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Abstract

This study on textile finishing low-cost fabric reduces the percentage of defects in the
manufacturing process through process control parameters and it is well known that
some possible steps to get the desired fabric quality to follow process control parameter
analysis and reliable measurement to reduce fabric defects. To optimize the defects of
the finished fabric woven to do. The quality of fabric in this modern textile arena is a
great concern. The quality in the textile fabrics produced is the highest aspect demand
which is mainly due to two factors one is the fabric properties and the other fabric
defects. We did our experimental part with some process control data for six woven
fabrics and the biggest problem with the finishing process is our shrinkage. Next, we
analyzed the root cause of the fabric error by visualizing the problem. About 80% of
errors can be solved by controlling the daily parameters of the manufacturing field. This
paper deals finely with textile trends to optimize defects with process parameters to
protect fabric quality and customer satisfaction.

Quality control plays an important role in the production of quality weaves. Nowadays
the buyer needs certain quality in all the big parts of the finished products. Defect
detection is very important during the production of knitted fabric for improved quality
and productivity.
— In grey fabric inspection section 1790 yard fabric is inspected and 114 fault is
found.
— In cutting section defect percentage 2.76% is found from inspected 7785 pcs
for three days.
— In sewing section total defects are found 181pcs, total QC passed are 4016 pcs
and defect percentage is found 4.31% for three days.
— In finishing section 7762 pcs fabric is inspected and 2109 fault is found.
By analyzing the inspections of different sections we concluded that the maximum error
of 2109 errors was found in the completion section. And the minimum defects were

found in 114 defective gray fabric inspection quantities
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CHAPTER 1: INTRODUCTION

1.1 Quality Introduction

Every industry or business needs to maintain a level of quality to increase sales and gain a
better name among customers and affiliates. A high level of quality must be maintained to
ensure better business worldwide, especially for businesses involved in exports. The
companies that are involved in the export business maintain the dignity of the country and
because of this quality control standards are generally strictly set for exports. Export houses
have to maintain good quality control over their products as they earn foreign exchange for
the country. In the garment industry, quality control is practiced in the early stages of raw
material sociability to the stage of final finished garments. A thesis paper is known as a
research paper that provides sufficient information about specific topics. In our thesis paper
"Knitted garments have quality problems related to fabric defects.” We have seen the dawn
of civilization. The quality is

One of the important factors in the textile sector. So quality control is needed to create
quality full products in this competitive world market. It is important to maintain quality
in the textile sector as well as in garment production. So we chose this topic. Therefore, a
study was conducted in the garment industry called Centex Textile and Apparels Limited,
Kachukhet Puran Bazar, Dhaka Cantt, Bangladesh, to identify buildings to eliminate errors

in maintaining the map. Improving product quality.

1.2 Objectives of the Study

Obijectives of this study are given below:

e To improve the quality of garments product

e To know about the reasons of defects

e To implement technical solution

e To know which fault can be highly occur in garments

e To identify the faults that are occurred in different section of a garments
e industry

e To increase efficiency and productivity

©Daffodil International University Page 1



1.3 Significance of the Study

Every study has some significance. Some significance of this study is given below:

X/
°

X/
L X4

X/
°

During our internship, we have gathered practical knowledge about quality
control.

Beside this we have learned about different types of faults

From this report, we can decide which step should be taken or should not be taken
based on faults.

It helps us to learn various fault occur daily in sampling, cutting,sewing, finishing.

1.4 Limitations

During our thesis period we have faced some problem. Those are given below:

>
>

A\ 4

We can’t collect all data due to some restrictions

Without the permission of higher authorities, we can’t bring some necessary
papers.

Some sections still following the old QC system.

Time was also a limitation

Gathering information during working was a tough job

©Daffodil International University Page 2



CHAPTER -2: LITERATURE REVIEW
2.1 Quiality

Quality is characterized as the degree of acknowledgment of a decent or administration. It
absolutely advances any supported, any item. The standard level of every item should be
kept up. In this twenty-first century of globalization, markets are turning out to be more
unpredictable, so every industry faces a more significant level.

Vie for their business. So the item should meet the prerequisites of the client. Thus, the
quality level of every item should be kept up. For the material business and the garment
business, item quality is determined as the quality of fiber, yarn, fabric construction,
colorfastness, design, and final finished garment. These days purchasers know about
numerous characteristics. On the off chance that it is feasible to keep an exclusive
requirement of an assessment strategy, purchasers will be propelled and greater quality
items can be made. Everybody understands "quality” yet it is hard to decide. Quality alludes
to the general highlights and attributes of an item relying upon the usefulness and strength
of that item to the client. Qualities vary from one individual to another according to their
decision. Quality is the mark settled upon by the two players to acknowledge any item.

Client fulfillment is a definitive object of attire quality

As indicated by the Global Association for Standardization (ISO) - "Quality is the

satisfaction of explicit prerequisites for an item or administration".

2.2 Importance of Quality

Overseeing quality is pivotal for business. Quality items help keep up consumer loyalty
and dedication and lessen the danger and cost of supplanting inadequate items.
Organizations can acquire a standing for quality by acquiring acknowledgment with
perceived standards, for example, ISO 9001 distributed by global associations. Contingent
upon the kind of item, the item should fulfill the client as far as excellence, appeal, taste,
shape, design, and life span.
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2.3 Quality Control

Quality control is an operational strategy and activity that is used to meet quality

requirements. Quality control can be defined as examining, verifying, and controlling the

degree of excellence of a feature or property of something. The quality is not like the

blossoming of a flower that it blooms spontaneously and the colors of all the petals come

from the inside and eventually spread the fragrance in the air to attract everyone. Garments

will not come automatically until there is a quality system. To achieve quality in garments,

everyone should be quality conscious and at the same time, people of different levels

should know the tools and techniques for controlling and achieving garments. Some should

be controlled by quality format, some by figure, some by aesthetic vision, some by

instruction, some by common sense, and some by constraint.

Satisfactory quality can only be ensured through:

Realizing the client's need.

Designing to meet them.

Flawless construction.

Ensured execution and security.

Clear guidance manual.

Appropriate bundling.

Satisfaction quality can be ensured from the customer’s point of view by providing:

1. Right item.

2. Right quality.
3. Correct time.
Intact condition.

4.

To ensure the quality level of a garment we need to observe some specific sector

1.

o gk wn

Issue-free fabric.

Shade coordinating of the garments.

Making the example according to purchaser necessity.

Every one of the various pieces of the garment ought to have ideal size.
Great sewing, crease development ought to be awesome.

Extra embellishments like catch, zipper, tag, the level are in the correct
position.

Pressing and bundling.

