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ABSTRACT
 This research production and sales of flours in Dangote aimed to determine whether there exist a relationship between sales and production of flours and also to determine if there is increase in the sales and production. Regression analysis and product moment correlation coefficient were used to analyze the data. The results of the analysis revealed that there is perfect correlation between the sales and the production of Dangote flours and also regression analysis revealed that there is linear relationship between sales and production. We there by recommend to the Management Board of Dangote Flour Mille to increase their production force in order to increase their sales in the nearest future. 
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CHAPTER ONE

1.1
INTRODUCTION

The production of flour for bread, cake, and the backed food mainly from wheat which is the major materials used by the miller. Wheat is  the most important and widely cultivated of the world’s main cereal crop. It is grown in every climate from cold regions like USA, Canada, Russia etc and extreme heat region like India.

In characteristics the wheat may be regarded as hard or soft, strong or weak and to the miller of baker its most important qualities are its strength, colour, flavor and of cause the amount of flour it will yield (Milling Journal 1997).
Wheat is grain like other grains e.g rice, millet, maize etc. the purpose of milling endosperm gradually into flour with minimum or no contamination of the brain, which is the wheat cover.

Dangote flour mill Ilorin is making used of hard red winter (H.R.W) wheat called friticum gestium which is the botanical name for it, to produce its product like bread, flour, Danvita (semolina) and brain.

Shortage of cassava flour coupled with surging wheat prices at the world market are adversely affecting the operations of flour milling companies in the country. In the flour mills industry almost 90% of the raw materials are imported because Nigeria’s climate is not viable for the production of wheat. There for rising price of wheat is therefore a major challenges begin faced in the industry as a ton of wheat is currently priced at between $180 and $240  

1.2
AIMS AND OBJECTIVES OF THE STUDY
The main objective of the study is to carry out a research work in order:

i.
To know relationship that exists between the flour production and sales

ii.
To determine the strength of their relationships

iii.
To know the effectiveness of statistical tool used for the analysis of data

iv.
To know whether there is occurrence of significant difference between production X and sales Y
1.3
STATEMENT OF PROBLEM

One of the major defects in flour production in Nigeria is unavailability of raw-materials as a local content (not grown locally) and the cost involved in the importation of cereal (wheat) from other part of the country.

Moreso, high cost of machine spare parts as well as power, coupled with the problems of distribution of products encountered by sales the department and the problem of bad road, are some of the major problem affecting the distribution and sales of flour.

1.4
STATEMENT OF HYPOTHESIS 

1.
There is relationship between the sales and production of flour at Dangote flour mile

2.
To test whether the production of flour is independent of time

Alternative Hypothesis: To test whether the production of flour is dependent of time

3.
Null hypothesis: To test whether the sales of flour is independent of time

Alternative Hypothesis: To test whether the sales of flour is dependent of time

1.5
SCOPE AND LIMITATIONS OF THE STUDY

Data used for this project work is mainly secondary data. Extracted from production and sales Department Dangote flour mill, Ilorin for the period of (2005-2010).

The data covers only one month, partly because it refers to daily occurrence and partly because of some other condition which include:

i.
Time consumed to visit Dangote flour mill for the extraction of facts. It took series of appointment in consulting one department to others. At end little data was released.

ii.
Re-booking of appointment: Due to assignment lectures and other academic activities sometimes miss the appointing time therefore, I need to re-book another day of appointment.

iii.
The general problem of not wanting to release data.

1.6
DEFINITION OF TERMS
WHEAT – A genetic term applied to wheat, which is due to variety of characteristics.

TEMPERING – A process less elaborate conditioning which produce desired physical champ in wheat by means of (10 water addition and two (2) time for penetration).

GERM – The embryo extracted from the grain kernels (wheat)

FLOUR MILLING – Is a mechanical manufacturing process, which produces flour from wheat through comprehensive stage of fonding and separation

MIDDLING – Particles of endospermic which have been extracted from the bran as a break rolls which have get to be reduced to flour fineness.

IMPURITIES – Foreign materials in the wheat that is removed during process of cleaning.

