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ABSTRACT

This document deals with the general process for SMV and the clothing industry
operating bulletin. Ha-Meem Group visited us. The Operation Bulletin is collected.
In time study, production, capacity study, objective, efficiency, we finished.

We have compared labor productivity and line efficiency before and after these
things have been applied. The manufacturing arrangement finally presented was
modeled and improved efficiency was guaranteed.

We covered some time process, Capacity, Target, SMV and production studies and
analysis of different methods and also talked operating disruptions and other
techniques, consisting of different experimental discussions, experiment results and
discussion. We are analysis four items operation bulletins. We are achieved result of
product SMV for 5 PKT LONG MENS & WOMENS PANT 23.39, CHINO SHORT
& LONG PANT 22.48, TOP & BOTTOM OVERALL 8.64, 5 PKT LONG BIG &
TALL 16.38, ELASTIC WEAST CHINO PANT 16:61.
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1.1 Introduction:

In practically every sector of the economy, the current technological economic landscape is
characterized by an increased rivalry. Customers' expectations are rising, and manufacturers must
create and produce goods in as many varieties as possible (the concept of economies of scale is no
longer discussed) to meet client demand. As a result, industries face a problem in producing items
of the correct quality and quantity at the appropriate time and at the lowest possible cost in order
to ensure their growth and development. This necessitates an improvement in the organization's
productive efficiency. In order to boost efficiency, Industrial Engineering will be critical. To
examine and optimize the work method, minimize waste, and ensure optimum economic efficiency
and utilization, several industrial engineering techniques are applied.

Industrial engineering is a discipline in which judgment is used to design ways to use effectively
the materials and other environmental assets and focus of nature for the betterment of humans,
based on a knowledge of mathematical and social science gained through study, experience, and
application.

1.2 Nature of the work in IE;:

Industrial engineers decide how to produce or manage a product or offer a service in the most
effective manner employing simple aspects of production—people, machinery, resources,
experience and power. They are the connection between effective selection and corporate
accomplishment. Industrial engineers provide production potential and schedule-based production,
cost savings, reporting SMV, etc.

1.3 Objective of the project:

To improve clothing industry productivity.

For improved work in the field of clothing.

To enhance the arrangement in several lines of a clothing sector.
To enhance the stock control system.

Sewing floor equivalence.

All for non-stop output balancing.

VVYVYVYYVY
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1.3 Importance of this project:

Combination of numerous publications, records and calculations between our general learning
and technical life.

» The textile and apparel business earns a substantial quantity of foreign dollars (80%-
85%).

» Many industrial engineering is concerned in textiles and its sub-sectors.

> | think that the initiative will provide technology manufacturers a means to lead our
textiles and clothing sector in developing countries.

» Bangladesh is a developing country and is mainly dependent on foreign currencies.

1.4 Scope of this Project:

Great possibilities to achieve anything in IE's clothing business section.

At present IE requested production to increase.

Virtually all RMG plants comprehend IE's function in enhancing productivity.

There are several options available to the RMG industry to create IE technologies and
processes to improve productivity.

It is an interesting subject, such that almost all companies modify the way IE research
increases production.

The authors of the RMG industry can fulfill the genuine request for IE for their product
increases.

YV V. VVVYVY
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2.0 Definition:

The industrial engineering industry aims to improve the efficiency of processes, systems or
institutions. The industrial engineering industry. Industrial technicians labor to eliminate waste of
money and time, money, materials, time for people, time for machinery, energy and other not
valuable resources. They build engineering processes and systems that increase quality and
productivity in accordance with the Institute of Industrial Engineers and Systems Engineers.

2.1 Concept of IE:

Commercial production requires intense manufacturing, but at same time certain aspects need to
be combined — people, time, machinery and textiles—in a coordinated and productive system. The
technological tool for the manufacturing of apparel should provide for anticipated product quality,
key production distance, the transportation within the expected time-limit of prepared clothing and
maximum usage at minimal fees of capability.

2.1.1 Objects of IE:

» Develop quality management methods and control of production costs.
» Development of programmers for cost reduction.

2.1.2 Process Flow chart of IE:

Trade with merchandiser for apparel

\2
Analysis of clothing

\2
Make P.P meeting

)

Production target

)

Set machine layout

©Daffodil International University



\’
Line setting
\’
Line balancing
\’
Continuous production meeting
\2

Collecting production data
\’

Preparing production report
\’

Production report analysis
\’

Report submit to factory manager

2.1.3 Functions of IE:

Develop the quickest ways of work and create the best approach to accomplish the job.
Determining the necessary quality standards (Standard Time).

Developing a sound salary and incentives.

The assessment of profitable lot size and the processing of each process stage is used to
support the creation and design of a system designers of inventories.

Development of cost reduction programs and cost control systems and inventory valuation

system.

YV VYV 'V
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2.1.4 Activities of IE:

Time, costing and quality measurement implementation.

System selection and assembly procedures.

Repair and maintenance design choosing.

Design of plants, construction layout, manufacturing equipment, raw goods logistics chain,
and storage facilities of final products.

Productivity, inventory and assurance systems and service and transportation systems
monitoring and scheduling systems development and growth.

» System of risk management.

Analysis of mathematics and statistics.

Evaluation of the effectiveness.

Y VV VY

Y VY

2.1.5 Responsibilities of an Industrial Engineer:

Prepare the layout.

Prepare the bulletin

Manpower requirements

Target Setup based on bulletin.

Lay out as per Bulletin.

Line feeding.

Thread consumption.

Find out the necessary attachments.
Find out the necessary foots and guide.
Find out the necessary work aids.
Operation Break Down.

Line Capacity Study.

Find out bottle neck operation.

Line Balancing.

Capacity study with Graph.

Follow up Study.

Daily production Report.

Line WIP monitoring &amp; Follow up.
Daily Efficiency Reports.

Monthly Efficiency Reports

Non Productive Time (NPT) Record.
Hourly production monitoring.

Style change over report.

Sample follow up report.

VVVVVVVVVVVVVVYVVVVVVVVYY

> Pre-alert meeting report
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2.2 Line Balancing:

The line balance equalizes the pressure across all cell or value sequence treatment to remove
bottlenecks and surplus capacity.

Restrictions impede the processes that result if downstream activities await and excess capacity
causes fixed expenses to wait and absorb. This is the assignment by the quality and presentation
of the S/M. What kinds of clothing | need to create varies. This is done to boost productivity. When
I contemplate mass-made clothing, a line with online finish and packing is created in line or in
section. Much workstations with different workplaces are included in one line. Production is
varying each hour based on the nature of the job (standard minutes of a given task/operation).
Assigning entire workforce to certain operations, operator skill levels and inventory levels. The
process is termed as the bottleneck for line with poorest output per hour.

2.2.1 Efficiency:

Efficiency is another method to convey production even if the figure of effectiveness is more
helpful and relevant. Efficiency numbers inform us how we achieve a scientifically defined goal.
The efficiency of the goal may be easily calculated as time per clothing or a needed level of output.
The objective is usually set at 100 percent, so when an operator meets its goal production, its
efficiency is 100 percent. Similarly, if an operator produces just 80% of its objective, then its
efficiency will be 80%.

The formula for efficiency calculation is as follows:

Total production X SMV

. x100
Total Man Power X working hour X 60

Efficiency% =

©Daffodil International University



2.2.2 Cycle checks:

A cycle review is a short time research to rapidly set a goal or ensure if the employee can
achieve a specified time. It is a short time study. The cycle time is the time the operator takes to
carry out one cycle, that is, between collection and disposal.

Conduct a cycle inspection in the next stages:

» Choose the operation(s) to be examined and input information on a suitable form.
» Check five rounds of each activity, no clock each round of competition.

» For each function compute the expected cycle time.

» Calculate the quality of cycle with the time given.

2.3 Standard Minute Value (SMV):

SMV is measured as the period that can be successfully performed. It is usually represented in a
little value. SMV has a SMV in its whole in the textile manufacturing business, the MV word is
often used. Standardized assigned seconds are also called SMV (SAM). A merchant must
establish an appropriate SMV in the garment manufacturing floor for seamless and timely
dispatch of an export order. SMV is the default time for completion of a particular job with
optimum performance methods.

2.3.1 Factors of Standard Minute Value in Garments:

Types of garments.

Types of fabrics.
Garments size.
Garments design.
Difficulty of the process.
Types of machine.
Types of technology.

YVVVVVY
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2.3.2 SMV Calculation in Garments Industry:

SMV = Basic Time + Allowance
Basic Time = Observed Time x Ratting
Observed Time = Time recorded by observing a worker while he is doing work.

Rating = Ratting means how much efficient is content of an observed worker than standard
worker.

Rating = Observed rating/ Standard * 100%

Personal or Relaxation+ Machine Delay+ Contingency allowance.

2.3.3 Bottleneck:

A bottleneck is a phenomena in which a single or restricted amount of material or resources
restricts the performance and capacity of the whole system. The top narrow section of the forehead
is the neck (opening side), and the path from a big part of the bottle to a tiny area of a neck is
obstructed. It is a symbolic situation where the producing sector is obstructed.

2.3.4 Aries of Bottleneck:

The manufacturing line has so many reasons for a bottleneck and is described below.
A. Bottleneck before input in line:

» Error in building.

» The supply of Wrong problem.
» If the problem is lagging.

» Error in the issue of bar code.
» Problem with patterns.

B. Bottleneck in Line:

Failure to provide.

Non-equilibrium assignment of elements.
Absences of Workers.

Unrest / out of order for the machine.
The issue of quality.

When someone gets ill.

Shading of color.

Selecting the worker incorrectly.

VVVVYVYYYVYYVY
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» Failure of employees to work.

2.4 Pitch Time:

Pitch time = No of operation/SMV

Pitch time is being used to establish the line and calculate the line supervisor’s goal.

2.5 Rating:

In time studies, the notion of rating (also called as grade in the US) is essential. A qualified time
student differs from a beginner by his capacity to evaluate successfully. Rating is the procedure by
which the IE compares the operator's true results with its typical performance mental idea.

The grade is the numerical figure that is used to indicate the operating rate. A predetermined level
of achievement must be compared with a mean level in order to rate.

