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CHAPTER 1: OVERVIEW
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1.1 The Report's Objective

Sales in the apparel sector depend heavily on efficiency. It is essential to use system, labor, and machinery
appropriately. Eliminating waste of time, money energy, and materials is the main objective, according to
the institute of industrial Engineers.

This report goal clear we worked for defined objectives. Here are some answers about the proper structure of a
high-quality organization.

1.1 Importance & Scope:

v This report’s goal is clear we worked for defined objective.
v Here are some answers about the proper structure of a high-quality Arrangement.

1.2 Research limitations:
v’ to increase the work process's efficiency.

v Reduction waste.
v To obtain higher quality.

©Daffodil International University



CHAPTER 2: REVIEW OF LITERATURE
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2.1Industrial Engineer:
a subfield of engineering known as” industrial Engineering” focuses on production engineering and use engineering
and technology to try to boost output.

The primary component of industrial engineering is work study. There are two sections to the work

study. 1.Methodological analysis.

2.Studying time.
2.2 Method Study:

It is study of work practices for a project in order to improve layout,design,and procedure, A swell as
to lower costs. And tiredness and create simpler, more efficient techniques.

2.3Time Study:

A method of measuring work that determines basic time calculating cycle time and adding allowance.

©Daffodil International University 4



CHAPTER-3 METHODOLOGY
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Data Collection:

I gather information on our experience in many areas of a factory that makes knitted clothing. We first
gather information from the department of industrial engineering, and then we gather information from the
Department of Merchandising. The production manager provides us with all of the information, and we
gather data from the line where we conduct us re.

3.1 Product Information:

Name of the buyer: FARIZ DESIGN Name of Style: X3E0162S.
There are 65 machines in all 51 operators in all. There are fifty
operators in all. SMV TOTAL:23.80

GOAL:1250.420

1400 is the capacity.

©Daffodil International University



3.2 Product Sketch:

3 1 Figure: Pullover with sleeves
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S.1 Measurement Sheet:

2.2 Fiwwe of Long Pull-oser Skeeve

©Daffodil International University 8
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3.2 Operation Breakdown:
To complete the breakdown, the work-study officer and the APM technician chief must sit down together.

During the procedure, the technician separates the garment in to its component sections and gathers each
one individually.

©Daffodil International University
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3.2.1 Chart of Operation Breakdown:

3.3 Opcrution Bullet n Figure

©Daffodil International University
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; 3.1 Actnal SMYV in Line:

Operation Operation SAM
No

Kmnitting Body 76

1 Back Part B

2 Front Part 8

Sleeve X2 10
Knitting Comp-onent 4
a4 MNeck Placket 4
Linking 2380

5 Stitch(sleeve, Hood ., Front & Back) 3.50
[ Shoulder Over Join 1 .00
7 Shoulder Over Lock 0.30
s Sleeve Join 4. .50
o Side seam Join 5.50
L] Hood Mackwith Placket SRR
11 MNeck Adtached with Hood 300
12 Bartech 0.50
13 Trimming L]
14 Minding 200
15 Light Check RO

©Daffodil International University 11



Avttachment .50

16 Button Attach .50
Finishing 9.60

17 Washing Sweater 1 .04)
18 Light Check 0.80
19 Loop Measurement & cut 0,10
20 Main & sire label Attach .50
21 Carrier Label Attach .40
22 Hanger Loop Attach .80
23 Re-Final 2.40
24 IronSleeve 0.70
25 Iron Bod y 1.70
26 Dusting Atmach 1.20
27 Get Up Check 1.00
Packing 1.78

28 Hand Tag 020
29 Sizing / Ratio 0.15
30 Diast Remove 0.15
31 Folding .60
32 Poly/Blister 020
33 MetalCheck .08
34 Making Carton Close 0.30
35 Shipping Sticker Attach inthe carton 0.10

Total 7498

©Daffodil International University
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3.2 Calculation:

60/SMV is the hourly target.

Hourly Line Goal = 60 * Employee Count/Total GMT SMV

Line Daily Goal = 60 * Worker Count * Working Hour / Total GMT SMV

3.1 The following supposition forms the basis of the analysis that follows:

1 The worker's number 62

2 Efficiency of the factory 100%

3 No Hours of Work 8

4 Total SMV or GMT 23.80
Day Line Goal = 60 * Worker Count * Hours of Work * Total GMT SMV
©Daffodil International University 13
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= (60 * 62 * 8)/23.8 * 100 \% = 1250 Pces

Pecs's Day Target = 1250 Pces

Target per hour =60 /s * mv X Man power X w/H = 60/23.8 * 62 * 1 = 156.3Pcs
3.1 Simple Calculation of Pitch Time: In this case, operation number 51, Total
SMV = 23.80 Thus, Total GMT SMV Pitch Time No of Operation

=23.8/51 =0.47

Maximum Control Point = Pitch time + Expected Efficiency

= (0.47/76) %

The lower limit is equal to, (2xpitch time - UCL) = (2 * 0.47) - 0.61 = 0.33

@Daffodil International University
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3.2 LLayout Plan:

The normal operation breakdown serves as the foundation for this layout plan.

