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ABSTRACT

This study is done to know some possible steps to obtain the desired fabric quality to follow
process control parameter analysis and trustworthy measurement to reduce fabric defects are to
follow this study on textile finishing low-cost fabric, which lowers the percentage of defects in the
manufacturing process through process control parameters. To reduce the flaws in the final fabric
that has been woven. In our contemporary textile industry, fabric quality is a major problem. The
largest demand is for the quality of the manufactured textile textiles, which is primarily driven by
two factors: the first is the fabric's characteristics, and the second is its flaws. We completed our
experimental work using certain process control data for six woven fabrics, and our shrinkage is
the main issue with the finishing procedure. Next, we visualized the issue in order to determine
the underlying reason of the fabric defect. Controlling the manufacturing industry's daily
parameters can eliminate about 80% of errors. In order to minimize faults with respect to process

parameters and safeguard fabric quality and customer.
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CHAPTER 1: INTRODUCTION

1.1 Background of Study
Every sector or organization must maintain a high level of quality to enhance sales and develop a

better reputation among consumers and affiliates. A high degree of quality must be maintained to
support growing global business, especially for firms that export. Export-oriented businesses
contribute to the country's dignity, and as a result, export quality control standards are frequently
stringent. Export houses must maintain stringent quality control over their products in order to
generate foreign currency for the country. From the early stages of raw material sociability through
the level of final manufactured garments, quality control is carried out in the garment industry. A
thesis paper is a research document with sufficient content. Quality control is conducted in the
garment business from the early phases of raw material sociability until the stage of final produced

garments. A thesis paper is a research document that contains enough material on a given topic.

In the textile industry, one of the most crucial factors is quality. In order to manufacture quality
comprehensive products in today competitive globe market, quality control is required. It is critical
to maintain quality in both the textile and garment industries. As a result, | decided on this theme.
As a result, a research was undertaken in the garment sector at Platinum Apparel Manufacturing
Itd. in Charabagh, Ashulia, Savar, Dhaka, Bangladesh, to identify structures in order to minimize

inaccuracies in the map's maintenance. Improving the quality of the product.

Objectives of the Study
The following are the research’s objectives:

e To improve the quality of fabrics products

e Tounderstand the causes of defects

e To apply technical solutions

e Tounderstand which faults are more likely to occur in garments

e To identify the faults that occur in various sections of a garments industry

l|Page
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Limitations
| ran into some issues while working on our thesis. The following are some of them:

e Due to specific limitations, | are unable to collect complete data.

e | won't be able to bring some vital documents without the consent of higher authorities.
e Some portions still use the previous quality control system.

e Time was also a constraint.

e Getting information while working was a difficult task.

2|Page
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CHAPTER -2: LITERATURE REVIEW

2.1 Quality

The degree of acknowledgement of a decent or administration is defined as quality. It
completely advances every item that is supported. Every item's standard level should be
maintained. Markets are becoming more unpredictable in this twenty-first century of

globalization, thus every industry is facing a higher level of risk.

For their business, the item must meet the client's requirements. As a result, each item's
quality should be maintained. Item quality is determined in the material and garment
industries by the quality of fiber, yarn, fabric construction, colorfastness, design, and the
final finished garment. Nowadays, buyers are aware of a variety of qualities. If an
exclusive requirement of an assessment technique can be maintained, customers will be
encouraged, and higher-quality things will be produced. "Quality” is a term that
everyone understands, yet deciding on it can be difficult. The general features and
attributes of an item based on its utility and strength to the client are referred to as
quality. Qualities differ from one person to the next depending on their choices. The two
players have agreed on a quality standard to recognize any object. Client satisfaction is

an indisputable indicator of fabric quality.

"Quality is the meeting of defined conditions for an item or administration,” according

to the International Organization for Standardization (1SO).

2.1.1 Objective of Quality Control
1. To identify various types of flaws throughout the inspection

2. To lower a product's per-unit cost
3. Making use of the raw materials, labor, and machines
4

. To improve client satisfaction by eliminating errors.

3|Page
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2.1.2 Types of Quality Control

There are two types of quality control:

1. Process management

2. Control of the product

1. Process management

The cycle approach used should have all of the necessary exact boundaries. Each pH phase should be
carefully monitored.

2. Control of the product

Item control is a control that is used to reduce blemished items within various loads of supplied
merchandise. Measure control can be split into the following advancements once more:

. Online quality assurance

. Offline quality assurance

Online quality assurance:

This type of quality control measure, for example, occurs at the stage indefinitely.

The creation cycle, or the time it takes to create something, checks the diversity and discovers a quick
solution to deal with the importance.

Online quality control is the process of checking for and correcting errors at the handling step. Inline
inspection is the model.

Offline Quality Assurance:

Laboratory tests are used in this sort of quality control to stop the manufacturing process. Example:

Factory personnel do a pre-final inspection.

2.2 Importance of Quality

Quality control is critical in the corporate world. Quality things assist to maintain customer loyalty
and commitment while reducing the risk and cost of having to replace substandard items.
Accreditation with recognized standards, such as ISO 9001, given by worldwide bodies, may help
organizations establish a reputation for quality. Depending on the type of object, it must satisfy

the client in terms of quality, attractiveness, taste, form, design, and longevity.

El P a g e
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2.3 Quality Control

Quality control is a method and action used to ensure that quality standards are met. Examining,
confirming, and regulating the degree of excellence of a feature or attribute of anything is what
quality control is all about. The quality is not like that of a flower that blossoms spontaneously,
with the colors of all the petals coming from inside and finally spreading the scent throughout the
air to entice everyone. Until there is a quality control mechanism in place, garments will not be
sent automatically. To achieve garment quality, everyone should be quality conscious, and
individuals at all levels should be familiar with the tools and strategies for managing and attaining
fabrices. Some should be governed by quality format, while others should be governed by figure,

artistic vision, teaching, common sense, and constraint.

Only by:
e Recognizing the client's needs can satisfactory quality be achieved.
e Designing to satisfy their needs.
e Exceptional craftsmanship.
e Execution and security are guaranteed.
e Detailed instructions are included in the manual.

e Bundling that is appropriate.

From the customer's perspective, satisfaction quality can be ensured by providing:

e The correct goods.
e Good quality.
e Beontime.

e Itisin perfect shape.

To guarantee a garment's quality, I must pay attention to a few key areas:

1. A fabric with no flaws.
2. The fabric' shades should be matched.

3. Providing an example based on the needs of the buyer.

e ———————————————————— 5|Page
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Each article of fabric should be the correct size.
Excellent sewing, with fantastic crease development.

All further embellishments, such as the snap, zipper, tag, and level, are in place.

N o g &

Pressing and bundling are the seventh and eighth steps in the process.