Rating = Observed rating/ Standard x 100%

2.6 Work study:

Work Studies are a global accreditation analysis approach that measures and sets time devices
and material. Standard to achieve maximum production through the optimal utilization of human
energy, equipment and material.

2.6.1 Objectives of Work Study:

Better level of quality.

Greater efficiency.

The fastest way to accomplish a job is to select.
Enhance the process of working.

Operators and employees less tiredness.

Labor control efficiency.

Efficient resource usage.

Deciding the needs for machinery.

Fair salaries to pay.

Help with accurate delivery calculation.

VVVVVYVVVVYVYY
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2.7 Method Study:

Methodological studies are the process of systematic registration and critical assessment in order
to create and implement easier and more efficient techniques, both current and planned work. It is
used for cost reduction. The study of the approach is vital for increased productivity in the textile
and clothing industries. It is one of the keys to improved productivity. Industrial engineering is
responsible for the functions of the study of methods in the textiles and clothing sector.

2.8 Time Study:

Time Studies is a job evaluation approach that enables the time to be recorded to complete a
particular task, or a piece of a task carried out under given conditions, and to analyze the
information to determine the time required for the operator to execute it at a defined rate.

2.9 Capacity Study:

The measurement is the same as the capacity of the operator. This indicates that the operator is
able to perform through the study. The main requirement for the capacity research is the quotas,
operator motivation and capacity measurement. The supervisor is able to establish the total
capacity of their sector by assessing the individual operator capacity. It is only a total of the
capability of one person.

12
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2.9.1 Calculation Method of Sewing section:

An industrial engineer required the relevant data in order to calculate the sewing line capacity of

a textile plant.

» Number of line sewing machines.

» Workers are absent from this line %.

» Factory daily labor hours.

» The factory's line efficiency.

» Standard permitted output item time (SAM).

= [{(no. of machine in the line x daily working hour x 60) — workers absence %} X line
efficiency] Standard allowed minutes for the produce item.

©Daffodil International University
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CHAPTER - 3: EXPERIMENTAL DETAILS

©Daffodil International University

14



3.0 EXPERIMENTAL DETAILS:

We was collected those operation bulletin sheet like 5 PKT LONG MENS & WOMENS PANT,
CHINO MENS & WOMENS PANTS, TOP & BOTTOM OVERALL, 5 PKT LONG BIG &
TALL, ELASTIC WEAST CHINO PANT VEST & OPERATION BULLETIN from Artistic
Design of Ha-Meem Group. The collected date was 27th February 2019.

And we observed those sheet carefully and completed report by following steps like Line

capacity, SMV, production target, pitch time, efficiency calculation etc.

3.1 OPERATION BULLETIN 5 PKT LONG MENS &
WOMENS PANT:

BUYER: JCP
STYLE: 161553
ITEM: 5 PKT LONG
SUB- MENS & WOMENS

~ HA-MEEM GROUP

BUYER
STYLE
ITEM
CATEGORY

SUB-CATEGORY

e
161553
5 PTK

T LONG

HA-MEEM GROUP

FRONT PART

|_OPERATION BULLETIN ]

Planing 1 Wori Study Dpt Date - 5126

672G21

Prepared by:- TOwHIp
Prepared date: - S-Apr-17

: e
OP.# | PROCESS CODE ERA' [ 1o S B i
; OPERATION we | | osay [rery| OF | or (sl r
ug | EFRLITGTM Gt : AML L TETDAY JOPRN REQUEST
. FRONT PART

i N‘l'h\rl-]i SCOPLE PKT FACING MARK ww | 33w 023 | a0 [ ow | | s | oo ™ 1
: (‘m IR COIN PKT 1M ROLLING DN | 3 o | ozt | e | oo | s | e | gm
3 ferakp COIN PKT ATTACTTO FACING (BOTH SIDE) DN woto | 03 | oo | s | wa | | om | im | [::‘
1 SPREA-S SCOPEPKT BAG FACING ATTACH SN 13568 31 0] st | 12 | 162 l nx ‘ 1 ; x\
5 [Semem SCOPE PKT MOUTIEEMB & JOIN MARK ww | owon |- oost || ks ] ows | wes | em | o L
o [SeMmis SCOPE PKT MOUTH JOIN SN 039 3 130 l L2 l | '
7 |seMrEES-s SCOPE PKT MOUTETURN & EDGE STC SN 03 O AT NS AT T
X SPM2TS-N SCOPE PKT MOUTTH 2ND TOP ST¢C SIN 038 3 134 o0y ' it " [0
9S0035 SCOPE PR 1 HAG OVERLOCK Mol 027 I T L
10 |SPTRTs-s SCOPE PKT BAG TURN & TOP STC, SN (X} 250 LY L M )
U irsawrs FRONT PKT SIDEE AND WAIST TACK SN 7.2 040 > L2 B L ! = (Ece i 12
12 |SEsE DS SIHLY JOIN LDGE STC & DECO STC SN .3 L et S e o X -
13 |Z38DEMD ZIPPER JOIN & DFLY MATCI DIN 32 026 233 | A b W ]I e - -
1 |ismmp-s I STC MAKE BY PATTEN NN A7 CELT L LI B = el
15 orezawirs DIFLY & ZIPPER 2OIN WITT] FRONT PART SN[ wuel | 02 | o f & WL - =
16 |Des-s DIELY CLOSE STC SN 37561 0.26 2 ] L LB oy
17 ks FRONT RIS TACK SN S8 L2 R et L : =
X frrisp FRONT RISE TOP STC 1N 07 58 ax [ o] Wy e L AL
15 foceawrs CARE LBL CUT & ATTACH WITTPOLY SN 613 Lol s e - o !
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BACK PART & ASSEMBLE

BACK PART . ! |
; Wyt BACK YORI JOIN Wil | wrs 0 o s o | e 1 | I r __—_Jv!
R (S BACK YOKI: MAKI: DN IRACT IR M R TN I | | |
1y HACK YOKE T0PST¢ b 10963 (kM 185 | %3 | 157 | 187 | e |1 . l |
3 BY2INIX HACK YOKE2ND T0PSTC SN 1003 0 ws | o | usr | st | ww m 1" ! ,‘
M JERLOS ACK KIS: JOIN LT T R I I T T I 0 ot aaraee et 43 i
3 [BRIMS BACK RIS JOIN MAR: o | aem | e | o Lo s aw | wis " iy — 1
2 [WRISHO PACK RISE TOPSIC, FoA [ owen | x| f w0 1 Lt ]
Y [BereMio-03 BACK PKT PANIEL JOIN & MOUTI EDGL: Q1. o | ss | oo Lo L | oos s | e it w | 1!
x|neprss [ACK PKT PANNLL TP XT¢ L ost | L e e b ] e i B T !
RO (L] BACK PKT EMIZ MARK, & IRON RON | vem | ooy o | e | nss | o v-\a.- —T_ “-T'r—_l [ u
W (RS K PR TEM ROLLING W wm | oww Lo D | oo | s | ww it ,.‘.. '!
A BPWCPMH I PRETK WAINT PLAMNT & CORD STC MARK 1A' Sy 1y 155 | xsn, 132 1% ! |1 1150 q
V| UPECEM BACK PGURE T ESCESS CUT & MATCI [ JIsm [} S S B B L 1K i ‘\5
N [RPAS BACK POCKET ALTACH uN U nol ut N ¥ e teh e | :4,
WSS BACK PRI 2ND NI i LERe] 03t o | 5w | oo I (M NI (R ,i
W [SICEAS SVETHLCUT & ALT S| i pa o | s | e | | e s 1 |Batance wah a2 ,’,
ASSEMRLE, !
W [Fen FRONI & BACK PART MATCI S I T A o S I A I o o i
7[Rk FRONT & BACK KNI MARK [T N T T N N N [0 1 ﬂ
W SSEOL3 - SINESEAM EDGE O (LONG) YIHOL | 183 07y To | N8| o 129 Yim 2 0 j
W |SSI-SC SIDE SEAM JOIN (LONG) SNES [ 340 Ui FAT IR ST Y 128 W 20 ] ]
==
0w BODY TURN T T O o A A O f jvs |
1 [SCSRDSYHLL MBI CORDSIC & DECO STC MARK 1 T I R A A R o it L
1 [\esunsy AIDECORD STCWHITDECONTC sN [ mee | oo oW | s | oae 5] a i
s I SEAMUJOIN (TONGY Aol 0313 13 135 | X 3] 1 11 125 (kN k
| [N IN 1AM 10IN MAK: SN 1 53 IG5 | 8% [ ) ] on | v 111 |Balance vath 33 !a
5 [ISIsE0 INSEAM 101 STC (LONGY oA | ar | os e ] s e ] e | e i n*
6 |WINBY-F WAINT LOOP MAKE BY FOLDER & MATC)] Vil 3o 14 ul PO RN M N0 AL [ bX l‘
17 |WLCAPMAI WAIS T LOOP CUT & POSITION MARK L LA 0l | Ny el | 168 | o I I :
Wi WAINT BAND SIEARING ST SNCS | Sl ] oo SR )R] ] e 1w fing
1 [WIMEMAI WAIST AN MARK & MALCH (L e T O B I A I B L w Iy l»[
o (Wi WAIST BELTJOINBY FOLDER(U2 PCS) LS LI U I 0 SRR L AR i 1 ‘J
S wicktodl WAIST BELT CHECK & TIREAD OPENING ww | oe2on boode | [ | e | e | or ih : I
3| WRDSM WAISTBAND DECO S 1 MARK T A A P L S A A O A [0 | 4:
S |WAS WAIST BAND DECO S1C RO .t L N {0 AN NS0 KL Ju d I
T NS WAISTIRANI 2ND DECO S RIS AR T A A A I EM AR B it [Boiance wit 53
S WIS AT TOPMOUTTCLOSE WHIEDECO STC | SR A LA IS UL T RN ] ; —
‘p RIMCWIN AT REIMMOUTTCT 0N WHTTDECO S 1 SN_| e | owl | IR N e ] 10 = % L b
L WAL IO O & BEIM CLOSE DECO ST SO AL IR MECL NS BRUACIN BALE MR LR L
T PYTTTRN WAISTLOGP BOTTON TACK SN Wi KT (S O 0 t i
ﬁ WEITS WAISTLOOP 100 TACK SN 3533 il L S A I ) oo T l
. i W it m“‘”‘:
} FI TTTYRS HOTTOM 1N MARI N noo 12 [0 PRI S L I !
U o FINAL THIREA CIIL | axw | vy o e | T f 0 . = }———_—J
- i 25 et ——