DANVITA (Semolina) A course separation of endosperm extracted from wheat.

COMBI CLEANER – It is the combination of three-machine stronger, separator and the concentration.

FILTERS – It is the final means by which the finest particles are separated from the conveying air.

PACKING – It is the unit of bins which flour are stored before transfers to and packing bins from bagging out according to Gem.

ENDOSPERM –It is the part of the kernel that makes white flour

CHAPTER TWO

2.1
LITERATURE REVIEW

Wheat flour – According to wheat food journal 2005, flour is the product obtained by grinding wheat kernel. The kernels consist of three distinct parts: bran, the outer convening of the grin farm the embryo contained inside the kernel, and endosperm, the part of the kernel that makes flour. During milling, the three parts are separated and recombined accordingly to achieve difference types of flour.

There are six different classes of wheat namely hard red winter, hard red spring, soft red winter, soft red spring, soft white and durum. The wheat characteristic, especially protein and gluten content in the flour vary with the different types of wheat. Soft low protein wheat is used in breads and quick breads. Hard red winters is mainly used for flour for bread while durum is used in pasta and noodles.

There are many types of wheat flour but the main focus is on bread flour, which is produced from hard red winter. It is flour that typically has higher protein than all purpose flour (used for cookies, biscuits) capable of producing rolls of excellent quality. The protein content varies from 12 to 14%.

2.2
DETAILS OF FLOUR PRODUCTION

Having mentioned the raw materials we can now discuss the actual process of making flour or turing wheat into flour as a finish product.

Basically, the flour main stages

1.
Reception and storage of wheat

2.
Clearing and preparing wheat for milling

3.
Milling of wheat

4.
Packing and storage

RECEPTIONS AND STORAGE OF WHEAT

The raw materials, which is hard red winter wheat, is imported from USA to Lagos port, Apapa from where it is being conveyed by bulk haulage with an average capacity of 30 tons each.

It is then weighed on arrival at Ilorin and discharged into intake pit and treated with phostoxin tablets. The wheat is then conveyed through a chain conveyor to a bucket elevator which loft up the wheat through a drun sieve that acts as pre-clearing machine by removing foreign materials like stores sticks, rays. A magnetic metal is installed along the line to remove all ferrous materials. At this point, another conveyor and elevator.

The storage presently at Ilorin Dangote flour mill are in four in number. And each of them has storage capacity of 400mts with total capacity storage of 16000mts in all.

If one remembers that wheat is obtained from many sources and is delivered in various ways it is obvious that the wheat delivery could contain many impurities such as other types of seed chaft, straw, dirt, pieces of metal and various other foreign bodies. It is essential therefore that most of these impurities are removed from the wheat before being stored in the silo.

2.3
WHEAT CLEANING AND TEMPERING

WHEAT CLEANING: there are two type of machine used in Dangote flourmill for wheat cleaning in successor. The first cleaning machine is called combi-cleaner. This machine combine specific gravity principle together with aspiration to remove the impurities.
As the name implies, it is the combination of three machines (e.g stone, seperators and concentrator).

STONRAGE: It is the machine that removes all stones from the raw wheat.

SEPARATOR: It is the machine that removes Maize, corn and others unwanted materials.

CONCENTRATOR: This seperates the sound wheat from the broken wheat.

The scale field these machine with certain amount of wheat to be clear gradually until the process is completed. The scale can be adjusted to give the quantities of wheat to be cleaned.

The sector cleaning machine is called scourer. The scourer machine try to remove the bran layer which tend to removed from the wheat grains as the wheat moving they rob one another and the offal tend to remove by the scourer. The scourer contain perforated that removes the bran cover (offal) that are tend to be removed. Having ensured that the wheat is now in a suit able condition to mill it is allowed to go to the next stage in the process.

WHEAT TEMPERING: It is a process of adding waters to wheat and allow it to stay for sometime to mellow the endosperm and toughing the bran layer (cover).

MELLOW: Is to make the endosperm friable such that it will acquire minimum or lower power consumption.

TOUGHING: when the wheat cover is toughing it will not break down in to pieces but rather come out as a whole.

After this stages, then water is added gradually by a machine called myfa.