©Daffodil International University Page 4



2.3.1 Objective of Quality Control
1. To identify different types of faults during Inspection
2. To reduce per unit cost of a product
3. To utilize the raw materials, men, machines

4. To gain customer satisfaction by reducing faults

2.3.2 Types of Quality Control
There are two types of QC:

1. Process control
2. Product control
1. Process Control:
The technique picked for the cycle should be furnished with the vital exact boundaries. In

each phase of pH ought to be looked after truly.

2. Product Control:
The control which is utilized to diminish blemished things inside various loads of delivered
merchandise is known as item control. Again measure control can be separated into the
accompanying advances:

1. Online quality control

2. Offline quality control

Online quality control:

This sort of quality control measure happens at the stage for example ceaselessly

The creation cycle, the creation running time, consequently checks the variety and finds a
way quick way to address the importance.

Checking and adjusting mistakes at the handling stage is known as online quality control.

Model: Inline inspection.
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Offline Quality Inspection:

This type of quality control consists of laboratory tests that shut down the manufacturing
process

Example: Pre-final inspection by factory people.
2.4 Acceptable Quality Level (AQL)

AQL is one of the most used terms when it comes to quality in the garment export industry.
Since most of the acceptance decisions for the supply of garments for the export market
are made based on SQL. AQL means acceptable quality level. In any business process, the
manufacturer checks the products before accepting the finished product from the buyer.
This is so important in the export garment sector. Foreign buyers are so concerned about
the quality of the product. They give AQL on the product to the manufacturer. Buyers
inspect products as a random process. If the AQL pass means that the products are at an
acceptable quality level, he gives a certificate for transporting the goods. The AQL level
varies from process to process, from product to product, and from buyer to buyer. The
following table provides a sample plan for inspection of the final consignment. Recognition
Quality Level (AQL) refers to the maximum number of defective items that can be
randomly considered acceptable during sample testing and inspection. Errors found during
the inspection are classified into 3 categories:

1. Critical: Must be 100% accurate. There is no range.
2. Major: Normally 2.5%
3. Minor: Normally 4%

Table 2.4.1: AQL

I"ootwear Incusiry Stancard lNinal Inspector Sampling Man { Normal)® I
Acceptable Quality Level (A()L) Leveol
Lot Size or Quantity Audited| [ g5

hspect

Less than 150
1571 - 280
201 500

501~ 1,200
1.201 - 3200
3201—10,000
1C,001 - 35,000
35001 = 150,000
150.001 — 500,000
500 001 &0ver
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2.5 Quality Assurance

Quality Assurance (QA) is away to prevent mistakes or errors in manufactured products
and to avoid problems when providing solutions or services to customers; which defines
ISO 9000 as part of quality management with a focus on providing this confidence “will

meet quality requirements”.

2.5.1 Process Flow Chart of Quality Assurance Department

Accessories check

l

Fabric inspection

!

Shade segregation

!
Shrinkage test

l

Size set check

!
Marker check

!

Spreading quality assurance

|

Cutting quality assurance

1
Hard pattern check

l

Pre-production meeting

!

General instruction

!

Inspector layout

!

In process audit

l

Two time process check

l

Two time machine check

!

Two time accessories check

l

Weekly in process summary

!

100% in line process check

!
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Sewing final check

Hourly final audit{/vith measurement
Finishing iOO% check
Button pills check
Hourly filnal audit
Broken netdle check
l

Accessories compliance

Every final audit

!

Pre-final inspection

!

Ready for final inspection

l
Shipment

2.6 Working Sequence of Quality Section

Sample comments follow-up measurement

l
Pattern grading

l

Pattern through to cutting section

!

Fabric inspection (GSM, color shade etc.)

!
Fabric Ok

1
Lay check

!
Print check

!

Line check

!
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Sewing output check

l

After remove if have

!
finishing (ironing)
!

Main check (size measurement)

l

Size wise measurement

!
Get up checking

!

Point measurement

l
Packing

2.7 Quality Control in Garments Production

1 Garment production has various stages where process inspection and quality
control are done. Basically, three categories are mentioned below:

2 Quality control in cutting section
3. Quality control in sewing section
4. Quality control in finishing section

2.7.1 Flow Chart of Garments Quality Control

Received finished fabric

!
Checking finished fabric

l
Marker

!
Spreading

!
Cutting

!

Numbering

!
Checking

l
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Bounding

!
Cutting quality audit

1
Input
!
Impost measurement checking |
Table inspection

!
Alter/Rectification

!
Sewing quality audit
l

Iron

!

Impost checking for finishing

!

Quality audit for workmanship

!

Basic measurement check

!
Folding

!
Poly/Hangar

!

Metal detector checking

l

Carton

!
Carton quality audit

l

Internal final Inspection
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2.8 Quality Management Department

I M

l Qm;h'l); N TN gt |

Assistant Onaliny .
1Tamer
Manger
Tabric cuaring Tine Supervizor & T.ot-pass Taspector for conmal
Tnapector Tnspecror Supoervisor inspecIor ot rejecrs
Pattzin & marker Line Table Lot pass Spreading. cutting
ILspeCtor Luspectonr Luspecton Inspector LLISPLCior

2.9 Some Faults and Their Remedies in Cutting Section

Some common errors occur regularly in the cutting section. If we reduce these errors, we
can get a quality product. Some of the cut faults and their remedies are given below:

% Wrong Cutting:

When different sizes are mixed and cut together then this type of fault is occurred.

Figure 2.9 (I_): Wrong Cutting
v' Remedies:

If these types of faults are occurred then it will be rejected.
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« Miss Cut:

Miss cut occurs if proper line is not maintained during cutting. Tolerance is 1/16”.

Figure 2.9 (I1): Miss Cut

v Remedies:

If these types of faults are occurred then it will be rejected.

« Numbering Mistake:

If size number of cut pieces is not attached then it will call numbering mistake.

Figure 2.9 (Ill): Numbering Mistake

2.10 Quality Control in Cutting Section

Cutting is done manually or on the auto-cutting machine. A skilled worker can reduce
cutting errors. Before starting fabric cutting, the cutting machine knife must be inspected
and the cutting machine knife must be sharpened. The fabric should be spread evenly on
the table when cutting by an auto-cutting machine. The cutter must be as perfect as possible
to follow the pattern line as closely as possible to ensure that the quality has been cut. The
following factors should be considered to obtain fault free cutting fabric:
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— By reducing the height of the lay

— By reducing the cutting speed

— By using anti-fusion paper in the lay at regular interval
— By using lubricate on the knife during cutting

Cutting Quality Checking List

X/
°

Pattern quality checking

Marker quality checking

Fabric diameter Measurement Checking
Cutting Laid Checking

Fabric Roll to Roll Shade Checking
Fabric G.S.M Checking

Bundle Mistake Checking

Size Mistake Checking

Fabric Color Mistake Checking
Yarn contaminated Checking

Any Fabric Problem Checking

R/ X/ R/ X/ R/ R/ X/ X/ X/
A X4 °e A X4 L X I X4 A X4 L X X4 °

R/
A X4

2.11 Sewing Faults, Their Causes and Remedies

Seam Pucker:
Seam pucker is occurred after sewing. It may be defined as a ridge, wrinkle or corrugation
of the sewn fabric running across the seam.