Figure 3.1.1 Operation Bulletin for 5 PKT long pant.
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Figure 3.1.2 5 PKT LONG MENS & WOMENS PANT
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Observation of this Operation Bulletin:

Figure 3.1.3 Physically Observation of 5 PKT LONG MENS & WOMENS PANT.
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3.1.2 Operation Bulletin of 5 PKT Pant:

HA-MEEM GROUP

BUYRE JCP
STYLE 161553 Prepared by TOWHID
ITEM 5 PKT OPERATION BULLETIN Prepared date  9- Apr- 17
CATEGORY 5 PKT LONG Oder Oty 10000 Pes
SUB- CATEGORY MENS &
WOMENS

100% oP OP | BLNT OPRN

OPERATION MIC | TMU | SMV | cemfo | c2er | tamm | o | TML | AML | TGT/IDAY REQUEST
FRONT PART
SCOPL
PKTFACING
MARK HW | 336.09 0.23 259 | 70% 181 181 0.6 1 1449
COIN PKT HEM
ROLLING DIN 342.19 0.24 254 | 70% 178 178 | 0.62 1 1425
COINPKT
ATTACH TO
FACING (BOTTH
SDE) D/IN 397.3 0.27 219 | 85% 187 187 | 071 1 1497
SCOPE PKT BAG
FACING ATTACH | SIN 455.65 0.31 191 | 85% 162 162 | 0.82 1 1297
SCOPE PKT
MOUTH EMB &
JOIN MARK H/W | 448.09 0.31 194 | 85% 165 165 | 081 1 1321
SCOPE PKT
MOUTH JOIN SIN 567.77 0.39 153 | 85% 130 130 | 1.02 1 1041
SCOPE PKT
MOUTH TURN &
EDGE STC SIN 561.21 0.39 154 | 85% 131 131 | 1.02 1 1049
SCOPE PKT
MOUT 2NID TOP
STC SIN 553.15 0.38 157 | 85% 134 134 | 0.99 1 1073
SCOP PKT BAG 3/5TH
OVER LOCK oL 392.51 0.27 222 | 85% 188 188 | 0.71 1 1505
SCOPE PKT BAG
TURN & TOP STC | SIN 593.77 0.41 146 | 85% 125 125 | 1.07 1 1001
FRONT PKT SIDE
AND WAIST Balance
TACK SIN 577.21 0.4 151 | 85% 128 160 | 1.04 | 1.25 1281 | with 12
SIFLY JOIN EDGE
STC & DECOSTC | SIN 369.33 0.25 235 | 85% 200 150 | 0.66 | 0.75 1201
ZIPPER JOIN &
D/FLY MATCH DIN 373.22 0.26 233 | 85% 198 198 | 0.67 1 1585
"J"STC MAKE BY
PATTEN SIN 407.64 0.28 213 | 85% 181 181 | 0.73 1 1449
DIFLY & ZIPPER
JOIN WTTH
FRONT PART SIN 394.61 0.27 220 | 85% 187 187 | 0.71 1 1497
DI/FLY CLOSE
STC SIN 375.61 0.26 232 | 85% 197 197 | 0.08 1 1577
FRONT RISE
TACK SIN 343.88 0.24 253 | 70% 177 177 | 0.62 1 1417
RONT RISIE TOP
STC DIN 407.58 0.28 213 | 85% 181 181 | 073 1 1449
19
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CARELBL CUT &

ATTACH WITH
POLY S/IN 406.13 0.28 214 85% 182 182 0.73 1 1457
BACK PART
BACK YOKE 3TH
JOIN oL 387.52 0.27 224 85% 191 191 0.7 1 1529
BACK YOKE
MAKE S/IN 380.28 0.26 229 85% 194 194 0.68 1 1553
BACK YOKE TOP
STC S/IN 469.65 0.32 185 85% 157 157 0.84 1 1257
BACK YOKE 2ND
TOP STC S/N 469.65 0.32 185 85% 157 157 0.84 1 1257
3TH Balance
BACK RISE JON OL 424 51 0.29 205 85% 174 131 0.76 0.75 1049 | with 43
BACK RISE JOIN
MAKE S/IN 342.77 0.24 254 85% 216 216 0.62 1 1729
BACK RISE TOP
STC FOA 392.32 0.27 222 85% 188 188 0.71 1 1505
BACK PKT
PANNEL JOIN & 3TH
MOUTHEDGE OL | OL 592.54 0.41 147 85% 125 125 1.07 1 1001
BACK PKT Balance
PANNEL TOP STC | S/N 610.54 0.42 142 85% 121 121 1.1 1 969 | with 35
BACK PKT EMB
MARK & IRON IRON 476.09 0.33 183 85% 155 155 0.86 1 1241
BK PKT HEM
ROLLING SIN 330.77 0.23 263 80% 210 210 0.59 1 1681
BK PKT BK
WAIST PLSMNT
& CORD STC
MARK H/W 560.09 0.39 155 85% 132 132 1.01 1 1057
BACK POCKET
EXCESS CUT &
MATCH H/W 448.09 0.31 194 85% 165 165 0.81 1 1321
BACK POCKET
ATTACH SIN 890.16 0.61 98 85% 83 166 1.6 2 1329
BACK PKT 2ND
STC S/N 787.23 0.54 110 85% 91 188 1.42 2 1505
SIZE LBL CUT & Balance
ATT S/N 295.14 0.2 294 85% 250 188 0.53 0.75 1505 | with 42
ASSEMBLY
FRONT & BACK
PART MATCH H/W 392.09 0.27 222 85% 189 189 0.71 1 1513
FRONT & BACK
KNEE MARK H/W 448.09 0.31 194 85% 165 165 0.81 1 1321
SIDE SEAM EDGE | 3TH
O/L (LONG) oL 11454 0.79 76 85% 65 129 2.06 2 1033
SIDE SEAM JOIN S/N
(LONG) CS 1153.2 0.8 75 85% 64 128 2.07 2 1025
BODY TURN H/W 392.09 0.27 222 85% 189 189 0.71 1 1513
SIDE CORD STC
& DECO STC
MARK H/W 560.09 0.39 158 85% 132 132 1.01 1 1057
SIDE CORD STC
WITH DECO STC S/N 1925.7 1.33 45 85% 38 125 3.46 3.25 1001
IN SEAM JOIN 3TH
(LONG) OL 653.31 0.45 133 85% 113 141 117 1.25 1129
IN SEAM JOIN Balance
MAKE S/N 771.96 0.53 113 85% 96 144 15 1153 | with 53
IN SIEAM TOP
STC (LONG) FOA 722.42 0.5 120 70% 84 169 1.3 2 1353
WAIST LOOP
MAKE BY
FOLDER &
MATCH F/L 300.44 0.21 289 85% 246 246 0.54 1 1969
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WAIST LOOP
CUT & POSITION
MARK

H/W

448.09

0.31

194

85%

165

165

0.81

1321

WAIST BAND
SHEARING STC

S/N

550.21

0.38

158

85%

134

134

0.99

1073

WAIST BAND
MARK & MATCH

H/W

560.09

0.39

155

85%

132

132

1.01

1057

WAIST BELT
JOIN BY FOLDER
(02 PCS)

KIS

778.21

0.54

112

85%

95

190

1.4

1521

WAIST BELT
CHECK &
THREAD
OPENING

H/W

672.09

0.46

192

90%

116

116

121

929

WAIST BAND
DIECO STC
MARK

H/W

615.09

0.42

141

85%

120

120

111

961

WAIST BAND
DIECO STC

S/N

778.42

0.54

112

85%

95

142

1.4

15

1137

WAIST BAND
2ND DIECO STC

SIN

778.42

0.54

112

85%

95

142

1.4

15

1137

Balance
with 55

WAIST TOP
MOUTH CLOSE
WITH DECO STC

S/N

733.77

0.51

119

85%

101

151

1.32

15

1209

WAIST BTTM
MOUTH CIOSE
WITH DECO STC

S/N

629.33

0.43

138

85%

117

176

1.13

15

1409

Balance
with 58

WAIST MOUTH
TOP & BTTM
CIOSE DECO STC

S/N

483.77

0.33

180

85%

153

153

0.87

1225

WAIST LOOP
ROTTOM TACK

SIN

595.33

0.4

149

85%

126

189

1.05

15

1513

WAIST LOOP TOP
TACK

SIN

666.42

0.41

146

85%

124

186

1.07

15

1489

Balance
with 60

BOTTOM HEM
MAKE

S/N

420.09

0.46

131

85%

111

166

1.2

15

1329

use Extra
MC

FINAL THREAD
CUT

H/W

0.29

207

85%

176

176

0.76

1409

23.39

73

Table 3.1.2.1 Operation Bulletin of 5 PKT LONG MENS & WOMENS PANT (Artistic Design

LTD) of Ha-Meem Group
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Requirement of Machines:

Machine Requirements are Depend on Process of the Garments,

MACHINE SUMMARY

M/C Type Nos
SINGLE NEEDLE 39
DOUBLE NEEDLE 4
3/5 THREAD OVER
LOCK 1
3 THREAD OVER LOCK 6
FEED OF THE ARM 3
KANSAI 2
SINGLE NEEDLE
CHAIN STITCH 3
TOTAL M/C 59
TTL Helper 13
TTL Ironer 1

TTLMan P 73

Table 3.1.2.2 Machine and worker summary of 5 PKT LONG MENS & WOMENS PANT
(Artistic Design LTD) of Ha-Meem Group.