It does the calculation of the intensive dampening (mixing properly) and the wheat will settle down at the tempering base where it is allow to stag for 24 hours and this known as first tempering. In a case where the water added is not enough there is need for second tempering to make up for the shortage of water added in the first stage tempering.

After this stage the wheat then goes fro second cleaning through the scourer machine.

WHEAT MILLING

Before we can explain the milling process it is essential to understand that a grain of wheat consists basically three essential parts.

THE BRAN: This is the outer cover or skin

THE GERM: This is the embryo of a new plant

THE ENDOSPERM: From which flour is made. To a miller the endosperm is therefore the most important part of the grain.

Bran contain matter, which if included in the flour would spoil its colour, and both bran and the germ (embryo) contain matter, which would injure the baking quality of the flour.

BREAK SYSTEM: The main object of the miller must be to isolate the endosperm in as pure a state as possible, so that it ground in to flour containing as little bran or germ as possible. This task is made all the more difficult by the very shape of the wheat grain which has a crease running the full length of the grain and sometimes reaching almost half way through to the thickness of the grain. The first part of the milling process, which is a mechanical process. Is to split or break open the wheat grains and to scrape the endosperm away from the bran. This process is repeated several times until it become impossible to scrape anymore endosperm from the bran each time the process is repeated more and more endosperm become available and because we are breaking open the wheat grain and releasing it’s content this process is referred to as THE BREAKING SYSTEM. 
The machine used in the breaking system are known as roller mill and essential consist of chilled iron cylinder (roll) working in pair and so geared so that the upper rolls runs some 2½ time.
GERM SEPARATION

Already stated even a small amount of germ is harmful to the baking quality of the flour so it is essential that before the particles of endosperm, bran and germ have become too small that all germ e.t.c is removed.
GRADING OF STOCK

The endosperm sifted out by the scalpers consist of particle of various sizes ranging from these that can hardly pass through a sieve with a wide mesh to those that are sufficient fine enough to pass through a sieve with a very fine mesh.
Removal of bran particles is carried out by machine that use the sifting principle with the addition of air current blowing up through the sieves. If these machines (purifiers) are to work efficiently the mixture of endosperm and bran must first be graded in to several grades each a few particles sizes. This again is carried out by plansifter size or contrifugals, which now sieve the stock into coarse, medium and fine particles.

So the process continues further grading to separate more and more endosperm from the bran and to reduce the size of the particle further sieving to separate out various size of particle until in the end the miller has obtained as much fine flour as possible from his raw material.

The flour and bran obtained are sent to the flour storage bin and bran storage bin respectively.

BAGGING SECTION

From the storage bin the flour is sent to the packing bin passing through a machine called TURBO SHIFTER. The machine is equipped with sieve and magnet (metal arrestors) the sieve is to sieve the flour and send the particle bank to the roller machine for further reduction of flour to flour particles size and margent is to arrest any traces of metal in the flour before it finally pack in 50kg sizes. From the packing section the successful flour in bag are send to the warehouse for onward delivery to the customer.

2.4
IMPORTANCE OF SALES AD MARKETING DEPARTMENT
Sales and marketing department play a major role in promotion, advertisement, marketing, public relation. Sales manager co-ordinate their companies market research, marketing strategy, sales, advertising, promotion pricing product development and public relation activities.
Sales manager direct the firm sales program, they assign sales territories, set goal and establish training programs for the sale representatives. Sales manager advise the sale representative on ways to improve their sales performance. They oversea regional and local sales manager and their staff and maintain contact with dealer and distributors, they analyses sales potential and inventory requirement and to monitor customers preference, such information is vital in the development of product and the maximization of profits.
Marketing manager develop the firm’s marketing strategy in detain with the help of subordinates, they estimate the demand for product and services offered by the firms and its competitors.

In addition, they identify potential market for example business, firms wholesalers, retailer government or the general public company. Marketing manager develop pricing strategy to help firms maximize profit and market share while ensuring that the firms customer are satisfied.

