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ABSTRACT

Garment failure has become a major problem in today’s garment industry because it affects the
actual productivity of the garment. In this post, we will talk about the different kinds of garment
defect, which is a term that is widely used in the industry. In our study, we find that it is very
important to know the different kind of garment defect. In the industry, the kind of garment
defect depends on the type of defect classification and the judgement made by the inspector.
The main purpose of the study or thesis is to analyze the defects in polo shirt in ROBINTEX
BANGLADESH LTD (ABUL KHAYER GROUP). In order to accomplish the main purpose,
we need to analyze minor, major and critical defects both in workmanship and in packaging of
t-shirt. In the second level inspection, a few samples of the order quantity are taken and
inspected to determine the defect. After the detection of the defect, the finished t-shirt is free

from the questions of the byer and it is the last inspection before delivery.
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CHAPTER-1
INTRODUCTION
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1.1 Introduction

An important factor in the success and reputation of fashion companies is the quality of the
finished product. Customers expect their apparel purchases to be flawless and to meet their
expectations in terms of look, feel, and longevity. However, it is a fact that mistakes can be
made in the production of clothing, resulting in below-average quality and unsatisfied
customers. Defects in finished products cost manufacturers money but also damage brand
reputation and lose customer trust. To improve quality control processes and increase customer
satisfaction, the fashion industry must fully understand the nature, causes and effects of these
defects. Therefore, it is important for the fashion industry to understand the nature, causes and
effects of these defects in order to improve quality control measures and increase customer
satisfaction. Faults in finished garments cover many issues and can affect many aspects of the
garment's structure, form, and function. These errors can occur at different stages of the
manufacturing process such as cutting, sewing, finishing and packaging. Common types of
errors include sewing errors, fabric defects, printing or embroidery errors, zipper or button
failures, irregular seams, discoloration, wrong labels, dimensional errors, and poor
workmanship. It is included. The causes of these deficiencies are varied and may be
interrelated. These can be caused by inadequate quality control procedures, machine
breakdowns, operator error, inadequate training or supervision, substandard materials,
ineffective supply chain communication, etc. results and design errors. increase. Identifying the
root cause of a failure is key to taking targeted corrective actions and preventing future
production recurrences. The effects of defects in finished garments extend beyond the
production stage. When customers find flaws in their purchased clothes, it leads to
disappointment, dissatisfaction, and even negative word of mouth. In today's competitive
market, where consumer reviews and social media presence greatly influence brand perception,
even a single garment mistake can have far-reaching effects on a brand's reputation. company
reputation and profits. In addition, handling customer complaints, defective returns, and
refunds places additional burdens on manufacturers and retailers, affecting operational
efficiency and profitability. To limit errors and ensure the quality of finished garments, the
fashion industry needs to implement effective quality control measures, improve
communication and cooperation with suppliers, and implement training and skill development
programs for employees. There is a need to strengthen the implementation of feedback

mechanisms for prevention and continuous improvement. The aim of this study was to deeply
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analyze the defects of finished garments and explore their classification, root causes and effects.
This study adds to knowledge of error management by reviewing existing studies, empirical
evidence, and real-life case studies to help fashion brands improve their quality control
processes, minimize errors and make recommendations. The ultimate goal is to enable the
fashion industry to produce finished garments with impeccable quality that meets the

expectations of discerning consumers.

1.2 Objective

Broad objective

To investigate the defects of Polo-shirt in ROBINTEX BANGLADESH LTD
(ABUL KHAYER GROUP.)

Specific Objectives:
1. Analyze Polo-Shirt for minor defects in both workmanship and packaging.
2. Analyze Polo-Shirt for major defects in both workmanship and packaging

3. Analyze Polo-Shirt for Critical defects in both workmanship and packaging.

©Daffodil International University 4
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CHAPTER-2
LITERATURE REVIEW

Garments Error Overview

Any variation or defect in the final garment that does not meet the acceptable quality criteria
is referred to as a garment defect. These defects can occur throughout the garment
manufacturing process, including during the cutting, sewing, finishing and packaging
stages. In order for the apparel industry to recognize, manage, and avoid quality problems,
it is essential to have a thorough understanding of the many types of garment defects. A
garment defect can manifest in many ways, affecting different aspects of the finished

product.

Here are a few typical clothing defects

2.1 Knitting Defect

Fabric defects are imperfections or discrepancies in fabric used to create clothing. Fabric
defects can impact the quality and performance of finished clothing at various stages, such as
fabric production, processing, manipulation, or warehousing. Here we are looking for some

fabric defects.

2.1.1 Broken Ends, Holes, or fractures:

During the manufacturing process of knit fabric, holes arise due to yarn breakage or fractures.
During loop construction, the yarn had already broken in the vicinity of the needle hook.

Fig: Hole mark in the fabric.

©Daffodil International University 6



Causes:
» Too much tension during yarn running; Too much dry yarn; Knots, slubs, etc.
» Weak spots in the yarn rupture during the production of loops or stitches.
» Inadequate connection between the cylinder and dial loop.

» The yarn feeder's setting is incorrect.

Remedies:
» When running yarn during knitting, proper tension needs to be kept in place.
» Yarn needs to be stored in a proper environment.
» The appropriate relationship between the dial loop and cylinder.

» Itis important to keep the yarn feeder adjusted precisely.

2.1.2 Drop Stitch:

A malfunctioning needle causes drop stitches. When a yarn is not correctly fed during stitch

or loop construction, a fault of this kind is created.

Fig: Drop stitch in the fabric.

Causes:
» The faulty setting of the yarn feeder.
» Improper yarn feeder threaded-in.
» Defective take-up in the knitting process.

» Extremely dry material with insufficient tension in the yarn.

©Daffodil International University 7



Remedies:
» The fix is to adjust the yarn feeder appropriately.
» It's imperative to keep the yarn tension exact.
» Maintaining a perfect take-up technique is important when knitting.
» The yarn feeder is perfectly threaded.

2.1.3 Vertical Stripes:

The material appears to have longitudinal slits along its length. The irregular spaces between
the wales break up the closed appearance of the cloth.

i R Al
HY RS e
iR S 3

B f&ﬁ
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i 0

Causes:

» Heavily running needle.
Defective needle latch.
Defective needle hook.
Defective cylinder or dial.

Bent needles.

YV V V VYV V

Damages on other knitting elements.

Remedies:
» When knitting, one should use a needle latch and needle hook that are free of defects.

» Verify that the knitting machine's dial or cylinder is clear of defects.
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» The knitting machine should only employ parts that are not damaged.

