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zbstract: The garment industry is constantly working to enhance production and garment quality in order to compete in
such a crowded market. The productivity of the clothing industry determines its long-term viability and profitability. A
variety of procedures are carried out at various locations during the garment manufacturing process. Because of the
operators to obtain the desired results, all of these activities must be coordinated, scheduled, and completed on time,
productivity. In industries, many practises and procedures are used to increase production. Almost every garment
company uses time study as one of the most effective tools for optimising output rate. This article examines the production
process of shirt. which we have investigated the time spent on each phase of the process.

Introduction:

This is a study conducted at spreading section in shirt factory where we have come up with a solution to an issue
that many companies experience. If necessary and suitable action is taken against this particular point, any garment
house's quality and output will undoubtedly increase while saving time. It is feasible to increase productivity while
minimising waste by employing methods relating to time saving, capacity, and production analysis. Two crucial
characteristics have been considered. The possibility of a standard approach for each activity and the time commitment.
To record the real individual capacity of each worker and process line, a time study was conducted. For measuring the
times and rates of working in the elements, work measurement techniques were used. he findings of work measurement
are used to analyse the data and determine the time required to complete a job at a specified level of performance. The
first work measuring technique was time study, which derived from Taylor's work. The goals of this project are to
determine the average time it takes to complete each garment manufacturing process, examine the gap between actual and
basic time for each garment manufacturing process, and make recommendations for increasing production rate based on
the analysis. Time study is a branch of engineering in which the productivity of a manufacturing process is examined to
determine where improvements might be made. A time study elucidates the optimal approach to perform something in the
production process. Time study explains on assembling process about the most effective way to follow through with
something, the time expected to finish responsibility, and the method for estimating creation rates. The present clients all
over the world request item at the most ideal cost.

MATERIAL AND METHODS:

Three laying tables was selected for this study plain, checks/ stripes and women’s wear. At the time of study
industry has maximum order of these type of fabrics. these types of fabrics in that three tables are more focused on
improving the productivity of the laying tables. Also, it is possible to study the laying process through the entire study.

Method:

To understand the process, sequence a process study is done manually and to identify the bottlenecks a time study is done
manually with the help of stopwatch.
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STUDY SUMMARY:

Following figurel elaborates the processing sequence of operations involved in cutting section manufacturing and
There are many cycles included however here we considered some particular activity which was required to have been
controlled in order to abbreviate the time frame. These cycles should be finished in determined time yet when really it was
noticed the outcome showed that there is extra time included which is projected to be diminished.

Front ,back, sleeve STRAIGHT [ Gerber 8‘; maoargan }

( Big ;arts ) l KNIFE ( SmaII'parts )

| Sleeve box, ([ Plain )
(Block cut ) yoke,sleeve
guard,collar
[_Relay | ,cuff,neck
band
cut
[ Front placketiron & ] Band rknife
direct fuse
Yoke, cuff,

pocket

Counting
3

Spreading (Laying) process is first material flow start process in cutting section and material is moved consequently. So,
this study was started with three different types of fabric in spreading (laying) tables. So the time study was taken for
those tables with the help of stopwatch. From the time study it is identified that there is about 30% to 40% of required non
value added action and non value added action and remaining is about value added actions, spreading. The following
graph shows the detailed data of the value added and required non value added and non value added actions percentage in
the spreading table
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WOMEN'S WEAR

I 1 ey el " “m
SPREADING LAYSHEET NEWROLL MARKER  BREAK  SPEAKING  QUALITY
ENTRY

DAY1 mDAY2 mDAY3 mDAY4

_‘_-—-_—____

SPREADING LAYSHEET NEW ROLL MARKER BREAK SPEAKING
ENTRY

DAY1 mDAY2 mDAY3 mDAY4

From the time study it is identified that lay sheet entry seems to be a most important required nonvalue added activity so
the elimination of that should be carried out first.

Lay sheet entry

It is a manual writing which contains information about production order which includes, workorder number, fabric code,
style code, gold seal number, marker length and width, lay no, number of plies, shade group, used fabric roll no, used roll
meter, lay wise, size wise, balance fabric, end bits generated in utilized roll.
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Lay sheet (Manual entry)
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In the industry they have cut plan in that the number of lays and number of plies details are there so with the help of cut
plan we design a new type of lay sheet using excel VLOOKUP in that all the manual entry can be calculated before the
operation that can be taken as print out and can be given to the operators and use it for other purposes. That is
predetermined lay sheet Pre-determined lay sheet which contains all the required details similar to the manual entry lay

sheet
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Excel format for the pre- determined lay sheet
After giving this pre -determined lay sheet again time study was taken for those laying tables

From the study the following graph shows that
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WOMENS WEAR

0,
TH39 6% 10, 3% 4% 0 -
e — | —

SPREADING LAY SHEET NEXT ROLL MARKER SPEAKING
ENTRY

DAY1 mDAY2 mDAY3

14%43%
5% 6% 6% 6%
. ] ]

% 9%
8A_°7-% ) 2% 3%

SPREADING LAY SHEET NEXT ROLL MARKER SPEAKING
ENTRY

DAY1 mDAY2 mDAY3

The graph shows that after the implementation of pre-determined lay sheet the lay sheet entry time was reduced day by
day and the reduced time was utilised for the spreading hence by this the spreading production was also improved.
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RESULT:
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After implementation, the production numbers have increased day by day.
CONCLUSION:

Hence after the implementation of predetermined lay sheet, the spreading percentage of the cutting section has
risen from 64% to 75% by our project the spreading percentage increased up to 11% than before.
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