2.5
PRODUCTION TECHNICAL PERSONNEL

The technical personal for a production department are the employed staff that responsible for the production process right from the intake of the raw materials (i.e wheat) to the finished product.
The production staff

SENIOR HEAD MILLER:

· Responsible for the plant produce, process including planned maintenance, hygiene and quality assurance.
· Cooperate all milling staff

· Collate daily production report

HEAD MILLER:

· Responsible for smooth running of the mills, achievers optimum result

· Train milling staff on the Job and enforces cleaning

· Ascertain wheat receptions.

SHIFT MILLER: 

· Monitors mill extraction and record hourly production

· Ensure all milling and packing machines are operating effectively.

· Ensure good quality product from the mill

TRAINING MILLER: 

· Record hourly scale reading

· Assist millers in measuring and recording depth and checking of spouting for free flow of product

· Check margent and clean twice/shift

BAGGING SUPERVISOR:
· Ensure that the packing machines are in good condition

· Ensure that quality (50kg) for flour, bran and 10kg Danvita is packed out

MILL ATTENDANCE: 

· Ensure general clean tigress of the mill flour (sweeping and mopping) and all over heads.

· Report any strage noise of milling machine to shift millers

· Recycle of choices or turned flours/bran and intake dust

PRODUCTION CLERK: 
· Takes care of all production records

· Computers all production report on daily basis distributes report to other dept

· Acts as secretary to senior head miller and supply chain manager

PACKER:

· Operators flour packing carousel and bran packing machine

· Ensures that correct dated label are used.

· Maintains the cleanliness of the packing and savoring machines

STAMPERS:
· Booking and collection of empty sacks for bagging flour bran and Danvita

· Stamps and dispatches stamped bays to various bagging point unit

· Ensures that working area are very clean including the materials.

 There was also a plan to locate cement factory in Ibese, Ogun state and Odukpani Local Government in Cross Rive state.

Another division of Dangote industrial Limited (DIL) is Dangote flour mill which stated in 1999 in Apapa Lagos with capacity of 500Mt, Kano plant 2002 with capacity of 100mt, Calabar plant with capacity of 100mt and Ilorin 500mt. in 200 a mill for pasta flour production was built in Ikorodu Lagos state with over 60% there are plans to make Indomie and Noodles. Dangote has more than 15,00 employees making the company the largest employer of labour in the private sector.

Other divisions of Dangote industrial limited are: Green view development Nigerian limited for clearing and forwarding of raw materials from the seaport. Dangote agro sacks a.d stars the engage in making sacks for the package of flour, salt, sugar and cement-Dangote transport company (DTC) with about 3,000 trucks which is the largest transport company in Nigeria in order to assist the customer in transporting their goods. Dansa food limited which produce juice and Oshogbo steel rolling telecommunication and blue star soil services are also on the agenda.
The cylinder (roll) is cut (flatted) with groove and groove run at a slight angle along the length of the roll. The roll making the first breaking usually have some 10 or 12 flutes per inch and the flutes on the following break rolls become progressively finer as the wheat passes between the rolls the individual grains are gripped by the flutes on the slower roll whilst the flutes of the faster rolls hear then opens and scrape of part of the endosperm. The setting or clearance between the rolls. (i.e gap between the cylinder can be adjusted as accurately as required after each break, when endosperm is released, it is shifted out from the torn open wheat grains, this process is called scalping and is carried out by a shifting process by sieve like machine called plan sifter or  centrifugals whose sieve covers are of various sizes of mesh.
CHAPTER THREE

RESEARCH METHODOLOGY

3.1
INTRODUCTION
This chapter is devoted for description of the study area, method of data collection used for the project, problem encountered on data collection and the description of the method of data analysis.

3.2
DESCRIPTION OF THE STUDY POPULATION

Dangote Company started in 1978 as a trading company with importation of baby foods, rice, battery, vegetable oils, and incorporated in to Dangote Nigerian Limited (DNL) in 1997, there was a change in strategy i.e going I production of things that used to import and adding value to semi finish product. This led to the establishment of Dangote industrial limited (DIL) the urge to produce instead of importation led to production of salt, sugar cement and flour milling.
In 1998 the first salt plan was built in Apapa Lagos to actualize the dream of production. The second plant was built in Calabar in 1999. The third plant was located in Oregun Ikeja Lagos in 2004. Dangote salt is known as NASCON salt by the federal government becuase there was technical acquisition of Dangote salt by NASCON (National Salt Company of Nigeria)

In December 199 sugar refinery factory was built in Apapa Lagos where the company imported raw sugar and refined, fortified and begged with about forty-five (45) various vitamins.

