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ABSTRACT

This report illustrate the manufacturing process of a Hoodie Jacket. To make a complete Hoodie
Jacket all the process required and the activity of different section are acquainted this project. To
make a garment different data and information are required from different section. This report
deals with different data and information to explain different process clearly. Quality is most
concerned issued to comply with buyer as the consumers express satisfaction. To satisfy customer
best quality goods should be delivered that's why. Manufacturer always try to deliver quality
goods. Faults cannot be entirely controlled but can be minimized by taking specific precautions.
This report represents how to minimize defects which arise from different section. It represents
different machine types to make a Hoodie Jacket. It depends on the design of the product. In
aggregate it this project will be helped to manufacture a quality Hoodie Jacket that’s can fulfill the
buyer requirements and satisfy the ultimate consumers.

©Daffodil International University
\Y;



Contents

ACKNOWLEDGEMENT ... e e e e r e e e e e e e e i
DECLARATION L.ttt e e e s e e e e e e e e s s e e e e e e e e s s s snnbbraraeeeeeaaans i
LETTER OF APPROVAL ... .ottt e e e e e s an e e e e e e e i

L CRAPTEI-T .ttt 1
INTRODUCTION . ... e e e e e e e e s s et r e e e e e e s e s ntebaaeeeeeeessannnneees 1
(I R O o] 1101 1)Y= RSP T PP PP TP OPRO 2
I I 0 =1 o] SR SURRSTR 2

P O 0 T=1 o1 (=] o I TP P PPV OPRPP 3
LITERATURE REVIEW ... 3
2.1 HOOAIE JACKET ... .oeieiiie ettt e e et e et e et e e st e e nnneeeareee s 4
2.2 Different Types Of HOOGIES ......cuviiiiiiiiiiiieiic e 4
2.2.1  Over-the-Head HOOIE...........ooiiiiiiiie et 4
2.2.2  ZIP-UP HOOGIE. ...ttt ettt 4
2.2.3  SNIUQG HOOMIE......oei it e et e e annee s 4
2.24  BaJAHOOUIE......ueee ettt e 5
2.2.5  FUEN HOOGIE ...ttt bbbt 5

2.3 Fabric Used in HOOAIE JACKET..........coiiiiiiiiiieiie et 5
2.4 A Few Popular Fabric for Making Hoodie Jacket...............cccceovveiiveeiie e, 5
O R e -1 (ot R 1T o PSSR SUSRTRRR 5
2.4.2  FIEECE-BACK ...ccvviiiie e 6
2.4.3  DOUDIE-FACE.......eiiiie ittt 6

2.5 FADFIC CULLING ... .oeiiiie e e e e ae e e s e e e arne e 7
2.5.1  Flow Chart for Cutting to Manufacture a Garments.............cccccceevvveeiieecsinnnnnn 7
2.5.2  FaDriC RelaXAtiON........ooiiiiiiiiiie e 7
2.5.3  Fabric Relaxation Periof..........ccocviiiiiiiiiiieie et 8

2.6 MArKEr MaKiNQ......ccviiiiiii e e e e e e e ree e 8
2.6.1  Methods of Marker Making in the Garment Industry ..............cccccovveeiiieeninnnn, 8
2.6.2  Manual Marker Making Method ...............cccooiiii i, 8
2.6.3  Computerized marker making method...........ccccccoviiiiiie i 9

©Daffodil International University
v



2.7 Fabric CULEING SYSTEIM ...c.uiiiiiiiiieie e 10

2.7.1  SEraight KNI ... 10
2.7.2  Computer controlled Knife CULtING ........coeiiiiiiiiiie e 11

2.8 NUMDEIING. ..ot 11
2.8.1  The Purpose of Layer NUMDEring.......cccoiiiiiiiic e 12

2.9 SOrting & BUNAIING .......ooiiiiiiii e 12
2.10 Process Flow Chart for Making a Hoodie Jacket ............cccoviiiiiiiiiiniiinic e 12
2.11  MACHINE LAYOUL ...c.eviiiiieiee ettt 13
212 Garments SEWING FAUITS ........cooiiiiiiiiei e 14
2.13  FINISNING FAUILS........ooiiiii e 17

I O 0 T=1 o1 (=] il I I PP P PP UPTOURTPPRTPPS 19
EXPERIMENTAL DETAILLS ..ottt e e e e r e e e e e e e annnnees 19
3.1  Manufactured HOOdie JACKEL .........cccviiiiieeiiie e 20
3.2 Fabric 4 poiNt INSPECTION .......ooiiiiiiiiiie ettt 23
3.3 Daily Cut Panel REJECTION .......ccuiiiiiiiiieiii et 25
3.4 Weekly Cut Panel ReJECTION .........ccoiuiiiiiiie et 27
3.5 SIZE MEASUIEIMENT ...ttt ettt ettt et anbeennne s 30
3.6  Weekly Line Quality Report in SEWINQ........cceeviuieeiiiieiiiie e 32
3.7  Breakdown and Layout SNEET..........cccceeiiieeiiie e 36
3.8 Fabric 4 PoiNt INSPECTION.........cciiieiiii ettt 39
3.9  Daily Cut Panel REJECLION........cccuiiiiiee ettt ettt 42
310 SiZE IMEASUIEIMENT ..ottt ettt ettt s et e et e st e beeanbeennne s 45
3.11 Weekly Line Quality Report in SEWINQG........ccccoviviieiiiieeiiie e 47
3.12 Breakdown & Layout Sheet of Hoodie Jacket.............cccoveviiveiiine v, 51

O O =T o) (=] g Y PSSR 54
DISCUSSION OF RESULT .ottt sttt ettt 54
4.1  Discussion on Fabric 4 Point INSPECtiON............cocvviiiiieeiiie e 55
4.2 Discussion on Fabric Cut Panel reJection ...........cccceovveeiiieeiiiee e 55
4.3 Discussion 0N Size MEaSUTEIMENT .........cueiiuiiiiieiieaieesiee e iee e e ee et seeenree s 56
4.4  Daily Line QUANILY ........oooiiiiiiiie et 56
4.5 Discussion on Breakdown and Layout of Hoodie Jacket..............cccccooveeiiiieinneane, 57

©Daffodil International University
vi



5 CAPTEE V et 59

(@0 [0d [U15{ T o 0TSO OTRROPRRRTRN 59
T80 A O] o] [ 111 o] o PR 60
List of Table
Table: 2. 1 MaChING LAYOUL.......ccuieiiiiiieiii ettt 14
Table: 3. 1 SUMMAIY ANAIYSIS. ... .coiiiiiiiiii et 24
Table: 3. 2 SUMMArY ANAIYSIS. ... .ooiiiiiieiiieiee ettt 26
Table: 3. 3 SUMMArY ANAIYSIS. ......coiiiiiiiiii ettt 28
Table: 3. 4 SUMMArY ANAIYSIS.......ooiiiiiii ittt 31
Table: 3.5 SUMMArY ANAIYSIS.......coiiiiiie ittt 34
Table: 3. 6 GraphiCal ANAIYSIS .......cc.oiiiiiiieii e 35
Table: 3. 7 SUMMArY ANAIYSIS. ......coiiiiiieiii ettt 38
Table: 3. 8 SUMMArY ANAIYSIS. ......ooiiiiiie ittt 41
Table: 3.9 SUMMAIY ANAIYSIS......coiiiiii e 43
Table: 3. 10 SUMMArY ANGIYSIS......ccuiieiiieeiie e e e e e e e e e eesnaeeesnaeee e 46
Table: 3. 11 SUMMArY ANGIYSIS.....cciviieiiieeiiie e e e e e e e e e e e snaeeesnneee e 49
Table: 3. 12 Graphical MEaSUIrEMENT .........cciiiieiiiee et e e et e e e e e e e e e enee e 50
Table: 3. 13 SUMMArY ANAIYSIS.....cccuiieiiieeiii et e e e e e e e e snaeeeanneee e 53
Table: 4. 1 SMV for different GarmeNtS ........c.covviiiieiiiieiie e 58

List of Figure

1o T =T o T =T 5 VPSPPSR 5
FIg: 2. 2 FIEECE-BACK ......vveeieee et 6
Fig: 2. 3 DOUDIE-FACE........eieiieee e e 6
Fig: 2. 4 Flow Chart for Cutting to Manufacture a Garments...........cccceevvveeviieeiinnnnnn 7
Fig: 2. 5 Manual Marker Making MENOA ... 9
Fig: 2. 6 COMPULEIIZEA MATKEF .......eeiiiiie ettt e e e ae e e s e e 9
Fig: 2. 7 Straight CUt KNI ......coeii e 10
Fig: 2. 8 Computer controlled knife CUtting M/C .........cccoooiiiiiiiie e 11
Fig: 2. 9 NUMDEIING M/C ..o e et e e aaae e 12
Fig: 2. 10 NUmMbBEring MaChINe..........c.vvi i 12

©Daffodil International University
vii


file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784573
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784581
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784582
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784583
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784584
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784585
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784586
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784587
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784589
file:///C:/Users/dcL/Desktop/Study%20on%20Quality%20inspection%20in%20a%20Hoodie%20jacket%20manufacturing%20industry%20-%20Copy%20(2).docx%23_Toc26784590

Fig:
Fig:
Fig:
Fig:
Fig:
Fig:
Fig:
Fig:
Fig:
Fig:
Fig:
Fig:
Fig:

WWwWwwwwmwwwwww

1 HOOMIE JACKEL ...ttt 20
2 HOOGIE JACKEL ...ttt ettt 21
3 Fabric 4 point INSPECTION .......eeiueieiieiiie ittt 23
4 Daily Cut Panel REJECTION ......coviiiiiiiieiiie et 25
5  Weekly Cut Panel REJECTION .......ccueiiiiiiiiiie s 27
B SIZE IMIBASUMEIMENT ...ttt ettt ettt et be e nnne s 30
7 Weekly Line Quality Report in SEWING.........cooviiiieiiiiiieiiie e 32
8 Breakdown & Layout Sheet of Hoodie Jacket............ccoovveviiieiiie e 36
9 Fabric 4 point INSPECTION ......ooiiiiiiiiiie e 39
.10 Daily Cut Panel REJECTION.........uieiiiiiieiiiesiee e 42
11 SIZE MEASUIEIMENT ...ttt ettt ettt 45
. 12 Weekly Line Quality Report in SEWING .......c.ccoovveiiuieiiieiieiiie e 47
. 13 Breakdown & Layout Sheet of Hoodie Jacket............ccccvveviviiiiiiiieeee e 51

©Daffodil International University
viii


file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623407
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623408
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623409
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623410
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623411
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623412
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623413
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623414
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623415
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623417
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623418
file:///C:/Users/dcL/Documents/Study-on-Manufacturing-Process-of-a-Hoodie-Jacket-2.....%20(1).docx%23_Toc26623419

Chapter-I
INTRODUCTION

©Daffodil International University
1



1.1 Objectives

= To know the manufacturing process of Hoodie jacket.

= To know about the cutting system of fabric.

= To know about the sewing machines required to make a hoodie.
= To know about different types of stitch and seam.

= To know about different types sewing faults.

= To know about the product quality.

1.2 Limitations

= Due to time limitation, operators could not relate different process elaborately.

= QOperators occasionally expressed unwillingness to provide us required data without
permission of higher authority.

= Due to some restriction not possible to collect all data related to specific order.

= Lack of long time accessibility in the production line.

= Lack of wide space, gathering of intern students created inconveniences.