2.1.4. Color Fly, also known as Color Trigs:
Is made up of single fibers, which are bunches of fibers made of different colored yarn pieces.

It is also very difficult to remove since it knits into the cloth or adheres to the yarn.

Fig: Color fly in the fabric.

Causes:
» Fly from various processing steps throughout the spinning process;
» hair with a natural black color; food and vegetable leftovers; etc., or comparable
natural residues in the case of other fibers.
» The only way to prevent it is to carefully manipulate each color when making the

fabric.

2.1.5 Stitches, Double Loops, or Tucks:

Causes:
» Weak fabric take-up during knitting.
» The knitting machine's dial-in setting is set too high.
» The yarn's inadequate capacity to slide.

©Daffodil International University 9



» The course density is not properly configured.

Remedies:
» Make sure the course density is properly configured.
» Knitting requires yarn to have the right amount of sliding ability.
» The knitting machine's precise dial setting

2.1.6 Bunching Up:

Bunching up refers to the visible knots in the cloth. They show up in the fabric sporadically

and as feeds.
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Fig: Bunching up in fabric.
Causes:
» A dense area in the yarn

» An inadequate absorption of the fabric during knitting.

Remedies:
» Avoiding defective yarn during the knitting process.

» Adhering to the correct procedure during the fabric take-up stage of knitting.

2.1.7 Horizontal Stripes

The unevenness of the courses is the root cause of this kind of error. Horizontal stripes run

parallel to one another and can repeat themselves randomly or consistently.
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Fig: Horizontal stripes in the fabric.

Incorrect yarn feeder setup.

In the yarn running-in tension, compare.

The dial cam deflectors have been tucked in.
The abrupt urge resulting from fabric absorption.

Not all feeders have constant couriering

Remedies:

>
>

Maintaining the yarn feeder at the proper setting is important.

At every feeder, there should be consistent couriering.

2.1.8 Soil Stripes/Needle stripes:

Soil str

ipes, also known as needle stripes, are a kind of fault that can occur in both directions

due to the knitting machine employed in the knitting business. Another name for it is needle

stripes.

Causes
>
>

Remed
>
>

The use of a faulty automatic oiling or lubricating system during knitting, and
The replacement of individual needles.

ies:

Use an automatic greasing or oiling mechanism that is free of defects.

It is not advisable to swap the needles while knitting.

©Daffodil International University 11



2.1.9 Stains

Fabric stains refer to discoloration or marks that appear on the surface of the fabric. They can
be caused by a number of different factors and can significantly affect the appearance and
quality of the fabric

Causes:

» Spills from liquids or substances (e.g., food, drink, oil, ink, etc.) that are accidentally
spilled or come into contact with fabric. These spills can happen during the
manufacturing process, handling, transport or normal use of fabric.

» Improperly handling the fabric (e.g. touching the fabric with greasy or dirty hands,
placing it on dirty/contaminated surfaces, or storing the fabric improperly) can also lead
to stains.

» Chemical Processing: Different chemicals are used during the manufacturing process
to dye, print or finish fabric. Incorrect washing, inadequate removal of processing
chemicals or reactions between different chemicals may also cause stains on fabric.

» Environmental Factors: Exposure to sunlight, humidity, air pollutants or other
environmental factors can also cause discoloration. For instance, long-term exposure to

sunlight may cause some fabrics to yellow or discolor.
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Figure 2.7: Stains

2.1.10 Pilling

Fabric deterioration refers to the appearance of small, fuzzy, or fiber-like particles on the
surface of fabric. It’s a common issue that occurs when fabric threads become loose and

entangled, resulting in pilling.

Causes:

» Fabric Quality: Wrinkles are more likely to appear on garments made of short staple

fibers that have loose or loose threads.

» Friction: Wrinkles can be caused by friction. Wrinkles are caused by regular wear and
tear. Wrinkles can also be caused by rubbing against rough surfaces and abrasive
materials.

» Aggressive Washing and Drying: Washing with abrasive brushes, using machines with
rough internal surfaces or using fast spin cycles can create excessive friction on the
fabric’s surface and speed up adhesion.

» Drying with high heat can weaken the fibers and increase the risk of pilling.

» Garment Design and Construction: Wrinkles tend to appear more on garments that have
been designed with seams, collars or cuffs or areas that have been stretched or rubbed
repeatedly.

» Wrinkles are also caused by inadequate tension on garments or improper sewing

techniques during manufacturing.

» Fiber Properties: Some types of fibers are more susceptible to damage than others. For
instance, wool has natural scales that may interlock and cause pilling. Mixtures of
different types of fibers may also cause different bundles, with one fiber whistling more

than another.

©Daffodil International University 13



Figure 2.8: Pilling

2.1.11 Nap

Naps are small, tightly tangled, twig-like, messy fibers that form the shape of a pinhead. These

branches usually consist of dead or immature fibers

Naps can be divided into three types:

Naps are made up of foreign substances in the raw material, such as seed coat, leaf, or stem
material. These foreign substances are usually removed by the wet processing of the raw
material by the manufacturer.

White spots are the most common type of grandchildren. They are found in wool and carding,
yams and fabrics.

White spots are immature fibrous masses that are not visible before spotting. They are most

commonly caused by mechanical processing.

Causes:

©Daffodil International University 14



» Tie the threads together to form knots. Knots can be caused by the accumulation of flies
and threads in the machine, poor fluff cleaning, poor carding, and incomplete knitting

before processing.

Remedies:
» Maintaining and cleaning the machine and scraper is the best way to prevent scratches

and knot.
» We can remove pins by combing prior to processing. It is important to detect pins early

to avoid them in the finished fabric.

Figure 2.11: Nap

2.2 Dyeing defects

Dyeing faults are flaws in the cloth that arise during the dyeing process. Numerous issues with
repeatability and challenges to getting the perfect coloring the first time exist. When dying a
textile material, it's crucial to take the standard safety measures. To guarantee an equal shade
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throughout the batch, the dyeing process requires close monitoring of the dyeing parameters,
such as temperature, duration, chemical usage, color concentration and ratios, and material to

liquid ratio.

2.2.1 Uneven dyeing

Uneven dyeing appears after completing dyeing.

Causes
» The dyeing conditions were not controlled, resulting in the colors and
» chemicals being added very quickly and improperly pretreated.
Remedies
» Proper treatment
» Check the rope turnover time

» Proper washing after dyeing

Fig: Uneven dyeing

2.2.2 Running shade

One of the more noticeable aesthetic flaws in fabric is shade fluctuation or shading. Shade

variation in fabric refers to differences in shade, or the intensity of colour or hue, across rolls
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or pieces that were meant to match. For the dyeing industry, shading is a prevalent and

significant issue.