6|Page
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2.4 Acceptable Quality Level (AQL)

When it comes to quality in the garment export sector, AQL is one of the most commonly used
terminology. Because SQL is used to make the majority of the acceptance judgments for the supply
of fabric for the export market. The abbreviation AQL stands for acceptable quality level. Before
accepting the finished product from the buyer, the manufacturer inspects the products in any
business process. This is critical in the export garment industry. Foreign purchasers are extremely
worried about the product's quality. They provide the maker with an AQL for the product. Buyers
check products on a haphazard basis. He issues a certificate for transportation goods if the AQL
pass indicates that the products are of acceptable quality. The AQL level differs from one process
to the next, from one product to the next, and from one buyer to the next. The table below shows a
sample inspection plan for the final shipment. The greatest amount of defective items that can be
randomly regarded acceptable during sample testing and inspection is referred to as the
Recognition Quality Level (AQL). The errors discovered during the inspection are divided into

three categories:
e Critical: 100% accuracy is required. There isn't any.
e Major: Normally, it's around 2.5 percent.

e Minor: Normally, it's 4%.

7|Page
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2.5 Quality Assurance
Quality Assurance (QA) is a method of preventing mistakes or errors in manufactured products,
as well as problems when providing solutions or services to customers; 1ISO 9000 is defined as a

type of quality management that focuses on ensuring that "quality requirements" are met.

2.5.1 Process Flow Chart of Quality Assurance Department
Checking accessories Fabric examination Shade segregation
Test for shrinkage

l
Check the size of the set

l
Check with a marker

!
Quality assurance is being disseminated, and quality assurance is being cut.

!
Checking for a difficult pattern

1
A pre-production meeting is held.

!
Instructions for beginners

!
Layout of the Inspector

!
Currently being audited

!
Two-time process inspection

!
Two-time machine inspection

!
Two-time accessory inspection

!

©Daffodil International University
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a weekly report of work in progress

!
Check that the process is 100 % in line.

1
Performing a last inspection of the sewing

1
Final hourly audit with measurement

!
Finishing a 100 percent check

l

9|Page
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Check the button pulls

1
Final audit on an hourly basis
!
Check for a broken needle
!
Compliance with accessories
1
Each and every final audit
!
Pre-final inspection
!
Ready for final inspection
1
Shipment

2.6 Working Sequence of Quality Section

Follow-up measurement of sample remarks

!
Grading of patterns

l

Pattern all the way to the cutting portion

l

Inspection of the fabric (GSM, color shade etc.)

!
Fabric is fine.
)

Lay check

!
10|Page
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Print Check
!

Line check

l
Checking the sewing output

!
After Remove (If Have)

!

Finishing(ironing)
!

The most important check ( size measurement)

11|Page
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Measurement in terms of size

!
Get up Checking

l

Point measurement

!
Packing

2.7 Quality Control in Apparel Production

Process inspection and quality control are performed at several stages throughout garment

production. In general, there are three types listed below:

1. Cutting section quality control

2. Sewing part quality control

3. In the finishing section, there is quality control.

2.7.1Flow Chart of Garments Quality Control
Received finished fabric

!
Checking finished fabric

!
Marker

!
Spreading
!

12|Page
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Cutting
!

Numbering

!
Checking

!
Bounding
!
Cutting quality audit

!
Input

!
Impost measurement checking

!

Table inspection

!
Alter/Rectification

!
Sewing quality audit
!

Iron

l

Impost checking for finishing

l

Quality audit for workmanship
!
Basic measurement check

!
Folding

!
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Poly/Hangar
!

Metal detector checking

l

Carton

!
Carton quality audit

l

Internal final Inspection

2.8 Quality Management Department

’ Quality Manager ‘

I
Assistant Quality f
Hanager Trainer

Cutting Line
Inspector Supervior
Spreading, Cutting

Supervisor & Inspector for
Lot Pass Inspector Inspector

Fabric Inspector

Patterns &
Marker Inspector

Lot pass Inspector Control of Rejects|

Table Inspector Line Inspector|
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2.9 Some Faults and Their Remedies in Cutting Section

In the cutting section, some typical errors occur on a regular basis. | can produce a high-quality

product if I reduce these faults. The following are some of the cut flaws and how to fix them:

1. Wrong Cutting

This type of error occurs when different sizes are mixed and sliced together.

Fig I: Wrong Cutting
Remedies:

If these types of errors occur, the fabric will be rejected.

2. Miss Cut

If the appropriate line is not maintained when cutting, a miss cut will occur. There is a 1/16"

tolerance.

Fig I1: Miss Cut

Remedies:

If these types of errors occur, the fabric will be rejected.

15|Page
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3. Numbering Mistake

If the size number of cut pieces is not attached, it is referred to as a numbering error.

Fig I1l: Numbering Mistake

2.10 Quality Control in Cutting Section

Cutting can be done by hand or using an automatic cutting machine. Cutting mistakes can be
reduced by a qualified worker. The cutting machine knife must be examined and sharpened before
fabric cutting may begin. When using an auto-cutting machine, the fabric should be placed
uniformly on the table. To guarantee that the quality has been cut, the cutter must be as precise as
possible in following the pattern line as precisely as feasible. To get fault-free cutting fabric,

consider the following factors:

— Lowering the lay height

— Lowering the cutting speed

— Using anti-fusion paper in the lay at regular intervals

— Using lubricant on the knife while cutting

Checklist for Cutting Quality

e Checking the pattern's quality.
e Checking the marker’s quality.
e Checking the diameter of the fabric

16|Page
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e Laid Checking Cutting

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

e Checking for Mistakes in Bundles

e Checking for Size Mistakes

e Checking for Fabric Color Mistakes

e Checking Yarn Contamination

e Checking for Fabric Issues

2.11 Sewing Faults, Their Causes and Remedies
Seam Pucker:
After stitching, seam pucker occurs. A ridge, wrinkle, or corrugation of the sewed fabric going

across the seam can be defined.

Fig: Seam Pucker

Causes:
* Incorrect fabric feeding
* Incorrect tension setting

« Sewing thread extension
Remedies:

e By applying adequate tension, puckering can be reduced.
e Adjust the tension of the bobbin thread first, then the needle thread tension.

e By changing the feed timing and fabric control for maximum fabric pulling.

Skipped Stitch:

17|Page
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Muiss stitch formation or a gap in stitch formation might result in a skipped stitch. Causes:

e If the stitching tension of the needle is improper.
e Needle deflection
e Thread Missing Yarn failure owing to inappropriate thread control mechanism setting

e Thread Missing Yarn failure due to incorrect needle size for thread size.

Fig: Skipped Stitch

Oil or Dust Spot:

When a patch of oil, dust, or wax is discovered on the fabric surface, it is referred to as an oil or
dust spot.

Reason:

e Ifoil, wax, or dust is deposited on the fabric surface by the machine while sewing, an oil
or dust stain will appear.

Fig: Oil Spot

Treatments:

e It can remove by using special type of spray. The name of that spray is ‘Spot lifter’.

18|Page
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Displacement of label:

It will happen if the label's position is incorrect.

Fig: Displacement of Lebel

Reason:
« In case of inattention
Remedy:

By removing and reattaching the label.