Section Organogram,

Scection Organ gram:

©Daffodil International University 15
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3.2 The following presumptions form the basis of the analysis that follows:

Operator 61
Efficiency of the factory 85%
Hours of work 8
Total GMT 27.30

Capacity of Day line= 608*No of worker*W/H*Efficiency/Total GMT

=60*61*8*85%/27.30

=911.64 Pcs

3.3 Line Balancing:
Better Distribution of the necessary joys employees result in line balance, which cuts down on writing time.

» We must pay attention of the following facts and information in order to maintain line balance
» The operator Name

©Daffodil International University




The SMV operation
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3.5 Hlusuation of Linking Blanching Toomming Meanding

17
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34 Line Balancing Calculation:
O Linking:

L inne Asa@ll)4 Mun I"owar 2 AV B Warking 8 basar

) = 2 = 2SS x N

-0
Lise Bol0+20x 25 = §
=500
line €. MDD & 16 % 7] % K
- %10
Line DetSO-1Tx 27 = 8
=-f623>5
Line EwtiD: 21 =« 8 = 8

= |82 M5
Line FealD+ 14 x 27T = 8
=925 71\
Lane Chadvids 18 x IN x X
- ARD
Lime H=tl)s 14 =« K < X
=274.28

AS Calculation of Efficiency:

WiH=8 SMV =23 80
Manpowcers62 in Lhis case
OutPut=®] 1 .64

©Daffodil International University 18



B

So,

Linc Eficiency ¢, My ot LR/ a v SNV

Ttd Mum Posrr nWIN =00
S11 64 «2200
e
Nt od

=72
3.5 SMYV Calculation:

100

Loankmg Operation

80% what is SAM&ESMY.,
% A
Basic Time=Cyc ¢ Tumex Perfosnance rating
=Awverage Cyole Ture x Pesformance Raling

AR A L
s

=204
SAM=Busic Tme +(Bumnd ic + Mach e+ 'ersonal Allowaixe)

=29 44-4) 2990+ 29434 2949

=30 32sec

= 1010

Bellow unalysis is subjected to the followin g suppositions:

Sleeve Stitch Cycle Time s 1 %sex 40 45w d1sec, 4% a0 the ranking for opesator pes fomanoe @

Hare,
Rl allonmaoce of 1009
MO Allcance: 1OFE

Pe~formance Allowance: 10195,
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CHAPTER-4 RESULT AND DISCUSSION
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4.1 Operation Breakdown:
Result:
| gather a variety of facts for our test in this thesis.

Discussion: This product is a long-sleeved pullover, and because of the operational breakdown, it might be
A challenging task.

With a daily intake of 1250 pieces and an output of 1400 pieces in this line, the manpower is
high at 62. Discussion:

Some administrators and partners lack talent, which has reduced the line's efficiency and prevented Them
from achieving their objectives.

4.2 Time Study:

Result:

Using a stopwatch, we measured the cycle time and averaged it. We obtained the initial time after
adding the Rating. After uploading 10% of cur allotment using primary, we received 23.80 SMV.
Next, we determined that Pitch

Time was 0.47.0.61 for the higher manage limit and 0.33 for the lower

manage limit Discussion:

If the long pull SMV exceeds twenty-three, lines take twenty-three minutes. The garment's pitch
time is 0.47. The top control limit is 0.61 and the average operating time is 0.47.

This demonstrates which indices stand for the operation's maximum.

It has a lower control limit of 0.33 times and a duration of 0.61. There must be a minimum of 0.33
minutes between operations.

4.3 Line Target:
Result:
With 100% performance and SMV=23.80, the street target is equivalent to 1250 shares on an hourly and daily

basis.

©Daffodil International University
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Discussion:

We obtained the data from the line, and when the line performance reached 70%, we computed the target,

which Came out to be 1250 pieces each day. However, we have observed that the daily manufacturing
target is 1400 Pieces.

4.4 Production Capacity:
Production ability:
In this case, working hours are eight hours, but two hours of overtime are added as the shipment date draws

Near and the shipment target is not reached, making working hours 10 hours. There is a daily
Manufacturing capacity of 1250 pieces (8 hours of work plus lunch).

©Daffodil International University
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5 Conclusion:

These days, industrial engineering plays a vital and important role

in the clothing industry. I learned a lot of,

Interesting facts and techniques regarding industrial engineering from this test.

In industrial engineering, | observe a lot of problems, and we also know how to organize all of the work
in this industry and resolve issues by conducting.

Before IE the apparel industry had many problems, such as distribution, layout, production
capacity, And daily goal capacity. We found that the standard minute value (SMV) was 23.80
after the test.

We also found that the aim was 1400, the capacity was 1400, the efficiency was 70%, the manpower
was 62, The pitch time was 0.47, the UCL was 0.61, and the LCL was 0.33. Following IE and
planning, line balance, Daily line targets, and increased production capacity are put into practice.
Additionally, it helps us adjust to Modern life and expand our knowledge of machines, acquisition
techniques, development techniques.

Generation structure, and material organization

@Daffodil International University 24
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