Causes:
* Improper fabric feeding
* Wrong tension setting
* Sewing thread extension

©Daffodil International University Page 13



Figure 2.11 (I): Seam Pucker

Remedies:
= By given proper tension, which can reduce puckering.

= By adjusting bobbin thread tension, first then needle thread tension.

= By adjusting feed timing and fabric control for maximum pulling of the fabric.

Skipped Stitch:

Skipped Stitch is occurred due to miss stitch formation or gap of stitch formation. Causes:

+ If sewing tension is incorrect in the needle.

« Thread loop failure due to incorrect setting of thread control mechanism
« Thread loop failure due to incorrect needle size for thread size
» Needle deflection

Figure 2.11 (l): Skipped Stitch

Remedies:

= By adjusting pressure foot pressure

= Proper needle insertion or alignment can reduce skipped stitch.
= By adjusting thread tension.

= By changing needle size / style.

©Daffodil International University Page 14



Broken Stitch:

If any stitch are broken after sewing than it will be called broken stitch. Causes:

« Due to high thread tension

+ Itis found due to use of low quality thread

Figure 2.11 (Il1): Broken Stitch

Remedies:

« By adjusting thread tension.

» By using good quality thread

Oil or Dust Spot:

When the spot of oil, dust or wax are found on the fabric surface are known as oil or dust
spot. Causes:

= |f oil, wax or dust deposit from the machine to the fabric surface during sewing

then oil or dust spot are occurred.

Figure 2.11 (IV): Oil Spot Remedies:
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= |tcan remove by using special type of spray. The name of that spray is ‘Spot lifter’.

Label Displacement:

If Position of label is not correct then it will occur.

Cause:

« For lack of concentration

Figure 2.11 (V): Label Displacement

Remedies:
« By removing the label and attached it again.

Variable Stitch Density:
This type of faults occurred during sewing. Cause:

« Poor fabric feed control

Figure 2.11 (VI): Variable Stitch Density
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Remedies:
» Increase the presser foot pressure.
+ Change to a more positive feed mechanism.

Needle Mark:
Needle is the main elements of sewing. Needle mark occurs due to needle speed during
sewing.

Causes:
« When wrong stitching arises then this defect arises

Figure 2.11 (VII): Needle Mark

Remedies:
+ By avoiding wrong stitching during sewing

Sewing Line Quality Check List
1. Buyer Approved Sample & Measurement Sheet Check.
2. Sample Wise Input Check.
1. Buyer Approved Trims Card Check.
2. Buyer Approved Sample Wise Style Check.
3. All Machine thread Tension Check.
4. Style Wise Print & Embroidery Placement Check.
5. All Process Measurement Check.
6. All Machine Oil Spot Check.

7. All Process S.P.1 Check as Per Buyer Requirement.
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8. Input Time Shading, Bundle Mistake & Size Mistake Check.
9. Buyer Approved Wise Contrast Color Check.
10. As per Buyer Requirement Wise Styling Check.

11. All Machine Stitch Tension Balance Properly.

2.12 Garment Finishing Section

The last step in making garments finishing garments. All finishing processes are pressing,
folding, packing, and cartooning of garments. Is done here. The term garment finishing

applies primarily to garment pressing, folding, packing, and cartooning.

Figure: 2.12 (I) Finishing Section

Process Sequence of Finishing Section

Finishing input (style, color & size wise)
!
Initial quality check

!

Spot Removing
1
Ironing/Pressing
1
Inspection
1
Hang tag
1
Get up change
!
Folding

!
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Poly

Bar code (buyer wise sticker)

!
Metal check

!

Cartooning/Packaging to box

Inspection of ready to ship goods

!
Dispatch shipment

Finishing Faults, Their Causes and Remedies
Different faults are found in finishing section. Some are given below:

Barcode Mistake:
If the main label and hang tag barcode are not similar then it will call barcode mistake.

Causes:

* |tis a mistake of worker.

Figure: 2.12 (ll): Barcode Mistake

Remedies:
« By attaching similar main label and hang tag again.

Wrong Folding:
If finished garments are not fold properly before packing than it will occur.

Causes:
« This type of problem occurs when packing operation done quickly.
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Figure 2.12 (111): Wrong Folding

Remedies:

« It can remove by folding it again.
Wrong Packing:
After packing any corner or side is folded then it is known as wrong packing. Causes:

» These types of fault occur because of quick operation

» Lack of concentration

Figure: 2.12 (1V): Wrong Packing
Remedies:

« It can remove by pacing it correctly.

Wrong Ironing: Due to wrong ironing, some problems are occurred like shoulder up
down, bottom up down, hem up down etc. Causes:

« Due to lack of concentration

» Due to lack of experienced

ORIGINALS

Figure: 2.12 (V): Wrong Ironing
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Remedies:
« It can remove by ironing them again in proper way.

2.11.3 Finishing Quality Checking List

I. Proper inspection of garments including measurement,
spot, dirt etc.

ii. Shade variation check
iii. Smooth and unfold in pocket

iv. Wrong fold

V. Proper shape in garments
Vi. Proper ironing

vii. Barcode attaching

viii.  Tagattaching

iX. Collar closing
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CHAPTER - 3: EXPERIMENTAL DETAILS
3.1: Fabric inspection

Fabric is the main raw material for the production of garments and it involves 60-70% of
the total cost of garments. If the defective fabric is being used to make the garment, at the
end the garment maker gets a defective or defective garment, not any quality garment.
Garment manufacturing is considered an important process of fabric inspection. The 4 point
system is widely used for fabric inspection. Garments considered as garments are loop, set
up, needle mark, stop mark, hole, knot/slab, thick and thin, Y / C fly, star, strap, light out,

stripe, oil spot, etc.