Stitch Density Variable:
This type of error occurs during the sewing process.
Cause:

« |neffective fabric feed control

Fig: Stitch Density Variable

Treatment:

e Increase the pressure on the presser foot.

e Replace the negative feed mechanism with a more positive one.
19|Page
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Needle Mark:

The needle is the most important part of stitching. Needle marks appear as a result of stitching

with a fast needle speed. Reason:

e When there is a problem with the stitching, this flaw occurs.

Fig: Needle Mark

Treatment:

By eliminating incorrect stitching during the sewing process.

Sewing Line Quality Check List

Check for Buyer Approved Samples and Measurement Sheets.
Sample-by-sample input verification.

Trims Card Check that has been approved by the buyer.

Sample Wise Style Check, which has been approved by the buyer.
Check the tension of all machine threads.

Print and Embroidery Placement Check for Style.

Double-check all process measurements.

Check for oil spots on all machines.

© © N o o > w dh F

All processes are subjected to a S.P.I. check in accordance with the buyer's specifications.
10. Check for Time Shading, Bundle Mistakes, and Size Mistakes.

11. Wise Contrast Color Check, which was approved by the buyer.

12. Styling Check based on Buyer Requirements

13. Ensure that all machine stitch tensions are properly balanced.

20|Page
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Finishing Faults, Their Causes and Remedies

The finishing section has a variety of flaws. Here are a few examples:

Barcode Error:
It is referred to as a barcode mistake if the primary label and hang tag barcodes are not same.

Fig: Barcode Error

Reason:
e Worker makes this type of mistakes.
Remedy:

e By reattaching the same main label and hang tag.

Folding incorrectly:
It will happen if the finished garments are not folded properly before shipment.
Reason:

e When a packing activity is completed rapidly, this type of difficulty occurs.
Remedy:

e It may be folded again to remove it.
Wrong Packing:

When a corner or side is folded after packaging, it is referred to as incorrect packing.

21|Page
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2.11.3 Finishing Quality Checking List

Thorough garment examination, including measurement, spot, and dirt.
Check for shade variation

Smooth and unfold in pockets

Wrong fold

Proper fabric form

Proper ironing

Barcode application

Tag application

© © N o g > w D PP

Closure of the collar
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CHAPTER - 3: EXPERIMENTAL DETAILS

3.1: Fabric inspection

Fabric is the primary raw material used in the creation of fabrics, accounting for 60-70 percent of
the entire cost. If a defective fabric is utilized to produce a garment, the garment maker will end
up with a defective or defective garment, not a good one. Fabric inspection is an integral part of
the garment production process. Fabric inspection is commonly done using the four-point
technique. Missing Yarn, set up, needle mark, stop mark, hole, knot/slab, thick and thin, Y / C fly,

star, strap, light out, stripe, oil spot, and other garments are all called fabrics.

Grey fabric inspection report: (07-04-2022)

EENPAMCO
Platinum Apparel Mfg. Co., Ltd.
S Charabagh, Ashulla, Dhaka-1341
v Visual Fabric Inspection / Roll
A puetf = ¢~ V2
Fabric supplier- “JIN. 2 Garment Supplier: ﬁ-“;WC»O .

@ml‘: ~261 239 YIX | 30 IIRCYACS
Colour Shade D65 |TL83| A D65 | TL83| A D65 | TL83| A D65 |TL83 | A D65 | TL83 | A
To Approved fabric
End to End : | J|
Sidel Center = - = e Ticket | Actual
Cuttable Width: 'l‘:n’:kﬁ % Mid_[End —1%:22%' Mid_|End | Ticket| Beg | Mid [End | Ticket & Mid [ End | Tket| Beg | Mid” | End

g 4 [TV T ] S T e
Defective Points 1 2 3 1 2-[{e3 4 1Y) [ i B i =
ik Yam 177 = T = =1e
[Missing __ 17714 —

i { 1
|
e==| =
— |
— =
=
............ S r ...mgﬂ
Q.C. Incharge

sossvossssessreesenes

Fabric Inspector

e ———— e e

GP.QSign

-

Buyer# SOS Fabrication# 100% Yarn count # Recevied roll Total length# 11086 M
cotton Y/D check fabric. Quality# 176
Style no# Composition# Yarn lot# Inspection Total fault pont# 86
Roll #qty. 10
Order no # Total roll wt.:# 280 kg Yarn brand # Acceptable Req width#
rolls#10

©Daffodil International University
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Order quality:# Color and code:# Check Req.GSM# Rejected Roll#
Mix Color
Sh| Rol| G. G| Roll| Leng G| M Bro Fault | Kn| Thic | missi FO T | Point| Clas
i| | | did a| weig| th ro|oi k | description o | k ng | rei o | /100 | s
ft| no. mc ug| ht (yd) ey| ssi| en t/Sl| and |ygrn/ on| tal lenie; A
fdi| e G| ng PI ub | Thin Po C
a S Y CK Hole Y| int ryd
M| a /E a
m np| <1 | >1 m
261 87 36| 20| 22 | 76 | 180 2 3 4 6| 477 A
379| 87 36, 20| 28 | 76 | 180 1 100 626, A
Al 418 87 36| 20| 22 75 | 180 2 2 22| 6| 477 A
390 87 36| 20, 22 75 | 180 1 4 8| 636 A
3678736 20| 28 | 65 | 180 1 2 1|6 477 A
261 87| 36| 20| 28 65 | 180 2 1 16| 626, A
379 87 36, 20| 22 | 63 | 18 1 1 2 8| 636 A
Bl 418/ 87 36 20| 22 63 | 180 1 1 6 477 A
390 87 36| 20, 28 63 | 180 2 1 10| 626, A
36787136 |20 | 26 63 | 180 2 1 /210|626 A
Total 684 1 6 5 4| 7 |13 |4|86

Table: 3.1.1 Grey Fabric Inspection Day 1

This table shows the number of specific problems found per hour of grey fabric inspection over

the course of a day. 280 kg of fabric are inspected here.

©Daffodil International University
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A graph is given on the basis of this table:

25 1
20 A
15 A
10 -

Shift A Shift B

Broken Yarn

M Hole

M Slub

H Foreign Yarn

B Missing Yarn

Graph 3.1.1 depicts a day's worth of grey fabric inspection. Missing Yarn and broken yarn are
the most serious flaws, whereas Missing Yarn is the least serious.