Dangote industrial limited has become too large, this led to unbording I which company was divided in to Dangote salt, Dangote Sugar, Dangote Cement, and Dangote flour respectively Savanna shares was bought by Dangote which led to the location of sugar factory in Numan Adamawa state. Dangote has become utmost like a monopoly in Nigeria market in 1999 cement factory was built in Apapa Lagos state and other in Port-Harcourt in 2001. In Port-Harcourt there was a match between bonny allied cement and Dangote cement to become Dangote bail. Another aspect of cement is Obajana cement factory located in Kogi State which is the third (3rd) largest in the whole world and first.
3.3
PROBLEMS ENCOUNTERED ON DATA COLLECTION

The problem encounter during the collection of my data was the time consumed to visit Dangote flour mill for the extraction of facts, it took services of appointment in consulting one department to the others. Rebooking of appointment due to assignment, lectures and other academic activities, sometime miss the appointed time therefore I need to re-book another day of appointment and the general problem is that they don’t want to release their data.

3.4
METHOD OF DATA COLLECTION
Data can be defined as process of information collected for a certain purpose. The collection may be form a group or from a carefully selected part of a group. Depending on how data is obtained, we categories the data into two stage; which are as follows:

1. Primary data and

2. Secondary data

PRIMARY DATA: This are data collected at the source and the collection of such data is directed from the objected of interest.

SECONDARY DATA: These are data collected and probability worked upon by another body or agency and is merely given to a researcher for his own specific used.

The data used in this project work were mainly secondary data and this data was extracted from the file of the sale and production department of Dangote flour mills Ilorin for the year of 2005-2010. It is a secondary data in the sense that all information used in collected from is extracted from the file which mighty have been worked upon by another body or agency.

3.5
METHOD OF DATA ANALYSIS

This chapter deals with the analysis of data collected for this project. In this chapter, effort would be made to achieved the laid down subjective in chapter one. The statistical tool used for the aim of achieved the objective of this work include regression and correlation analysis.
3.6
REGRESSION ANALYSIS

Regression analysis is the study of the relationship between two variables. The relationship is shown with a scatter diagram on which line or curve of best fit can be drawn. The line or curve can be drawn using an equation known as regression equation. It is through the regression equation the nature of the relationship between the two variable are known

REGRESSION EQUATION

 
This is equation that give the linear relationship between two varies. Given a value of one at the variable we can estimate for the correspondent value of the other variable using the equation. Hence, the linear regression equation is given by:
Yi = a + bxi + ei
Where

Yi = the dependent variable

X = the independent variable

a = the point of intercept on y axis

b = the gradient of the line i.e the change in the dependent variable

ei = the random term assumed to be normally and independent distributed with mean (μ) and constant variable (δ2)

REGRESSION LINE

Regression line or line of best fit is the line that best described as the general direction of the scatter diagrams. The sum of deviation from the line if point above and below the line is minimum or usually zero in that sense the line of equation of line is Ŷi = a + bx

In order to be able to describe the line a and b are parameters to be obtained using the normal equation, which can be in tureen to be obtained by using partial derivation.

Since a and b are to be chosen so as to make the sum of the square derivation minimum as stated by the principle of least square derivation with respect to a and b is necessary i.e deviation.