Table 3.1.1 Grey fabric inspection report day 1(20-02-2021)

Buyer# Fabrication# Twill Yarn count # Recevied roll Total length# 642

marubeni Fleece 3481+75(D+)5081 Quality# 12

Style no# Composition# Yarn lot# Inspection Roll Total fault pont# 86
34008+N63B+004BN #qty.12

Order no :# Total roll wt.:# 294 kg Yarn brand # Acceptable Req width# 80 (90)
nahar+shovo+Blosu rolls#12

Order quality:# Color and code:# Navy Req.GSM# Rejected Roll#
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sz 2] | & =8 8. 2 8 =l [ggzd | § i 22
# E & 5 £ 2 %”? c; S| g | description 2 Ez% g :_? ‘E E
j = [=2-7)
© Hole = = ©)
= = a
=8 <1 >1 -5 <
8
O
1 |87136 |20 |22 52 210 1 2 6 477 | A
2 |87[36 |20 | 28 66 210 2 10 | 6.26 | A
A 3 187136 |20 |22 52 210 2 2 6 477 | A
4 | 87| 36 20 | 22 52 210 1 4 8 6.36 | A
1 87136 |20 | 28 66 210 2 1 16 | 6.26 | A
2 18736 20 | 22 52 210 1 1 2 8 6.36 | A
B 3 (8736 |20 | 22 52 210 1 1 6 477 | A
4 18736 |20 | 28 66 210 2 1 10 | 6,26 | A
1 (87136 |20 |28 66 210 1 1 4 10 | 6.26 | A
2 187136 |20 |28 66 210 2 2 10 | 6.26 | A
C 3 18736 20 | 22 52 210 1 2 6 477 | A
4 | 87| 36 20 | 22 52 210 1 2 6 477 | A
'C—g 294 | 642 14 8 20 86
l_‘

This table indicates the individual faults per hour grey fabric inspection of a day. Here 294
kg garments are inspected.
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Table 3.1.2 Grey fabric inspection report day 2 (21-02-2021)
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Buyer# Fabrication# H/J Yarn count # 280 Recevied roll Total length# 476
marubeni Quality# 12
Style no# Composition# 5%gm Yarn lot# 88091 Inspection Roll Total fault pont# 60
#qty.12
Order no :# Total roll wt.:# 236 kg Yarn brand # S.pur Acceptable rolls#12 | Req width# 70 (90)
Order quality:# Color and code:# Light Req.GSM#300 Rejected Roll#
grey
£ D=5 | £ = g | Fault | 5 8| E| 2¢ )
s 5 2z% 5= & g | descriptic 2 & & 2 31| =4
- s | . x = = =2 O«
Ts £ 2= g ¢ 2g | 5| £%
27 S| == 3l S Hole =5 = & 2
<1 >
Al 77136 |34 |30 60 | 280 1 9 4 33.37 | Reject
ed
2 77136 |34 |08 16 | 280 8 8 2333 | B
3 77136 |34 |20 32 | 280 1 4 505 | A
4 77136 | 34 18 36 | 280 4 4 5.19 A
1 77136 |14 20 36 | 280 1 4 5.05 A
2 7036 |14 |30 60 | 280 2 8 6.23 A
B |3 77136 |14 |18 36 | 280 1 4 519 | A
4 7136 |14 20 37 | 280 1 4 5.05 A
1 77136 |14 |30 60 | 280 2 8 3.23 A
C
2 77136 |14 |30 60 | 280 |1 3 8 6.23 | A
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A graph is given below on the basis of this table:

3 77136 |14 |30 60 | 280 0 6.0
4 7136 |14 |20 37 | 280 1 4 5.05
E 236 | 476 1 10 |3 21 60
=
Table 3.1.2 Grey fabric inspection report day 2 (21-02-2021)

This table indicates the individual faults per hour grey fabric inspection of a day. Here
236 kg garments are inspected and roll no. is rejected for maximum defect point.

Table 3.1.3 Grey fabric inspection report day 3 (22-02-2021)
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Table 3.1.3 Grey fabric inspection report day 3 (22-02-2021)

Buyer# marubeni Fabrication# H/J Yarn count # 280 Recevied roll Total length# 672
Quality# 12
Style no# Composition# 5% gm Yarn lot# 88091 Inspection Roll Total fault pont# 72
#qty.12
Order no :# Total roll wt.:# 336 kg Yarn brand # S.pur Acceptable rolls#12 Req width# 70 (90)
Order quality:# Color and code:# Light grey Req.GSM# 300 Rejected Roll#
Fault - -
= g = | £ & | description = | =2 Sl= (=8 w O
E 522 Bl =zH| 2|52 & | 3 p 2| 2E U & EE[2En 2%
Z €83 |33 3| 2T 5588 5| 3 [ me |E|Ezpes|cilEiAcE
— < o £ o
<] >1
1 77| 36 14 | 29 58 280 1 2 6 483 | A
2 29 58 | 2 8 644 | A
A |3 29 58 1 1 6 483 | A
4 26 52 2 4 359 | A
1 77136 |14 |29 58 | 280 2 8 644 | A
2 29 58 | | 6 483 | A
B |3 26 52 1 4 359 | A
4 29 58 1 1 6 483 | A
1 |[77136 |14 |29 58 | 2 8 649 | A
2 29 58 | +f 359 |A
C |3 26 52 2 8 644 | A
4 29 58 2 4 3.59 | A
_ 336 | 672 12 11 2 72
<
=
=

This table indicates the individual faults per hour grey fabric inspection of a day. Here
336 kg garments are inspected.
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3.2 Cutting Section

It is an important sector of the garment industry. Cutting is the process of cutting a
pattern piece from a specific fabric to make a garment. The fabric is cut to prepare the
garments assembly using grade patterns and markers made by the issue plan. This is
the main operation of the cutting room, all the activities of the cutting room it is the
most decided, because when the fabric is cut, very little can be done to correct serious
mistakes. So we collected some data by analyzing it to find out how many errors occur

every day. That information is given below:

Table 3.2.1: Cutting Inspection Section
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Table 3.2.1: Cutting Inspection Section

-

@ »n < U = = @»n %) = » = —_— o e
TUEs £55° FF 7 % Tz
S | 89 1|2 1 1 325 |5 | 320 | 1.54%
| am
% 910 |1 |1 1 1 320 6 | 314  188%
< | am
1011 | 1 1 1 2 325 |5 | 320 | 153%
am
1112 1 |1 2 |2 1 |1 |2 |1 |37 |11 316 |336%
am
121 1 |1 |1 |1 |1 310 |5 | 305 | 1.61%
pm
23 1 2 |2 2 3 |1 330 |11 | 319 | 3.33%
pm
3-4 1|1 1 1300 |3 | 297 | 1.00%
pm
45 |1 |1 13 3 |1 |3 |1 |1 |308 |14 | 294 | 454%
pm
EIE 5 |6 |11 |9 |6 |9 |9 |5 | 2545 60 | 2485 2.36%
= | hours

This table indicates individual errors for each day. Falls like stripes, pin holes,
contamination, slabs, crease marks, shade variations, etc. are found in the cut section.
Here 2545 pcs garments are inspected in a day which is passed by 2485 pcs garments
QC where there is 2.36% garment defect.
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Table 3.2.2: Cutting Inspection Section