©Daffodil International University
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Style no#

Composition# 5%gm

Yarn lot# 88091

Inspection Roll

Total fault pont# 60

#qty.10
Order no # Total roll wt.:# 256 kg Yarn brand # S.pur Acceptable rolls#10 | Req width# 70 (90)
Order quality:# Color and code:# Check Mix Req.GSM#300 Rejected Roll#
Color
Sh| Rol| G. G| Roll| Leng G| M Br Fault Kn | Thic | pmissii Fo| T | Point Class
i| 1 | did a| weig| th ro|oi ok | description| o | k ng | reil o | /100 ABC
ft| no. mCl ug ht (yd) ey| ssi| en /S| and | ygarnl on| tall lenie
/di| e G| ng| Ya ub | Thin| Po
a S| Y m Hole Y| int ryd
M a a
rn <1 >1 m
1| 87 36| 20| 22 76 | 180 6 1 2 8| 6.36 A
2| 87 36| 20, 28 76 | 180 114 10| 6.26 A
A 3| 87 36| 20| 22 75 | 180 3 1| 6| 477 A
4 | 87 36| 20| 22 75 | 180 1 2 8| 6.36 A
5 87136 |20 | 28 65 (180 | 1 1 1 10 | 6.26 A
1|87 36| 20/ 28 65 | 180 1|1 7 6| 4.77 A
2 | 87 36| 20 22 63 | 180 1 3 8| 6.36 A
gl 3| 8] 36 20| 22 63 | 180 1 3 6| 4.77 A
4 | 87 36| 20| 28 63 | 180 2 1 1 10| 6.26 A
5 1873 |20 | 26 63 | 180 1 1 3 10 | 6.26 A
Total 684 2 1 2 5116| 14 9 |1]82

Table 3.1.2 Grey fabric inspection report day 2 (09-04-2022)

©Daffodil International University
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This table shows the number of specific problems found per hour of grey fabric inspection over
the course of a day. Here, 256 kg of fabric are assessed, and the roll with the highest flaw point is

eliminated.

30 - _
m Foreign Yarn [
25 1 - Missing/
20 A
B Thick and Thin
_ | ]
1 Knot/Slub
10 A = Hole
5 4 " Broken
0 : . “y
Shift A Shift B

Graph 3.1.2 Grey Fabric Inspection (Day 2)
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Inspection report for grey fabric on day 3 (10-04-2022)

Style no# Composition# 5%gm Yarn lot# 88091 Inspection Roll Total fault pont# 60
#qty.10
Order no # Total roll wt.:# 212 kg Yarn brand # S.pur Acceptable rolls#10 | Req width# 70 (90)
Order quality:# Color and code:# Check Mix Reg.GSM#300 Rejected Roll#
Color
Sh| Rol| G. G| Ruoll| Leng G| M|Broke Fault | Kn| Thic | pijss| Forei| To | Point/1 Class
i | dial a | weig th r i |nYarn description| o k i gn t 00 ABC
ft| no. mc| ug| ht (d)| ey| ssi Sl and | pg | Yam o al | lenier
Mdi| e G| ng ub | Thin Yar Poi
M| a Hole nt yd
n
<1 >1
1| 87 36| 20| 22 76 | 180 1 1 2 6 4.77 A
2 | 87 36| 20/ 28 76 | 180 1 10| 6.26 A
Al 3|8 36 20 22 75 | 180 2 1 8 6.36 A
4 | 87 36 20 22 75 | 180 1 2 8 6.36 A
5 |87/36|20 | 28 65 | 180 1 1 10 6.26 A
1| 87 36| 20| 28 65 | 180 11 2 6 4.77 A
2| 87 36| 20| 22 63 | 180 1 8 6.36 A
gl 3| 8] 36 20| 22 63 | 180 1 1 1 6 477 A
4 | 8 36 20 28 63 | 180 1 1 10| 6.26 A
5 [87/36|20| 26 63 | 180 1 3 10 6.26 A
Total 684 2 3/6] 5 10| 1 84

Table 3.1.3 Inspection report for grey fabric on day 3

This table shows the number of specific problems found per hour of grey fabric inspection over

the course of a day. Here, 212 kg of fabric are assessed, and the roll with the highest flaw point is

eliminated.

©Daffodil International University
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The graph of this inspection:

100%

80%

60%

40%

20%

0%

Shift A

Shift B

M Foreign Yarn

B Missing/Broken
Yarn

m Thick/Thin

H Slub

H Hole

Graph 3.1.3 Grey Fabric inspection (Day 3).

Here maximum fault is Missing Yarn/ Broken yarn and minimum is Foreign Yarn.

©Daffodil International University

29|Page



3.2 Cutting Section

It is a significant segment of the apparel business. Cutting is the process of making a garment by

cutting a pattern piece from a certain fabric. The fabric is trimmed to prepare the garments for

assembly using the issue plan's grade patterns and markers. This is the cutting room's principal

operation; of all the cutting room's tasks, it is the most determined, because once the fabric is cut,

there is very little that can be done to repair serious flaws. As a result, | gathered data and analyzed

it to determine how many errors occur on a daily basis. Here's everything need to know:

Table 3.2.1 Cutting Section Inspection (Day 1)

D H Bunde | Cre | Shade Sp | Slu| Wr | Contaminati | Othe | Toal Total QC| Tota
a 0 ling | as | Variati | ot | b ong | on rs Inspecti | Defec | Pas| |
| u | Mstakie |on Cut on ts s defe
rs € Ma ct %
rk
8-9 1 325 2 323 | 0.61
am %
9-10 1 315 4 311 | 1.2%
11| am
© | 10- 1 1 325 5 320 | 153
04 11 %
" am
22
11- 4 300 7 293 | 2.33
12 %
am
12-1 3 |1 1 300 6 294 | 2%
pm
2-3 4 9 1 350 18 332 | 514
pm %
3-4 3 7 300 14 286 | 4.67
pm %
4-5 6 240 9 231 | 3.75
pm %
To| 8 9 |4 29 4 1 2455 65 239 | 2.64
tal| hour 0 %
s

©Daffodil International University
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This table shows each day's specific errors. In the cut area, you'll find things like stripes, pinholes,
contamination, slabs, crease lines, shade differences, and so on. In a single day, 2455 fabrics are

inspected, with 2390 garments passing QC and a 2.64 percent garment defect rate.
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Figure:

3.2.1 Cutting faults of day 1 (11-04-22)

18
16
14
12

10

S\

8-9am 9-10 1011 1 -12 12-1

am am 1m pm
a

T

2-3pm 3-4pm 4-5pm

M Others

m Contamination

m Slub

B Spot

B Shade variation

W Crease Mark

Cutting defects of a day are shown in graph 3.2.1, with the maximum fault value of 29 (Spot)
and the lowest fault value of 1 (Contamination).

Table 3.2.2: Cutting Section Inspection
Da, H Num | Crea| Shade Sp Slu | Wr | Contaminati | Othe | Toal Total QC| Tota
te 0 berin | se | Variati ot b ong | on rs Inspecti | Defec Pas| |
ur | 9@ Mar | on Cut on ts S defe
s Mist | k ct %
ake
8-9 4 1 2 1 360 9 351 | 25%
am
9-10 1 1 1 2 300 6 294 | 2%
12| am
~ 1 10- 6 1 2 325 10 315 | 3%
04
11
~lam
22
11- 1 1 1 300 3 297 | 1%
12
am
12-1 4 3 300 7 293 | 2.33
pm %

©Daffodil International University
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2-3 7 350 12 338 | 342
pm %
3-4 2 280 4 276 | 1.42
pm
4-5 2 300 4 296 | 1.34
pm
To| 8 24 2515 55 246 | 2.19
tal| hour 0 %
S
Figure: 3.2.2 Cutting faults of day 2(12-04-22)
]
Crease Mark
- Shade variation
]
Spot
4 [
Slub
]
7 Contamination
]
Others
T [ ]
]