TOTALS.M.V 23.39
BPT 0.38
UCL 0.59
LCL 0.18
NO OF M/C & OPERATOR 59
TTL MANPOWER 73
HOURLY TGT @ 100% EFFI. 187
EXPECTED EFFICIENCY 65%
LINE TGT/Hr. (As incentive TGT) 122
WORK HOUR 8
LINE TGT/Day 973
Aveg. Prod. From the Beginning/Hour (65%) 122

Table 3.1.2.3 Machine, worker, SMV

summary of 5 PKT LONG MENS & WOMENS PANT (Artistic Design LTD) of Ha-Meem

©Daffodil International University
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Description:

Above the operation bulletin sheet is a 5 PKT LONG PANT of Artistic Design Ltd-2 on HA-
MEEM GROUP. This sheet contains buyer name JCP, Style: 161553 & line-302, here we can also
found total manpower are in the operation, SMV, efficiency, target measure per hour. In this sheet
we can found 59 m/c to make a 5 PKT LONG PANT. This sheet shows many process SMV &
calculate the total SMV. Calculate total SMV is 23.39. Plan target production 10000. Plan
efficiency is 65%. There are different type of efficiency is calculate like

65%, 70%, 80%, is calculated the total production per 8 hrs.

3.1.3 Calculation:

S.M.V CALCULATION:

SMV: SMV is a standard time of a process that taken by a standard operator to complete the
process.

SMV = Basic Time + Allowance
Basic Time = Observed Time x Ratting
Observed Time = Time recorded by observing a worker while he is doing work.

Rating = Ratting means how much efficient is content of an observed worker than standard
worker.

Rating = Observed rating/ Standard * 100%
Allowance: There are three kinds of Allowance, as given below

1. Personal/ Relaxation Allowance
2. Machine Delay Allowance
3. Contingency Allowance

We can calculated SMV in 3 different way:

1. Cycle check / Time study
2. PMTS (Base on sew easy software)
3. Past record or GSD.

Here we showing S.M.V Calculation by cycle check:

1. Break the work into element.
Back PKT Attach

» Take
» Sewing
» Dispose

23
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2. Measure the cycle time
5-10 Times take cycle time.

EXM: 61sec, 60sec, 62sec, 61sec, 61sec.

3. Calculate the average time.
= (61+60+62+61+61)/5
= 61sec.
4. Calculate the average time in minute.
=61/60 min
= 1.02 min (Observed Time)
Rating = Observed rating/ Standard x 100%
= (80/100) x 100
= 80%
5. Convert observed time to Basic time
Basic Time = Observed Time x Ratting
=1.02 x 80%
= 0.82 min
6. Give necessary allowance
Personal or Relaxation+ Machine Delay+ Contingency allowance=15%
Finally,
SMV=Basic Time + Allowance of basic Time
=0.82 + (0.82 x 15%)
=0.95 min

PITCH TIME
Here,
No of Operation = 61
S.M.V =23.39 min
So, Pitch time = No of operation/SMV

=61/23.39

=2.61 min

©Daffodil International University
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EFFICIENCY CALCULATION:

Here,

Total production = 973
SMV =23.39 min
Total man power =73
Working hour =8

We know,

Total production x SMV
Total Man Powerxworking hourx60

Efficiency% = % 100

973 x23.39
~ 73 X8 X60

=64.95

%100

=65%
LINE CAPACITY:

We know,

Total man Power xWorking hour x60 xEfficiency%
S.M.V

Line capacity =

_73 X8 x60 xX0.65

23.39

=973.75

=974 Pcs
S.M.V 0.76
Pitch time 18
Efficiency 65%
Line Capacity |974
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TARGET CALCULATION:

Here,

Total worker =73

SMV =23.39

Working hrs. =8

Efficiency = 65%,

We know that,

Target = total man power x work hr. x efficiency % x SMV
=73 x8x65% x23.39
= 8878.85
= 8879 (per 8 hours)

When efficiency = 70%,

Target=73 x 8 x 70% x 23.39
=9561

When efficiency = 80%,

Target=73 x 8 x 80% x 23.39

=10927
Efficiency 65% 70% 80%
Target Per hour 1110 1195 1365
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3.2 OPERATION BULLETIN CHINO SHORT & LONG

PANT
HA-Meem Group

BUYER NAME:-

KHOLS

STYLE NO:-

M573X210RS

ITEM:

CHINO

CATEGORY:-

CHINO SHORTS &

LONG

OPERATION

Prepared by: - MD.SHAFIQUL
ISLAM

Prepared Date: - 01 Jan’ 19

Qty:- 185000 Pcs

BULLETIN

SUB - CATEGORY:-

MENS & WOMENS

M GROUP

HA-M

BUYIR :- KOIILS
STYLE NO: - MS73IX210RS
ITEM: - CHING
CATEGORY: -

SUB-CATEGORY: - MENS & WOME

NG

CHINO SHORTS & LONG

NS

OPERATION BULLETIN

Praning / Work Sty Ops Uale « £22672023

Prepared by:- MD. SHAFIQUL ISLAM
Prepared Date:-01 Jan'19
Qty:-185000 Pcs

or.s | rrocess cobe OPERATION aic TALU. [ Sana Fooid| B La Lot B LN ENNTH
FRONT PART
1 |rrosxsion FRONT RISES/D FLY O/L & SFLY JOIN ATIOL v | 0u7
2 DE TACK. TURN & S/FLY 1 SN 120 (X 1ore pu
E” 571 21t o3
. . Sl s | _wso Use Patis
3 DERZIWFPWALS IVELY & ZIPPER JOINWITIH INT PART WITH MARK NN So0al 132 [IAS —
o ZUSKIRT. ZIPER CLO. STC.& FRONT RISE TACK SN 466 05 18 07
7 FRONT PRT MOLY & BAG FACING ATTAC SN Ro2 31 122 L6 Halgnce wih 0
X COIN PET POSTN MARK & CORNER CUT LA\ St 132
o CPBXIA-S COIN PRT 13A BONE ATTACH WITH MAKE SN Y92 X% L)
10 CrROL&CT COIN PR BTTM OUTLINEG & CORNER TACK SIN 323 A7 £
" COIN PKTTOR & DTTM FAC ATT SN o0 1% s |
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Figure 3.2.1 Operation Bulletin of CHINO SHORT & LONG PANT of (Artistic Design LTD) of Ha-

Meem Group.
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Figure 3.2.2 CHINO SHORT & LONG PANT of (Artistic Design LTD) of Ha-Meem Group.

©Daffodil International University



3.2.1 Physically observation of This Operation Bulletin:

Planing / Work Study Dpt Daie - 5,76/2021

HA-MEEM GROUP

BUYER :- KOHLS
STYLE NO:-  MS573X210RS
ITEM:- CHINO [[OPERATION BULLETIN] repared by:-
CATEGORY:-  CHINO SHORTS & LONG :re‘;am‘;";"’f:ﬁ15;;‘:11‘:“ ISLAM
SUB-CATEGORY: - MENS & WOMENS Qty:-185000 Pes
Or.# | PROCESS CODE OPERATION e A | sany. :‘::'l;:l |()";| 'r::?::u m(.;_\rrr o AML |"(‘|\r OFRN REQUEST
o FRONT pART
E Lo Kiog 3]0 ET7 57 €3 BT AR [0- 1470 G5 126122 [0 9% |7~ 1205 >
2 = 'glyppen, 2:de Ta TR " 12/2) Vih i p.40 146|257 0¢ 12€10.96 [ -0 _|([ B8 | Use Pt
157525 da'om._ 4 W0 QA9R0 RT(0%s | 27| 1y -L6|1-80 _[oa0] |
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o 0-0A 1 K0 §50|/ AT |920|0 D| /- 60 124
/ R Al T R
R 166 . 3 90 a
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B % 7] >
FPaT-75 -5 - d_vlm“ i raie am—/-wél q% :
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191~ (DP2. DI mogR P o7S LA B .- iz cahmank
20 PPBA by BR L] PIT A7 IEZ M TS BY I AN AL e X e patleny
F2LBWAE 8IS ez Q"’L AP CTp0% ok & GBI T3 eh| 147 (47 | 897 | [55 | Ros | eojth o ¢
_%%M&Lé LK OECT 5177 ocu( L 527 1T %4 EPTIISY sy (127 1l | I-58 | 1. A0 | 120 [Blnce tyth 20
2% wm’—gzs B wZLTvP,%C@C—#C_Z% arc%m ~| 55 (50 | -0 J. b %M/M,_ﬂu e
—29—%1—&’ Bl—l&%—Eé{L‘ 6D 12 o'l b |JO<| I z o
5| PO —5 | Lue-t Jo NP S B/AF st‘r%—_ég 129 8E1 74 || %8 1.'-/({( /l.qgflogg .
B L s A R T S e s
= 7710 5 L3 1 | Ry |Patmes o
ABENIBLE
DG P2 BPT—F Fiant arid bacRk Part 17610 | H AR EI 19 5.45 | OR 552 W 0 |8 L5 65 [/CT7g
2| TE87—8A | ZN] B 2oom  FOITL -~ BTHSU T3 T [D0 857 3D (6% | 16| (60 | 1719
.30 | CR-G5IFR @ _PI<_Comtimocis Zoks HTHhSLIGET-2T| 0. IAUFE) 571208 (CT(I-h 2| 1 8 |22
ol cRT | FA B_Condmous 707 S7C |57 AET45 DR [(hD 1A Oh [(hY0.8%| [.£8 1R 2%
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Figure 3.2.3 Physically Observation of CHINO SHORT & LONG PANT
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3.2.2 Operation Bulletin Chino Short & Long Pants:
HA-MEEM GROUP