Table 3.2.2: Cutting Inspection Section

B 2] =] g« s g 2] 2| = 2 s| =8| 32 <
202 E 2: g2 F 2 2 %z 233 & ¢ 33
= S 23 £ E3 S| &3 T8 g fg
- ~1 O E a
89 |2 1 2 1 2 340 11 | 329 | 3.24%
S| am
g, 9-10 3 2 3 330 11 | 319 | 3.33%
S| am
1011 | 1 1 1 350 8 342 | 2.28%
am
1112 | 1 1 2 1 2 315 9 306 | 2.85%
am
12-1 11 1 2 1 3 335 8 327 | 2.38%
pm
2-3 |1 1 3 2 345 12 | 333 | 3.48%
pm
3-4 3 340 8 332 | 2.35%
pm
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45 |1 3 2 3 4 2 335 15 320 | 4.47%

pm
g 8 7 10 15 5 7 11 | 13 14 2690 | 82 2608 | 3.05%
= | hour ]

]

Table 3.2.2 indicates the individual faults per hour Cutting faults of day 2. Faults like
Patta, Pin hole, Contamination, slub, Crease mark, Shade variation etc. are found in
cutting section. Here 2690 pcs garments are inspected in a day which 2608 pcs
garments are passed by QC where 3.05% garments are defected.

Graph 3.2.2 shows cutting faults of day 2 where the highest fault’s value is 15 (Shade
Variation) and lowest value is 5 (Spots).

Table 3.2.3: Cutting Inspection Section

Table 3.2.3: Cutting Inspection Section

E g Zx S| 28| 8| 2| £ £ S| 58 ¢ S

E| 2| E| 5| ¥ | & 3| 2 £z 2| wE| E& & 3%
= | &&= Z£ 2 5| 2% FE g R

- AL S E =i

5 8-9 1 1 3 3 320 8 312 | 2.50%

& | am

ol

< | 9-10 1 1 2 3 335 7 328 | 2.08%

ey

<= | am

©Daffodil International University Page 31



1011 2 2 1 1 325 7 318 2.15%
am
1112 2 2 1 2 315 8 307 2.53%
am
12-1 2 3 1 2 320 10 310 | 3.12%
pm
2-3 3 3 3 4 310 13 297 4.19%
pm
3-4 3 3 315 7 308 2.22%
pm
4-5 3 2 2 4 2 310 13 2977 | 4.19%
pm
;«; 8 13 10 12 | 15 15 2550 | 73 2477 | 2.86%
& | hour

S

Table 3.2.3 indicates the individual faults per hour Cutting faults of day 3. Faults like

Patta, Pin hole, Contamination, slub, Crease mark, Shade variation etc. are found in

cutting section. Here 2550 pcs garments are inspected in a day which 2477 pcs

garments are passed by QC where 2.86% garments are defected.
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3.3 Sewing Section (Sample)

Sewing is one of the significant cycles in the material and garment industry. It assumes
a significant part in keeping up the quality of the fabric. It is accordingly significant
that all deformities ought to stay away from when sewing any garment. In this paper,
different mistakes or exclusions that may happen during sewing are talked about. So
we gathered some information by examining it to discover the number of mistakes that
happen each day. That data is given beneath:

Table 3.3.1 Sewing Quality Report
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Table 3.3.1 Sewing Quality Report

P e | 2=l g2 2] 2l 5= <=/ _¥ 2] =l=z3g gz _s
SRS &5 S 45 S 2275 g &g
£ ~ 2 A
8-9 1 1 190 | 4 186 | 2.11%
am
9-10 |1 1 1 2 190 |7 183 | 3.68%
am
1011 1 205 | 4 201 | 1.95%
am
—
AN
o
N
S 1112 | 1 1 4 1 185 | 9 176 | 4.86%
™ am
—
12-1 |1 2 1 210 | 8 202 | 3.81%
pm
2-3 2 1 1 175 |7 168 | 4.00%
pm
3-4 2 1 3 180 | 6 174 | 3.33%
pm
4-5 1 2 1 2 205 | 9 196 | 4.39%
pm
Tg 8 7 7 5 12 4 1540 | 54 1486 | 3.51%
= hours

This table indicates individual errors per hour. Faults like skip stitch, hole, needle mark,

oil spot, broken stitch, packing, etc. are found in the sewing section. Here 1540 pcs

garments are inspected in one day which 1486 pcs garments are passed by QC where

3.51% garments are defective.
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Table 3.3.2 Sewing Quality Report

Table 3.3.2 Sewing Quality Report

P 2 | =5 = & 1= = =3 e % Sl =38 2 X

SRR EN-L- R 2% =5 #2 S EF2Fe g &g

£ E 2

= |89 1 1 1 3 1 170 7 163 4.11%
g am

g’ 9-10 1 1 1 2 1 180 6 184 3.33%
ﬁ.' am

— 11011 | 1 1 3 1 1 1 165 8 157 4.84%
am

11-12 | 2 1 1 2 1 1 1 150 9 141 6.00%
am

12-1 1 2 2 1 1 1 175 8 167 4.57%
pm

2-3 1 2 1 1 2 146 7 140 4.29%
pm

3-4 2 1 1 1 155 5 150 3.22%
pm

4-5 2 2 1 2 1 1 2 1 180 12 | 168 6.67%
pm

g 8 7 6 8 12 | 9 7 6 7 1321 | 62 | 1260 | 4.62%

& | hours
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Table 3.3.2 indicates the individual faults per hour Sewing faults of day 2.
Faults like Skip Stitch, Hole, Needle Mark, Oil spot, Broken Stitch, Puckering
etc. are found in Sewing section. Here 1321 pcs garments are inspected in a day
which 1260 pcs garments are passed by QC where 4.62% garments are
defected.

Table: 3.3.3 Sewing Quality Report
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Table: 3.3.3 Sewing Quality Report

» - =11} 7] —_— w e
E £ 52 s £ % B3 5% sf fgf_Ei i 3%
a S | rE a=E 2y @ c& 2= €5 S|lea 5 A - 9
= wn o = - o = = w 2 [SR=% == o S o
SECI- gR PR nE O =z =3
- = - < a
89 |1 1 1 2 1 1 140 7 133 5.00%
am
§ 9-10 1 1 2 1 1 135 |6 | 129 | 4.44%
N am
g. 1011 1 1 1 2 1 1 150 7 143 4.67%
b am
1112 1 1 2 2 1 2 180 9 171 5.00%
am n
12-1 | 1 3 2 1 1 1 1 190 10 | 180 5.26%
pm
2-3 | 2 1 2 1 1 2 185 9 176 4.87%
pm
34 2 1 2 1 1 196 7 189 3.57%
pm
45 |1 2 1 2 2 1 1 160 10 | 150 6.25%
pm
Tf% 8 6 7 11 8 8 10 6 9 1336 | 65 | 1271 | 4.86%
= hour
s

Table 3.3.3 indicates the individual faults per hour Sewing faults of day 3. Faults like
Skip Stitch, Hole, Needle Mark, Oil spot, Broken Stitch, Puckering etc. are found in
sewing section. Here 1336 pcs garments are inspected in a day which 1271 pcs
garments are passed by QC where 4.86% garments are defected.
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3.4 Finishing:

In textile finishing, it recovers by reducing the percentage of defects in the
manufacturing process through low fabric-related process control parameters and it is
well known that some possible steps to get the desired fabric quality to follow process
control parameter analysis and reliable measurements to reduce fabric defects. To

optimize the defects of the knitted finished fabric.