8-9am 9-10am 10-11aml11l-12am12-1pm 2-3pm 3-4pm 4-5pm

Cutting defects of a day are shown in graph 3.2.1, with the maximum fault value of 24 (Spot)

and the lowest fault value of 1 (Shade Variation).
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Table 3.2.3: Cutting Section Inspection (13-04-2022)

D H N. | Creas | Shade Sp Slu | Wr | Contaminati | Othe | Toal Total QC| Tota
a 0 Mis | e Variati ot b ong | on rs Inspecti | Defec Pas| |
te u tak | Mark | on Cut on ts S defe
rs e ct %
8-9 1 9 7 400 17 383 | 4.25
am %
9-10 | 1 1 1 300 4 296 | 1.33
15/ am %
0'4 10- 1 3 2 4 340 9 331 | 2.64
11 %
2'2 am
11- |1 1 300 5 295 | 1.67
12 %
am
12-1 1 1 1 300 3 297 | 1%
pm
2-3 |1 1 250 2 248 | 0.8%
pm
3-4 16 |8 350 24 326 | 6.85
pm %
4-5 |1 1 250 3 247 | 1.2%
pm
To| 8 4 3 22 |21 |13 2490 67 242 | 2.69
tal| hour 3 %
S

©Daffodil International University
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Figure: 3.2.3 Cutting faults of day 3 (13-04-22)

25
20 +

m Others

m Contamination
15 |

]

.Slub
10 | - Spot

. Shade variation

Crease Mark

5 [ ]

]
0 l . '7

8-9am 910 1011 1112 121 '34'4-5'
pm

Cutting defects of a day are shown in graph 3.2.3, with the maximum fault value of 22 (Spot).
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3.1: Section Sewing
Sewing is an important cycle in the textile and apparel industries. It plays an important role in

Maintaining the fabric's quality. As a result, when making any garment, all abnormalities must

be avoided. Various faults or exclusions that may occur during sewing are discussed in this paper.

As aresult, 1 obtained data by studying it to determine the number of errors that occur each day.

The following information is provided:

T remsimey mesemsTIART R Ay g i |
M- NO. sz HOURLY INSPECTION / ALTERATION luspom ror. L. Lm& b
L1 o Q. INSPECTOR WM..
_DEFE SHIRT 89 - E |
”A‘: : - N | 9:10{10-11]11-12]12-01[02:03] 03-04] 04-05[05-06]06-07 TOTAL
l\wsvm rwmn‘:‘n{‘muml' i
SKPSTITCH % me.rr:wn nuwmuvsnuun
AT agpmrnor MR AT T O ¢ I 03
OPENSTITCH mmm TE FYOKE. F 11 LSO,
m,vxwmﬁ% e | L z
)
RUN OF STITCH. Mmm 'EFVC‘!, FYEKEN, FRT FRT FLAP, PRLDIBSIGN, WK
AT mmm.ﬂ s\ sngmno‘ mm“""’" T QU JORG ] ! 02
OVER STITCH '
xr nmmawbwmwmm” “ ‘ 03
UNEVEN STITCH | SR, e BEND Curr. E FYDKE, FTEKEN, KT
A rwmuﬂmm
AT s u\'ﬁmma‘ywﬁmmﬂ ! ’ ! 4 07
m&%smm ﬂ m:mﬂtg:‘wmmumm ' ! 02
| NGOMPLETE S ;g:?mgm :
TENS ) n\xs.ﬂm PKTDZ3IGN,
) m mmmu omunmwg o g ! { 04
PUCKERING mmrmmemﬁ
: AT mmwﬁ MS’JM £ ! o3
e mmmmsmmmummnm i
DIRTYS) Mmmmsmm-cmmuum W o L——arw
| CoU B o L POGRET AP B BN S/ T = wnl ) e ) e ’~’ii~~ o =
| ‘; ;’; e — ——————f = - = s
e e ——————

Fig: Sewing Quality Report
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D H | Skip | Uneven| Puck| Spot| Broken| Uncut| Oil Marks, Othe | Total | Total Q Tot

a O | Stitch| Stitch ering Stitch | Tread rs Ins Defec| C al

t U pection | ts Pa Def

e R SS ect

S %
8-9 1 1 100 3 97 3%
am
9-10 1 1 90 3 87 3.34
am %
10- 100 2 98 2%

- 1

04-

o9 | 11- |1 1 80 3 77 3.75
12 %
am
12-1 | 1 1 1 80 4 76 5%
pm
2-3 |2 1 1 80 4 76 5%
pm
3-4 1 1 3 80 5 75 6.25
pm %
4-5 1 2 1 1 1 80 7 73 8.75
pm %
5-6 1 1 1 1 3 90 7 83 17.77
pm %

Tot 6 4 4 4 3 6 3 780 38 742 4.87

al %

Individual errors per hour are shown in this table. The sewing area contains defects such as skip

stitch, hole, needle mark, oil stain, broken stitch, packing, and so on. In one day, 780 garments are

inspected, with 742 garments passing QC and 4.87% percent of the garments being defective. On

the basis of this table, the following graph is provided:
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Figure 3.3.1 Sewing faults of Day-1

In the sewing segment, graph 3.3.1 displays sewing defects from day 1, with the maximum fault
value of 7 (Others) and the lowest fault value of 3 (Broken Stitch).

Table 3.3.2 Sewing Quality Report (Day-2)

W Others

= Oil Marks

m Uncut Thread
M Broken Stitch
H Spot

M Puckering

B Uneven Stitch

©Daffodil International University

m Skip Stitch
89%am 9-10 10-11 11-12 12-1 2-3pm 3-4pm 4-5pm 5-6 pm
am am am pm
D H | Skip | Uneven| Puck | Spot| Broken| Uncut| Oil Marks| Othe | Total | Total Q Tot
a O | Stitch| Stitch ering Stitch | Tread rs Ins Defec| C al
t U pec ion | ts Pa Def
e R SS ect
S %
89 |5 2 1 3 150 11 139 7.34
am %
9-10 3 120 3 117 2.5%
am
10- |9 3 2 1 1 150 16 134 10.6
11 7%
13- ’
04-
2o | 11- 1 1 1 1 1 1 150 6 144 4%
12
am
12-1 1 1 1 80 3 77 3.75
pm %
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2-3 1 1 1 150 3 147 2%

pm

3-4 1 1 3 100 5 95 5%

pm

4-5 1 1 1 150 3 147 8.75

pm %

5-6 1 1 100 2 98 1.77

pm %
Tot 17 2 6 4 5 5 3 10 1150 52 1098 | 4.52
al %

Individual errors per hour are shown in this table. The sewing area contains defects such as skip
stitch, hole, needle mark, oil stain, broken stitch, packing, and so on. In one day, 1150 garments
are inspected, with 1098 garments passing QC and 4.52% percent of the garments being defective.
On the basis of this table, the following graph is provided:

Figure 3.3.2 Sewing faults of Day-2

10
9
8
; B Skip Stitch
B Uneven Stitch
° H Puckering
> | Spot
4 M Broken Stitch
3 1 ® Uncut Tread
2 1 Oil Marks
1 4 Others
0 - . . . T T
8-9am 9-10am 10-11 11-12 12-1pm 2-3pm 3-4pm 4-5pm 5-6 pm
am am

In the sewing segment, graph 3.3.1 displays sewing defects from day 2, with the maximum fault
value of 17 (Skip Stitch) and the lowest fault value of 2 (Uneven Stitch).
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Table 3.3.3 Sewing Quality Report (Day-3)

D H | Skip | Uneven| Puck| Spot| Broken| Uncut| Oil Marks, Othe | Total | Total Q Tot

a O | Stitch| Stitch ering Stitch | Tread rs Ins Defec| C al

t U pection | ts Pa Def

e R SS ect

S %
8-9 1 1 1 100 4 96 4%
am
9-10 |1 1 1 1 100 5 95 5%
am
10- 1 2 100 4 96 4%
11

16- | am

04-

oo | 11- |1 1 1 1 90 4 86 4.45
12 %
am
12-1 1 2 1 1 80 6 74 7.5%
pm
2-3 1 1 1 2 80 5 75 6.25
pm %
3-4 1 1 3 80 5 75 6.25
pm %
4-5 1 1 1 2 80 6 74 7.5%
pm
5-6 1 1 1 90 3 87 3.34
pm %

Tot 4 2 5 5 7 3 11 800 42 758 5.25

al %

Individual errors per hour are shown in this table. The sewing area contains defects such as skip

stitch, hole, needle mark, oil stain, broken stitch, packing, and so on. In one day, 800 garments are

inspected, with 758 garments passing QC and 5.25% percent of the garments being defective. On

the basis of this table, the following graph is provided:
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GRAPH 3.3: Quality report day 3
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In the sewing segment, graph 3.3.3 displays sewing defects from day 3, with the maximum fault

value of 11 ( Others) and the lowest fault value of 2 (Uneven Stitch).
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3.2 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 process control
parameter analysis and reliable measurements to reduce fabric defects are some possible steps to

achieve the desired fabric quality. To reduce the number of faults in the woven finished fabric.

Table 3.4.1 Finishing quality report
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Oord Inspe | Br L Nee | Ope | Poo | Poo| Ski| Sh| U | U Total
er cted 0 0 dle n r r p ad | p |'n Defe
No. piece | ken | Oi | o Hole | Sea | Iron | Sha | Stit| in | Do| cu cted
Bu S Stit | | se m ing | pe ch g |w |t Piece
yer ch Sp | th Paln | Thi O | s
Na St ot re rt re |t
me y ad ad | he
le rs
SO | 400554 400 26 12 |18 |2 2 25 7 2 14 112 |22 |2 144
S 964
SO | 400554 | 4 | 345 21 3 10 |6 6 10 2 12 |11 |12 |19 |4 | 116
S | 9665 5
SO | 400554 | Q | 400 1 6 1 2 3 8 1 3 3 |6 |9 |3 |46
g | 966 E
SO | 400554 | g | 400 7 2 3 6 8 4 8 12 |8 |14 |17 |4 | 93
S 967 S
SO | 400554 A | 400 8 6 4 2 2 9 1 6 4 |6 |10 |2 |60
S 964
SO | 400554 400 3 6 1 2 3 1 1 3 3 /6 |9 |3 |4
S | 965
To 2345 | 66 3% |37 |20 24 57 20 38 |43 |5 |86 |18 | 500
tal

By removing the errors of the day, this table shows the individual errors of the day. 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, and so on. In one day, 2345 fabric are inspected. On the basis of this table, the following graph is provided:

Fig 3.4.1 Finishing defect of day 1

Others

m Poor Shape

W Uncut Thread

Up Down

H Shading Part
m Skip Stitch

H Poor Ironing

In the finishing section, graph 3.4.1 illustrates a day's finishing defects, with the greatest fault value of 86

(Uncut Thread) and the lowest fault value of 18 (Others).
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Table 3.4.2 Finishing quality report (16.04.2022)

ord Inspe | Br L Nee | Ope | Poo | Poo | Ski| Sh| U | U Total
er cted 0 0 dle n r r p ad | p n Defe
No. piece | ken | Oi | 0 Hole | Sea | Iron | Sha | Stit| in | Do | cu cted
Bu S Stit | | se m ing | pe [ ch | g w |t Piece
yer ch Sp | th Pa|n | Th| O |s
Na St ot | re rt re |t
me y ad ad | he
le rs
SO | 400554 450 18 11 | 23 3 3 22 16 10 | 16 | 13 | 21 | 3 159
g | 964
SO | 400554 | 4 | 345 22 21 | 20 5 6 12 19 13 | 13 |16 | 20 | 2 170
g | 965 5
SO | 400554 | Q | 450 8 7 9 3 4 11 10 4 2 8 8 4 78
g | 966 E
SO | 400554 | E | 400 11 13 | 21 6 7 22 10 14 | 7 12 1 16 | 3 142
S 967 S
SO | 400554 A 400 12 7 14 3 2 10 15 5 4 6 11 | 3 92
S 964
SO | 400554 400 7 7 5 2 4 11 11 2 3 5 6 2 64
S 965
To 2445 78 66 | 92 22 26 88 81 48 | 45 | 58 | 72 | 17 | 705
tal
Individual daily errors are listed in this table. Errors in two-day completion In the finishing section,
you can find 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, and other issues. In one day,
2445 fabric are inspected here.
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Fig 3.4.2 Finishing defect of day 2
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In the finishing section, graph 3.4.2 illustrates a day's finishing defects, with the greatest fault

value of 88 (Poor Ironing) and the lowest fault value of 17 (Others).

Table 3.4.3 Finishing quality report (17.04.2022)

Oord Inspe | Br L Nee | Ope | Poo | Poo| Ski| Sh| U | U Total
er cted 0 0 dle n r r p ad | p | n Defe
No. piece | ken | Oi | o Hole | Sea | Iron | Sha | Stit| in | Do | cu cted
Bu S Stit | | se m ing | pe | ch g | w/|t Piece
yer ch Sp | th Pa|n | Th O s
Na St ot | re rt re | t
me y ad ad | he
le rs
SO | 400554 607 17 13| 20 | 4 7 19 22 |9 141 8 | 23| 3 | 159
S 964
SO | 400554 | 4 626 19 25| 19 | 4 5 14 19 16 | 11| 15| 21| 7 | 175
S 965 5
SO | 400554 | Q | 348 7 5 6 3 5 13 10 | 3 4 |6 5] 3|70
S | 966 E
SO | 400554 | g | 327 10 15| 23 | 5 6 21 29 11 | 8 | 11| 13| 4 | 156
s | 97 S
SO | 400854 A | 242 14 4 17 | 2 4 9 11 | 4 5 7 |15 2 | %
s |94
SO | 400554 328 8 3 4 4 3 12 12 | 3 2 | 3|4 3|60
s | 965
45|Page
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To 2476 | 75 65 | 89 22 30 88 103 | 46 | 44| 50| 81| 22| 714
tal

Individual daily errors are listed in this table. Errors in two-day completion In the finishing

section, you can find 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, and other issues. In one

day, 2476 fabric are inspected here.