Causes
» greater machine loading,
» lower nozzle pressure, and
» aqgreater bath draining temperature
Remedies
» Proper cycle time should be ensured
» Nozzle pressure should be accurate

» Batch draining temperature should be moderate

Fig: Running shade

2.2.3 Crease mark
One type of significant fabric flaw or issue with quality is a crease mark. It's a particular kind
of wrinkling effect that happens with further fabric processing, particularly during chemical

treatments like dying.

Causes
» Overloading the fabric during the dyeing process;
» abrupt temperature changes during the cooling process; and
» an inability to synchronize the winch speed and pump pressure
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Remedies
» Follow the temperature gradation during the whole cycle of dyeing
» Fabric must be loaded according to loop length

» Maintaining the proper synchronization between the winch speed and pump pressure

Fig: Crease mark

2.2.4 Dye spot
When there are patches on the fabric's surface, it has a dye spot fault. The primary reasons for
dye spots on cloth are improper dyeing of the dyeing machine prior to dyeing and improper

mixing of the dyestuff into the dye solution.

Causes:
» Inadequate dye mixing and dissolution
»> Determine the hardness of the bath.

Solutions:

» Accurate mixing and dosing of dye materials
» Water used for dye should be free of hardness

©Daffodil International University 18



Fig: Dye spot

2.2.5 Softener marks

Causes:

» if the pH is not maintained; inadequate softener emulsification

Solutions:
» Make sure the softener dissolves evenly in the water

» Use the appropriate softener and application technique

> Keep the proper pH

Fig: Softener marks
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2.2.6 Barrie mark
When after dyeing off-shaded threads run from selvedge to selvedge, the fabric develops a
barre fault.

Causes:
» Variations in counts High

» yarn tension Yarn lot mixing

Solutions:
» Make sure that every feeder has the same amount of yarn tension
» Make sure that the yarn being knitted comes from the same lot.

2.3 Sewing Defect

Sewing mistakes are flaws or problems in finished clothing that are solely due to the sewing
process used to make the garment. Sewing mistakes can be caused by a variety of factors, such
as human error, faulty equipment, poor sewing technique, or inadequate quality control
processes. The structural integrity, appearance, and overall quality of the finished garment can
all be impacted by sewing mistakes. There are a few stitching flaws present.

2.3.1 Skip Stitch
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Fig: Skip stitch

Causes:

>

YV V VYV V

Inability of the hook, looper, or needle to enter the loop at the proper moment.
An upper or lower loop with inconsistent thread tension.

As a result of needle deflection.

If the loop size of the needle is too tiny

When fabric flagging occurs when stitching

Remedies:

>

YV V VYV V

Check the positioning and timing of the needle relative to the hook or looper.
Thread tension has to be changed.

There should be a new needle.

Thread and needle size need to be adjusted.

The pressure foot’s pressure setting needs to be correct.

2.3.2 Broken stitches

_ Defect: Brioken stitch

“ 777> énlineclothingsfudy.com

Fig: Broken stitch

Causes:

» Improper thread unwinding from the package is a common cause.

>

Increased thread tension.
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» More than usual needle heating.
» Thread of lower quality
Remedies:
» Reduce the tension in the tension disc as a remedy.
Lessen the thread tension.
Using sturdy yarn.
Swap out the needle if necessary.
Apply a coarser needle.

Using needles of superior grade.

YV V V VYV V V¥V

Apply lubrication.

2.3.3 Open seam

POCOPHONE
SHOT ON POCOPHONE Fi

Fig: Open seam
Causes:

» Improper handling of clothing’s component parts.

» Incorrect positioning and synchronization of the needle with the looper, hook, etc.

Remedies:
» Clear stitch line marks
» Correct positioning and timing of the needle relative to the looper or hook.

©Daffodil International University
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> There should be measurable tension.

2.3.4 Seam puckering:

Fig: Seam puckering

Causes:
» During sewing, there is uneven stretching on the fabric plies.

» Insufficient thread tension.
Remedies:
» Feed dog, eyelets, and thread guides need to be frequently inspected for damage.

» higher-quality machine feed mechanism is required.

» Don’t tamper with the tension, SPI, or presser foot pressure.

2.3.5 Crease mark

In the sewing section, creases are a regular mistake.
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Fig: Crease mark
Causes:
» Imperfect tension.
» If the percentage of thread and fabric shrinking is not the same.

» If the time isn’t exactly right.
Remedies:

> Perfect tension is the best solution.

» The percentage of thread and fabric shrinkage must be the same

2.3.6 Needle hole

Fig: Needle hole

Causes:
» Due to the missing needle.
» Insufficient cleaning.

» Breakage of yarn at a knot.
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» Extremely tight yarn twist.

Remedies:
» Thoroughly cleaning the machine.
» Anair gun is used to eliminate dust.
» Check with a broken needle

2.3.7 Uncut Thread

Itis a loose or extra threads along the seam line.

2=

.
Stitching on loose ar‘;l un-cut thread

Figure: Uncut Thread
Cause:

» It appears as a result of incorrect finishing or cutting.

» Sewing machine wiper not used properly. Operator and helper do not cut their extra
thread in their own operation

Remedies:

» Use a UBT or thread trimmer.

» Operator education.

» The finishing of the garments should be properly inspected
» Need to use a sewing machine wiper.
>

Need to inspire to cut extra thread in their own operation.
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2.3.8 Shade Variation

Figure: Shade Variation

Causes:
» Variations in the time and speed of the production process (such as the dyeing process)
» Incorrect pile direction (for polar fleece, velvet, and corduroy)
» Combining various textiles used in manufacturing

» Inaccurate numbering, bundling, and/or trimming

Remedies:
» A change in shade can be efficiently avoided by using the same base material and
parameter set for each production batch.
» It is crucial to check that workers combine outfits of the same color when touring a
facility that manufactures raw materials. The incorrect pairing of cuts that differ in
shade is avoided by properly numbering the various textile types.

2.3.9 Trim bleeding

Reasons:
» Inadequate trimming quality
» Inappropriate garment finishing
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Remedial measures include:
» Internal quality control inspections
» High-quality trimmings
» Care instructions on garment labels should be maintained
» When it comes to trimming, garment finishing should adhere to the manufacturer's

care guidelines.

2.4 Embroidery

2.4.1 Poor Registration
When the stitches and design of the embroidery are not precisely aligned, this problem

manifests.