©Daffodil International University
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Chapter-I1
LITERATURE REVIEW
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2.1 Hoodie Jacket

A hoodie jacket is a sweatshirt with a hood. The word hood infers from the Anglo-Saxon word
hood eventually of the same root as English cap. The garment's style and frame can be followed
back to Medieval Europe when the ordinary clothing for ministers included a hood called a cowl
connected to a tunic or robes, and a chaperon or hooded cape was exceptionally commonly worn
by any outside laborer. Its appearance was known in England at least as early as the 12th century.
US Company Winner clearly made the primary hooded sweatshirt within the 1930s. The company
turned to making sweatshirts once it had created strategies for sewing thicker materials. At first
hoods were included to sweatshirts to keep laborers warm amid the biting winters in Upstate
Modern York. In the blink of an eye from that point, Winner provided sports pack including
sweatshirts to the US military for preparing works out and physical instruction classes [1].

2.2 Different Types of Hoodies

2.2.1 Over-the-Head Hoodie

The over-the-head hoodies are ordinarily worn in more casual settings and, so, they don’t
continuously have the plans that other sorts of hoodies do.

2.2.2 Zip-Up Hoodie

These hoodies permit to zip coat up half way in case you like, making it culminate for days that
are cool and dry. In truth, since they are the zip-up sort, these hoodies are idealize in case it begins
to urge warm and you need your coat to be open.

2.2.3 Shrug Hoodie
It is a sweatshirt hoodie which is inspired by the shrug designs for women. The hoodie is made by

knitting wool with sleek designs giving dot, minor checks and lining designs in a single hoodie.

The hooded sweatshirts are made with soft woolen material.

©Daffodil International University
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2.2.4 Baja Hoodie
Baja hoodies started around 50 years ago and came from Mexico, where they were always made

out of very soft materials. At first, they were shaped like basic pull-overs and ponchos, but

nowadays they come in hoodie styles as well.

2.2.5 Fur Hoodie
This hoodies can be any fashion, plan, or color, but they are particularly made for the cold winter

months and for individuals who need to remain warm whereas still looking alluring. The most
contrast, of course, is that these hoodies have a thick layer of high-quality hide around the hood
itself [2].

2.3 Fabric Used in Hoodie Jacket

Fabric type is one of the foremost imperative viewpoints to create a hoodie. Typically since their
distinctive materials sorts manage their different employments. Choosing off-base texture sort will

cruel that they will not be valuable for the reason.

2.4 A Few Popular Fabric for Making Hoodie Jacket

2.4.1 French Terry
Sometimes referred to as loopback cotton, this fabric is warp knitted with a flat face and loops on

the underside, which serve the same purpose as the loops on a towel to absorb moisture and

Fig: 2. 1 French Terry

sweat. Most commonly offered in 100 % cotton, French terry can also include added elastin for

stretch.
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2.4.2 Fleece-Back

To form fleece-back textures, the underside of a sewn texture is brushed with sandpaper or wire
brushes until the yarn gets to be delicate and fluffy. This procedure can be connected to a expansive
run of weaved cotton textures and is utilized for its smooth hand feel.

Fig: 2. 2 Fleece-Back

2.4.3 Double-Face
This material is made up of two interlocking knitted fabrics. A double-knitted jersey, for example,

is made up of two single jerseys knitted together so that both the underside and outside of the fabric

are flat [3].
b 4

Fig: 2. 3 Double-Face
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2.5 Fabric Cutting
2.5.1 Flow Chart for Cutting to Manufacture a Garments

Fig: 2. 4 Flow Chart for Cutting to
Manufacture a Garments

2.5.2 Fabric Relaxation

When the fabric comes from the dying & finishing, the fabric remains a slightly hot. In dryer,
compactor heat is connected on fabric. So moisture is remove from the fabric & it isn't in real
condition. But in case we keep the fabric in normal temperature & pressure for a certain time, the
fabric absorbs moisture from the environment & recapture its original nature. This process is called
fabric relaxation. Another cause of fabric relaxation is to maintain the dimensional stability of

produced garments. When the fabric is being processed in different finishing machines, it goes

©Daffodil International University
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under certain heat & pressure to grant it appropriate shape. But when the heat & pressure is being
withdrawn, the shape may alter. So, in case the measurement is became stabilized before cutting,

no chance to strain in garments.so relaxation is exceptionally essential some time recently cutting.

2.5.3 Fabric Relaxation Period

Spandex fabrics will be relaxed at least 24 hour making unroll in cutting section. Others 12 hours.
Relaxation date and time must be recorded. After spreading, will relax 2 hours some time recently
cut [4].

2.6 Marker Making

It is an illustration of exact and precise arranging of patterns for a specific style of garment and the
sizes to be cut from a single spread on a marker paper. To prepare an proficient marker, the width
of the fabric to be spread in a lay as well as the number of pattern pieces to be included within the
marker plan for all the specified sizes should be known prior to it.

2.6.1 Methods of Marker Making in the Garment Industry

There are two methods usually used for marker making in the apparel industry. They are
= Manual method

= Computerized method.

2.6.2 Manual Marker Making Method

In garments industry, manual marker making is the oldest, conventional and ordinarily used
method. In this forms design producer make the all pattern pieces physically and after that fabrics
are spread on cutting table and set up all pattern pieces directly onto the marker paper. At that point

check by chalk, pencil or pen.

©Daffodil International University
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Fig: 2.5 Manual Marker Making
Method

2.6.3 Computerized marker making method

Computerized method is the most excellent and most well-known method of marker making. For
the most part it gives higher effectiveness. During this marker making method each particular style
and part of the patterns are kept within the computer memory and grade rule is also said. To do
this marker making, computerized marker paper directly set on fabric layer. At that point the
computer makes the marker by its programming techniques. Computer Helped Plan (CAD) system
are used to form marker. Comparison between manual and CAD marker making is huge [5].

M!M“MMIHWMMMH [ AR
«_ P | A ‘

NP~

Fig: 2. 6 computerized marker
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2.7 Fabric Cutting System

Cutting is one of the essential operation to make a garment. Fabric cutting is done by different
prepare. Fabric cutting is done by manual cutting machine and automatic cutting machine.
Different fabric cutting system are used

2.7.1 Straight Knife
Most cutting room which cut garments in bulk, but not in sufficient bulk to legitimize the buy of

computer controlled cutters, makes use of straight blades.

A knife is the most excellent choice for proficient fabric cutting. The most commonly used fabric
cutting machine is straight knife cutting machine. Straight knife fabric cutting machine is the

world’s most popular and most flexible which is broadly used in apparel industry.

Fig: 2. 7 Straight Cut Knife

Machine Description

The elements of a straight knife consists of —
= A base plate — Usually in rollers for easy movement.

= An electric motor.

©Daffodil International University
10



= Handle — for the cutter to direct the blade.

= Knife (Reciprocating motion).

= Knife guard.

= Grinding wheel — used to sharp the knife during cutting.

= Stand.

= Roller wheel — to move the machine over cutting table easily [6].

2.7.2 Computer controlled knife cutting

This method gives the most precise and precise cutting at high speed. It also allows section of air
through the table to deliver a vacuum for decreasing the lay height. The frame/carriage supporting
the cutting head has two synchronized servo-motors, which drive it on tracks on the edges of the
table. A third servo-motor keeps the cutting head at an precise position on a pillar through the
width of the carriage. The cutting head includes a knife, sharpener and a servo-motor to turn the
cut to position it at a digression to the line of the cut on curves.

Fig: 2. 8 Computer controlled knife cutting m/c

An operator spreads the fabric lay on a ordinary cutting table or cutting table prepared with air
flotation cutting table. Perforated paper is spread below the bottom fabric ply to support it during
cutting as well to maintain a strategic distance from twisting during moving to the cutting table.
After loading the plate having the marker arrange into the computer, the operator positions the

cutting head’s root light over the corner of the spread [7].

2.8 Numbering

Layer numbering is one of the cutting room forms which is taken put after cutting a marker. In this

process, each garment component is checked with a serial number of the layer within the cut.
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Ordinarily the numbering code contains article of clothing estimate (e.g. Small, Medium, Large),
Marker number and layer sequence.

2.8.1 The Purpose of Layer Numbering

To identify the right garment components of a garment (size, color, and shade) when operators om

Fig: 2. 9 Numbering m/c

stitch the garment. In case, sewing operator fastens a garment taking components from different
layers, there might a chance of shade variety within the finished garment. This process makes a
difference factory to decrease quality issue related to shade variation. Most of the times, more than
one sizes of the garment is stacked within the production line. When bundles are open and move
on the machines, there could be a chance of taking garment parts from different bundles of article
of clothing sizes. This layer number makes a difference an operator to recognize rectify size of the

component [8].

2.9 Sorting & Bundling

After quality checking faults are gathered separately and all individual parts of a garments are

assembled for a style then sorted and numbering and finally bundled [9].

2.10Process Flow Chart for Making a Hoodie Jacket

Hood Making
1]
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Hood Part Joining

!

!
Hood Top Stitch

Hood Hem
Hood Tack

!

Hood Servicing

!
Hood Tack

!

Shoulder Seam
!
Hood Attaching with Shoulder
!
Neck Piping

1]
Sleeve Joining

1
Side Hem

!
Bottom Making

1]

Cuff Joining with Shoulder
1]

Bottom Joining with Body

1
Quality Checking

2.11Machine Layout

Operation Name Machine Name
Hood Making Plain
Hood Part Joining Over lock
Hood Top Stitch Plain
Hood Hem Flat Lock
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Hood Tack

Plain

Hood Servicing

By Scissor to cut extra yarn

Hood Tack Plain

Pocket Making Plain

Pocket Joining with Body Front Part Plain
Shoulder Seam Over lock

Shoulder Seam Top Stitch Plain
Hood Attaching with Shoulder Over lock

Neck Piping Feed of the Arm

Sleeve Joining Over lock
Sleeve Top Stitch Plain

Side Seam Over lock
Bottom Making Plain

Cuff Joining with Shoulder Over lock
Cuff Top Stitch Plain

Bottom Joining with Body Over lock
Bottom Top Stitch Plain

Table: 2. 1 Machine Layout

2.12Garments Sewing Faults

Slipped stitch

Missing of interloping or interlacing between top and bottom threads.

Causes
Looper or snare and needle are not appropriately placed.

Irregular thread tension.
Needle deflection.

Needle threads loop measure as well small.

Remedies

©Daffodil International University
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= Proper situation of needle and looper or hook.
= Accurate tension maintaining.

= Needle can be changed.

Unbalance Stitch
Improper interlacement of threads especially in lock stitch machine.

Causes

= Wrong pressure of sewing thread.

= Used wrong thread path.

= Snagging of needle with bobbin case.
Remedies

= Setting of suitable tension to the sewing threads.

= Use of right thread path.

= Bobbin case to be smooth.
Variable stitch density
Number of stitch per unit length is not equal.
Causes

= |mproper releasing up of thread from bundle amid sewing.

Twisting of needle thread inside the foot of thread package.

Snarling of string a few time as of late pressure disk.

Use of broken check spring.
= Fraying of thread inside the needle.
Remedies
= The position of thread guide must be 2.5 times higher than the position of string package.
= Foam cushion must be used to the foot of thread package.
= Winding of more threads within the thread guide.
= Check spring have to be be changed.

= Finer threads must be used or to be utilized heavy needle.

©Daffodil International University
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Frequent thread breakage
Thread breaking frequently during sewing.

Causes

= More tension to the bobbin threads or more rotating of bobbin.
= Wrong fitting of bobbin case.

Remedies
= Proper winding of threads on to the bobbin.
= The tension must be balanced to the bobbin threads.
= Checking out the damaging case.

Skip Stitch

Stitches within the seam are display in a standard wise. If interloping or interlacing between best
and bottom thread of stitch isn't take put or missed is known as skipped stitch. Typically more

destructive in case of chain stitch than lock stitch.
Causes

= Failure of hook or looper and needle to enter loop at correct time.
= [|rregular thread tension on upper or lower loop

= Due to needle deflection

= |f needle thread loop size is too small

= |fsewing thread is unable to form
Remedies

= Test the setting and timing between needle and hook or looper.
= The tension of thread should be adjusted.