Ŷ - Yi = ei (error) but Ŷi = â + bx

Therefore ei = yi – a – bx

The sum of square derivation the estimation of the parameter derives is ad follow

â = ŷ –bx

b =  n∑xy -∑x∑y
               n∑x2 – (∑x)2
In the analysis of two variable x and y, it is assumed that the regression line Y on X has the form Yi = a + bxi + ei where x is the intercept on the Y axis A and B is the slope, ei is the error term (deviation of each point from the regression line) a and B are called parameters of the model is called the order of the model. They are estimated as:
a= ∑yi - β∑xi
       n        n

But

∑yi = y and ∑xi = x

 n
            n

Hence

a = y – βx

Also

β = n∑xi yi - ∑xi ∑yi
       n∑xi2 – (∑xi)2
SCATTERS DIAGRAM
A scatter diagram is a figure in which each pair of independent observation is moved as a point inspection if there exists a relationship between the dependent variables Y and the independent or explanatory variable x each variable XY in the diagram is subjected to considerable variability and so that we obtain a cloud or scatter points.

CORRELATION ANALYSIS

This is a measure of the degree of association between two variable. The measure shows whether or not there so association between the variable whether the association is weak or strong. Whether the association is positive or negative. The correlation coefficient is devoted by r.

POSITIVE CORRELATION

This measure suggests that the value of two variable under investigation change in the same direction that is, if the value of one variable of increase and the in this case 0 ( r ( 1

NEGATIVE CORRELATION
If one variable increases while the other decrease we say there is negative correlation between two variable. In this case -1< r < 0 this can be a weak or strong nega`tive depending on x or y


In this case if weak negative correlation r > 0 while case of strong negative correlation r ( -1

WEAK NEGATIVE CORRELATION


STRONG NEGATIVE CORRELATION





PERFECT CORRELATION

When there is no pronounced scattered ness of (x,y) coordinate from the line of best fits then we say there is perfect correlation and it can be negative or positive for perfect correlation r = 1 while for perfect negative correlation r = -1
STRONG POSITIVE AND NEGATIVE CORRELATION


STRONG POSITIVE CORRELATION





STRONG NEGATIVE CORRELATION

r  = 
   Sxy



 S2x. S2y

CHAPTER FOUR

4.1
DATA ANALYSIS

This chapter will deal with the analysis of the data collection using the method describe in chapter three
The above conversion can be made by multiply the actual mill tons by 20 and sales by 20

Example of the conversion

Mill tons



Sales

Jan. 6035.526 x 20

546.400 x 20 =

= 120710.52


= 10928.00

Fed 4075.637 x 20

300.250 x 20

= 81512.74



= 6005.00
	Month
	Product
	Sales

	2006 Jan
	120710.52
	10928.00

	Feb
	81512.74
	6005.00

	March
	61722.42
	6403.00

	2007 Jan
	121002.48
	11644.26

	Feb
	127912.48
	11786.00

	March
	153266.24
	13128.32

	2008 Jan
	141590.02
	12319.0

	Feb
	150802.30
	12986.46

	March
	148033.70
	12209.78

	2009 Jan
	139765.38
	11804.48

	Feb
	148013.70
	12059.80

	March
	149002.30
	12099.86

	2010 Jan
	149622.84
	12166.92

	Feb
	154903.70
	12388.98

	March
	150808.60
	12466.34


From the calculator the following data was gotten.

∑x2 = 276991085300

∑x = 1998669
∑y2 = 2000937160

∑y = 170396.2

∑xy = 23499955270

X = 133244.6

n=15

X=∑x
     n

= 1998669
15 

 = 133244.6

X =133244.6

Y = ∑y = 170396.2
       n          15

= 11359.747

Y = 11359.747

FITTING REGRESSION LINE
Ŷ = α +βxi + ei

Let x be the production

Y be the sales

β = Sxy
       S2xy

S2xy =∑x2 – n(x)2
= 276991085300 – 15 (133244.6)2

 = 276991085300 – 266311851400
S2xx = 10679233900

Syy = ∑y2 – ny2
200937160 – 15 (11359.747)2

200937160 – 195657779

= 65279,381.44

Sxy = ∑xy – nXY
= 23499955270 – 15 (133244.6) (11359.747)

= 23499955270 –22704374180

= 795581090

β = Sxy
      S2xx

= 795581090

10679233900

β=0.074

α = ∑y – b ∑x  ,
(Y – bx)
        n         n

= 11359.747 – (0.074) 133244.6

= 11359.747 – 9860.1004

= 1499.647

α = 1499.647

Ŷ = 1499.647 + 0.074xi

TEST OF SIGNIFICANT DIFFERENCES
HYPOTHESIS TESTING

Ho: β = The regression model is not significant for the data
Hi: β = The regression model is significant for the data