Fig: Poor Registration

Cause
» the fabric into which the embroidery is being sewed to shift

Remedies
» Appropriate digitization with the use of appropriate underlay stitching

» Appropriate hooping with the use of baking to avoid fabric flagging
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2.4.2 Fabric gapping

Another name for fabric gapping is fabric green. cloth gapping occurs when the cloth is visible

through the embroidery's design or border.

Fig: Fabric gapping

Cause
> An excessive amount or lack of stabilizer
» An excessively tight Bobbin tension and

» Loop obstruction.

Remedies
» Fabric & stabilizer matching
» Optimal thread tension

2.4.2Missed Trim

appearance of extra threads left over from embroidery stitches between patterns or other design

components.
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Fig: Missed Trim

Cause
» improper thread trimmings while switching the color of the thread or moving from

one area of the embroidery to another using jump stitches.

Remedies
» monitoring correctly
» using the right number of trims tying off stitches
» appropriately replacing the trimming knife as needed
» hand-trimming the missing thread using trimming snips

2.4.3 Bunching at the corners

Bunching of the corners is caused by the jam stitch, which is the accumulation of extra thread

on one corner of the letter.
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Fig: bunching of the corner

Causes
» Incorrect stitch selection;
» incorrect stitch length used for the corner

» improper digitization resulting in extra thread in the corner

Remedies
» Select the right stitch
» Use the right needle and thread
» Adjust the thread tension.

2.4.4Poor stitch density

We can measure this by the number of stitches per inch or centimeters. Getting less is a big
defect.
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Fig: Poor stitch densit
Causes:
» Improper needle thread tension

» Improper thread selection

Remedy:
» Use high-quality pre-wound bobbins
» Proper management of machine thread tension setting

» Proper needle thread selection

2.5 Printing Defects

2.5.1 Wicking/flushing
A result of the print paste's low viscosity.
When printed material spills over into unprinted space, it happens. The outcome is a shadowing

or haloing effect surrounding the pattern design's outline.

,-*
‘

Fig: Flushing / Wicking
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2.5.2 Bleeding

When previously applied printing paste seeps into a later paste or coating, it causes bleeding
faults in fabric. Reducing the viscosity of the ink or using a quicker solvent might help prevent
bleeding, sometimes referred to as smearing, which is usually caused by the first ink drying too

slowly.

The following are possible reasons of this kind of defect:
» The print paste's viscosity is low.
» The concentration of dyestuff in the print paste is very high.
» It is a serious flaw because, unless the viscosity is adjusted, it occurs throughout the
cloth.

Fig: Bleeding

2.5.3 Misfits

An incorrect screen alignment results in a misfit, which is a print problem. Misfits, sometimes
referred to as out of registration, leave blank spaces in the design.
For instance, a green leaf might print over another color or cover its black edge.

Fig: misfit
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2.5.4 Stick-ins
A stick-in happens when a lint or tiny fiber becomes lodged in the opening of the screen. The
outcome is a tiny, blank circle in the pattern. On a lengthy run, a stick-in is exceedingly hard

to observe and sometimes goes missed.

2.5.5 Double printing
When the printed design is not placed where it should be, a double printing problem arises in
the fabric.

This kind of flaw can have the following root causes:
» Inaccurate design
» The print pattern failed to stick to the fabric.

Double Printing

2.5.6 Scrimps
During printing, a scrimp defect happens when the cloth wrinkles beneath one of the screens.
After then, when the fabric relaxes back into its original form, a sizable portion remains

unprinted since the design is printed above the crease.

2.5.7 Pattern bending

Error caused by the movement of the print head across the substrate.

Use of a print head that scans the substrate or one that moves in a straight line to place ink
droplets at precise points along the line.

A little horizontal band or line of unprinted region results from improper head alignment or
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uneven substrate advancement.

Pattern Bending

2.5.8 Unwanted pigment marking on fabric

This is the result of holes in the screen that ought to have been sealed. This might be the result

of the screen ageing and eventual damage, or it could be the result of incorrect light exposure.

2.5.9 Mottled

When printing, color is applied unevenly.

2.5.10 Crack or misalignment in the transfer printed fabric

This occurs when the paper transfer is removed while the fabric is still hot, resulting in an

incomplete transfer of the pattern from paper to fabric during transfer printing.

2.5.11 Doctor mark/streak

A doctor mark fault in fabric is the appearance of parallel lines that run vertically to the print.
It gets its name from the fact that the printing machine's doctor blade—which is damaged or
incorrectly positioned—causes it. A doctor blade is a type of metal knife used to remove surplus
dye from engraved printing rollers, ensuring that dye paste is only left in the engraved areas'

valleys.
This kind of fault may have the following causes:

» The viscosity of the print paste is poor.

» The print paste's dye concentration is very high.
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2.5.12 Printing machine stop
The dye can occasionally smear across the fabric's width as a result of the printing machine

stop.

2.5.13 Color out

The outcome of the printing machine's color reservoir being low.

2.5.14 Uneven printing
When the design's color tone shows through the cloth, there is an uneven printing problem.
This kind of fault may have the following causes:

» The screen wasn't set up correctly.

» Uneven pressure was applied when using the squeegee.

2.5.15 Frame marks

When the frame used to print on the fabric leaves a mark on the print, a frame marks fault
appears in the fabric.

This kind of flaw may have the following causes:
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> Improper installation of the frame

2.6 Finishing Defect

The term “final defects” refers to issues or defects that occur at the end of the manufacturing
process, where garments go through various steps to enhance their look and quality. These

defects can be caused by human mistakes, machine failures or other factors.

2.6.1 Trimming defect

Garment fit errors refer to problems or imperfections with the embellishments used in the
garment, such as buttons, zippers, ribbons, laces, tags, etc

These defects can occur during the manufacturing process and can affect the overall quality

and appearance of the garment.

Here are some common clipping errors and their potential causes:

2.6.1.1Missing Trims
Occurs when the necessary embellishments are not attached to the garment.
Cause:
» Human error during sewing leads to skipping steps when attaching decorative details.

» Supply chain problems when toppings are not available or are not delivered on time.

2.6.1.2 Deviated trims
Overlays are placed incorrectly or evenly spaced.
Cause:
» Inaccurate measurements or markings during the cutting and sewing stages.

» Lack of adequate training or lack of attention to detail among workers.

2.6.1.3 Loose or unsafe accessories

The pads are not securely attached to the garment, which can lead to the possibility of
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loosening during use.

Cause:

» Insufficient or incorrect sewing technique. Poor quality thread or adhesive is used to

attach the trim.

» Inadequate quality control during production.