Table 3.4.1 finishing quality report (15-02-2021)
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Table 3.4.1 Finishing quality report (15-02-2021)

. = = = @ en @ = en = = ]
g 2g 2 g g =2 2 £ @& s 2 8 Z g
s 2 5| & T 25 T = =2 & A E 38
C S 2 2 g g & 5 &8 2| 2| P B £ 8
e = g S 8 £ @ 3 S . | BF
5 o ) S | Z = £ = £ - A
= £ = B - 2
=] 7] =)
H& | 18990 | ANT | 702 |17 |12 (22 |2 |2 |22 |22 10 |14 12 |22 2 | 160
M
H& | 303200 | TSP 1826 |21 (20 20 (6 |6 (12 |20 12 |11 12 |19 4 | 166
M
H& | 553860 CRT /318 |6 |6 |6 |2 '3 /10 10 |3 |3 |6 |9 |3 |60
M
H& | 180990 | ANT /317 |14 |12 (20 |6 |8 |20 |19 12 |8 14 |17 4 |152
M
H& | 303200 TSP (242 |10 (6 |10 |2 2 |10 14 |6 4 |6 |10 |2 |8
M
H& | 55360 | CRT /318 |6 6 |6 |2 '3 /10 10 |3 (3 |6 (9 |3 |70
M
E 2723 |74 |62 |84 |20 |24 |84 95 |46 |43 |56 |86 |18 | 690
H

This table indicates the individual errors of the day by eliminating the errors of the
day. False Broken Stitch, Oil Spot, Loose Thread, Needle Hole, Needle Mark, Open
Sew, Poor Iron, Poor Shed, Leave a Sew, Part Shading, Up-Down, Un-Sum, Un-Cut

Thread, etc. . Here 2723 pcs garments are inspected in one day

Table 3.4.2 Finishing quality report (16-02-2021)
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Table 3.4.2 Finishing quality report (16-02-2021)

s & 2/, E £& =2Es &35: EE % %
= . ) g2 e N e == - = | B A 2 = = o
== L e M = = .| o 19 2] N QI =) o a 8
'E w R A Ol = = s o I o o =" —
s | = Q.5 S| = B = = A
S £ 3 5 3 &F £ 2£ P % E
£ £z °g = *= = =
zn = = 7 =
H&M | 18990 | AN.T| 602 |18 |11 | 23 |3 3 /22 |16 10|16 |13 |21 |3 159
H&M | 303200 | TSP | 726 |22 |21 |20 |5 6 (12 |19 13|13 |16 |20 |2 170
H&M | 553860 | C.R.T| 328 |8 |7 9 3 4 |11 |10 |4 |2 8 8 4 78
H&M | 180990 | AN.T| 337 |11 |13 |21 |6 7 122 10 |14|7 12 |16 |3 142
H&M | 303200 | TSP | 262 |12 |7 14 |3 2 /10 |15 |5 |4 6 11 |3 92
H&M | 553860 | CR.T|308 |7 |7 5 2 4 |11 |11 |2 5 6 2 64
:g 2563 | 78 |66 |92 |22 26|88 81 |48|45 58 |72 |17 | 705
H

This table indicates individual daily errors 2-day completion errors. Broken stitching,
oil spots, loose thread, needle hole, needle mark, open seam, poor shade, avoid a stitch,
part shading, up-down, un-even, un-cut thread, etc. are available in the finishing

section. Here 2563 pcs garments are inspected in one day.
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Table 3.4.3 Finishing quality report of day 3 (17-02-2021)
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Table 3.4.3 Finishing quality report of day 3 (17-02-2021)

: s :
= = - == e o o Ao | = o w =
S 3¢ £ £, 55 £ 338 EiTEs8s227:F E 5% 8 ZEd
2 54 & | g2 ef 2 88 O E5&£Z7FE T & S £ S8%
- ;S 85 5 =E7 EF2TE |1 PE|S £
= -
H& | 18990 | AN | 607 17 |13 |20 |4 7 19 |22 |9 14 |8 23 3 159
M T
H& | 30320 | T.S. | 626 19 |25 |19 |4 5 14 |19 16 |11 |15 |21 7 175
M |0 p
H& | 55386 | C.R. | 348 7 5 6 3 5 13 |10 |3 4 6 5 3 70
M |0 T
H& | 18099 | A.N | 327 10 |15 |23 |5 6 21 |29 |11 |8 11 | 13 4 156
M |0 T
H& | 30320 | T.S. | 242 14 | 4 17 | 2 4 9 11 | 4 5 7 15 2 94
M |0 P
H& | 55386 | C.R. | 328 8 3 4 3 3 12 |11 | 3 2 3 ) 3 60
0T
E 2476 |75 |65 |89 |21 |30 |88 |102 46 |44 |50 |81 22 714

This table indicates the individual faults per day finishing faults of day 3. Faults like
Broken Stitch, oil Spot, Loose thread, Needle hole, Needle mark, Open seam, Poor
ironing, Poor shade, Skip stitch, Part shading, Up-down, Un-even, Un-cut thread etc.
are found in finishing section. Here 2476 pcs garments are inspected in a day.
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CHAPTER - 4: DISCUSSION OF RESULTS

Garment products are produced by some important processes. During production,

various types of defects often occur in the gray fabric inspection department, cutting

department, sewing department, and finishing department. After the above analysis, we

have often found more sensitive errors and it is comparatively higher than each other.

4.1 Fabric Inspection Section

Result:

In fabric inspection section different types of fault are found per day. So we have
analyzed the faults for a day and got some result. The calculated result is

Table 4.1: Data Analysis of Total Result in grey fabric inspection section

Month | Date Lengt | Loop | Set Hole<l | Hole>1 | Y/C | Star | Total | Total
h up fly defect | point
(yrd)
20-02-2021 | 642 2 14 8 20 44 86
5
2 | 21-02-2021 | 476 1 10 3 21 35 60
e
)
P~ | 22-02-2021 | 672 12 11 2 35 72
Total 3 days 1790 | 3 36 22 22 21 114 | 218

Table 4.1 indicate the individual fabric inspection faults per day here 1790 yards fabric
is inspected and total defect are found is 114 and their total point is 218 for 3 days.