BUYER KHOLS
NAME:-
STYLE NO:- M573X210RS OPERATION BULLETN
ITEM:- CHINO
CATEGORY:- CHINO SHORTS Prepared by: - MD.SHAFIQUL
SUB - MENS & Prepared Date: - 01 Jan’ 19
CATEGORY:- WOMENS Qty-- 185000 PG
100% OoP OoP BLN/T OPRN
OPERATION M/C T.M.U S.M.V TGT/HR EEE TGT/H GT TML AML TGT/DAY REQUEST
FRONT PART
FRONT RAIS S/D FLY
O/L&S 3TH/OL 575 0.44 150 85% 126 128 0.94 1 1209
D/FLYBOTH SIDE
TACK S/N 542.74 0.4 146 85% 128 128 0.96 1 1188 USE PATTERN
ZIPPER JOIN D/N 342.44 0.25 250 85% 240 270 0.6 1 2001
JROUND STC D/N 292.8 0.2 294 85% 250 190 0.5 0.5 2352 USE PATTERN
D/FLY & ZIPPER
JOIN &F PART
MARK S/N 560.7 0.34 150 85% 159 220 0.9 1.001.50 1241
ZIPPER CLOSS
STITCH & FRONT
RICE MARK S/N 452.9 0.4 187 85% 86 130 0.96 1 1493
FRONT PART
MOUTH & BAG
FATCHING ATTACH S/N 864.3 0.32 101 85% 160 206 0.79 1 807 BALANCE 04
COIN POCKET
POSTAN MARK &
BAG FATCHING
ATTACH H/W 570.8 0.6 160 85% 132 130 0.83 1 1240
COIN POCKET BAG
& BONE ATTACH S/N 492.88 0.39 178 85% 160 152 0.6 1 1392
COIN POCKET BTTM
OUTLINE & CORNER
TACK S/N 520.58 0.34 167 85% 141 141 1.46 1 1129
COIN POCKET TOP
& BTTM ATTACH S/N 500.88 0.35 174 85% 190 120 0.69 1 1380
COIN POCKET BOTH
CLOSE WITH TURN 3TH-OL 530.2 0.4 168 85% 186 192 0.5 1.92 1412
COIN POCKET EDGE
STC S/N 511.64 0.35 170 85% 144 142 0.49 1 1311
FRONT POCKET
MOUTH MRKE S/N 550.4 0.4 150 85% 220 246 0.86 1 1220
FRONT POCKET
MOUTH TURN BALANCE
EDGE S/N 678.7 0.39 150 85% 120 130 0.44 1.25 1329 WITH 48
FRONT POCKET
OVER LOCK 3TH-OL 380.1 0.47 230 85% 196 200 0.62 0.75 1420
FRONT PKT BAG
TURN TOP STC S/N 530.3 0.38 160 85% 173 180 0.92 1 1290
30
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USE CUT

FRONT PKT SIDE & MARK
WAST TACK S/N 640.2 0.44 134 85% 120 173 1.08 1.5 1084 FACLING
BACK PART
BK PART MARK TOP USE CUT
STC 2 PART S/N 730.28 0.49 119 85% 101 127 1.28 1.25 954 MARK
BK WELT PKT
ATTACH BODY S/N 515.29 0.5 169 85% 143 143 0.87 1 1350 USE PATTERN
BK WELT PART WITH
FACHING ATTATCH APW 504.2 0.68 173 85% 147 147 0.85 1 1380 CORENT CUT
BK WELT BTM OUT BALANCE
LINE TUPON S/N 873.4 1.51 100 85% 127 127 1.5 1.5 796 WITH 20
BK WELT TOP & BALANCE
FACING ATTATCH S/N 740.7 0.29 148 85% 150 150 1.32 1.49 940 WITH 18
BK WELT PKT BAG BALANCE
CLOCE 3TH-OL | 699.8 0.8 118 85% 106 128 1.47 1.29 995 WITH 16
BK WET TOP BAG
CLOCE S/N 1004.2 0.69 129 85% 74 148 1.7 1.3 1066
BK WELT TOP OUT
LINE S/N 652.75 0.28 162 85% 113 170 1.4 2 690
BK WELT PKC TACK BALANCE
WAIST S/N 372.77 0.23 133 85% 198 149 0.63 1.9 1867 WITH 19
ASSEMBLE
FRONT & BACK
PART MATCH H/W 391.9 0.49 124 85% 152 190 0.66 1 1878
IN SEAM JOIN H/W 703.31 0.74 190 85% 83 158 1.68 1 1528
FR & BK
CONTINOUS PAIS
JOIN 3THOL | 487.81 0.52 259 85% 220 162 1.52 1.5 982
FR & BK
CONTINOUS TOP
STC S/NCS | 574.41 0.34 159 85% 135 158 0.82 1.5 1428
SAID SEAM JOIN H/W 897.82 0.32 171 85% 145 189 0.77 1.25 1521
SIDE SEAM TOP STC H/W 886.16 0.62 180 85% 153 162 1.19 1 775
BALANCE
BODY TURN S/N 336.09 0.61 173 85% 102 158 0.77 1 775 WITH 29
WAIST LOOP MAEK
CuUT 3THOL | 496.36 0.34 260 85% 147 152 1.5 0.75 785
INNER LOOP MAEK
CuT S/N 548.9 0.38 190 85% 141 124 0.84 0.5 2070
WEST TWO PART
JOIN FOA 508.98 0.35 129 85% 91 165 0.92 1 1402
WEST TWO PART
JOIN F/L 483.98 0.33 166 85% 132 125 0.86 1 1273
WAST LOOP
ATTACH BODY USE
MARK H/W 728.09 0.5 107 85% 189 149 0.82 1 1367 ATTACHMENT
WEST (OUTER + USE
INNER )MACH S/N CS 504.3 0.35 155 85% 117 153 1.23 1 1438 ATTACHMENT
BALANCE
WEST LOOK TACH H/W 529.3 0.38 222 85% 96 127 0.85 1.25 956 WITH 34
WEST BAND JOIN K/S 803.19 0.56 138 85% 84 141 1.37 1 1380
WEST BAND TOP
EDGE H/W 560.9 0.4 113 85% 184 136 0.95 1 1242
BRAND & SIZE LBL
ADD H/W 392.88 0.24 99 85% 141 176 0.66 1 1175
WAST MOUTH &
PATICH INSIDE S/N 630.2 0.48 260 85% 91 144 1.07 1.5 1103 LOP 15/46
WAST BAND FALSE USE WATER
TACK S/N 772.5 0.5 194 85% 132 127 130 1.5 1103 SOLUBLE
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WAST BAND
BOTTOM OUTLINE S/N 875.4 0.6 208 85% 189 138 1.48 1.5 795
CARE LBL CUT TACK S/N 401.02 0.26 166 85% 84 142 0.69 0.75 1735
WEST LOOP TOP
BTM TACK S/N 525.33 0.38 106 85% 184 141 1.89 1 1324
WEST LOOP TACK S/N 525.3 0.38 206 85% 141 145 0.89 1 1324
WEST MOUTH &
FRT RASE S/N 422.88 0.29 129 85% 175 175 0.71 1 1628
BTTM HEM MEKE S/N 689.42 0.47 449 85% 108 162 1.16 15 1018
LOOP BAR TACK LOOP 2 MC
(10) B/T 728.09 0.5 150 85% 102 152 1.23 1.5 956 33/52
FAT BK & BODY
BART (15) B/T 1092.9 0.75 88 85% 68 135 1.84 2 637
EYE HOLE MARK (3) E/H 504.04 0.36 173 85% 147 220 0.85 1.5 1380
22.48

Table 3.2.2.1 Operation Bulletin of CHINO SHORT & LONG PANT of (Artistic Design LTD) of Ha-
Meem Group.

Requirement of Machines:

MACHINE SUMMARY

M/C Type

Nos

SINGLE NEEDLE

DOUBLE NEEDLE

OVER LOCK

APW

FEED OF THE ARM/CH

KANSAI

FAT LOCK

TOTAL M/C

BT.E/H.H/T

TTL Helper

TTL Ironer

TTL Man p

67

TOTALS.M.V

22.48

BPT

0.41

UCL

0.58

LCL

NO OF M/C & OPERATOR

55

TTL MANPOWER

67

HOURLY TGT @ 100% EFFI.

215
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EXPECTED EFFICIENCY 70%

LINE TGT/Hr. (As incentive TGT) 154
WORK HOUR 8
LINE TGT/Day 1230

Aveg. Prod. From the Beginning/Hour (70%) 154

Table 3.2.2.2 Machine, Man power, SMV, Efficiency% CHINO SHORT & LONG PANT of (Artistic Design

LTD) of Ha-Meem Group.
DESCRIPTION:

Above the operation bulletin sheet isa CHINO SHORT & LONG PANT of Artistic Design Ltd-2
on HA-MEEM GROUP. This sheet contains buyer name KOHLS, Style: M573 x 210SR & line-
305, here we can also found total manpower are in the operation, SMV, efficiency, target measure
per hour. In this sheet we can found 55 M/C to make a CHINO SHORT & LONG PANT. This
sheet shows many process SMV & calculate the total SMV. The calculated total SMV is 22.48.
Plan target production 185000. Plan efficiency is 70%. There are different type of efficiency is

calculate like
70%, 85%, 90% is calculated the total production per 8 hrs.

3.2.3 Calculation:

S.M.V calculation

We Know that,

SMV = Basic Time + Allowance

Basic Time = Observed Time x Ratting

Observed time = Average cycle time/60

Rating = Observed rating/ Standard * 100%

Here,

We showing SMV calculation for Back Part of BK WET TOP BAG CLOCE

1. Measure the cycle time

5-10 Times take cycle time.
EXM: 69sec, 70sec, 68sec, 70sec, 68sec

2. Calculate the average time.
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= (69+70+68+70+68)/5
= 69sec

3. Calculate the average time in minute.

= 69/60 min
=1.15 min (Observed Time)

Rating = Observed rating/ Standard x 100%

= =2 x100
=80%
Convert observed time to Basic time
Basic Time = Observed Time x Ratting
=1.15 x 80%
=0.92
Personal or Relaxation+ Machine Delay+ Contingency allowance=15%
Finally,
SMV= Basic Time + Allowance of basic Time
=0.92 x (0.92 x 15%)
=1.06 min
PITCH TIME
Here,
No of operation = 55
S.M.V = 22.48 min
So, Pitch Time = No of operation/SMV
=55/22.48
=2.45 min

EFFICIENCY CALCULATION:
Here,

Total production = 1230

SMV =22.48
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Total man power = 67
Working hour =8
We Know that,

Effici o Total production X SMV
iciency% =

Total Man Power X working hour X 60

1230 x22.48
=—————x 100

67 x8 x60

=85.98
= 86%

LINE CAPACITY:

We know,

Total man Power xWorking hour x60 xEfficiency%

Line capacity =

x100

S.M.V

_ 67 x8 x60 x86%

- 22.48

= 1230 pcs
SMV 1.06 min
Pitch Time 2.54 min
Efficiency% 86 %
Line Capacity 1230

TARGET CALCULATION:

Here,

Total worker = 67

SMV =22.48

Working hrs. = 8

Efficiency = 70%,

We know that,

Target = work hr. x total man power x efficiency % x SMV
=8 x 67 x 70% x 22.48
=8434

When, Efficiency = 85%
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=8 x 67 x 85% x 22.48

=10242

When, Efficiency = 90%
=8 x 67 x 90% x 22.48

=10844

Efficiency%

70%

85%

90%

Target per 8 hour

8434

10242

10844

3.3 Operation Bulletin of TOP & BOTTOM OVERALL.:

Ha-Meem Group

BUYER: - KOHL’S

STYLE: - UL13X210
ITEMS:- TOP & BOTTOM
CATEGORY:- OVERALL
SUB-CATEGORY:- | BOYS

IOPEERATION BULLETIN
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Ha-Meem Group

BUYER: - KOHL'S
STYLE :- UL13X210 _
ITEMS:- TOP & BOTTOM |l OPERATION BULLETIN | Prepared by:
CATEGORY:- OVERALL Prepared date:
SUB-CATAROSY:- BOYS Order Qty :
—
oy ":::':.“ OFIATION i raar | s ":;‘"“ Or/| OF |MAT] L ou | 16 oAy
PRONT PART
FRIO4 FRONT RISE NN STHOL e 04 0.2% 218 RN 192 I_K} 0% 100 nr
2 FRISD FRONT RISE TOP STC DN A0 9% 02Xl pe RN 146 154 (.58 034
) FHAATSD FRONT BB ALL-AROUND TOF STC N e s (IS0} 143 _h 1o 163 - 124
4 lemeasrery  JPRONT s PKT & BIS TOR EDGE IROX HON wkeo | o 19 wone | oses | ves s 180 1483
s fermrn FRONT PR T MOLTH ROLLING nN d4s | am 192 2o | s | 1@ us) 180
s -l S PKT ION IRON o000 aw 143 N 132 165 197 124
] M- FRONT FAT NOAITION MARK HW 0800 038 173 L) 147 147 09 100 1380
L) IE.\-L\.\ ll_l-\ PRTATTACH DN A 105978 0. 3 W n 154 1.9 200 A2
) |scaricatis |SEECARE & SEFTY LHLCUT & TACK WITH FRONT SN s | oz 211 wn | oo | am 0 100 ey
HACK PARIT
10 |BL|L THH-SOL |lﬂ\llﬂ MUN UP 1O BK Hin STHOL AT 044 134 L 114 171 1.4 1.50 W3
1 U TS0 0 5 RISE TOPSTC L? TO NK as FTOA PR LA " S 183 163 o 100 "
12 JERsSTrERS FRONT & BACK B3 TOPF FACING EDGE RULLING N 40T 0% 214 oS 192 10 078 100 1
15 JFABNTAT-S FRONT & BACK BIS ATT & TURN N a3 T (144 13% A u7 i) 1.21 1.50 1001
14 S STRAP BON IRON 20 026 9 =% U 14 an nrs "w
15 STSRITSS STRAF TOP STC SN 61004 042 141 ) 121 e 1.3 1.50 141
16 |STTSNS STEAP TACK TO HACK BiB SN 42485 029 24 R 174 L 082 1 .80 3434
| TRRITSS STRAPF SUTTON HOLE u 12000 ax LS 131 Pl o 190 |
1% IE!AXELD MALL\!KH\ ND TOPR STC DN 1.3} 4% 124 L) 108 a1l 1M 100
ASSEMBLE
19 Jrasem - FRONT & BACK PART MATCH Hw 2000 0w nr LS 176 % s 180
0 JIs40) INSEAM XNN STHOL 12454 045 139 R 118 175 1.2 150
SEDE SEAM JOINILONG) STHOL AT184 039 182 LY 119 194 LN 150
SOBEASPEO-03 |SIDE DILY HK EDGE & HK PART S0 EIXGE 0L ITHOL 02091 | 01s 167 s | a2 | 1.00 150
SIDE DFLY JOIN & CLOSE STC N a4 | 0w 14 wn | 1o | 2m 10 150
24 ILN-,\ F{(Hllln HEM MANL SN [T U4l 145 e 123 15 L1 1.50 1195
L —

Figure 3.3.1.1 Operation Bulletin of TOP & BOTTOM Overall (Artistic Design LTD) of Ha-Meem
Group.

Figure 3.3.1.2 TOP & BOTTOM Overall (Artistic Design LTD) of Ha-Meem Group.
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3.3.1 Operation Bulletin of TOP & BOTTOM Overall:

Ha-Meem Group

BUYER: - KOHL’S

STYLE: - UL13X210

ITEMS.- TOP & BOTTOM OPERATION BULLATIN
CATEGORY:- OVERALL

SUB-CATEGORY:- | BOYS

100%
OoP OoP BLN/T TGT/D OPRN
OPERATION M/C T.MU | SMV TG};I'/H EFFl | TGTH GT TML | AML AY REQUEST

FRONT PART
FRONT RISE JOIN 5THOL 405.14 0.28 215 85% 182 182 0.78 1 1717
FRONT RISE TOP STC D/N 300.98 0.21 289 85% 246 184 0.58 0.75 2312
FRONT BIB ALL-
AROUND TOP STC D/N 566.75 0.39 153 85% 130 163 1.09 1.25 1228
FRONT BIB PKT & BIB
TOP EDGE IRON IRON 448.09 0.31 194 85% 165 165 0.86 1 1552
FRONT PKT MOUTH
ROLLING D/N 452.45 0.31 192 85% 163 163 0.87 1 1538
BK PKT IRON IRON 560.09 0.39 155 85% 132 165 1.07 1.25 1242
FRONT PKT POSITION
MARK H/W 504.09 0.35 173 85% 147 147 0.97 1 1380
BK PKT ATTACH D/N A 1019.75 0.7 85 90% 77 154 1.96 2 682
SIZE,CARE & SEFTY LBL
CUT & TACK WITH
FRONT S/N 413.13 0.29 211 85% 179 179 0.79 1 1684

BACK PART
BK RISE JOIN UP TO BK
BIB 5TH OL 648.17 0.45 134 85% 114 178 1.24 1.5 1073
BK RISE TOP STC UP TO
BK BIB F.0.A 454.65 0.31 191 85% 136 163 0.87 1 1530
FRONT & BACK BIB TOP
FACING EDGE RULLING S/N 406.77 0.28 214 85% 182 182 0.78 1 1711
FRONT & BACK BIB ATT.
& TURN S/N 630.77 0.44 138 85% 117 176 1.21 1.5 1103
TRAP IRON IRON 380.2 0.26 229 85% 194 146 0.73 0.75 1830
STRAP TOP STC S/N 610.05 0.42 143 85% 121 182 1.17 1.5 1141
STRAP TACK TO BACK
BIB S/N 425.68 0.29 204 85% 174 174 0.82 1 1635
STRAP BUTTON HOLE B/H 320 0.22 272 85% 231 231 0.61 1 2174
BK BIB ALLARROUND
TOP STC D/N 701.33 0.48 124 85% 105 211 1.34 2 992

ASSEMBLE
FRONT & BACK PART
MATCH H/W 420.09 0.29 207 85% 176 176 0.81 1 1656
INSEAM JOIN 5TH OL 624.54 0.43 139 85% 118 178 1.2 1.5 1114
SIDE SEAM JOIN(LONG) 5TH OL 572.54 0.39 152 85% 229 194 1.1 1.5 1215
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SIDE D/FLY,BK EDGE &
BK PART SIDE EDGE O/L 3TH OL 520.51 0.36

167

85%

142

213

1.5

1337

SIDE D/FLY JOIN &
CLOSE STC. S/N 531.49 0.37

164

85%

139

209

1.02

1.5

1309

BOTTOM HEM MAKE S/N 600.78 0.41

145

85%

123

185

1.15

1.5

1158

8.64

30

Table 3.3.1 Operation Bulletin TOP & BOTTOM Overall (Artistic Design LTD) of Ha-Meem

Group.
Requirement of Machines:
TOTAL S.M.V 8.64
BPT 0.36
UCL 0.51
LCL 0.21
NO OF M/C & OPERATOR 48
TTL MANPOWER 60
HOURLY TGT @100% EFFI. 417
EXPECTED EFFICIENCY 70%
LINE TGT/Hr. (As incentive TGT) 292
PRODUCTIVITY PER MAN PER HOUR 5
WORK HOUR 8
Avg.production/Hour 65% 271

M/C Type Nos
S/N 9
D/N 7
OL 7
F/L 0
P/S SNB 0
K/S 0
D/N CH.F 1
TTL M/C 24
TTL Helper 2
TTL Ironer 3
TTL Manp 29

Table 3.3.2.Machine, Man power, SMV, Efficiency% TOP & BOTTM OVERALL of (Artistic
Design LTD) of Ha-Meem Group.
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3.3.3 Calculation:

S.M.V calculation

We Know that,

SMV = Basic Time + Allowance

Basic Time = Observed Time x Ratting
Observed time = Average cycle time/60

Rating = Observed rating/ Standard * 100%
Here,

We showing SMV Calculation for Front Rise join

1. Measure the cycle time

5 —10 Times take cycle time

EXM: 27sec, 29sec, 27sec, 29sec, 28sec
2. Calculate the average time.