2.6.1.4 Damaged details
Upholstery shows signs of wear, tear or breakage.
Cause:
» Rough handling during manufacturing, packaging or shipping.
» Use poor quality trim that cannot withstand the wear and tear over the life of the

garment.

2.6.1.5 Material and color deviation

Decorative details differing in color or material from specified requirements.

Cause:
» Supplier error or confusion when sourcing the topcoat.
» Lack of communication between design and production teams on finishing

specifications.

2.6.1.6 Frayed or unfinished edges
The hems are rough or frayed, affecting the appearance of the garment.
Cause:
» The finishing technique is not suitable during the production of the decoration.

Improper handling when assembling clothes.
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2.6.2 Pressing Defect

Garment pressure damage is a term used to describe issues or defects that happen during the
process of pressing or ironing a garment. Garment pressing is one of the most important steps
in garment finishing. It helps to create a sharp and smooth fabric surface, removes wrinkles,
and improves the overall look of the garment. However, various compression defects may occur
during the pressing process. These can be caused by improper techniques, equipment failure,
or other factors.

Some common mistakes that occur during garment pressing include:

» Shiny marks are shiny or reflective marks on the fabric surface caused by too much heat
or too much pressure applied during the pressing process. These marks may appear on

fabrics sensitive to heat or on smooth or shiny surfaces such as silk and satin.

» Press marks are marks or lines that are visible on a garment that has been pressed with
irons or other pressing equipment. These marks can be caused by over-pressing,
improper pressure, or prolonged pressing of specific areas. These prints may be
especially visible on delicate fabrics or on clothes that have intricate patterns.

» Over-pressed areas are those parts of a garment that have been over-pressed for too long
or with too much pressure applied. This can flatten or curling the fabric resulting in an
uneven look or loss of shape. Suppressed areas are those parts that have not been pressed
enough, but still have creases and wrinkles that make them appear out of place on the

garment.

» When printing characters on a print or pattern, if not done properly, it can smudge, drop,
or distort the print or pattern on the garment, which can seriously damage the design
and its intended look.

» Press damage refers to the damage that is caused to to fabric or garment when it is
pressed. This can be caused by burning, burning, melting, excessive heat, or by
improper use of to iron or pressing machine.

» Uneven pressing is when the heat or pressure applied during pressing is unevenly
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distributed throughout to garment. This causes areas of varying levels of smoothness,

giving to garment an uneven appearance.

g |
w

4

Figure 2.15: Pressing defect
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CHAPTER-3
METHODOLOGY

3.1 Materials

In this Thesis, there are 1 year inspection reports are analyzed to identify different defect in

finished garments. Here flowing inspections are done on —
» Product of workmanship.

» Product of packaging
Product Name: Polo Shirt

3.2 Method Used

» Four Point System
» AQL System

FACOTORY INSPECTION SYSTEM

B

BUYER FACTORY (QUALITY TEAM)
T T g
| _Qc | | GPQ | [ kg | -
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ESS MAINTAIN AQL
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3 < <
PRE-FINAL INSPECTION PRE-FINAL INSPECTION| | PRINTING/EMB
| = l | | | == | - 100% Q.1 CHECK
| FINAL INSPECTION lﬁ | sewing | 8
‘- < AQL PRE-FINAL
NQC [ THIRD PARTY | [ FNisHING | INSPECTION
=) SGS
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=) BLUE BITES
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3.2.1 Four Point System

At least 10% of the shipment's total rolls should be inspected using this approach. Ensure that

each color requires an inspection on at least one roll.

3.2.1.1 Criteria for giving penalty points:

Size of Defects Penalty Points
Defects up to 3 inches 1
Defects > 3 inches < 6 inches 2
Defects > 6 inches < 9 inches 3
Defects > 9 inches 4

Note:
that different scores are permissible. Forty points per 100 yards is considered an acceptable

fault rate in many countries. Many people, nevertheless, think this is unacceptable.

3.2.1.2 Calculation of total points per yard

The 4-point system uses a unit of points per 100 square yards to assess fabric quality.
Points / 100 square yards = (Total points in roll * 36 * 100) / (Yards of fabric * Inches of
fabric width)

Fabric rolls with 40 points per 100 square yards are often acceptable.

For instance, a 132-yard-long and 43-inch-wide roll of fabric with the following flaws
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Size of Defects

No. of Defects

Penalty Points

Defects up to 3 inches

6 defects x 1 points = 6 points

Defects > 3 inches < 6 inches

4 defects x 2 points = 8 points

Defects > 6 inches < 9 inches

2 defects x 3 points = 6 points

Defects > 9 inches

6
4
4
2

2 defects x 4 points = 8 points

Total Penalty Points:

28

Therefore,

Points / 100 sq. yd. = (28 x 36 x 100) / (132 x 43)

= 17.8 points

So, defect is accepted.

3.2.2 AQL System:

To analysis this sample AQL system is used. The Acceptable Quality Level (AQL) procedure

is a statistical method used in quality control to determine the maximum number of defective

items in a batch or sample that is considered acceptable.

The following is a generalized methodology for implementing an AQL procedure:

3.2.2.1 Set AQL level: Determine the desired acceptable quality level for the product process.

This involves setting the AQL, which is the maximum number or percentage of defective

items that will be accepted.

3.2.2.2 Determine sample size. Depending on the AQL level, determine the appropriate test

sample size. The sample size is usually determined using statistical tables or software that

takes into account factors such as the desired confidence level and the acceptable quality
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level.

3.2.2.3 Random sampling: Randomly select items from batch or production to check. The

randomness of the sampling ensures that the sample is representative of the entire lot.

3.2.2.4 Check and classify: Test each sample item against predefined quality criteria. This
may include visual inspection, measurement or other tests depending on the nature of the

product or process.

3.2.2.5 Number of errors: Count the number of defective items in the sample. A defective
item is an item that does not meet specified quality standards.

Compare with AQL: Compare the number of defective items in the sample with the NQA
level. If the number of defects is within the acceptable range determined by the AQL level,
the batch or production run is considered acceptable. If the number of defects exceeds the
AQL, further action can be taken, such as redoing, sorting, or discarding the entire shipment.

3.2.2.6 Statistical analysis: Perform statistical analysis to estimate the level of confidence
associated with the AQL process. This analysis provides insight into the reliability of the
AQL results and helps determine the confidence level in accepting or rejecting a shipment.
Documents and reports: Record the results of the AQL procedure, including sample size,
number of errors, AQL level, and any statistical analysis performed. This information is

important for quality control and monitoring purposes.
3.2.2.7 Continuous improvement: Use the results of the AQL process to identify areas for
improvement in the manufacturing process or product design. Feedback from the AQL

process can be used to make the necessary adjustments and reduce the occurrence of errors in

future batches.

