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Objective 

Increase the units of production by reducing the Defects for minimizing the 

time required for rework. 

 



Secondary Objective 

 Decreasing the overall Defects per hundred unit. 

 

 Decrease the throughput time of unit production. 

 

 Train the operators to produce garments with no defects at 
the irst chance. ( First Time Through) 



Literature Review 

Minimization of Defects in Garment during Stitching. (Pratibha Syntex Ltd. Pithampur, Indore) 
The basic needs for productivity increase in the sewing department. We have to control the productivity  

by keeping the intension on the minimization of the defect in the sewing department through the actual taking the supervising & strict operating 
condition to be followed.  

Type of Faults Affecting the DHU%  
D.H.U. – I T stands for Defect per Hundred Units. It means number of defects found or detected per 100 garments.  

This is also known as DHU (Defects per Hundred Units).  

                                                -Ms.N.S. Patil, Mr.S.S.Rajkumar, Ms.P.W.Chandurkar, Mr.P.P.Kolte.  
                                                                                   https://www.researchgate.net/publication/318393970_Minimization_of_Defects_in_Garment_during_S

titching 
 

 

 
An Application of Pareto Analysis and Cause-Effect Diagram for Minimizing Defect Percentage in 
Sewing Section of a Garment Factory in Bangladesh. 
This study contains use of quality tools to minimize defects and rework on garment industry. I t includes the theoretical ideas about various 
defects, various quality tools specially Pareto Analysis and Cause-Effect diagram. The case study research conducted on the selected garment 

factory “Rainbow Apparel Limited”. This segment includes the understanding about the quality control system of the selected factory and how 
this could be improved. The conceptual development includes the generation of ideas for minimizing defects by identifying major concerning 
areas and by providing 

respective suggestions. Finally, the last segment contains the comparative theoretical and mathematical evaluation about the 
quality control system.  

                                                         - International Journal of Modern Engineering Research (IJMER) 
https://www.google.com/url?sa=t&source=web&rct=j&url=http://www.ijmer.com/papers/Vol3_Issue6/CE3637003715.pdf&ved=2ahUKEwiNxsXh6

JfqAhXLxzgGHZI_BeoQFjAAegQIAhAB&usg=AOvVaw223YfN3Lpaae3XOvP-R8qx 



Research Methodology 

Research Methodology 

Secondary data 
collection 

Primary data collection 

Problem Identification 

Brain Storming (Cause 
& effect diagram) 

Providing the solution 

Training for the solution 

Implementation 

Analysis of improvement 
after implementation 

Docmentation 



Problem Identification 

 Daily Production not reaching expected outcome. 

 

 Alteration rate high. 

 

 Defects repetitive. 
 

 Production time loss due to alterations. 

 

 Inaccurate data capture. 

 
 

 



Need of the project 

3 week observat ion of t otal product ion. 

Under idle conditions the total 
unit produced per day is 1843 

pcs. 

 
Daily target 1700 pcs in Turtle 

Private Limited. 
 

Daily Outcome – 1300- 1500 

pcs approx. 
 



Reason for low production 

Low production was mainly due to the time loss for rework on alteration. 
It was observed that up to 21% operators were on rework each hour on a daily 

basis. (Through work sampling) 



Since alteration was the primary reason to delay the production process work was proceeded 

to decrease the number of defects and hence produce more number of First Time Through 

(FTT). 

 

This is done through reduction in Defects per Hundred Unit. 

 

 

 

Benefits of DHU Reduction- 

 

 Material movement time reduced. 

 Rework Time minimized. 

 Undoing the operation before rework not needed. 

 Main production delay reduced. 

Reduction in alteration Time loss 



Defects per Hundred Unit Reduction 

Primary Data Collected for 5 
styles. 

Data is collected for 1 month. 

Top Defects from each section 
is noted.  

Root cause analysis is done by 
cause and effect diagram 

followed by why- why analysis. 

Solutions are given for the 
same to reduce the repetitive 

defect. 



Primary Data of DHU 

Style 1                             Style 2 





Top Defects from each section. 



Fishbone Diagram for the top defects. 



Why-why Analysis 



Proposed Solutions 

MOCK DEVELOPMENT 

 Develop a 3D mock of the critical operations for the operators to clearly visualize the desired outcome.  
 They would be hung on the machine in front of the operator so that operator always knows what is correct and 

what is wrong. 

 They would be provided with important information and measurements for the operations.  

To provide standard operating procedure  
Helps to distinguish right or wrong methods  
To provide step-by-step written procedure about how to do a job.  
SOP gives desired result and maintains consistency in results.  
  
Standard Operating Procedure (SOP) to be made for- 
All Critical Operations of Shirt 
Collar Section 
Body Assembly Section 
Sleeve Assembly Section 

Standard Operating Procedure. 



ATTACHMENT OF WORK AID 

THE PROBLEM 

Uneven placket width 

Problem of puckering, roping 

 

THE SOLUTION: 

 

Anti puckering kit 

Has a transparent glass guide. 

Training has been provided to the operators on 

how to use the guide and needle plate. 

 

Implemented Solutions 



DEVELOPMENT OF TEMPLATE 

THE PROBLEM 

Uneven gap in label placement 

THE SOLUTION 

Templates have been developed to ensure the 

right placement of the labels on the yoke panel. 

 



   

Teflon Coated Pressure Foots 

and Throat Plate should be 
used to prevent oil marks 
leaking from Machine. 

Template development for 

Main Label Attachment 

Setting up of Correct Thread 

Tension 

Use of White Gloves to 

prevent Stains. 

Other Solutions 



Training 

TRAINING REGARDING THE 

CRITICAL OPERATIONS 

I had planned to organize 

training regarding the critical 

operations. 

Attachment of collar: 

TRAINING OF OPERATORS REGARDING 

TLS IMPLEMENTATION 