= (27+29+27+29+28)/5
= 28sec

3. Calculate the average time in minute.

= 28/60 min
=0.47 min (Observed Time)

Rating = Observed rating/ Standard x 100%

70
=— x100
100
=70%
Convert observed time to Basic time
Basic Time = Observed Time x Ratting
=0.47 x 70%
=0.33
Personal or Relaxation+ Machine Delay+ Contingency allowance=15%

Finally,
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SMV= Basic Time + Allowance of basic Time
=0.33 +(0.33 x 15%)
=0.38 min
PITCH TIME
Here,
No of operation = 24
S.M.V =8.64 min
So, Pitch Time = No of operation/SMV
=24/ 8.64
=2.8 min
EFFICIENCY CALCULATION:
Here,
Total production = 10,000 pcs
SMV = 8.64

Total man power = 29
Working hour = 8
We Know that,

Total production X SMV

Efficiency% =

_ 1300 x8.64

=———x 100

29 x8 x60

= 80.69
=81%

Total Man Power X working hour X 60

x100
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LINE CAPACITY:

We know,

Total man Power xWorking hour x60 xEfficiency%
S.M.V

Line capacity =

29 x8 x60 x81%
B 8.64

= 1305 pcs

SMV 0.38 min

PITCH TIME 2.8 min

Efficiency% 81%

Line Capacity 1305

TARGET CALCULATION:
Here,

Total worker = 29

SMV = 8.64

Working hrs. = 8

Efficiency = 70%,

We know that,

Target = work hr. x total man power x efficiency % x SMV

=8 x29 x70% x 8.64
= 1403
When, Efficiency = 85%
=8 x 29 x 85% x 8.64
=1703
When, Efficiency = 90%
=8 x 29 x 90% x 8.64

= 1804
Efficiency% 70% 85% 90%
Target per 8 hour 1403 1703 1804
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3.4 OPERATION BULLETIN OF 5PKT LONG BIG &

TALL:

Ha-Meem Group

BUYER: -

KOHL’S

STYLE: -

YU93D403/MS13D403/
MS13D404/MS13D409
X

ITEMS:-

5 PKT

CATEGORY:-

SPKT LONG

SUB-

CATEGORY:-

BIG & TALL

HA-MEEM CC.ROL'P™

OPERATEN BULLETIN

Prepared by  Arif
Prepared date  4- May- 21
Oder Qty 75,000 Pcs

e —— date - My I3
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Figure 3.4.1 Operation Bulletin of 5 PKT LONG BIG & TALL of (Artistic Design LTD) of Ha-Meem

Group.

©Daffodil International University

43



Figure 3.4.2 5 PKT LONG BIG & TALL of (Artistic Design LTD) of Ha-Meem Group.
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3.4.1 Operation Bulletin of 5PKT LONG BIG & TALL.:
Ha-Meem Group

BUYER: - KOHL’S OPERATION BULLETIN
STYLE: - YU93D403/MS13D403/
MS13D404/MS13D409 .
X Prepared by  Arif

ITEMS:- 5 PKT Prepared date  4- May- 21
CATEGORY:- | 5PKT LONG

Oder Qty 75,000 Pcs
SUB- BIG & TALL
CATEGORY:-

100% oP oP BLN/T OPRN
OPERATION | MIC | TMU | SMV | reero | coo | 167n oT TML | AML | TGT/DAY REQUEST
Front Part
FRONT
RISE,D/FLY
& S/FLY Balance
OVERLOCK | 3tHoL | 4717 0.33 184 88% 162 243 0.89 15 1947 with 25
COIN PKT
RULLING &
ATTACH TO
FACING S/N 451.39 0.31 193 85% 164 164 0.86 1 1310
COIN PKT ATT. Balance
2ND STC S/N 307.26 0.21 283 85% 241 241 0.58 0.75 1444 with 5
SCOPE PKT BAG
FACING
ATTACH F/L 469.72 0.32 185 88% 163 163 0.89 1 1304
SCOPE PKT
MOUTH JOIN S/N 561.65 0.39 155 85% 132 165 1.06 1.25 1316
SCOPE PKT
MOUTH TURN
& TOP STC D/N 622.75 0.43 140 85% 119 237 1.18 2 1899
FRONT PKT
SIDE AND Balance
WAIST TACK S/N 577.21 0.4 146 85% 128 192 1.09 1.5 1537 with 9
SCOPE PKT BAG | 3/5TH
OVERLOCK oL 392.51 0.27 222 85% 188 188 0.74 1 1507
SCOPE PKT BAG
TURN & TOP
STC S/N 593.77 0.41 146 85% 125 187 1.13 1.5 1494
SS/FLY JOIN,
EDGE STC, &
D/FLY SEFTY
TACK S/N 392.77 0.27 221 85% 188 188 0.74 1 1506
ZIPPER JOIN
WITH S/FLY D/N 356.98 0.25 244 85% 207 207 0.68 1 1657
"J'" STC MAKE
BY PATTEN D/N 344.94 0.24 252 85% 214 214 0.65 1 1715
D/FLY & ZIPPER
JOIN WITH
FRONT PART S/N 364.39 0.25 239 85% 203 203 0.69 1 1623
D/FLY CLOSE
STC, & FRONT
RISE TACK S/N 423.64 0.29 205 85% 175 175 0.8 1 1396
45
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FRONT RISE
TOP STC,

D/N

325.87

0.22

267

85%

227

227

0.62

1815

Back

Part

BACK YOKE
JOIN BY
FOLDER

F.OA

401.63

0.28

217

85%

184

184

0.76

1473

BACK RISE JOIN
BY FOLDER

F.0.A

386.9

0.27

225

85%

191

191

0.73

1529

BK PKT HEM
ROLLING

D/N

390.96

0.27

222

85%

189

189

0.74

1513

BACK PKT IRON
WITH SHINING
MARK

IRON

700.09

0.48

124

85%

106

211

1.33

1690

BK PKT PLSMINT
MARK

H/W

392.09

0.27

222

85%

189

189

0.74

1508

BACK PKT
ATTACH

S/N

946.42

0.65

92

85%

78

195

1.79

2.5

1562

Blance with
27

BACK PKT 2ND
STC

S/N

832.36

0.57

104

85%

89

178

1.58

1421

Assemble

FRONT & BACK
PART MATCH

H/W

364.09

0.25

239

85%

203

203

0.69

1624

INSEAM JOIN
BY FOLDER
(LONG)

F.0.A

766.96

0.53

113

85%

96

193

1.45

1542

SIDE SEAM
JOIN (LONG)

5TH OL

932.82

0.64

93

88%

82

205

1.77

2.5

1641

BODY TURN &
BACK 2 LOOP
MARK

H/W

392.09

0.27

222

85%

189

189

0.74

1508

SIDE CORD STC

S/N

503.83

0.35

173

85%

147

220

0.96

1.5

1761

Balance
with 32

WAIST LOOP
MAKE BY
FOLDER,CUT &
MATCH (7 PCS)

F/L

405.28

0.28

215

85%

182

182

0.77

1459

WAIST BAND &
ELASTIC MARK
& CUT

H/W

364.09

0.25

239

85%

203

203

0.69

1.5

1624

TOP WAIST
BAND 2 PART
JOIN & SHEL
TACK

S/N

378.51

0.26

230

85%

195

195

0.72

1563

INNER WAIST
PIPING ATTACH
BY FOLDER

S/N

43431

0.3

200

85%

170

170

0.82

1362

TOP WAIST
BAND & INNER
ELASTIC PART
JOIN

S/N

664.09

0.46

131

85%

111

195

1.26

1558

Balance
with 36

WAIST BAND
TOP EDGE
FALSE RUN STC

S/N

432.79

0.3

201

85%

171

171

0.82

1367

TOP WAIST
BAND JOIN
MARK &
MATCH

H/W

392.09

0.27

222

85%

189

189

0.74

1.75

1508

WAIST BAND
JOIN TO BODY

S/N CS

687.31

0.47

127

85%

108

215

13

1721

WAIST TOP &
BTTM MOUTH
INSIDE

S/N

591.51

0.41

147

85%

129

162

1508
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TACK, TURN &
TOP STC

WAIST BELT

FALSE TACK S/N 460.33 0.32 189 85%

161

161

0.87

1721

WAIST BAND
TOP STC 2ND &

T-CUT K/S 828.89 0.57 105 85%

89

178

1.57

1294

WAIST TOP &
BTM MOUTH
CLOSE WITH

CHAIN TACK. S/N 403.88 0.28 25 85%

183

183

0.77

1285

CARE & LOT LBL
ATT AT CENTER

BACK S/N 391.44 0.27 222 85%

189

189

0.74

1427

WAIST LOOP
TOP & BTM
TACK (14) S/N

1217.54 0.84 71 88%

63

157

231

2.5

1464

Balance
with 42

BOTTOM HEM

MAKE S/N 666.42 0.46 131 85%

111

166

1.26

1.5

1331

FRONT,BACK
,SIDE & 2 LOOP

BTK(11) B/T 800.89 0.55 109 85%

92

185

1.52

2

1477

WAIST LOOP

BTK B/T 728.09 0.5 119 85%

102

203

1.38

2

1625

WAIST MOUTH

EYLET HOLE E-LET 224.09 0.15 388 85%

330

330

0.42

1

2639

16.38

61

Table 3.4.1 Operation Bulletin of 5 PKT LONG BIG & TALL of (Artistic Design LTD) of Ha-Meem

Group.

Requirement of Machines:

TOTAL S.M.V. 16.38 M/C Type | Nos
BPT 0.36 S/N 28
UCL 0.52 D/N 6
LCL 0.21 D/N CS 0
NO OF M/C (OPERATOR) 49 S/N CS 2
TTL MANPOWER 61 3TH OL 1.5
HOURLY TGT @ 100% EFFI. 223 5TH OL 2.5
EXPECTED EFFICIENCY 70% 3/5TH OL 1
LINE TGT/Hr. 156 F.0.A 4
TAKT TIME 0.38 K/S 2
Allocated Time/pcs 23.39 F/L 2
Man Productivity / Pcs Per man/Hour 2.56 V.B.M 0
MAN MACHINE RATIO IN LINE [LINE MMR] 1.24 P/S 0
WORK HOUR 10 TTLM/C 49
LINE TGT/Day 1564 TTL
Prod cost Per piece CPP (Cost/Line + TGT/Day) 74 HELPER 5
TTL IRON 2
TTL Manp 56

Table 3.4.2 Man Power, machine, SMV, Efficiency%o of 5 PKT LONG BIG & TALL of (Artistic

Design LTD) of Ha-Meem Group.
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3.4.2 Calculation:
S.M.V calculation

We Know that,
SMV = Basic Time + Allowance
Basic Time = Observed Time x Ratting

Observed time = Average cycle time/60

Rating = Observed rating/ Standard * 100%

Here,

We showing SMV Calculation for COIN PKT RULLING & ATTACH TO FACING

1. Measure the cycle time

5 —10 Times take cycle time
EXM: 32sec, 29sec, 33sec, 32sec, 29sec
2. Calculate the average time.