= Needle ought to be changed.

= Needle size and thread should be adjusted.

= Thread should be changed.

©Daffodil International University
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Seam Puckering

When the smooth fabric appearance turned wrinkled by the way of wrinkle is called Pucker. It is
for the foremost part happened when there's as well much fabric and not sufficient thread inside
the wrinkle. Pucker is one of the foremost over and over happening sewing defects on fabric. Seam
puckering in garments is the combination of various causes. Generally seam puckering in cloth is

seen after sewing and washing.
.Causes

= Higher thread tension.
= Improper thread balance.
= Incorrect thread type.

Remedies

= Bobbin tension should be kept as possible.
= Proper thread balance should be ensured between top and bottom thread.

= Have to maintain tension guides properly.

2.13Finishing Faults

Oil spot

Causes for different reason sewing machine parts may be stuck or in require of cleaning or support.
The machine ought to oiled or greased up. Sewing machine needle moreover be greased up by oil
for decreasing grinding. If the machine at that time, there can be get an oil stamp. For this, have to
be run a test thread and fabric through the machine to expel overabundance oil. Remedies At to
begin with, pretreated with the pre-wash recolor remover, fluid clothing detergent. After that, wash

the pieces of clothing by utilizing most smoking water secure for fabric.

Needle heating damage

©Daffodil International University
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The damage of fabric due to friction happened between the needle & fabrics. The fabric can be
harmed with that temperature. There's a less possibility of damaging in case of fabrics made from
characteristic fibers.

The following are the steps to be taken to keep the fabrics free from this type of
= By changing needle Size & so that there is less generating of heat to the needle and fabric
= By sewing smaller length at higher
= By using lubricant to the needle.
By using Teflon coated needle.

Mechanical damage

It is happened due to wrong needle choice or needle harm. But it may be happened in case of
unused or fine needles. The followings are the steps to be taken to keep the fabrics free from this
type of defects

= By using perfect size & shape of the needle & needle point without any defect
= By reducing the of sewing machine

= By using lubricant [9].

©Daffodil International University
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Chapter 111
EXPERIMENTAL DETAILS
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3.1 Manufactured Hoodie Jacket

4
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Fig: 3. 1 Hoodie Jacket
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Fig: 3. 2 Hoodie Jacket
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3.2 Fabric 4 point Inspection

Buyer: Esprit

—-

%T 'j GVIS Compesite Knitting fod. Lid.

Penalty Peoints are assign according to size of defect

CiIMS QA - 008K

Sardaganj, Kashimpur, Gazipui-1346. 1 anpth ofDefect Penalty Points
| Less than 3 Inch—-—remem e -~ 1 Points
4 Point System Grey Fabric Inspection Report 3 Inch to 6 Inch 2 Points
6 Inch t0 9 Tnchmm-——eeemmmmisieee 3 Points
Formula : Rel} Points x 100 Miore than 9 Tnch— i — 4 Points
Roll Length x Fab.width Hole must he Penaliy--m-- 4 Points
A Maximum of 4 Points is scored to 1 linear Yards
Acceptable points individual roll 28 points
Date of Inspection :
Supplicr Name Buyer Namg: 5P L,IT Order No.{j29¢C 2.Jaal
Fab. Description e cl - Yarn Count/Lot No. Color NANY
Fabric Defects M/C No.: ) M/CNo.: (]2 9 M/CNe.: []O 9
Description Roll No. & ; Roll No. iz Roll No. | Do
&
Code FL. Defect Point FL. Defect Point FL. Defect Point
" A | Oil Spot R T 102 I3 [fa Rl S
B | Fly Yarn 1. " 1 A 1
— 10 10 W | 10
C | Black Spot gm (Jl = g b = A o
D | Knots A " !
- 20 20 t] 20
E | Think & thin yam o1 ?) o
A1 Contamination 20 30 30
| G | Lycraout/Damage
H N!lSSlng Yarn 140 40 40
1 Pin Hole
J Sinker Mark 50 50 50
| K | Needle Mark L
L | Wheel Mark 60 60 60
M | Star Hole
Bo. faes 70 70 70
| O | Stripe Height Unequal
B Yarmn ]?atta 20 80 20
Q | Machine Patta Gl
R | Yam stu.alfe 90 90 90
| S | Neps/Hairiness
L Cali oot 100 100 100
U | Other Defect
Grey Swatch T | I'Z Ti| 15 i | 1§
17 x 100 15" x 100 1€ x100
gl'ce X22% 2266 XZ2°2% CIRXZ28
Points/100 sq Meter=7y,4 Points/100 sq Meter= Points/100 sq Meter=9425~
Qty. Rollsin This Lot 13 :
Qty. Rolls Checked %
Average Points g . Sad
Inspection Result 2
Comments ‘? 0‘% it
Inspected by Officer (Q.A.D) M.G R. Knitting T MGR QAD.

Fig: 3.3 Fabric4

point Inspection
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Summary Analysis

GMS Composite Knitting Ind. Ltd.

4 POINT SYSTEMGREY FABRIC INSPECTION REPORT
FORMULA=ROLL POINTS*100/ROLL LENGTH*FABRIC WIDTH
BUYER ESPRIT ORDER 129CC2J001
FABRIC FLEECE COLO‘R N;‘AVY‘
Machine no 1109 Machine no 1109 Machine no 1109
Fabric Defects Description &Code Roll no 3 Roll no 7 Roll no 12
FL. Defect point FL. Defect point FL. Defect Point
A | Oil spot 1 234 1 2|34 1 2|34
B Fly Yarn A2 B2 B2
C | Black Spot B"3 AN AN
D | Knots D2
E | Thick & Thin Yarn
F | Contamination
G | Damage G"2
H | Missing Yarn
[ Pin Hole
J Sinker Mark
K | Needle Mark
L | Wheel Mark
M | Star Hole MAL
N_| Slub N2 N1
O | Stripe Height Unequal
P | Yarn Patta
Q | Machine Patta
R | Yarn Mistake
S Neps
T | Color Spot
U | Other Defect Ul
Total 17 Total 15 Total 18
17*100 15*100 18*100
81.50*2.28 82.22*2.28 81*2.28
Points/100 sq Meter=7.44 Points /100 sq meter=7.95 Points/100 sq meter=9.75
Qty. Rolls in This lot 12
Qty. Rolls Checked 3
Average Points 8.38
Inspection Result pass

Table: 3. 1 Summary Analysis
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3.3 Daily Cut Panel Rejection

S
g ¢ 3:7-.8[ VighF 262?926‘.?- . 2 ﬂ g e
=& CUTTING NO 3 _§
g ! 5 LOT NO § g
DO08 |6680 | 5588 154650 CUTTING QTY =3
45150 |65 55 SLUB/NEPS = t:i’ 7
A2 |45 | 40 | A& | smeemamermuckarm E >
YARN CONTAMINATION | 3
¥X|9% (95 [ 18] sutorac 5| 3 -
e e L Heiies Refigsela LINESTARKNOT [ I
Z Z | € 111 |14 | sneromneeoie manx I =< J
= = L] |5 | |2 | xNmnGHOLEnOOP |2 1 s
& il K -G 2 2 LYCRANARN MISSING | T.i
| 16 [ 13 [1Z | 7 | onornecoemara |&] O §
96 | 90| g2 | 2o SUB TOTAL @ o
er Ae 2 ¥ | & | oveneroLes/troN I8 =
122 | 20 | 30 | 45 |ovancsrorsormenseor |2 | $ < @
S 2 0 P oo g £ £0
o Dl {DECEE At BAIS/OFF GRAIN & § &5
s %2.1 20 | 20 | 25 |ovevenovencmumanc stk | 2 23878
(5.'_‘: e Sl 2 1 OIL/GREES SPOT £ £ g
2| 19 112 | 9 |12 | omrvsowseor | & Esp
16%2 | g X |95 [1I¥ SUBTOTAL | 8 |2 g =
MISS PRINT / DOT PRINT § £ :é‘? §
S Boz
PRINT SHADE CHANGE = G e
b % 4] SAWVAGESIDENOTCUT |3 §. a4
s e ACP INSIDE COLOUR PASS | © e rt
| UNEVEN AOP a E
£ SUBTOTAL 5
- § L 10 = I lonnfes UNEVEN SHAPE - >
I IZ| 14 | |5 | [F |weasurement essapius 5 18 0o
A5E ol =20 244 | BOTHSIDENOTEVEN || %
= i UNEVEN PARTS S ;
o Z S 5. . ANY MISTAKE ﬁ g
&L | 50l 5/ 6w SUB TOTAL o E
LGB | 660 | 5800|6660 | toraL CHECK QTY
’5,} 4655467 2 |A67 X4 éir4|  totar ac rass g
§ DY R1B822 9723|258 | ToTaLResEcT oty ] )
g; i | |69¢/| 6446 4E 712/ roraL resects v o |

f

Fig: 3. 4  Daily Cut Panel Rejection
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Summary Analysis
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Table: 3. 2 Summary Analysis
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3.4 Weekly Cut Panel Rejection

GMS COMPOSITE KNITTING IND, LTD.

Shardagonj, kashimpur, Gazipur.

Weekly Rejection Status of Cam:-01+02 Cutting:

FLOOR:- AB CUTTING

o8 i I

EiNE P ENE

DAY Total Prod. Q.C Check Alter Spot Reject |
w \BLOLYy 67067 12¢v | BI3 (6272 |
= (95450 | Yelads (a0 [5G [532
wrn | $599¢4°] Yoo 93 2uD LSYP
wes | Y6009 | YSDUST 00 ysSo | TE)
w S SE Yyeml 199 g8 | (%as
mee | SAPR| P (22 SO 179
[eremn [2.50885] A4 20651 |
FLOOR ! A o Dates i 'IjO ......................
Yarn Fault I:ruttmg Fault . Dyeing ;lcau.-l-gt ’ | Aop | |Cuttmg D'efect A ‘
DAY R R F (A e gl A s G g el e B3| dli i3l d posm
: §‘35|IEVW”< M "
5 | I 7 stk
o ooh| 4| Raslod[nlosplo¢ [19] 28 18] |21 g | 17| 2611971697 -
29030 po0iogiolpeg|20(5 [y 15 |21 (2] | 51 21918 | tots
wr JR|39 [0026911( 195181 |25 140 130 |uo| 5| 93| 122,805 1590
e gplee|  |220\2%)128) 219749 6 A 18] 75T (170 51 (812 gub
ve 001|267 129912261720 194571100 [2] (2812|146 [155] 21 %0135 10| 1z (g
mss 170|157 [\40/170]66 120651 & 1) |56 o7 i1 AIZRE
P AR pel e e s LT (] s sl

A

3

Fig: 3. 5 Weekly Cut Panel Rejection
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Summary Analysis

GMS Composite Knitting Ind. Ltd.