A graph is given below on the basis of this table:
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Figure .4.1 Total inspection faults for 3 days

P ON ON OW UTw OhN

3
Z Z 2
- T T T T T 1

Loop Set up Hole<1 Hole>1 Y/C fly

Graph 4.1 shows grey fabric faults where the highest fault value is 36 (set up) and
lowest fault value is 3 (loop) in grey fabric inspection section.

A graph is given below on the basis of this table:

Figure.4.1 Percentage of total inspection defect for 3days

Sale
S

Here the highest fault is Set up which is 35% and medium faults is Y/C fly and Hole
which is 21% and the lowest fault percentage is 3% ( loop).

From the graph 4.1 graph and 4.1 percentage graph we can see that,

+« Within 114 faults Loop found 3 which is 3% and this is the lowest fault.
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X/
°

Within 114 faults Set up is found 36 which percentage is 35% and this is the
highest percentage of defect in inspection system.
Within 114 faults Hole <1 is found 22 which percentage is 21% and this

X/
°

medium stage of fault occur in inspection system.
¢+ Within 114 faults Y/C fly is found 22 which percentage is 21% this is also in in
medium stage but less found in inspection system.

X/
°

Within 114 faults Star is found 21 and its percentage is 20% and rarely found

in inspection system.

Discussion:

Perforation is a common problem in gray fabric inspections. The main reason is broken
yarn which is a very tight takedown pull, with weak spots of yarn, garbage surface of
yarn guide or feeder, defective or damaged needle, and high takedown pull, worn or old
needle.

a) Daffodil International University

b) Y / C fly is playing an important role in inspection errors. This error occurs
when the flying yarn merges with the yarn during weaving.

c) Staris also a common problem with a knitted fabric. This is due to the change
in yarn tension during production, the buckling of the needle latch, the
production of low GSM fabric.
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4.2 Cutting Inspection Section

Result:

Different types of errors are found in the cut section every day. So we analyzed the

errors for a week and got some results. The result of the calculation is-

Table 4.2: Data Analysis of Total Result in Cutting Section

5 o E -3 38 gz | 3
Q © ° = S a — 3 —
<l B S| g g 8 Q, 8
8 < = 8 = .= o @) @)
= | g g REN IR CH = S 2
S < = a 2 =
= A =¥ | w»n o
02-02-2021/5 |6 |11 |9 9 |9 |5 2545 60 |2485 |2.36%
<
% 03-02-2021) 7 | 10|15 |5 11 |13 | 14 | 2690 | 82 | 2608 | 3.05%
= 04-02-2021/1 |4 |13 |1 12 |15 |15 | 2550 | 73 | 2447 | 2.86%
0
Total| 3 days 1320139 |2 |16 32 |37 |34 7785|215 | 7570 | 2.76%
4

Table (4.2) indicates the individual Cutting faults per day are inspected cut pcs are
7785 pcs, total defects are found 215 pcs and total QC passed cut pcs are 7570 pcs

for three days

©Daffodil International University

Page 46




A graph is given below on the basis of this table:
Figure .4.2: Total Cutting Faults for Three Days

45
40 > 37 32
35 32
30 24
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Graph 4.2 shows Cutting faults where the highest fault’s value is 39 (Shade Variation)
and lowest value is 13 (Patta) in Cutting section.

A percentage graph is given below on the basis of this table

Figure.4.2: Percentage of Total Cutting Faults for Three Days

m Patta

m Crease

m mark

a Shade variation

m Spot

m Slub

m Pin hole

» Contamination
Others

Here the average error percentage (%) is 2.7676%. Among these errors, the shade
variation is more than any other error of the day. The value of the shadow variation
remains after that. The defect has an average position according to the value of the
percentage of spots and pin holes. Signs of straps, slabs, and creases have the lowest
position.

From the graph (4.2) and percentage graph (4.2) we can see that,
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%+ Among the 21 215 pc errors, the shade variation was found to be 39 pcs and the

percentage value was 18%. So this error is highly seen in the cutting section.

Among the 21 215 pc errors, the shed variation was found to be 37 pcs and the

percentage value was 17%. So this fault is the 2nd highest fault that occurs most

often in the cutting section.

Among the 21 215 pc errors, pinholes and spots were found in 32 pcs and 24

pcs. Their percentage values are 15% and 11%. These errors are being

considered as average values in the cutting section.

% Of the 21 215 pcs defects, the straps and slabs were found to be 13 pcs and 16
pcs. Their percentage values are 6% and 7%. So these two faults are the least
common errors that occur most often in the cutting section.

X/
°

X/
°

Discussion:

» Contamination plays an important role in determining the quality of cotton by
omitting the necessary properties like length, strength, fineness. The presence of
dead fibers and other foreign substances such as pigment fibers, buds, synthetic
fibers, etc. are mainly responsible for this defect. Contamination, even if it is a tiny
single fiber, can be reduced by lowering the yarn, fabric, and garments to a second
quality or by increasing the overall rejection of the whole batch or shipment by
using a rich fiber blend in the yarns used for weaving. As a result, less dead fiber
fabric will appear and less contamination will occur. The use of strict control
measures in the blow room can prevent the mixing of foreign substances in the
cotton blend.

» Men's A common problem is the variety of shades seen in garments made of colored
or printed fabrics. A dress with shade variations is considered a flawed dress.
Shades of a garment vary when different garment elements have different skin
colors (shades) or the garment parts of the same garment do not match the shade.
Changes in the shade of the fabric of the order cause variations in the shades in the
garments. Most of the time the shed varied due to incorrectly spreading the fabric
rolls during cutting.

» The pinhole also comes from the time of fabric weaving. A pinhole may comeinto
the fabric due to breakage or bending of the latch. Reflection of cam box, broken
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needle butt, needle damage, improper tension, etc. can create pinholes. It can be
removed by changing the needle and the knot should be given properly after the
yarn is broken. Proper arousal and feeding arrangements can reduce pinholes.
Slab contraction joints should intersect at the openings for columns and should intersect
at the openings for columns. Fine yarn as well as any slab part of the yarn cannot reduce
the slabs. We use fine yarn during the weaving process but the slab is less important.
Slab contraction joints should intersect at the openings for columns and should intersect

at the openings for columns.