3.2.3 AQL Chart

This chart is used to determine the sample size and acceptable range for any garments Lot.
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Sample Acceptable Quality level
Lot or Batch size Sample
1.5 2.5 4 6.5
size Code Size
Letter Ac Re Ac Re Ac Re Ac Re
2-8 A 2 0 1 0 1 0 1 0 1
9-15 B 3 0 1 0 1 0 1 0 1
15-25 C 5 0 1 0 1 0 1 0 1
26-50 D 8 0 1 0 1 1 2 1 2
51-90 E 13 0 1 1 2 1 2 2 3
91-150 F 20 1 2 1 2 2 3 3 4
151-280 G 32 1 2 2 3 3 4 5 6
281-500 H 50 2 3 3 4 5 6 7 8
501-1200 | 80 3 4 5 6 7 8 10 11
1201-3200 K 125 5 6 7 8 10 11 14 15
3201-10000 L 200 7 8 10 11 14 15 21 22
10001-35000 M 315 10 11 14 15 21 22 21 22
35001-100000 N 500 14 15 21 22 21 22 23 25
Chart used to determine Sample size and Acceptable range
3.2.4 Order quantity and inspection quantity
Order
Month Buyer Style Sample Qty
Quantity
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Jan-23 H&M 905220 8500 80
Feb-23 H&M 892289 50000 200
Mar-23 H&M 892907 65000 200
Apr-23 H&M 791650 10000 80
May-23 H&M 774943 25000 125
Jun-23 H&M 891336 23000 125
Jul-23 H&M 768229 87250 200
Aug-23 H&M 905108 36000 200
Sep-23 H&M 714665 65000 200
Oct-23 H&M 882219 85000 200
Nov-23 H&M 882745 17000 125
Dec-23 H&M 478789 48750 200

3.2.5 Inspection Level

There are 3 inspection level. they are

» General Inspection Level-I
» General Inspection Level-I1
» General Inspection Level-IlI

» General Inspection Level-1II

General Inspection Level | is used here to complete this testing using AQL. The second

level of Accepted Quality Level (AQL) testing is often referred to as "General Test Level 11".

It is one of the four test levels specified in the AQL standard and is commonly used for

common test scenarios. The second level of control is intended to determine whether the

quality of a batch or batch of product meets accepted quality criteria. General inspection

Level I is associated with a specific sampling plan that defines the number of samples to be

examined and the acceptance and rejection criteria based on the AQL table. These tables

provide guidance for determining an appropriate sample size and pass/fail ratio based on
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batch size and the desired confidence level of the test results. When General Inspection Level
I is used, the sampling plan typically contains a smaller number of units than the more
stringent Level I, but still provides sufficient assurance about the quality of the lot. This
strikes a balance between cost and time of inspection and the need to detect potential defects.
The sample size and overall pass/fail criteria for inspection class |1 may vary depending on
the AQL standard to be followed. These standards provide detailed guidelines and tables to
help select the appropriate sampling plan based on the lot size, level of control and desired
AQL. It is important to note that the choice of the level of control depends on factors such as
product importance, customer requirements, and acceptable level of risk. The second level of
control is widely used in many industries as a practical and widely accepted approach to
quality control in the manufacturing process. In general, the AQL's second level of control, or
General Control Level I, provides a systematic approach to determining whether a lot or
batch of product meets accepted quality standards. accept or not, balance the need for control

effectiveness with the desired level of confidence in the results

3.2.6 AQL Inspection level I chart

Level I is used here to complete this testing using AQL

AQL CHART FOR H&M

Lot or Batch Sample Sample Acceptable Quality level

size size Code Size 1.5
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Letter Ac Re

2-8 A 2 0 1
9-15 A 2 0 1

16 - 25 B 3 0 1
26-50 C 5 0 1
51-90 C 5 0 1
91-150 D 8 0 1
151-280 E 13 0 1
281-500 F 20 1 2
501-1200 G 32 1 2
1201-3200 H 50 2 3
3201-10000 J 80 3 4
10001-35001 K 125 5 6
35001-150000 L 200 7 8
150001- 500000 M 315 10 11
500001- OVER N 500 14 15
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CHAPTER-4
DISCUSSION OF RESULTS
4.1 Defect of Polo Shirt for Sample Size Different Quantity

(Workmanship Inline Inspection)

Order Sewing : : Minor | Major
Month | Buyer Style Sewing Line

Quantity Floor Defect | Defect
Jan-23 H&M 905220 8500 CBL2 LINE-1,5 12 5
Feb-23 H&M 892289 50000 CBL2 LINE-3,12,15, 25 10
Mar-23 H&M 892907 65000 RBL LINE-25,16,18 14 12
Apr-23 H&M 791650 10000 CBL3 LINE-86 10 8
May-23 H&M 774943 25000 CBL2 LINE-4,6,14 17 12
Jun-23 H&M 891336 23000 RBL LINE-28,29 25 14
Jul-23 H&M 768229 87250 RBL LINE-30,34,36, 27 12
Aug-23 H&M 905108 36000 CBL3 LINE-87,89,91 13 14
Sep-23 H&M 714665 65000 CBL3 LINE-54,56,58 19 11
Oct-23 H&M 882219 85000 CBL2 LINE-6,7,11 23 14
Nov-23 H&M 882745 17000 CBL2 LINE-2,5 15 8
Dec-23 H&M 478789 48750 RBL LINE-34,47,48 18 13
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ORDER QUANTITY VS DEFECTS QUANTITY
(WORKI\/IANSHIP)

20 19 . 18
12 10 a2 104 1211 131 11 14, 15 13
9 8 8 8
* Ll I i ki I
. 12 10 1 |_ 1 n 1in

8500
50000
65000
10000
25000
23000
87250
36000
65000
85000
17000
48750

® Minor Defect Major Defect m Critical Defect

This inspection involves the inspection of 200 samples of 8500 workmanship products. The
AQL is applied to the samples, and the major, minor and critical defects are identified and
passed through the lot. This indicates the quality of production, as no critical defects are
present in the entire order quantity. This also indicates the quality of the product.

4.2 Defect of Polo Shirt for Sample Size 80(Packaging)

Order | Sample Minor | Major
BUYER | STYLE ) Types Of Defects
Qty | Quantity Defect | Defect
Broken Stc 1

Button Fault

Dirty spot 1

Drop Stc

Embroidery fault

Fabric fault
H&M | 905220 | 8500 80 Improper shape

Improper tuck

Joint stc

Label fault

Measurement

deviation

Needle mark
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Oil Spot

Open seam 1

Pleat

Print fault

Puckering 1

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering
Skip Stitch
Uncut Thread
Shading

Thread mistake

Wrong SPI

Crease Mark

In this inspection, different types of defects are found in a sample of 80 samples from 8500
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 5 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection
because the sample is selected randomly.