Fig 3.4.3 Finishing defect of day 3
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In the finishing section, graph 3.4.3 illustrates a day's finishing defects, with the greatest fault

value of 103 (Poor Shape) and the lowest fault value of 22 (Needle Hole).
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CHAPTER —4: DISCUSSION OF RESULTS

A number of essential processes are used to create garments. In the gray fabric inspection

department, cutting department, sewing department, and finishing department, numerous forms of

flaws are common during manufacturing. | have frequently discovered more sensitive flaws as a

result of the above study, and they are comparatively greater than each other.

4.1 Fabric Inspection Section

Result:

Every day, different types of faults are discovered in the fabric inspection area. So | spent a day

analyzing the flaws and came up with a solution. The outcome of the calculations is

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

Month Date Length | Missin | Set Hole<l | Hole>1 | Knot/Slub | Thic | Total | Total
(yrd) gYarn | up k and | defect | point
Thin

April | 7-4-2022 | 684 1 14 8 20 13 44

9-4-2022 | 684 10 3 21 34

10-4- 684 2 12 11 2 27

2022

Total 3 days 2052 3 36 22 22 34 117 252

Table 4.1 shows the individual fabric inspection defects per day. In this case, 2052 yards of fabric

were inspected, with a total defect count of 117 and a total point total of 252 for three days.

On the basis of this table, the following graph is provided:

©Daffodil International University
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Fig:
In the grey fabric inspection section, graph 4.1 illustrates grey fabric flaws with the maximum fault

value of 34 (Thick and Thin) and the lowest fault value of 3 (Missing Yarn).

On the basis of this table, a percentage graph is provided below.
% Graph: 4.1

Fabric Defects

B Missing Yarn ® Foreign Yarn™ Slub/Slub

m Thick and Thin

Set up has the highest fault proportion (31%), Slub and Hole has the middle fault percentage (19%),
and the lowest fault percentage is 2%. (Missing Yarn).
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We can observe from the graphs 4.1 and 4.1Percentage graphs that,

e There are 117 defects in all. The lowest flaw was detected by Missing Yarn, which was 2
percent.

e There are 117 defects in all. The largest percentage of defects in the inspection system is
observed in set up 36, which is 31 percent.

e There are 117 defects in all. Hole 1 is identified 22 times, for a percentage of 19%, and
this is a medium stage of fault in the inspection system.

e Slub is discovered 22 times out of 117 defects, for a proportion of 19%. This is likewise
in the medium stage, although less frequently identified in the inspection system.

e Thick/Thin is discovered 34 times out of 117 defects, with a frequency of 29% and a

rarity in the inspection system.

Discussion:

1. Missing Yarn is found as the lowest amount.

2. Slub and Thick/Thin Yarn also found a major amount in woven fabric inspection.

49|Page
©Daffodil International University



4.2 Cutting Section Inspection

Result:

Every day, different types of faults are discovered in the cut section. So we spent a week analyzing

the inaccuracies and came up with some conclusions. The calculation yielded the following result:

Table 4.2: Data Analysis of Total Result in Cutting Section

©Daffodil International University

Num| Creas| Shade Sp| Slu| Wr| Contamina| Other | Toal Totall QC | Tota
berin| e Variati | ot | b ong| tion s Inspecti | Defe| Pass| |
9 | Mark| on Cut on cts defe
ake

nth

S Date

A| 11-4- 9 4 29 | 6 4 1 9 2455 65 | 2390 | 2.64

pr| 22 %

il 12-4- 9 |1 24 |5 |3 |2 8 2515 | 55 | 2460 2.19
22 %
13-4- | 4 3 22 |21 |13 5 2490 67 | 2423| 2.69
22 %
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Tot 10 21 |5

al

3 days

75 | 32

20 |3 22

7460

187

7273

2.50
%

Individual Cutting faults are inspected cut pcs are 7460 pcs every day, total flaws are detected 187

pieces, and total QC passed cut pcs are 7273 pcs for three days, according to Table (4.2).

A graph is given on the basis of this table:

Cutting
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S C}@& <,<>°<b

Cutting faults are shown in Graph 4.2, with the highest fault value of 75 (Spot) and the lowest fault

value of 3 (Contamination) in the Cutting section.

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

% Graph: 4.2

Contamin Others
11%

tion
1%

Pin hole
10%

M

Faults % s Crease
Mark
16%

Shade
Variation
3%

The average error percentage (percentage) in this case is 2.7676 percent. The spot error is more
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common than any other error of the day. After that, the slub value is preserved. According to the
percentage of spots and pin holes, the fault has an average position. Straps, slabs, and wrinkles are
at the bottom of the list.

Discussion:

% Contamination has a significant part in defining the quality of cotton by omitting crucial
characteristics such as length, strength, and fineness. This problem is caused by the
presence of dead fibers and other foreign substances such as pigment fibers, buds, synthetic
fibers, and so on. Contamination can be reduced by lowering the quality of the yarn, fabric,
and fabric, or by increasing the total rejection of the batch or shipment by employing a rich
fiber blend in the weaving yarns. As a result, there will be fewer dead fiber fabrics and less
pollution. Foreign contaminants in the cotton blend can be avoided by using tight control
techniques in the blow room.

% Men's the range of hues found in garments made of colorful or printed materials is a
prevalent issue. A dress with shade variations is regarded as faulty. When separate garment
elements have varying skin colors (shades) or when different garment parts of the same
garment do not match the shade, the shade of the garment varies. Variations in the hues of
the fabric are caused by changes in the shade of the order's fabric. The majority of the time,
the shed differed due to improper fabric roll spreading during cutting.

7
o

The pinhole is also a remnant of the time when the fabric was being woven. A pinhole may
appear in the fabric as a result of the latch breaking or bending. Pinholes can be caused by
reflected cam boxes, fractured needle butts, needle breakage, insufficient tension, and other
factors. It can be removed by switching needles, and the knot should be correctly tied once
the yarn has been severed. Pinholes can be reduced with proper arousal and feeding

settings.

Slab contraction joints should cross over at column apertures and should cross over at column
openings. The slabs cannot be reduced by fine yarn or any slab section of the yarn. During the
weaving process, we utilize fine yarn, but the slab is less critical. Slab contraction joints should

cross over at column apertures and should cross over at column openings.
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4.3 Sewing Section Inspection

Result:
Every day, numerous types of faults are discovered in the sewing section. So we spent a week

analyzing the flaws and came up with a conclusion. The computed outcome is as follows:

Table 4.3: Data Analysis of Total Result in Sewing Section

Mo | Dat | Ski | Unev | Puck | Spot | Brok | Unc | Oil Ot | Total | Tot| Q Tot
nth | e p en ering en ut Mar | he | Ins a C al
S Stit | Stitch Stitc | Thre | ks rs | pecti | Def | Pa Def
ch h ad on ect ss ect
S %
12- | 6 4 4 4 3 6 3 7 780 38 | 742 4.87
04- %
22
Ap [13- |17 2 6 4 5 5 3 10 1150 52 | 1098 | 4.52
il | 04- %
22
16- | 4 2 5 5 5 7 3 11 800 42 | 758 5.25
04- %
22
Tot 27 |8 15 13 13 18 9 28 | 2730 |13 | 2598 | 4.84
al 2 %

Individual sewing faults per day are inspected cut pcs are 2730 pieces, total flaws are 132 pcs,
and overall QC passed cut pcs are 2598 pcs for three days, according to Table (4.3).