WEEKLY REJECTION STATUS OF CAM 01+02 CUTTING
| [ 1 |
Floor AB CUTTING
DAY Total Prod. | Q.c Check | Alter | Spot | Reject
SAT 56344 42052 1355 | 317 1672
SUN 55452 42020 1300 | 293 1580
MON 55596 42000 1296 | 300 1500
TUES 56009 45005 1300 | 450 1409
WEB 55495 45092 1452 | 508 1505
THURS 54987 45896 1392 | 504 1496
1G'bTAL 333883 262065 8095 | 2372 | 9162
Floor
Yarn count Knitting Dyeing fault Cutting Defect
£ < 5
g x ] 2| o % 5 | X g = g ‘i £ 1 2| Tol
2 iié’s%éggggéggéb%g%z

DAY 2 g | s|lg | ¢ |g|S|S5|&8|&|S|la|lS5[els5|[5|8]5]<
SAT 225 26 205 226 126 | 203 | 96 19 | 38 | 108 95 229 | 13 | 26 | 48 9 1592
SUN 200 30 200 203 100 | 208 | 20 5 11 | 15 21 26 5 9 19 6 1018
MON 198 39 210 208 111 | 195 | 81 25 | 40 | 130 110 259 | 43 | 89 | 130 | 35 | 1890
TUES 255 66 229 246 120 | 210 | 119 | 49 | 67 | 160 75 170 | 5 8 19 2 1800
WED 201 25 200 226 120 | 205 | 100 | 21 | 38 | 112 145 155 | 25 | 30 | 35 10 | 1648
THURS 170 15 140 176 66 130 | 55 8 11 | 56 73 105 | 14 | 21 | 43 13 | 1096

Table: 3. 3 Summary Analysis
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3.5 Size Measurement

% GMS Composite Knitting ind. Lic

Measurement Chart
TSRS 515

Buyer: ESP’Z'IT sme-L'ISCC’Z 3661 Order: LZ,@CCLJO ¢ I ~  Factory: QL_m_S TR
Colour: d Avly item: ﬁGODIe AR
SIZE: X & SIZE: S SIZE: M HSIZE i S"!‘ )( {4 ﬁli”“ ~~§

Points

SPEC,GMT GMT [GMT|| SPEC|GMT | GMT [GMT| SPEC GMT'GMT GMT RSF‘EC|GM'l |amT bPEJ\U\\ JPN—TM/I' 5

Back Length wqu, 896594 (F-CCFY (T4 193 (B3 (0 mh o o 70 °Z| rzpoﬁﬂﬂz ;?H l °°‘
| Front Length (79 (275 (30 |¢F-0 03 35 5 7 2512425 Ze 25 2150) 730 ?';‘fzg 0.72 j‘ ?Yol)g ng _ | 00
| Chest N i;o-;\;o 352 |52 BrSE23l 5 (6355 Y |54-T (o |got 6o 54 (l( (‘r (‘1 (‘I I em
| Bottom Width 43S Yo S s 8-S 45 a oo 435 947§ 489 Y7o 428 -3 - :qz-m - 53 75"1? 9’3 r as 5 ) o o,
Across Shouider  142-04 L{Z’f Y2043 (-)3'51123' 35144350 [43.9 44.5 Ys.¢l LS| lf(fllff S ‘(74?)5 ‘ﬂ T ‘ﬁ f ‘ﬂ‘g , > °

( Shoulder Width |

| Sesin fenan {58/ EC5 (5 B €49 (@) | LC U (S5 e 6 el ¢[ee €| RS (o (cs. (]3(3-5’473«-7 I 00!
i Opening(RLX) 9.2 5925 | 2251625 93 93185 |0-5 975 I0-0 | 27519 6]0: 0 [o-0 80, (00 18 §lor 8 005 | ¢3
LA s ) (20020 |2019)96) 28-8D 06 28-C| 224 2\ N[ 210 | 22§ 200 | 2 131225 21 3\14 4] zz (ZS‘lu €2 ? ¢-5
ok 219229219 229 2634 2014 229 35 22 9 225154 Y 1258 22 ‘1‘15'92""“ i el
** Sircumfence i { { 2 _1

s -

i Point-p3, o7 |

Front Neck Drop B i —l
Neck Width -9 126519 8 19-5] 20 1 poz 282222 Y0k |20-6] 2] 19-C| 24 6 2%-5 % 02_3 S% 3112 (.b?m sio Eg
SiteSitHight /" oy 1 EEFC 7 ¢ -0 | g5 | €20/ 96 @S -5 1T [ ¢S 3 olgy-0 283 C Iy m—w{g 43 § €0 | F

Pocket Length ) /S [(3-9,419|2~9| (" 95 € | €[€S€/€4€(7-3| (73 (232310 a(,?( £9o (r)-u ;la'q{ny 7 §7¢ 7 ol
Pocket Width | i r | }

e ---.— - p - —:
lacket Width ! | | | ] | i
ST IR ERRPL RIS Fiind

| Placket Length i fi |

Neck Rib/Coller Width|
| Guffwidth- (1) 37-5 335 30| 8| 9 & 39:335:51 335 He-5 |41 5| Y-S 395 142.¢| 4p- ;Ln ﬂfz R q; o L;(; HSQ 445 a S
FrontRise 7/ 7/ |31- 3318|34-3/3Y 8% 2 -2 352 36135 €| %4 35-¢ 34 ¢ 3¢ 0375 360 ssr uz 285233 e
BackRise (1011 |72.993372-49¢3 227 -7 227 22 F 28129 2229|235 | 25| 285 775, 294383 ;‘33‘3 oS
HlpDepth/ 00 1395395 | 32.5 %5 392 .3 335 390485 | a3 S|ke-5U 20 tp 5k - SHL s '15 Ji‘S%ﬂ?ﬂ oS

4 = B

Width
“oemarks
]
| / i
INSPECTOR . SUPERVISOR APM./PM Q.A INCHARGE OA MANAGER

Fig: 3. 6 Size Measurement
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Summary Analysis

GMS Composite Knitting Ind. Ltd.
Mesurement Chart
E;gel‘?rl STYLE ORDER FACTORY GMS
T 129CC2J001 129CC2J001
gOLO ITEM
NAVY HOODIE
SIZE XS SIZE S SIZEM SIZE L SIZE XL
sP|{G |G |G |SP|G |G |G |SP|G |G |G |SP|G |G |G |SP|G |G |G | TOLE
Measur E M M M E M M M E M M M E M M M E M M M RANC
e points | C T T T C T T T C T T T C T T T C T T T E
Back 65 | 64 | 65 | 65 | 67 | 67 | 67 | 66 | 69 | 68 69 71|72 |72 | 72 | 73
Length .9 .9 .9 .9 .6 .8 .6 7 3 3 69 | .3 71 |71 | 70 | 5 .9 .9 5 3 1
70
Front 67 | 67 69 | 69 |69 [ 69 | 71 | 71| 2 71 73 72 75 74
Length 7 7 68 | 67 | 5 5 5 5 2 5 5 5 73 5 73 | 5 75 5 75 | .5 1
50 49 52 | 52 | 53 | 54 54 60 55
Chest 50 | .5 50 | 5 52 | 52 5 5 5 5 54 | .3 60 | 5 60 | .6 64 | 64 | 64 | 64 | 1
Bottom | 43 | 42 | 43 45 45 47 47 | 49 | 49 | 48 53 | 54 | 53 | 52
Width 5 5 5 44 | 5 45 | 46 5 48 | 5 47 | 5 .3 5 5 50 | 5 5 5 5 1
Across
Should 42 41 | 43 | 42 | 43 45 | 44 | 45 | 46 | 46 | 45 49 | 49 | 49 | 49
er 42 | 5 42 | 5 5 5 5 44 | 45 | 5 5 5 5 5 5 47 | 5 5 5 5 1
Sleeve 65 [ 66 | 65 | 64 | 66 | 67 | 66 | 65 | 66 | 66 | 66 | 66 | 67 | 67 66 | 67 | 68 | 47 | 66
Length .8 5 |18 1.9 |.2 1 2 |5 |6 6 |6 |6 |5 5 |67 |5 |8 518 (.9 |1
Sleeve
Openin | 9. 9. [ 8 |10 |09 9. |8 |10 9. 10 10
g 2 25 125 | .2 5 5 5 5 10 | 10 | 7 9 10 |10 | 10 [ 10 | 5 10 (11 | 5 0.5
20 [ 21 {20 [ 19 |20 |20 | 20 | 20 | 21 |21 [ 22 |20 |21 |22 |21 |20 |22 |23 |22 |21
U.S.\W 1 6 |1 |6 |.6 6 |6 |6 |.1 A (1|1 |3 3|13 |3 |6 4 |6 |.7 |05
Arm 21 [ 22 |21 |20 |22 |23 |21 |22 | 23 |22 |22 |22 |23 |24 |23 |22 |24 |25 |24 | 23
hole 9 9 9 9 4 4 4 4 5 9 9 5 4 4 4 4 4 4 4 4 0.5
58 | 59 | 58 | 57 61 59 | 62 | 60 | 61 | 60 62 64 | 64 | 64 | 64
C.F 5 5 5 5 60 | .5 60 | .5 5 5 5 5 63 | 64 | .5 63 | .5 5 5 5 1
63 | 64 [ 62 | 63 | 65 | 66 | 65 | 64 | 67 | 67 | 67 | 67 68 70 | 70 | 71 | 70
L.P.S .9 9 19 9|6 6 |6 |6 |.3 3 |3 |3 [69 (|5 (6969 ].9 515 1.9 |1
Cuff 37 | 38 37 38 | 38 | 41 | 40 | 40 | 39 42 | 41 46 44
Width 5 5 37 | 5 39 (39 | 5 5 5 5 5 5 42 | 5 5 42 | 45 | 5 45 | 5 0.5
Hood 34 | 34 |34 (34 |35 |34 |3 |36 |36 |3 |3 |34 37 35|36 |37 | 35 | 36
Height .8 .8 .8 .8 2 2 2 2 .6 .6 .6 .6 36 | .5 36 | .5 .8 .8 .8 .8 0.5
Hood 27 | 28 | 27 | 26 |27 | 27 |27 |27 |29 |28 | 27 |28 |28 | 29 |28 |27 |29 |30 |35 | 36
Width 3 3 3 3 N N 7 N 1 1 1 1 5 5 5 5 3 .3 .8 .8 0.5

Table: 3. 4 Summary Analysis
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3.6 Weekly Line Quality Report in Sewing

(glal 1
fees | { A |AL] B |BL} € B p SIGN
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TOTAL 131713 %) TS ‘9 ER | & AR lioa R ol aa g3 - cueckin| 2 | 4 7 CHECKED.
g § |t W | T L&J:ﬂ“ W 1020 UL ) Sae FZZO] T e[ (222
7 s g M| M u il 25)1 % 215}
- |\ " LMt KEPAIR | RETECT |
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Fig: 3. 7 Weekly Line Quality Report in Sewing
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Summary Analysis

GMS Composite Knitting Ind. Ltd.