TEST STATISTICS

F = MSR
      MSE
SSTO = ∑y2 – ny2
= 2000937160 – 15 (11359.747)2

= 2000937160 – 1935657776

= 65279,381.44

SSR = bSxy

B(∑xy – nxy)

0.074 (23499955270 – 15 (133244.6) (11359.747)

= 0.074 (795581090)

= 58873000.66

SSE = SSTO – SSR
= 65279,381.44 – 58873000.60

= 6406380.78

	Source of variance
	Degree of freedom
	Sum of square
	Mean of square
	F-ratio

	Regression
	1
	58873000.60
	58873000.60
	119.467

	Error
	13
	6406380.78
	492798.522
	

	total
	14
	65279,381.44
	
	


Critical region: F0.05 (1, 13) = 4.67
Fcal = 119.467

DECISION RULE
Reject Ho if F.cal > F.tab

CONCLUSION: Since Fcal (119.467) > Ftab (4.67) we shall reject Ho and conclude that the regression analysis model is significantly show the different in the production and sales of flour at 95% level of significant.
CORRELATION CO-EFFICIENT

r =
Sxy

S2x. S2y

=               56827200.71


(762802421.4) (4662812.96)

= 
        56827200.71

 3556805016000000

=    

56827200.71

         59638,955.53

r = 0.95

From the correlation co-efficient calculated above, shows that there is perfect positive relation between the flour production and sales.

TEST OF HYPOTHESIS

HYPOTHESIS TESTING

 Ho: S=0 The production and sales of flour product are not correlated
Hi: S≠0 The production and sales of flour product are correlated

TEST STATISTICS

t = r    n - 2
  1 - r2
t = 0.95   15 - 2
      1- (0.95)2
t = 0.95    13
               1-0.9025

t = 0.95     13  
        0.0975

0.95    133.33

0.95 x 11.5470

T = 10.96965511

≈ 10.970 to 3.dp

TABLE TEST

t= tα (n - 2)
               2

= t 0.05 (15-2)

       2

t0.025, (13)

t0.975 (13)

= 2.160

DECISION RULE

Reject Ho if t calculated > t. table value otherwise accept

CONCLUSION: Since tcal = 10.970 > t table (2.160) we reject Ho and conclude that there is correlation generally between the sale ad production of flour products.

CHAPTER FIVE

SUMMARY, CONCLUSION AND RECOMMENDATION

5.1
SUMMARY
Having applied the two analyses of the data collected the following are the result obtained from my findings.
The computation r = 0.95 of the correlation coefficient analysis shows a perfect relationship occurrence between production and sales and rejection of Ho arises as a result of t calculated = 10.970 greater than t table value at 2.160. Therefore we would reject Ho an conclude that there is a general correlation between the product X and sale Y at 95% level of significant.

The ANOVA table of the regression analysis shows that the test statistics f.cal = 12.79 is greater then that of f.table value 4.67 this also means that we would reject Ho and conclude that the regression model is significant to both sale and production data at α = 0.05 level of significant.
5.2
CONCLUSION
It could be concluded that the production and sales of the flour products are linerarly correlated and this shows that increase in the production is usually assocaited with the increase in the sales.
It is also shows the increase in the discovery of the usefulness of their products by local and international end user due to the richness in vitamins used to fotify their flour.

5.3
RECOMMENDATION
In view of the results obtained from the analysis and the relationship that exist between productions and sales I hereby recommend the following which could aid production and also sales of the products in the company.
1.
The authority of the company should put more facilities (human and materialistic) into their statistical and quality control unit to improve productions and sales of the flour products in the company.
2.
The company management board of authorty should also try as much as possible to maintain the relationship that exists between production and sales of flour, by improving the product always.
3.
And lastly they should also try to accept the reccommendations and conclusion made. And also to be educated about the need of expert (statistician) in the area of data and interpretation.
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