On the basis of this table, the following graph is provided:

Sewing Fault

25
20 |
15

5 Sewing Fault
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In the Sewing section, graph 4.3 illustrates Sewing defects with the greatest fault value of 28
(Others) and the lowest fault value of 8 (Uneven Stitch).

On the basis of this table, the following percentage graph 4.3 is provided:

Sewing Fault %

B Skip Stitch B Uneven Stitch ® Puckering B Spot
B Broken Stitch ® Uncut Thread ® Oil Marks Others

The average error percentage (percentage) in this case is 4.84 percent. The skip stitch, more than
any other fault of those days, is among them. The trafficking values then go awry. According to
the percentage value, uncut thread and puckering problems have a moderate place as a fault. They

are the ones with the smallest seam opening.

We can observe from the graph (4.3) and percentage graph (4.3) that,

e There are 29 pcs and 27 pcs of the 132 pcs Garment Error, Skip Stitch and other faults
percentage numbers are 21% for each. As a result, these errors are common in the sewing
section.

e There are 18 pcs of the 132 pcs Garment Error, uncut thread percentage numbers are 14%.
As a result, these errors are common in the sewing section.

e Puckering, Spot and broken stitch error percentages are 11%, 10% and 10% respectively.

e The lower number of faults are uneven stitch and oil marks. There percentages are 6% and

7% respectively.
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Discussion:

«+ Uncut/loose threads are one of the faults that the sewing checker and the finishing
department both make by accident. As a result, the style will collapse during the next
inspection procedure, failing to fulfill the buyer's AQL standards. To reduce this
malfunctioning thread cutter, be conscious of uncut threads.

«+ The distortion or wrinkling of the fabric along the sewing line is known as packing.
The most common issue in the cosmetics industry is SIM ripening. Fabric finishers,
sewing machine manufacturers, and sewing thread manufacturers are all affected by
this issue. The introduction of new and outmoded fabrics and treatments has
compounded the problem. Because there must be some buckling at the seam line,
avoiding seam packing is particularly effective. There is no universally accepted degree
of acceptability. According to the fabric being used and the strength of the needed
stitching, choose the appropriate sewing thread thickness, needle thickness, and fine
feed dog. Sewing machine inspections and maintenance, as well as regular needle
replacements, can help reduce seam packing.

% Another major issue in the sewing department is wing spots. When oil and wax spots
appear on the fabric surface, these flaws appear. Stains are more common on older
equipment. A particular sort of spray called ‘spot lifter' and ‘millet powder' are used to

remove the stains from the fabric.
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4.4 Finishing Section

Result:

Every day, different types of faults are discovered in the finishing area. So we spent a week

analyzing the flaws and came up with a conclusion. The computed outcome is as follows

Table 4.4: Data Analysis of Total Result in Finishing Section
M| Date |Insp |Bro |Oi|Lo |Nee| O | Po | Po | Sk | Sha | Up Un Tota
0 ecte | ken | I |ose|dle | pe | or | or [ ip]|din |D cut I
n d Stit |[Sp|thr | Hol | n | Iro | Sh| Sti| g own | Thr Defe
t Pes | ch jot jead |e Se | nin | ap | tc | Part ead | o | cted
h a g e h her | Piec
m S es
A|134- |23 |66 |35|37 |20 |24 |57 20 | 38 |43 56 86 18 500
pl22 |5
M116-4- (244 | 78 | 6 | 92 | 22 | 26 | 88 81 | 48 | 45 58 72 17 705
122 |5 6
17-4- | 24 75| 6| 8| 22| 30| 88 10 | 46| 44 50 81 22 714
22 76 5 3
Total | 726 | 219 |16 218 |64 |80 |233 | 204 |13 | 132 | 164 | 249 |57 1919
6 6 2

Individual finishing inspection errors per day are listed in Table 4.4. For three days 7266 pieces

of cloth were inspected, with a total of 1919 defects discovered.
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On the basis of this table, the following graph is provided:

Finishing Inspection Report

300
250
200 -~
150 -
100 -
-
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In the finishing area, graph 4.4 displays finishing flaws with the greatest fault value of 233 (Poor

ironing) and the lowest fault value of 57 (Others).

On the basis of this table, the following percentage graph 4.4 is provided:
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The largest percentage of faults is 12 percent (poor ironing) and the lowest is 3 percent (Needle
Hole).

From the graph 4.4 and percentage graph 4.4 we can see that

¢+ Faults were found in 7266 of the clothes. Uncut thread and poor ironing is the maximum
and the value is 249 and 233 respectively. The percentage of the faults are 13% and 12
%.

% In 7266 pcs, Needle hole and others is the minimum and the value is 64 and

57respectively. The percentage of the faults are 4% and 3%.

Discussion:

o In the measurement portion, the measurement check is crucial. After ironing, this step
is completed. Dimensional instability or compressive characteristics are the main
causes of these problems. Before cutting the knitted fabric, quality control must
guarantee that it is in a pleasant or near-comfortable condition - that is, the
fabric/garment will shrink slightly when it is in the customer's hands. Another major
issue in the sewing industry is P spots. When oil and wax spots appear on the cloth
surface, these flaws appear. For an ancient machine, stains are unavoidable. A
particular sort of spray called 'spot lifter' and 'millet powder' are used to remove the
stains from the fabric.

o When ironing, the upper part of the shoulder happens if the side of the shoulder is not

supported properly. This isn't a major issue. Dressing can be used to correct this flaw.
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CHAPTER —-5: CONCLUSION

In the manufacture of high-quality weaves, quality control is crucial. Nowadays, the client expects
a high level of quality in all major components of the finished product. For increased quality and
productivity, defect detection is critical throughout the manufacture of woven fabric. The

conclusion of this paper is as follows:

e In the grey fabric inspection segment 2052 yards of fabric are examined, with 187 flaws

discovered.

e From 7460 pcs inspected over three days, a defect percentage of 2.50 percent was discovered

in the cutting region.

e Total flaws in the sewing area were 132 pieces, total QC passes were 2598 pieces, and the

defect rate was 4.84 percent for three days.
¢ In the finishing portion, 7266 pieces of fabric are evaluated, and 1919 flaws are discovered.
| discovered the maximum error 1919 of all errors in the finishing section after reviewing the

inspections of different sections. In 187 faulty gray fabric inspection quantities, the minimum

faults were discovered.
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