DAILY/WEEKLY/REPAIR SEWING END OF LINE QUALITY REPORT

REJECTED GARMENTS
NAME OF Q.I NILIMA LINE F1 FLOOR F DATE 10-09-19
S
C
B C F S |
u O SE | A T |S |CH S
Y ST OoT | L CHE | WI | B A | C | EC |
E YL Al B 0] UlP|P|HE|O SIz CKE | N RI |1 U | KE G
R E Al1]1|D LIO[1|UJ1|JU|L|RS |R E D G C N | T|D N
CH
CHE EC
CK KE
849, D
PAS 849,
S PAS
650, S
ES | 129 N S,M, | REP 843,
SAT | P cC A LX | AIR REJ
URD | RI | 20 |1 111 1]2 9 \Y LX | 193 ECT
AY T 01 018|124 21119(6|5]5]4]|3 Y S 1 3 2 |7
TOT 1 1)1 1]2 9
AL 0/8|2]|4 21119(6|5]5]4]|3 1 3 2
CH
CHE EC
CKE KE
D D
1139 113
,PA 9,P
SS ASS
ES | 129 N S,M, | 950, 113
P cC A L X | REP 2,R
SUN | RI | 2J0 111]1 112(1|7 \Y LX | AIR EJE
DAY | T 01 812[1]3 4/3|0[|5[4|5|3]|4 Y S 182 2 3 2 |CT7
TOT 111]1 112(1|7
AL 812[1]3 4/3|0[|5[4|5|3]|4 2 3 2
CH
CHE EC
CKE KE
D D
1171 117
,PA 1P
B SS ASS
ES | 129 L S,\M, | 981, 116
MO P cC A L X | REP 2,R
NDA | RI |20 | 1|1 1 1]2 7 C LX | AIR EJE
Y T 01 3[3]9]6 6/5[5[0[3]4[4]|3 K [S 181 2 4 3 | CT9
TOT 111 1 1]2 7
AL 3[3[9]6 6/5(5[0[3]4[4]|3 2 4 3
CHE CH
CKE EC
ES | 129 N SM, | D KE
TUE | P cC A L X | 920, D
SDA |RI |20 |1|1|1|1 1]2 6 \Y L X | PAS 920,
Y T 01 2/0]0]|5 2/0[8[5]4]14[3]3 Y S S 1 3 2 | PAS
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740; S
REP 915
AAl REJ
R ECT
175 5

TOT 11111 1]2 6

AL 2/0]0]|5|7]2|0]|8|5[4|]4|3]3 1 |3 2

CH

CHE EC
CKE KE
D D
1080 108
,PA o,P
SS ASS

WE ES | 129 N S,M, | 940, 107

DNE | P cC A L X | REP 1R

SDA [ RI |20 |1 111 112|119 \Y LX | AIR EJE

Y [T |01 0/8]2|4[9|/5[4|/0]0|5[5[3[4 |Y |S 131 |1 | 4 2 | CT9

TOT 1 1)1 112|119

AL 0/8]2[4[9/5[4/0]|]0|5][5[3]4 1 |4 2

THU

RSD

AY

A BROKEN, Al SKIPPED,B1 UNEVEN SEAM, D DIRTY MARK, H HOLE, L LABEL, O OIL MARK, O1 OPEN SEAM, U UNCUT
THREAD, Ul UP DOWN, PU PUCKERING, PL PLEATED

Table: 3. 5 Summary Analysis
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Graphical Analysis
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m TOTAL
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TOTAL
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Table: 3. 6 Graphical Analysis
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3.7 Breakdown and Layout Sheet

ngm S KNITTING COMPOSITE INDUSTRY LTD.
KIS B .
BUYER REAK DOV\{EIJ & LAYO UT SH E ET DATE Tuesday, October 01, 2019
STYLE e e M/C SMV 1197
1TEM Sweat Hood HP SMV' 432
QTY 61543 TOTAL SMV 1629
OP + HP 33 14 F, 7 EFFICIENCY % 68
TOTAL MANPOWER 47 TARGET/hr 118
FLOOR DAILY TARGET 177
M/CTYPE HOURLY  |ouriyTaraer| DAILY THEORICAL
S/NO. OPERATION DESCRIPTION & HP SMV @ @ or HP REMARKS
% 100% MANPOWER | @ 100% 100%
1 POCKET HEM 0.30 200 200 2000 0.6 1
> 8 MARK FOR POCKET JOIN 030 200 200 2000 06 1
3 BODY IRON 025 240 2400 0.5 1
4 POCKET JOIN,MATCH & JOIN 10D 60 600 20 2
5 POCKET RAWGE CUT o H 0.60 100 200 1000 12 2
3 POCKET BARTACK BT 045 133 133 1333 09 1
7 HOOD OUTER PART JOIN 401 030 200 200 2000 06 1 i
5 HOOD INNER PART JOIN 40L 030 200 2000 0.6 1 £ o
9 INNER & OUTER PART JOIN 0.50 120 1200 1.0 1
10 HOOD 1716 T/S 045 133 1333 09 1
u HOOD HOLE POSITION MARK 030 200 2000 06 1
12 HOOD HOLE 4 POINT 050 120 1200 Lo 1
13 HOOD HEM 065 @ 923 1.3 2
4 DRAWSTING INSEAT 0.70 86 857 L4 2
15 DRAWSTING 4 POINT BARTACK BT 0.50 120 1200 10 1
16 HOOD INNER TACK SN 0.25 240 2400 05 1
1”7 HOOD SERVISING & MARK 040 150 150 1500 0.8 1
15 | BACK & FRONT PART MATCH & SIZE STICKER s,@é’f}: 035 I 71 1714 07 1
19 SHOULDER JOIN & FOLD 40L 035 171 171 1714 07 1
20 SIZE LABEL ATTACH WITH SHOULDER SN 022 7 m 2721 04 1
21 SLEEVE PAIR & MATCH WITI1 BODY P:; »;”;’ 045 133 133 1333 09 1
2 SLEEVE JOIN, STICKER REMOVE & FOLD 40L 0.70 86 171 857 14 2
23 HOOD MATCH WITH BODY ;3!?‘:‘ 022 m 2713 7 04 1
22 HOOD TACK SN 030 200 2000 06 1
25 HOOD JOIN 40L 0s0 120 1200 Lo 1
26 BACK TAPE PIPING & CUT SN 035 17 1714 07 1
2 BACK TAPE CLOSE SN 045 133 133 1333 09 1
28 MAIN LABEL ATTACH SN 030 200 200 2000 06 1
29 CARE LABELMAKE ~ SN 022 m 2713 27127 04 1
30 FLAG LABEL ATTACH SN 023 261 261 2609 03 1
3l SIDE SEAM 080 75 150 750 16 2
32 CHECK & THREAD CUT 020 300 300 3000 04 1
3 CUFF MAKE 030 200 200 2000 0.6 1
34 CUFF SCISSORING & FOLD 030 200 200 2000 0.6 1
35 BOTTOM MAKE 025 240 240 2400 05 1
36 BOTTOM SCISSORING, MARK & FOLD 035 m 171 1714 07 1
37 BOTTOM JOIN. THREAD CUT & FOLD 0.70 86 1m 857 14 2 support cuff Join
3% CUFF JOIN,THREAD CUT 0.70 86 1m 857 14 ;
39 FINAL THREAD CUT & FOLD 0.30 200 200 2000 0.6 1
BT
2

o Lo pa e e
Jf#‘#}‘.»‘p’(;yg_\,vfu s “\é"d"s"'d’véy‘a f{ J" &’fj & & f &
p&;é’jafﬁ{;f,‘ji& f’f ,,,f’ o ;ff’y y’;,,» o’:,,eeo“";j

[ Prepared By [ IEP

PRODUCTION [ MAINT, |

IE- Department

Fig: 3. 8 Breakdown & Layout Sheet of Hoodie Jacket
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Summary Analysis

GMS Composite Knitting Ind. Ltd.

BREAKDOWN AND LAYOUT SHEET

HOURLY
m/C HOURLY TARGET DAILY THEORICAL
S/L TYPE POTENTIAL | REQUIRED POTENTIAL | REQUIRED
NO OPERATION DESCRIPTION &HP | SMV | 100% MANPOWER 100% 100% OP | HP | REMARKS
1 POCKET HEM 3FL 0.3 200 200 2000 0.6 1
2 MARK FOR POCKET JOIN HP 0.3 200 200 2000 0.6 1
3 BODY IRON HP 0.25 | 240 240 2400 0.5 1
4 POCKET JOIN,MATCH & HEM SN 1 60 120 600 2 2
5 POCKET RAW EDGE CUT HP 0.6 100 200 1000 1.2 2
6 POCKET BARTACK BT 045 | 133 133 1333 0.9 1
7 HOOD OUTER PART JOIN 40L 0.3 200 200 2000 0.6 1
8 HOOD INNER PART JOIN 40L 0.3 200 200 2000 0.6 1
9 INNER & OUTER PART JOIN 40L 0.5 120 120 1200 1 1
10 HOOD1/16T/S SN 0.45 | 133 133 1333 0.9 1
11 HOOD HOLE POSITION MARK HP 0.3 200 200 2000 0.6 1
12 HOOD HOLE 4 POINT BH 0.5 120 120 1200 1 1
13 HOOD HEM SN 0.65 | 92 185 923 13 2
14 DRAWSTING INSEAT HP 0.7 86 171 857 1.4 2
15 DRAWSTING 4 POCKET BARTACK BT 0.5 120 120 1200 1 1
16 HOOD INNER TACK SN 0.25 | 240 240 2400 0.5 1
17 HOOD SERVISING & MARK 30L 0.4 150 150 1500 0.8 1
BACK AND FRONT PART MATCH &
18 SIZE STICKER ATTACH HP 035 | 171 171 1714 0.7 1
19 SHOULDER JOIN & FOLD 40L 035 | 171 171 1714 0.7 1
20 SIZE LABEL ATTACH WITH FOLDER | SN 0.22 | 273 273 1727 0.4 1
21 SLEEVE PAIR & MATCH WITH BODY | HP 0.45 | 133 133 1333 0.9 1
SLEEVE JOIN, STICKER REMOVE &
22 FOLD 40L 0.7 86 171 857 1.4 2
23 HOOD MATCH WITH BODY HP 0.22 | 273 273 2727 0.4 1
24 HOOD TACK SN 0.3 200 200 2000 0.6 1
25 HOOD JOIN 40L 0.5 120 120 1200 1 1
26 BACK TAPE PIPING & CUT SN 035 | 1711 171 1714 0.7 1
27 BACK TAPE CLOSE SN 0.45 | 133 133 1333 0.9 1
28 MAIN LABEL ATTACH SN 0.3 200 200 2000 0.6 1
29 CARE LABEL MAKE SN 0.22 | 273 273 2727 0.4 1
30 FLAG LABEL ATTACH SN 0.23 | 261 261 2609 0.5 1
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31 SIDE SEAM 40L 0.8 75 150 750 1.6 2
32 CHECK & THREAD CUT HP 0.2 300 300 3000 0.4 1
33 CUFF MAKE SN 0.3 200 200 2000 0.6 1
34 CUFF SCISSORING & FOLD HP 0.3 200 200 2000 0.6 1
BOTTOM  SCISSORING,MARK &
35 FOLD SN 0.25 | 240 240 2400 0.5 1
36 BOTTOM MAKE HP 035 | 171 171° 1714 0.7 2 1
support cuff
37 BOTTOM JOIN, THREAD CUT & FOLD | 40L 0.7 86 171 857 1.4 2 join
38 CUFF JOIN, THREAD CUT 40L 0.7 86 171 857 1.4
39 FINAL THREAD CUT & FOLD HP 0.3 200 200 2000 0.6 1
Total 33 | 14

Table: 3. 7 Summary Analysis
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3.8 Fabric 4 Point Inspection
Buyer: Kariban

GMS Q- 008K

{ﬁ GuS Compn'siﬂ'a“' Mni?t‘ll'ing T, Tt Penalty Points are assign according to size of defect
SUN [pOSATE A% [y Lok Lddle
Sardaganj, Kashimpur, Gazipur-1346. Length of Defect Penalty Points |
- £ : Less than 3 Ineh-emeeem- = 1 Points
4 Point System Grey Fabric Inspection Report 3 Tuch to 6 Inch-- - 2 Points
= % 6 Inch to 9 Jach-— e 3 Poinis
Formula : I?"“ PU“"""‘ 100. More than 9 Inch- - 4 Points
: Roli Length x Fab.width Hole must be Penalty- e 4 Points
T D) A 29% A Maximum of 4 Points is scored to 1 linear Yards
0y Acceptable points individual rell 28 points
PG5 - <5 per :
Datc of Inspection :
Supplier Name Buyer Name: VALY BD- IV Order No.| K~ ££¥9
Fab. Description | F{ee &2 Yarn Count/Lot No. Color N o>
Fabric Defects M/C No.: 124%Y] M/C No.: 12P% 7 M/CNo.: 124D 7
Description Roll No. Roll No. Roll Mo. /
iy 4 w &
Code FL. Defect FPoint FL. Defect Point FL. Defect Point
A | Oil Spot : = 1 2 3 4 1 2 3 14 1 2 3 4 |
B | FlyYam . o A,f : 10 —AJ e Gr
(@) Black Spot A,_[‘ “ : 7
s S =181
SR e 9 Lo 20 |P 20 |5 4
| E Think & thin yarn |& : ) | 4
F | Contamination |30 | Mu 30 ,L\ 30 7)
G | Lycra out/Damage e
H MlSSmg Yarn = \)‘ 40 N | 40
| T Pin Hole = =y =
J Sinker Mark 50 50 50
K | Needle Mark = =5
L | Wheel Mark 60 60 60
M | Star Hole
Ll S e {70 70 70
O | Stripc Height Unequal |
P Yarn l.’alta 30 20 20
Q Machine Patta
| R | Yam Mlstfﬂfc 90 9 90
S Neps / Hairincss e s e
Tt ol a0 100 -1 100 100
U | Other Defect ;
Grey Swatch .| 1A 1| 14 T | 14
)% x 100 {6 x100 ]6  x 100
254 X2T2g goge X 2§/ |B%46 * 2%
Points/100 sq Meter-2.9| Points/100 sq Metguéhg Points/100 sq Meter=%-2Z
Qty. Rolls in This Lot | 2-:
Qty. Rolls Checked &
Average Points 214 5=
-| Inspection Result :
Comments pas/>.
Inspected by Officer (Q.A.D) M.G.R. Knitting MGR QAD.

