. Through this SOP, the company can control the activity of the 
employee and it is used as a standardization of the way employees complete a specific work, so it can reduce the 
errors and defects. 

 
5.  Conclusions and Suggestions 

Based on the research conducted, we could conclude that: 
1. The probability of defect is 192,672 kilograms of rice for one year, which means that in one million 

opportunities there will be 192,672 chances that the production process will produce defect products. 
2. The sigma level is 2.368, which is above the industrial average level in Indonesia, but still need improvement to 

reach zero defect. 
3. The capability process of the Company X is 0.246 which means that company need some improvements to 

eliminate the uncontrolled processes.  
4. The largest contributor of the defect is groats with 38.6% of total production, then followed by immature 

rice with 29.8%, bug with 29.0%, and the last is unknown object with 2.6%.  
5. There are four causes of defect, which are man, method, materials, machine, and environment that should take 

into consideration in order to reduce product defect and approach zero defect.  
 

Several suggestions could be done for further research as follows: 
1. Further researcher could conduct the observation with the longer period to get an accurate number of total 

production and defects. 
2. For further research it could be done using another tool in order to have a deeper analyzing of the data 

collected.   
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