4.3 Defect of Polo Shirt for Sample Size 200(Packaging)

Order | Sample Minor | Major
Buyer | Style ) Types Of Defects

Qty | Quantity Defect | Defect
H&M | 892289 | 50000 200 Broken Stc 1
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Button Fault

Dirty spot

Drop Stc

Embroidery fault

Fabric fault

Improper shape

Improper tuck

Joint stc

Label fault

Measurement

deviation

Needle mark

Oil Spot

Open seam

Pleat

Print fault

Puckering

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering

Skip Stitch

Uncut Thread

Shading

Thread mistake

Wrong SPI

Crease Mark

In this inspection, different types of defects are found in a sample of 200 samples from 55000
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quantities. Both major and minor defects are found, but no critical defects are found which

stand out against the production system. In this inspection, almost 10 types of defects are

detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly

4.4 Defect of Polo Shirt for Sample Size 200(Packaging)

Buyer

Style

Order
Qty

Sample

Quantity

Types Of Defects

Minor
Defect

Major
Defect

H&M

892907

65000

200

Broken Stc

1

Button Fault

Dirty spot

Drop Stc

Embroidery fault

Fabric fault

Improper shape

Improper tuck

Joint stc

Label fault

Measurement deviation

Needle mark

Oil Spot

Open seam

Pleat

Print fault

Puckering

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error
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Poor Iron 1

Puckering

Skip Stitch 1

Uncut Thread

Shading 2

Thread mistake

Wrong SPI

Crease Mark 1

In this inspection, different types of defects are found in a sample of 200 samples from 65000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 12 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly

4.5 Defect of Polo Shirt for Sample Size 80(Packaging)

Order | Sample Minor | Major
Buyer | Style ) Types Of Defects
Qty | Quantity Defect | Defect
Broken Stc 1

Button Fault

Dirty spot 3

Drop Stc

Embroidery fault
H&M | 791650 | 10000 80

Fabric fault

Improper shape

Improper tuck

Joint stc

Label fault
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Measurement deviation 1

Needle mark

Oil Spot

Open seam 1

Pleat

Print fault

Puckering 1

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering

Skip Stitch

Uncut Thread

Shading

Thread mistake

Wrong SPI

Crease Mark

In this inspection, different types of defects are found in a sample of 80 samples from 10000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 7 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly.

4.6 Defect of Polo Shirt for Sample Size 125(Packaging)
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Buyer

Style

Order
Qty

Sample
Quantity

Types Of Defects

Minor
Defect

Major
Defect

H&M

774943

25000

125

Broken Stc

1

Button Fault

Dirty spot

Drop Stc

Embroidery fault

Fabric fault

Improper shape

Improper tuck

Joint stc

Label fault

Measurement deviation

Needle mark

Oil Spot

Open seam

Pleat

Print fault

Puckering

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering

Skip Stitch

Uncut Thread

Shading

Thread mistake

Wrong SPI

Crease Mark
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In this inspection, different types of defects are found in a sample of 125 samples from 25000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 9 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly.

4.7 Defect of Polo Shirt for Sample Size 125 (Packaging)

Order | Sample Minor | Major
Buyer | Style ) Types Of Defects
Qty | Quantity Defect | Defect

Broken Stc 1

Button Fault

Dirty spot 2 1

Drop Stc

Embroidery fault

Fabric fault

Improper shape

Improper tuck

H&M 891336 | 23000 125 Joint stc

Label fault

Measurement deviation 1

Needle mark

Oil Spot 1
Open seam 1
Pleat

Print fault

Puckering 1
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Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering

Skip Stitch

Uncut Thread 2

Shading

Thread mistake 1

Wrong SPI

Crease Mark

In this inspection, different types of defects are found in a sample of 125 samples from 23000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 11 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly.

4.8 Defect of Polo Shirt for Sample Size 200(Packaging)

Order | Sample Minor | Major
Buyer | Style ) Types Of Defects
Qty | Quantity Defect | Defect
Broken Stc
Button Fault
H&M | 768229 | 87250 200
Dirty spot 3
Drop Stc
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Embroidery fault

Fabric fault

Improper shape 1

Improper tuck

Joint stc 1

Label fault

Measurement deviation

Needle mark

Oil Spot 4

Open seam 1

Pleat

Print fault

Puckering 1

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron 1

Puckering

Skip Stitch

Uncut Thread 1

Shading

Thread mistake

Wrong SPI 1

Crease Mark

In this inspection, different types of defects are found in a sample of 200 samples from 87250
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 14 types of defects are

detected by ten inspection operations. This inspection is also called Final random inspection
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because the sample is selected randomly.

4.9 Defect of Polo Shirt for Sample Size 200(Packaging)

Order | Sample Minor | Major
Buyer | Style ) Types Of Defects
Qty | Quantity Defect | Defect

Broken Stc 1

Button Fault

Dirty spot 4

Drop Stc

Embroidery fault

Fabric fault

Improper shape

Improper tuck

Joint stc 1

Label fault

Measurement deviation

H&M | 905108 | 36000 200 Needle mark 1
Oil Spot 2
Open seam 1
Pleat
Print fault
Puckering 1
Ironing Mark
Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron 3
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Puckering 2

Skip Stitch

Uncut Thread

Shading

Thread mistake

Wrong SPI

Crease Mark

In this inspection, different types of defects are found in a sample of 200 samples from 36000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 16 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly
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4.9 Defect of Polo Shirt for Sample Size 200(Packaging)

Buyer

Style

Order
Qty

Sample

Quantity

Types Of Defects

Minor | Major
Defect | Defect

H&M

714665

65000

200

Broken Stc

Button Fault

Dirty spot

Drop Stc

Embroidery fault

Fabric fault

Improper shape

Improper tuck

Joint stc

Label fault

Measurement deviation

Needle mark

Oil Spot

Open seam

Pleat

Print fault

Puckering

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering

Skip Stitch

Uncut Thread

Shading
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Thread mistake

Wrong SPI

Crease Mark

In this inspection, different types of defects are found in a sample of 200 samples from 65000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 20 types of defects are

detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly.
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4.10 Name of Defect For sample Size 200 (Packaging)

Order | Sample Minor | Major
Buyer | Style ) Types Of Defects
Qty | Quantity Defect | Defect

Broken Stc 1

Button Fault

Dirty spot 3 1

Drop Stc

Embroidery fault

Fabric fault

Improper shape

Improper tuck

Joint stc

Label fault

Measurement deviation 1

Needle mark

QOil Spot 3

Open seam 1
H&M 882219 | 85000 200

Pleat

Print fault

Puckering 1

Ironing Mark

Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering 1

Skip Stitch

Uncut Thread

Shading

Thread mistake
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Wrong SPI

Crease Mark 1

In this inspection, different types of defects are found in a sample of 200 samples from 85000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 13 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly.