Fig: 3.9 Fabric 4 point Inspection

©Daffodil International University
39



Summary Analysis

GMS Composite Knitting Ind. Ltd.

4 POINT SYSTEMGREY FABRIC INSPECTION REPORT

FORMULA=ROLL POINTS*100/ROLL LENGTH*FABRIC WIDTH

BUYER KARIBAN ORDER K489

FABRIC FLEECE COLOR NAVY

[ [ ]

Machine no 1109 Machine no 1109

Machine no 1109

Fabric Defects
Description &Code Rollno 1 Roll no 5

Roll no 6

FL. Defect point FL. Defect point

FL. Defect Point

Oil spot 1 2134 1 213]4

1 213

Fly Yarn A"3 B"3

B 1

Black Spot B"2 AN

A"3

Knots

D"2

Thick & Thin Yarn

Contamination

Damage

I @ |m m (g [0 ;o (>

Missing Yarn

Pin Hole 11

"1

[

Sinker Mark

Needle Mark

Wheel Mark

Star Hole MA2

z |z | |®

Slub N72

Stripe Height Unequal

Yarn Patta

Machine Patta

Yarn Mistake

Neps

Color Spot

c |4 | [m O |7 |O

Other Defect unt

Total | 17 Total | 16

Total | 16

17*100 16*100

18*100

83.66*2.28 80.86*2.28

81*2.28

Points/100 sq Meter=8.9 Points /100 sq meter=8.65

Points/100 sq meter=9.75

Qty. Rolls in This lot 12

Qty. Rolls Checked 3
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Average Points 8.65

Inspection Result pass

Table: 3. 8 Summary Analysis
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3.9 Daily Cut Panel Rejection

IDUYHONI"VD

4ID1430 VO

Wd/Wdy

WO/ Wov

HOSIAYI4NS YO

4 943310)29.8[196 o
CUTTING NO
: LOTNO
2800|460 | 46T |3F50|  cuTTNG QT
8% 46| 46| 44 SLUB/NEPS $
22| 32| 26 | DS | STRPEBARREMHICKETHIN | 2
» VARN CONTAMINATION | 2
SO 72| 76| 72|  sustome 5
2% | 26 | 22| 34 | LuNesTaRAKNOT 5
20 | %) | B9 | 35| SNKERDINEEDLEMARK 3
[Z| 16 | 14 | {£ | KNTINGHOLEAOOP z
Z | B | 6 | D | LIRAMARNMISSING | =
4| & | € | & | oropneepierrara g
L g6 102 |99 SUBTOTAL "
€| 4 | 2 | 94 | ovencHoes/roN
22 | 72| 3L |33 |OVENGPOT/SOFINER SPOT g
2 | 4 | L | & | cRAEMARKABRASION |3
e e ] BAIS/OFF GRAN | &2
~ UNEVEN DYENG/RUNNING SHADE é
; OIUGREESSPOT | &£
20 |24 | 27| 30| omvvsowseor | &
59| ¢4 | €4 #6 SUBTOTAL
MISS PRINT/ DOT PRINT
PRINT SHADE CHANGE
SALVAGESIDENOTCUT | 3
RGP INSDE COLOURPSS | B
UNEVEN AOP
SUBTOTAL
SER x| 2 UNEVEN SHAPE |
911 | O | 14 | measureventiesse pivs 3
131 14 | 1% | 16 | BOTHSIDENOTEVEN z
UNEVENPARTS | ©
T [ 213 (3. mvasmace  |@
Sl g5t 32| 43 SUB TOTAL a
2,900| 24066 |4060 |3750| TorALcHECK QTY
5629, %81€ [973€ | 3453]  TOTALQC PASS
251 |247|26% | 29F| tomireEcTarY |
§€AE8C] 77 | 7 9% TOTAL REJECTS WITH %

Fig: 3. 10 Daily Cut Panel Rejection
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Summary Analysis

DAILY CUT PANEL REJECTION

%HLIM 103034 V101

%

ALO 10439 TvVIOL

SSVd 00 TVIOI

o <

[TolNep]

™~

™ O

™ oo

™ ©

ALO MOJHD VIO

™~

0 o

< o

o o

< o

™

CUTTING
DEFECT

IVIOL 9rTS

< ™

o N

3/011|6]|6

3/012|5]|9

IAVISTIVAN

3/ 5/0[6]2

1/1]0]9]1]1

S1dVd NIAINTT

NINAT ION JUIS HLOY

4

3

SIId ¥ 554 I LNJWNAdINS VAN

1

9

ddVHS NINAINT

AOP

IVIOL dlTy

dOV NINAINT]

SSVd dO 100 JUIS NT dOV

1110 TON JUIS JO9Ud/N\ 135

JINVHO JUVHS LNIdd

LINTdd L1OU/INTdd SSINN

AND

DYEING

FINISHING

IVLOL dI'ly|

10dS TMOS 7TALdIU

10dS TIO

JUVHS ONINNTTd7ONTIAT NIAINTT

NIVdO J30/51vVd

NOISVadV 71gaviN d5vddo|

10dS ddNIJOUS 710ds ONIFAU

NOUdL/5d TOH IONIJAU

KNITTING
FAULTS

IVIOUL Gy

VI11IVd/d Td3dN dOdy

INISSTIN NAVA TVIOA]

dOOU 173 TOH ONILLIN

AJVIN I TUIIN/VTU7dIAANTS

9
414|/6(6]2[2]1]1[3

TAdVIS INTT

YARN

FAULT

IVIOUL Gl

91 4|5/ 6[9[5[9[4][3]5]|4

7013|131

713|131

8161/ 0]3/5|/5[4[8[4]3

813|131

0/3]0[2)2]4|/1|6]8][3]2

NOTLVNIINVINOO NdVvVA|

NTHL ¥XO0THI/3gavd/ddidls

3
5

™ ©

3
2

3
2

SAIN/AITTS

4
4

< o

4
6

4
8

ALO ONILIND|

o o

ONIOT

ON OUNILITTO|

J1vda

Table: 3. 9 Summary Analysis
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3.10Size Measurement

[%.I GMS Composite Knitting Ind. i.ic.

A OGS
Measurement Chart
'—.s'ﬁ Dai . 3 : S =
Fia K—ﬁgjﬁcl—— S(yle:_&ﬁgL Order: ‘;‘_ L‘lzgv o AT Gmﬁ e
L OLAVY nern.  HOODIE. >
: : size: ¥ 5 sSize: 5 size: M) SIZE: DR ) Tsize. 3 xx s W
St SPEC | GMT [ GMT |GMT || SPEC |GMT | GMT GMT|| SPEC|GMT | GMT |GMT |ISPEC |GMT | GMT ('_-}MlT :F;C Gl;.;lr CMmMT ;
G il €5-9d(5-90 6195 €598 6760 €70 763 (784 693°| 6239690463 31 7)-0 4| 70-0 4 7t o4 2450 | 729 | 72- 5872947330 - 0O
“\ | FrontLength E7-75/CZ- oS Z-F5 (59§ L9-50| €2-59 C9-53 6958 7|-25|Fo-25| Z1-25| -5 X%° Z2-50 73'“73"'337"“2_‘_1'53 _7_"“ Z554 Joe o
mehest B |79 | SP (5|52 |52 |52:5(52-5[ 5Y [B7s{SY 335 Lo |5
Betom Vi 4359 Y4084y 3-5 9 HS| HS-S [H6-0 44T-S[HS 2 [¢f7-5 0|y 7- oH7 S [{3-0 9 {43-50
Across Shoulder er-a YT 22y -8y S gy ediprSTHZS 45 oo %Y;N§d> “'g'rlflifﬂiﬂf
culder WidthX

Sleeve Length €s-8leH-9/(5- 8("5 2 (65 6¢ 27Tl 6 (€6 §EEL] L (709 &5 6,7-09 e 7*618 (75 7 <-7-368 ; | <00
| Sleeve Opening(RLX)|9-2 5| -1 ] 7.2# 10:%4 9.5 9.5 (9-C|[0:5(9.75|9-.0| 9.72510-0[(>-C [0-0| [0-& (o q {o-¥ |o—b |o- BAE O' 6'S ]
[Waist L/ 3. ¢D 201019 20°1971L | 26-&| 22-€[ 20-§ 204 21\ |20-1 |Z/t |22\ [21-3|2p-3|2 )2 22- ;zz_ 6 27 22- e.zsﬂ' 6-%|

o i 209 20-9 219 209 229011 | 228 254 229 22:5| 229255239225 'z!~‘l 124 ﬁ‘zu b 234244 25 q 6-%
- sie CircumfenceX. { | o A : i =1
“Point 2 o2 | 4 | | | NN : =g
Neook Dro?(' i { o :

Widtn 19-8 -5 | 19 B20-5| 2821|222 202, 202 20-6|}9. (| 2 8-4 2.4 2409 ZZ'S’Z‘lﬂZ‘lf 23215 27 3 22:5 05
stit Hight 2/ [59.5 |szx| $9-259-9 £0-04S9- 5/ €>=2 )5 &)-F |&o- 5| &I-5|€2-5] £3-9¢ <309 (2~ f"“mw o 6‘! $3 €493 (vr )6
ootlength) 225 [63-9] (2.9 &1 F¢ D €S b |qh- € (5 € ce- & P3| €F 34 CFF P H (D21 €10 >a~r?o “a; 7°’¢7‘*‘ 752 ;,.g {voa
| Pocket Width i {
i ‘ | 8 .__+ £ SIS 4
Slacket Wldth(
| Placket LengthX
iA Neck Rib/Colleg{idth |
Suffwidth ) [39.€ 1271278 335 %0 [28.5| %3 O 2951 - T|39- S B2 ft-n g 42-00 Y2 AP‘ﬂf’-‘ll qso qqquotn 1 S
FrontRise 7/ 7/ 343|519 24-339-8) 352 352 342 3L 254 34-¢ 354 36-¢ WO IS T 0 BZS 3¢ 3B 3593727
SiRise 710l |22 265223283 227 277 |22 F 22712910 281|227\ 29\ 28527-5 285 29-€ 29 31283 293 34-3'; 6 3‘
dip Depth /7, 20 [37-536 €| 325739390398 33 5| 37-5|£{8-5 [{ o-S|4fo'S|4o- 5| 2-0/2-0 &) §1.u$qr ° qq TYyzo qc-r ox
L Hip Widm"( I I ) !

Lﬁ

,_J‘

<
| Remarks

/

ZCTOR . SUPERVISOR AP.M./P.M Q.A INCHARG™. QO n MANS

Fig: 3. 11 Size Measurement
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Summary Analysis

GMS Composite Knitting Ind. Ltd.