4.3 Sewing Section

Result:
In sewing section different types of fault are found per day. So we have analyzed the
faults for one week and got some result. The calculated result is-

Table 4.3: Data Analysis of Total Result in Sewing Section

§ 5| E Z = 2 2 R
= = 5 v R = S - -
=} ERN =i ‘=3 R¢8 o o — O = o = 9
= =523 228528 S¢ €8 o | £
£ PP G g FoER 0 £E £ O S 3
A n N17))
= 13-02-2021 |7 |7 |8 |5 |5 /12 |4 |6 154 |54 148 351
& 0 6 %
14-02-2021 |7 |6 |8 [12/9|7 |6 |7 132 |62 |126 | 4.62
1 0 | %
15-02-2021 |6 |7 |11/8 |8|10 |6 |9 133 |65 |127 | 4.86
6 1 %
Totd 3 days 2020 |27 25 2229 |16 |22 |419 |18 401 4.31
| 7 1 6 | %

Table (4.3) indicates the individual Sewing faults per day are inspected cut pcs are
4197 pcs, total defects are found 181 pcs and total QC passed cut pcs are 4016 pcs for
three days.
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Figure .4.3: Total Sewing Faults for Three Days
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Graph 4.3 shows Sewing faults where the highest fault’s value is 29 (Uncut Thread)
and lowest value is 16 (Seam Opening) in Sewing section.
A percentage graph is given below on the basis of this table:

Figure.4.3: Percentage of Total Sewing Faults for Three Days

B Skip stitch

H Uneven

m stitch

m Puckering

m Spot

m Broken stitch
m Uncut thread

m Seam opening
Others

Here the average error percentage (%) is 4.31%. Among these errors, the uncut thread
is more than any other error of those days. Then the trafficking values go astray. Stains
and broken sewing problems have a moderate position of a defect according to the
percentage value. They have the lowest seam opening position.

From the graph (4.3) and percentage graph (4.3) we can see that,

+« Ofthe 18 181 pcs Garment Error, Undot Thread, and Packing 29 pcs and 27 pcs
are available. Their percentage values are 16% and 15%. So these errors are
highly seen in the sewing section.

+« Of the 18 181 pcs garments error, the stains were found to be 25 pcs and the
percentage value 14%. So this error is the third-highest fault that occurs most
often in sewing chapter.
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Skip stitch, uneven stitch, broken stitch are found 20 pcs, 20 pcs and 22 pcs.
Their percentage values are 11%, 11% and 15%. Those faults are considering
as average value in sewing section.

Within 181 pcs garments fault, Seam opening is found 16 pcs and percentage
value is 9%. So this fault is lowest fault value that’s frequently occurred in
sewing section.

Discussion:
» Uncut/loose threads are one of those errors that are accidentally passed by the

X/
°

sewing checker as well as the finishing section. This causes the style to crumble
during the next inspection process, thus not meeting the AQL standards set by

the buyer. Be aware of uncut threads to reduce this defective thread cutter.

» Packing is the distortion or wrinkling of the fabric along the sewing line. SIM
ripening is the most common problem in the make-up trade. This is a problem
that also concerns fabric finishers, sewing machine manufacturers, and sewing
thread manufacturers. This problem has been exacerbated by the introduction
of new and obsolete fabrics and finishes. Avoiding seam packing is very
effective as there must be some buckling along the seam line. There is no
standard level of acceptability. Select the right sewing thread thickness, needle
thickness, and a fine feed dog according to the fabric being used considering
the strength of the required stitching. Regular inspection and maintenance of

sewing machines and regular needle replacements can reduce seam packing.

» Wing spots are another big problem in the sewing department. These defects
occur when oil and wax spots are found on the fabric surface. Stains mainly
occur on older machines. The stains are removed from the fabric by a special

type of spray called ‘spot lifter’ and ‘millet powder’.
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4.4 Finishing Section

Result:

In finishing section different types of fault are found per day. So we have analyzed the
faults for one week and got some result. The calculated result is-

Table 4. 4 Data Analysis of Total Result in Finishing Section
s %'257" S.—JE %’5%’: 2| =g s ; Cug ‘z O = o
= (":c’. 3| & o
> 15-02-2021 | 2723 | 74 62|84 |20 |24 |84 |95 |46 (43 |56 |86 |18 690
S 16-02-2021 | 2563 | 78 | 66 92 |22 |26 |88 |81 |48 |45 |58 |72 |17 |705
5| 17-02-2021 | 247675 | 65|/89 |21 |30 88 102 (46 |44 |50 |81 |22 714
&
Tota 3 days 7762|227 19| 265 | 63 | 80 |26 278 | 140 | 132 | 164 | 239 |57 | 2109
I 3 0

Table 4.4 indicate the individual finishing inspection faults per day here 7762 pcs fabric
is inspected and total defect are found is 2109 for 3 days.

A graph is given below on the basis of this table:

Figure . 4.4: Total finishing Faults for Three Days
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Graph 4.4 shows finishing faults where the highest fault value is 278 (Poor ironing) and
lowest fault value is 57 (Others) in finishing section.
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Here the highest fault is 13 %( Poor ironing and loose thread) and the lowest fault
percentage is 3% (Other).

From the graph (4.4) and percentage graph (4.4) we can see that,

« Within 2109 pcs garments faults loose thread and skip stitch found 13% and
their quantity is 265 and 278.

% Within 2109 psc garments faults broken stitch and up-down found 11% and
their quantity is 227 and 239.

«» Within 2109 pcs garments faults Needle whole and other found 3% and their
quantity is 63 and 57.

Discussion:

» The measurement check is very important in the measurement section. This
process is done after ironing. These errors are mainly due to dimensional
instability or compressive properties. Quality control must ensure that before
cutting the knitted fabric, the fabric is in a comfortable or near comfortable
condition - i.e. the fabric/garment will shrink slightly when it is in the customer's
hands. P spots are another big problem in the sewing department. These defects
occur when oil and wax spots are found on the fabric surface. Stains basically
happen for an old machine. The stains are removed from the fabric by aspecial
type of spray called ‘spot lifter’ and ‘millet powder’.

» When ironing, if the side of the shoulder is not held properly, the upper part of
the shoulder occurs. This is not a big problem. This defect can be recovered by

dressing.
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CHAPTER - 5: CONCLUSION

v Quality control plays an important role in the production of quality weaves.
Nowadays the buyer needs certain quality in all the big parts of the finished
products. Defect detection is very important during the production of knitted
fabric for improved quality and productivity. This paper ends as-

v In grey fabric inspection section 1790 yard fabric is inspected and 114 fault is
found.

v"In cutting section defect percentage 2.76% is found from inspected 7785 pcs for
three days.

v In sewing section total defects are found 181pcs, total QC passed are 4016 pcs
and defect percentage is found 4.31% for three days.

v In finishing section 7762 pcs fabric is inspected and 2109 fault is found.

By analyzing the inspections of different sections we concluded that the maximum error
of 2109 errors was found in the completion section. And the minimum defects were

found in 114 defective gray fabric inspection quantities.
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