4.11 Name of Defect For sample Size 125 (Packaging)

Order | Sample Minor | Major
Buyer | Style ) Types Of Defects
Qty | Quantity Defect | Defect

Broken Stc

Button Fault

Dirty spot 1

Drop Stc

Embroidery fault

Fabric fault

Improper shape

H&M 882745 | 17000 125 Improper tuck

Joint stc

Label fault

Measurement deviation

Needle mark

Oil Spot 2 1
Open seam 1
Pleat
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Print fault

Puckering 1

Ironing Mark

Lycra Drop

Misplaced of Lebel 1

Miss Yarn

Packing Error

Poor Iron 2

Puckering

Skip Stitch

Uncut Thread

Shading

Thread mistake

Wrong SPI

Crease Mark

In this inspection, different types of defects are found in a sample of 125 samples from 17000
quantities. Both major and minor defects are found, but no critical defects are found which
stand out against the production system. In this inspection, almost 9 types of defects are
detected by ten inspection operations. This inspection is also called Final random inspection

because the sample is selected randomly.

4.12 Name of Defect For sample Size 200 Packaging)

Order | Sample Minor | Major
Buyer | Style i Types Of Defects
Qty | Quantity Defect | Defect
H&M 478789 | 48750 200 Broken Stc 1
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Button Fault

Dirty spot 3 1

Drop Stc

Embroidery fault

Fabric fault

Improper shape 2

Improper tuck

Joint stc

Label fault

Measurement deviation

Needle mark

Oil Spot 2
Open seam 1
Pleat

Print fault

Puckering 1
Ironing Mark 2
Lycra Drop

Misplaced of Lebel

Miss Yarn

Packing Error

Poor Iron

Puckering

Skip Stitch

Uncut Thread

Shading 1

Thread mistake

Wrong SPI

Crease Mark 1

In this inspection, different types of defects are found. In this inspection, 200 samples of

48750 quantities are inspected. Both major and minor defects are found. However, no critical
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defects are found which stand against the production system. In this inspection, almost 19
types of defects are detected by 10 inspection operations. This inspection is also called Final

random inspection as the sample is selected randomly.

4.13 Total number of defect

Order Quantity Sample Qty Minor Major

Defect Defect
8500 80 5 E
50000 200 5 c
65000 200 8 4
10000 80 5 3
25000 125 5 4
23000 125 3 3
87250 200 11 3
36000 200 14 2
65000 200 12 5
85000 200 8 5
17000 125 7 5
48750 200 14 2

The table below shows the total defect count during this inspection (Using the AQL system).

No critical defect is detected during the inspection process. The samples are taken randomly.
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TOTAL DEFECT VS PACKING SAMPLE
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4.14 Result Summary

Total
No of
Defects

Acceptable

range

Inspection

Status

w

PASS

PASS

PASS

PASS

PASS

PASS

PASS

PASS

PASS

PASS

Month | Buyer | Style Order | Sample | Minor | Major
Quantity Qty | Defect | Defect
Jan-23 H&M 905220 8500 80 2 3
Feb-23 H&M 892289 50000 200 5 5
Mar-23 | H&M | 892907 | 65000 200 8 4
Apr-23 | H&M | 791650 | 10000 80 5 2
May-23 H&M 774943 25000 125 5 4
Jun-23 H&M 891336 23000 125 8 3
Jul-23 H&M 768229 87250 200 11 3
Aug-23 | H&M | 905108 | 36000 200 14 2
Sep-23 H&M 714665 65000 200 11 2
Oct-23 H&M 882219 85000 200 8 5
Nov-23 | H&M | 882745 | 17000 125 7 2
Dec-23 | H&M | 478789 | 48750 200 14 2

PASS

Note: 3 minor defects equal 1 major defects
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DEFECTS VS ACCECPTABLE RANGE
B [ [ EE [ [EE

80 125 125 200 200 200 pA 0] 125 200

Total No of Defects Accecptable range
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Conclusion

To sum up, the Defects in Ready-Made garments study provided valuable insights into the
difficulties and intricacies of product quality management in the textile & clothing industry. In
this study, we examined various types of defects, their root causes and impacts on
manufacturers and consumers. One of the key findings is the importance of manufacturing
processes in determining finished garment quality. In addition to affecting the overall
appearance and feel, these defects can also affect the durability, functionality and usability of
the garment. We have also found that defects can be the result of human error, machine failure,
poor quality control measures and low-quality materials. To address these issues, a holistic
approach is required that includes training of employees, regular maintenance of the machine,
strict quality control measures and strong supplier relationships. The repercussions of ready-
made garments defects are far-reaching. Manufacturers have to bear the burden of reworking
or disposal of defective products, the cost of customer returns, and reputational damages. In
addition, defective products can lead to unsatisfactory customers who may feel uncomfortable,
dissatisfied or lose confidence in the brand in the long run. This can have a negative impact on
sales, brand loyalty, and overall profitability. To minimize the impact of defects and their
associated consequences, manufacturers must implement robust quality protocols. Hiring
skilled workers Regular inspections and audits, using cutting-edge technology like automatic
sewing machines and quality control machines, fostering a culture of quality consciousness
within the organization, Collaborating with suppliers and ongoing improvement projects.
Preventing defects and improving the quality of products, Consumers play a critical role in
resolving errors When consumers are aware of quality indicators such as fabrics, construction
methods and care instructions, they are more likely to make informed purchasing decisions.
Providing manufacturers with feedback about discovered defects can help to improve the
quality of their products and service. The Study of Defects in Ready-Made Clothing
Demonstrates the Importance of Maintaining High Quality Levels in the Textile and Clothing
Industry. The right manufacturing processes, quality control measures and informed consumer
decisions can reduce defects, enhance product quality, enhance customer satisfaction and
enhance the brand’s reputation. Defects can be caused by a variety of factors, but by identifying
and addressing the root causes, manufacturers can aim to produce clothing that meets or

exceeds customer expectations, resulting in long-term market success and sustainability.
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