Mesurement Chart

Buyer

KARIB STYLE K489 ORDER K489 FACTORY GMS

AN

COLOR ITEM

NAVY HOODIE
SIZE XS SIZE S SIZEM SIZE L SIZE XL
sP|{G |G |G |SP|G |G |G |SP|G |G |G |SP|G |G |G |SP|G |G |G | TOLE

Measure | E M M M E M M M E M M M E M M M E M M M RANC

points C T T T C T T T C T T T C T T T C T T T E

Back 65 67 67 | 69

Length .9 66 | 65 | 66 | .6 67 | 68 | .8 | .3 69 [ 69 | 68 |71 [ 70 | 71 |72 | 73 | 73 |73 |73 |1
67

Front 7 67 69 71

Length 5 67 | .8 68 | .5 70 | 70 | 69 | .2 70 | 71 | 72 | 73 | 73 | 73 |74 | 75 | 75 |75 | 75 |1

52

Chest 50 [ 50 | 50 | 51 |52 |52 |53 |.5 |54 |55 |54 |54 |60 |56 |60 |61 |64 |64|64|64]|1

Bottom 43 43 45 a7

Width b5 |44 |5 [ 43 |5 |46 |46 |45 |5 |47 | 48 | 48 | 50 |50 [ 50 | 49 | 54 | 53 | 54 |55 |1

AcCross

Shoulde 43 42

r 42 | 42 | 42 | 43 |5 |44 | 44 | 5 | 45 | 45 | 45 | 46 | 47 | 46 | 47 | 47 | 50 | 50 | 50 | 50 | 1

Sleeve 65 65 66 67 | 66

Length 8 65 | .8 | 67 | .2 66 | 66 | .1 | .6 67 | 67 | 67 | 67 | 67 | 67 | 68 | 68 | 67 | 68 | 69 | 1

Sleeve 9 8. | 9. 9. 8. |9 |10 |9 9.

Opening | 2 3 25 110 | 5 5 5 3 |75 ]9 7 10 | 10 [ 10 [ 10 |10 | 11 [ 10 |11 |11 | 05
20 20 20 20 | 21

U.S.\W 1 20| .1 | 22| .6 21 121 |6 | .1 20 | 21 | 22 |21 |20 | 21 |22 | 23 | 22 |21 | 23 | 05

Arm 21 21 22 23 | 22

hole .9 21 1.9 | 23| .4 21 122 | .4 | .9 23 | 23 | 24 | 23 | 22 | 23 |24 | 24 | 23 | 24 | 25 | 05
58 58 61 | 61

C.F 5 58 |5 | 60|60 | 60|60 |5 |.5 61 | 62 | 63 | 63 | 63 | 63 | 64 | 65 | 65 | 65 | 65 | 1
63 61 65 66 | 67

L.P.S .9 64 |9 | 65| .6 65 | 66 | 6 | .3 67 | 67 | 67 | 69 |69 | 69 |70 | 71 | 71 |71 | 72 |1

Cuff 37 39 | 40

Width b5 |38 (37 (3939 [39 (39 |5 |5 |40 |41 |42 |42 | 42 | 42 | 43 | 43 | 45 | 45 | 47 | 05

Hood 34 34 35 36 | 35

Height .8 3B | .8 |3 .2 35|34 |2 | 6 36 | 35 | 36 | 36 | 36 | 36 | 38 | 37 | 37 | 36 | 38 | 0.5

Hood 27 27 27 27 | 28

Width .3 26 | .3 |28 | .7 28 128 |.7 | .1 28 | 27 | 29 | 29 | 28 |29 |30 |29 | 28 |29 | 30 | 05

Table: 3. 10 Summary Analysis
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3.11Weekly Line Quality Report in Sewing
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i
TOTAL 0115 6 20 & 1) 2510 el 60 1% [B 1% |7 Ly '%;;_L ST 12 [ommokml o
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‘| TOTAL GARMENTS CHECKED THIS WEEK= TOTAL SENT TO REPAIR = TOTAL GARMENTS REJECTED THIS WEEK = TOTAL DEFECT % =
A=BROKEN , 7 ©= s EEEDCE DANAGE | H=HOLE | ENTPROBLEN | R = RAWEDGE U = UNCUT THREAD PRINT / ENB B COMMENTS 5
A1 = SKIPPED D =DIRTY MARK 12 WAVY 0= 0IL NARK $=SHADDING U1 UPOOKNT0RTUPIONN
B BUTTON IBUTTONHOLE | Eoonmoanan 1 | K = KNOT/ SLUB 0 1= OPEN SEAV S 1= SIZE MISTAKE PU = PUCKERING.
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Fig: 3. 12 Weekly Line Quality Report in Sewing
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Summary Analysis

GMS Composite Knitting Ind. Ltd.
DAILY/WEEKLY/REPAIR SEWING END OF LINE QUALITY REPORT
REJECTED GARMENTS
NAME OF Q.I RASEL LINE F2 FLOOR F DATE 22-10-19
S
c
S F S |
T SE | A T S | CH S
BU | Y OT | CO CHE | WI | B A C | EC |
YE L A| B 0o U HE | LO | SIZ CKE | N RI | U | KE G
R E Af1|1|D LIOl1|U|1 RS | R E D G C N T|D N
CH
CHE EC
CK KE
834, D
PAS 834,
S PAS
650, S
KA N SM, | REP 650,
SAT RI K A L,X AIR REJ
URD | BA | 48 1 1 11216 \Y L,X 178 EC
AY N 9 916[9]|8 2(0]1]9]4 4 Y S 1 3 2 | T6
TOT 1 1 11216
AL 916[9]|8 2(0]1]9]4 4 1 3 2
CH
CHE EC
CKE KE
D D
854, 854,
PAS PAS
S S
KA N S,M, | 650, 849,
RI K A L,X REP REJ
SUN [ BA (48 |1]|1]|1]2 2 7 \Y L,X AIR EC
DAY | N 9 219134 9/6[9]0]|5 4 Y S 204 2 2 1 [T5
TOT 1(1(1]2 2 7
AL 21934 9/6[9]|0]|5 4 2 2 1
CH
CHE EC
CKE KE
D D
594, 594,
e} PAS PAS
XF S S
KA OR | S,M, | 400, 587,
MO RI K D L,X REP REJ
NDA | BA |48 |1 111 21118 GR | L)X AIR EC
Y N 9 119(1]9 912[1|0]4 3 EY | S 194 2 2 1|77
TOT 1 111 21118
AL 119(1]9 912[1|0]4 3 2 2 1
KA N SM, | CHE CH
TUE | RI K A L,X CKE EC
SDA | BA |48 |1|1|1|2 112|1]|6 \Y L,X D KE
Y N 9 0]5|0]|0 0[{0[0|5]3 3 Y S 920, 2 3 2 | D
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PAS 798,
S PAS
800; S
REP 791
AAl REJ
R EC
115 T7

TOT 1(1]1]2 11216

AL 0[5|/0]0 0]0|]0|5[3[4]4]3

CH

CHE EC
CKE KE
D D
798, 798,
PAS PAS
S S

WE KA N S,M, | 600, 791,

DNE | RI K A L X | REP REJ

SDA | BA | 48 1 2 112118 \Y LX | AIR EC

Y [N |9 |9([8]9]4 0]0]J1][0[5[5[3]4 |Y |S 191 T7

TOT 1 2 11218

AL 91894 0]0]1]0[5[5|3]4

THU

RSD

AY

A BROKEN, Al SKIPPED,B1 UNEVEN SEAM, D DIRTY MARK, H HOLE, L LABEL, O OIL MARK, O1 OPEN SEAM, U UNCUT
THREAD, Ul UP DOWN, PU PUCKERING, PL PLEATED

Table: 3. 11 Summary Analysis
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Graphical Measurement

X = Days

Y= Number of fauts

90
80 m SATURDAY
70 m TOTAL
m SUNDAY
60 suU
» TOTAL
50
= MONDAY
40 = TOTAL
30 TUESDAY
20 | TOTAL
10 - WEDNESDAY
TOTAL
0 .
1 2 3 4 5 6 7 8 9 10 11 12 13 14 15

Table: 3. 12 Graphical Measurement
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3.12Breakdown & Layout Sheet of Hoodie Jacket

ng S KNITTING COMPOSITE INDUSTRY LTD.
BRE
BUYER AK D ow’v’ & LAYO UT s H EET DATE Tuesday, October 01, 2019
STYLE SR LR M/C SMV 1197
1TEM Sweat Hood HP SMV 4.32
oty 51543 TOTAL SMV 1620
OP + HP 33 14 F, 9 EFFICIENCY % 68
TOTAL MANPOWER 47 TARGET /hr 118
FLOOR DAILY TARGET 177
T HOURLY | wouriytarcer| DAILY THEORICAL |
S/NO. OPERATION DESCRIPTION HP sMv @ @ or HP REMARKS
£ 100% MANPOWER | @ 100% 100%
1 POCKET HEM 030 200 200 2000 06 1
2 MARK FOR POCKET JOIN s 030 200 200 2000 06 1
3 BODY IRON 3 ) 025 240 240 2400 05 1
4 POCKET JOIN,MATCH & JOIN SN 1,00 60 " | 600 20 2
5 POCKET RAWGE CUT L _H 0.60 100 200 1000 12 2
6 POCKET BARTACK BT 045 133 133 1333 09 1
7 HOOD OUTER PART JOIN 40L 030 200 200 2000 06 1 23
8 HOOD INNER PART JOIN 401, 030 200 200 2000 0.6 1 s
9 INNER & OUTER PART JOIN 40L 0.50 120 § 20 1200 Lo 1
10 HOOD 1116 T/S 045 133 133 1333 09 1
i HOOD HOLE POSITION MARK. 030 200 200 2000 06 1
12 HOOD HOLE 4 POINT 0.50 120 2 1200 Lo 1
13 HOOD HEM SN 0.65 92 185 923 13 2
14 DRAWSTING INSEAT CHP 070 36 857 14 2
15 DRAWSTING 4 POINT BARTACK BT 050 120 T 1200 1.0 1
16 HOOD INNER TACK SN 025 240 240 2400 0s 1
17 HOOD SERVISING & MARK 3oL 040 150 150 1500 o 1
18 | BACK & FRONTPART MATCH & SIZE STICKER |ZHREE 035 171 7 1714 07 1
19 SHOULDER JOIN & FOLD 40L 0.35 17 1 1714 0.7 1
20 SIZE LABEL ATTACH WITH SHOULDER SN 022 m m 2727 04 1
21 SLEEVE PAIR & MATCH WITH BODY HP. 045 133 133 1333 09 1
22 SLEEVE JOIN, STICKER REMOVE & FOLD 401 0.70 86 171 857 14 2
2 HOOD MATCH WITH BODY B HP ! g 022 273 pakl 2m 04 1
24 HOOD TACK SN 0.30 200 2000 06 1
25 HOOD JOIN 40L 0.50 120 1200 10 1
26 BACK TAPE PIPING & CUT SN 035 171 1714 07 I
27 BACK TAPE CLOSE SN 045 133 133 1333 09 1
28 MAIN LABEL ATTACH SN 030 200 200 2000 06 1
29 CARE LABELMAKE SN 0.22 m m m 04 1
30 FLAG LABEL ATTACH SN 023 261 261 2609 0s 1
3 SIDE SEAM 0.80 7 150 750 16 2
2 CHECK & THREAD CUT 0.20 300 300 3000 04 1
33 CUFF MAKE 0.30 200 200 2000 06 1
34 CUFF SCISSORING & FOLD 030 200 200 2000 06 %
s BOTTOM MAKE 025 240 240 2400 05 1
36 BOTTOM SCISSORING, MARK & FOLD 035 1 17 1714 07 1
n BOTTOM JOIN,THREAD CUT & FOLD 40L 0.70 86 m 857 14 2 support cuff join
38 CUFF JOIN,THREAD CUT 0.70 86 171 857 14 2
39 FINAL THREAD CUT & FOLD s 5 = 030 200 200 2000 06 1
# S 14
SN | BH [ a0 T 2 30L SFL__ | 3R cs 2NDL|_sB B
15 1 13 0 1 0 | 0 ) 0 2

Prepared By ]

IEP

PRODUCTION |

MAINT. |

1E- Department

Fig: 3. 13 Breakdown & Layout Sheet of Hoodie Jacket

©Daffodil International University

51



Summary Analysis

GMS Composite Knitting Ind. Ltd.

BREAKDOWN AND LAYOUT SHEET

HOURLY
TARGET ,
m/C REQUIRE THEORIC
TYP HOURLY | D DAILY AL
S/L E & | SM | POTENTI | MANPO POTENTI | REQUIRE | O | H | REMAR
NO OPERATION DESCRIPTION HP \ AL 100% | WER AL 100% | D 100% P P KS
1 POCKET HEM 3FL | 0.3 | 200 200 2000 0.6 1
2 MARK FOR POCKET JOIN HP 0.3 | 200 200 2000 0.6 1
0.2
3 BODY IRON HP 5 240 240 2400 0.5 1
4 POCKET JOIN,MATCH & HEM SN 1 60 120 600 2 2
5 POCKET RAW EDGE CUT HP 0.6 100 200 1000 1.2 2
0.4
6 POCKET BARTACK BT 5 133 133 1333 0.9 1
7 HOOD OUTER PART JOIN 40L | 0.3 | 200 200 2000 0.6 1
8 HOOD INNER PART JOIN 40L | 0.3 | 200 200 2000 0.6 1
9 INNER & OUTER PART JOIN 40L | 05 120 120 1200 1 1
0.4
10 HOOD1/16T/S SN 5 133 133 1333 0.9 1
11 HOOD HOLE POSITION MARK HP 0.3 | 200 200 2000 0.6 1
12 HOOD HOLE 4 POINT BH 0.5 120 120 1200 1 1
0.6
13 HOOD HEM SN 5 92 185 923 13 2
14 DRAWSTING INSEAT HP 0.7 86 171 857 1.4 2
DRAWSTING 4 POCKET
15 BARTACK BT 0.5 120 120 1200 1 1
0.2
16 HOOD INNER TACK SN 5 240 240 2400 0.5 1
17 HOOD SERVISING & MARK 30L | 04 150 150 1500 0.8 1
BACK AND FRONT PART
MATCH & SIZE STICKER 0.3
18 ATTACH HP 5 171 171 1714 0.7 1
0.3
19 SHOULDER JOIN & FOLD 40L | 5 171 171 1714 0.7 1
SIZE LABEL ATTACH WITH 0.2
20 FOLDER SN 2 273 273 1727 0.4 1
SLEEVE PAIR & MATCH WITH 0.4
21 BODY HP 5 133 133 1333 0.9 1
SLEEVE JOIN, STICKER
22 REMOVE & FOLD 40L | 0.7 86 171 857 1.4 2
0.2
23 HOOD MATCH WITH BODY HP 2 273 273 2727 0.4 1
24 HOOD TACK SN 0.3 | 200 200 2000 0.6 1
25 HOOD JOIN 40L | 05 120 120 1200 1 1
0.3
26 BACK TAPE PIPING & CUT SN 5 171 171 1714 0.7 1
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0.4

27 BACK TAPE CLOSE SN 5 133 133 1333 0.9
28 MAIN LABEL ATTACH SN 0.3 200 200 2000 0.6
0.2
29 CARE LABEL MAKE SN 2 273 273 2727 0.4
0.2
30 FLAG LABEL ATTACH SN 3 261 261 2609 0.5
31 SIDE SEAM 40L | 0.8 75 150 750 1.6
32 CHECK & THREAD CUT HP 0.2 300 300 3000 0.4
33 CUFF MAKE SN 0.3 | 200 200 2000 0.6
34 CUFF SCISSORING & FOLD HP 0.3 | 200 200 2000 0.6
BOTTOM SCISSORING,MARK & 0.2
35 FOLD SN 5 240 240 2400 0.5
0.3
36 BOTTOM MAKE HP 5 171 171 1714 0.7
BOTTOM JOIN, THREAD CUT & support
37 FOLD 40L 0.7 86 171 857 14 cuff join
38 CUFF JOIN, THREAD CUT 40L | 0.7 86 171 857 1.4
39 FINAL THREAD CUT & FOLD HP 0.3 200 200 2000 0.6
Total

Table: 3. 13 Summary Analysis
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Chapter 1V
DISCUSSION OF RESULT
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4.1 Discussion on Fabric 4 Point Inspection

Fabric 4 point inspection is a widely used method for inspection fabric in garments industry.
Different types of fabric defects are found in different types of fabric. For producing better quality
garments fabric should be fault free. To identify fabric faults and proper steps for minimizing
fabric faults this process is done after fabric production. Fabric defects in woven fabric Slubs, hole,
missing yarn, conspicuous yarn variation, end out, soiled yarn, wrong yarn.Fabric defects in
knitted fabric Mixed yarn, yarn variation, runner, needle line, barre, slub, hole etc. It is named 4
point system because no more than 4 penalty points is assigned in this method. After weaving or
knitting fabric rolls are considered pass or fail under 4 point fabric inspection method.

In this method penalty points are calculated by the following formula

Points / 100 sg. yd. = (Total points in roll * 36 * 100)/ (Fabric length in yards * Fabric width in
inches)

After calculation of total defects point per 100 square yards then decision is taken whether the rolls
will be passed or rejected.

Normally fabric roll containing 40 points per 100 square yard are acceptable and the fabric roll

contains more than 40 points considered as rejected roll.

4.2 Discussion on Fabric Cut Panel rejection

Cutting is the first process for garments manufacturing. The purpose of cutting is to cut the
different parts for making a specific garments. In garments manufacturing process for making a
garment different parts of a garments are cut separately and attached them by sewing. Fabric is cut
both manual and mechanical methods. During cutting of fabric different types faults are found
which come from different process like knitting, dyeing, printing etc. Some faults can be rectified
and some faults considered as rejection. In cutting section these faults are called as cut panel
rejection. Cut panel rejection is calculated on the basis of daily or weekly report. Different rolls of
fabric are cut to produce specific style of garments. After cutting different parts of garments
different parts are checked by quality checking operators. Then different faults are marked which
come from different section. In daily cut panel rejection sheet daily rejected faults are listed.
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According to number of faults it is calculated the rejection percentage on basis of total fabric piece
are cut. To know the accuracy, weekly cut panel rejection sheet is prepared to compare among
different rolls of fabric. If the rejection rate is excess then the authority try to find out the reasons

for excess amount of rejection

4.3 Discussion on Size Measurement
To make a complete fit garment size is very important. For this reason perfect measurement

guidelines must be needed. Measurement specification mainly comes from the buyer.
Measurement is also needed to reduce production cost. Measurement is taken on the basis of
standard body measurement of specific governments.

Important measurement points

Back Length: The measurement from high point shoulder to bottom end of garment.

Shoulder: The measurement from shoulder point to shoulder point.

Chest: The measurement 2cm below under arm, width from one end to other end.

Waist: The measurement across front, from one end to other end.

Bottom: The measurement straight across bottom edge of garment one end to other end

Center Back Sleeve Length: The measurement from center back neck to shoulder point.

After producing a complete garment size measurement is checked. Buyers provide some tolerance
in different operations. This tolerance is applicable for different joining. If the measurement of
manufactured parts fail the tolerance these parts are tried to rectified. If rectification is not possible

it is considered as reject product.

4.4 Daily Line Quality

Quality of garments is very important to consumers. For this reason buyers want best quality within
their offering price. Quality means standard which is accepted by customers. Quality goods
satisfied customers that's why buyers always keep focus on quality goods. To have quality the
goods should have proper durability, reliability, aesthetic properties etc. To ensure quality goods

manufacturer follows some inspection that's why they are able to find out different types of faults
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during manufacturing of a specific garments. Inspection is defined as visual check after different
process. Inspection is done to control the quality of garments by checking different types of
operations. Inspection is done by checking of the fabrics of garments, sewing, button, thread,
zipper, measurements of garments etc. At first defect should be identified then have to inform the
concerned authority then the causes of defects are identified and finally the defects are rectified.
In sewing floor daily quality report are made by authorized people. Different types and number
of faults are recorded on this report.

4.5 Discussion on Breakdown and Layout of Hoodie Jacket

It means appropriate approximate value of different operation include of machine type, SMV,

approximate power manpower required to make a Hoodie Jacket. It shows different operation
SMV separately. It is followed to calculate the number of manpower, number of required line
based on daily working hour etc. SMV is most important to make the specific garments within
scheduled time.

SMV: It refers to Standard Minute Value. It is a well-known term in sewing floor. Production rate
is calculated by SMV. It provide estimate value for making a garment.

SMV is calculated by the following formula

SMV= Basic time + Allowance

Basic time= Observed time X Rating/100

Rating= the pace or speed of operation at which the operator is performing the job.

Standard Minute Value varies from garments to garments. It depends on types of fabrics, garments
size, garments design, types of machine, types of technology etc.

SMV for different Garments

Garments SMV
Hoodie Jacket 16-20
Jeans pant 12-15'
Athletic knit shirt 2-3'
T-shirt 4-5'
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Men’s polo shirt

12-15'

Men’s brief

2-3'

Table: 4. 1 SMV for different Garments

In breakdown, what types of machine required for sewing of different parts of specific garments

is shown. In garments manufacturing various types of sewing machines are required for various

operation.
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Chapter V

Conclusion
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5.1 Conclusion

This project deals with the manufacturing process of Hoodie Jacket. To make this project different
data and information are collected from GMS COMPOSITE INDUSTRIES LTD. To make Hoodie
Jacket generally fleece or terry fabric are used. Generally 250 to 300 GSM are used in Hoodie
Jacket Manufacturing. Here we have discussed the processes to make Hoodie Jacket like knitting,
cutting, sewing data and information. Fabric inspection, sewing inspection are also discussed here.
For fabric inspection generally 4 point inspection system are used here we have discussed about 4
point inspection system and we discussed how a fabric roll get pass or reject. It is done in knitting
section. The fabric rolls which get pass in 4 point inspection system are sent to dyeing section and
printing section if required. Then fabric are sent to cutting section. In cutting section fabric is cut
both manual and mechanical process. In cutting section, cut panel rejection are counted. Cut panel
rejection may occur due to various reasons here we have discussed how to minimize cut panel
rejection. By taking some specific precautions it can be controlled to minimize cut panel rejection.
Different requirements should be taken in both manual and mechanical system. After cutting of
different parts cut fabric are sorted and bundled. Checking is done before bundling as any faulty
parts are not sent to sewing section, it may cause serious defects which is more difficult to rectify.
Different parts of Hoodie Jacket are checked under quality checking operators. Checking is done
on every parts. Then same sticker is attached with fabric for specific style. Otherwise shade
variation may occur. After quality check of different parts then bundling is done. Then the fabric
is sent to swing section to make a complete Hoodie Jacket. In sewing section all parts of a jacket
are attached by sewing with specific sequence. Different machines are used for different operation.
Different sewing machines are used for different seam. To complete the products within scheduled
time a breakdown is followed. Information like SM, machine types, hourly target etc. are shown
on breakdown sheet. Checking is done after every operation. After making a complete Hoodie
Jacket final inspection is done to check sewing and other faults. If any faults are found then it is
sent to a specific operator who had made the operation. Then rectification is done on rejected
items. If rectification is not possible it is considered as rejected product. Then all products are sent
to finishing section for pressing and packing and finally the products get ready for shipment.
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