= (32+29+33+32+29)/5
= 31sec

3. Calculate the average time in minute.

= 31/60 min
=0.52 min (Observed Time)

Rating = Observed rating/ Standard x 100%

70
=— x100
100
=70%
Convert observed time to Basic time
Basic Time = Observed Time x Ratting
=0.52 x 70%

=0.36 min

©Daffodil International University

48



Personal or Relaxation+ Machine Delay+ Contingency allowance=15%
Finally,
SMV= Basic Time + Allowance of basic Time
=0.36 +(0.36 x 15%)
=0.42 min
PITCH TIME
Here,
No of operation = 45
S.M.V =16.38 min
So, Pitch Time = No of operation/SMV
=45/ 16.38
=2.75 min
EFFICIENCY CALCULATION:
Here,
Total production = 75,000 pcs
SMV = 16.38
Total man power = 56
Working hour = 8

We Know that,
Total production X SMV

Efficiency% =

__ 75000 x16.38
56 x8 x60

=79.83
= 80%

x 100

X
Total Man Power X working hour X 60

100
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LINE CAPACITY:

We know,

Total man Power xWorking hour x60 xEfficiency%
S.M.V

Line capacity =

_ 56 x8 x60 x80%
B 16.38

= 1313 pcs

SMV 0.42 min

PITCH TIME 2.75 min

Efficiency% 80%

Line Capacity 1313

TARGET CALCULATION:
Here,

Total worker = 56

SMV =16.38

Working hrs. = 8

Efficiency = 70%,

We know that,

Target = work hr. x total man power x efficiency % x SMV

=8 x 56 x 70% x 16.38
= 5137
When, Efficiency = 85%
=8 x 56 x 85% x 16.38
=6237
When, Efficiency = 90%
=8 x 56 x 90% x 16.38

= 6604
Efficiency% 70% 85% 90%
Target per 8 hour 5137 6237 6604
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3.5 OPERATION BULLETIN OF ELASTIC WAIST
CHINO LONG & SHORT PANT:
PREPARED | MD. SHAFIQUL

BUYER KOHL’S
BY ISLAM

STYLE MSO1X024RS/RR

ITEM ELASTIC WAIST CHINO SS EEQI |Ir\cl) N g”:pared 1-oct-19
CATEGORY LONG & SHORTS Oarger & 175000 5cs
SUB-CATAGORY | MENS & WOMENS g P
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Figure 3.5.1.1 Operation Bulletin of ELASTIC WAIST CHINO LONG & SHORT PANT of
Avrtistic design of Ha-Meem group.
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Figure 3.5.1.2 Out look of ELASTIC WAIST CHINO PANT.

©Daffodil International University

52



3.5.1 Operation Bulletin of ELASTIC WEAST CHINO PANT:

’
BUYER KOHL'S PREPARED | MD. SHAFIQUL
STYLE MSO01X024RS/RR BY ISLAM
ITEM ELASTIC WEAST CHINO Prepared 1-oct-19
CATEGORY LONG & SHORTS date
SUB-CATAGORY | MENS & WOMENS Order qty 75000 pcs
100% OP
OP BLN/T | TM | AM | TGT/D OPRN
OPERATION M/C T.M.U S.M.V TG;’/H EEFI TGHT/ GT L L AY REQUEST
FRONT PART
SLANT PKT FACING
(04) IRON & MARK & 1.4
MATCH IRON 840.09 0.58 104 85% 88 176 7 2 1408
FRONT RISE O/L FOR
MOCK FLY & PKT BAG 3TH 1.0
MATCH oL 590.51 0.41 147 85% 125 188 3 1.5 1502
SLANT PKT BAG 0.9
FACING ATTACH S/N 555.65 0.38 157 85% 133 200 7 1.5 1597 Blance with 04
SLANT PKT MOUTH 0.9
FACING ATTACH S/N 519.65 0.36 167 85% 142 213 1 1.5 1707
SLANT PKT MOUTH 1.3
JOIN S/N 761.1 0.53 114 85% 97 194 3 2 1554
SLANT PKT MOUTH 13
TURN & TOP STC S/N 792.1 0.55 110 85% 96 191 8 2 1528
SLANT PKT BAGOL OL 3/5 0.8
ROUND TH OL 471.77 0.33 184 85% 157 235 2 1.5 1880 Balance with 02
SLANT PKT BAG TURN 1.1
& TOP STC S/N 635066 0.44 137 85% 116 174 1 1.5 1396
FRT PKT TOP SIDE & 1.2 Use cut mark
WAIST TACK S/N 741.1 0.51 117 85% 100 175 9 1.75 1397 on facing
FRONT RISE TACK &
EDGE STC FOR MOCK 0.6
FLY S/N 389.77 0.27 223 85% 190 190 8 1 1517
J'"" STC MAKE BY 0.6
PATTEN S/N 378.64 0.26 230 85% 195 195 6 1 1562
0.8
FRONT RISE TOP STC S/N 489.77 0.34 178 85% 151 189 5 1.25 1509 Blance with 09
BACK PART
5TH 0.6
BACK RISE JOIN oL 374.51 26 232 85% 197 197 5 1 1579
0.5
BACK RISE TOP STC FOA 330.77 0.23 263 85% 224 224 8 1 1788
BACK WELT PKT BAG
ATTACH WITH PUNCH 1.0
MARK S/N 609.15 0.42 143 85% 121 182 6 1.5 1456 10p08 & 15
BACK WELT PKT 0.8
FACING ATTACH APW 504.9 0.34 173 85% 147 293 8 2 2346 With corner cut
BACK WELTT PKT BTM 1.5
OUT LINE WITH TURN S/N 871.39 0.6 100 85% 85 170 2 2 1357
BACK WELT PKT TOP & 1.2
BTM FACING ATT S/N 732.54 0.51 119 85% 101 177 8 1.75 1413
BACK WELT PKT BAG 3/5 13
CLOSE & TURN THOL 786.54 0.54 111 85% 94 188 7 2 1504
BACK WELT PKT BAG 1.5
TOP STC S/N 906.31 0.63 96 85% 82 184 8 2.35 1468 Balance with 18
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BACK WELT PKT BAG 0.8
TACK TO WAIST S/N 462.77 0.32 188 85% 160 200 1 1.25 1598 Balance with 22
BACK WELT PKT TOP 1.2
OUTLIE S/N 732.83 0.51 119 85% 101 177 8 1.75 1412
ASSEMBLE
FRONT & BACK PRT 0.6
MATCH H/W 364.09 0.25 239 85% 203 203 4 1 1624
IN SEAM JOIN 5TH 0.6
(SHORTS) oL 375.77 0.26 231 85% 197 197 6 1 1574
SIDE SEAM JOIN 5TH 1.0
(SHORTS) oL 587.54 0.41 148 85% 126 189 2 1.5 1510 lop25&26
SIDE SEAM TOP STC 0.9
(SHORTS) FOA 567.95 0.39 153 85% 130 195 9 1.5 1562
0.5
BODY TURN H/W 336.09 0.23 259 85% 220 220 9 1 1760
0.7
ELASTIC MARK & CUT H/W 448.09 0.31 194 85% 155 223 8 1.5 1863 Balance with 34
SHADE & CARE LBL 0.9
CUT & ATTCH ON BK S/N 564.16 0.39 154 85% 131 197 8 1.5 1572 lop29&36
WAIST BAND METAL
GUMET MARK 0.5
ATTACH SAP 336.09 0.23 259 85% 220 220 9 1 1760
WAIST ELASTIC 0.5
ROUND/CLOSE TACK S/N 329.77 0.23 264 85% 224 224 8 1 1793
INNER WEAST IRO & 0.7
MARK 2 PART IRON 420.09 0.29 207 85% 176 176 3 1 1408
INNER WEAST 2 PART 0.6
ROUND/CLOSE TACK S/N 364.95 0.25 238 85% 203 203 4 1 1621
WEAST BAND MARK
FOR MAKE & I/WEAST 1.0
MATTCH H/W 616.09 0.43 141 85% 120 180 7 1.5 1440
INNER WEAST BAND 1.1
JOIN TO BODY S/N 681.05 0.47 128 85% 109 190 9 1.75 1520 Balance with 39
WEAST BAND & Use water
ELASTIC INSERT FOLD 1.6 soiutable
& FALES TACK STC S/N 946.54 0.65 92 85% 78 195 5 2.5 1562 thread
1.6
WEAST BAND TOP STC K/S 950.79 0.66 91 85% 78 233 6 3 1866
WEAST BELT CHAKE & 0.6
THREAD CUT H/W 364.09 0.25 239 85% 203 203 4 1 1624
MAIN LBL CUT & ATT
ON WEAST WITH SIZE 0.8
LBL S/N 503.95 0.35 173 85% 147 183 8 1.25 1467
BOTTOM HEM MAKE 11
(SHORTS) S/N 756.75 0.52 115 85% 98 195 2 2 1563
WAIST CHAIN SAFTY 0.6
STC S/N 385.16 0.25 243 85% 206 206 2 1 1651
FRT .BK & BODY 1.2
BARTACK (10) B/T 728.09 0.5 119 85% 102 203 7 2 1625
16.61 64

Table 3.5.1.1 Operation bulletin of ELASTIC WEAST CHINO
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Requirement of Machines:

TOTALS.M.V 16.61
BPT 0.4
UCL 0.56
LCL 0.23
NO OF M/C & OPERATOR 3
TTL MANPOWER 64
HOURLY TGT @ 100% EFFI 231
EXPECTED EFFICIENCY 70%
Man productivity / Pcs per man/ Hour 2.53
LINE TGT Hr. (As incentive TGT) 162
WORK HOUR 8
LINE TGT / Day 1295
Aveg. Prod. Frome the Beginning / Hour (65%) 150

M/C NOS
S/N 36
D/N 0
D/N CS 0
3/5THOL 8.5
APW 2
F.O.A 2.5
K/S 3
TTLM/C 52
B/T.SNAP 3
TTL
Helper 6
TTL
IRONER 3
TTL Manp 64

Table 3.5.1.2 Man Power, machine, SMV, Efficiency% of ELASTIC WEAST CHINO PANT of
(Artistic Design LTD) of Ha-Meem Group.
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3.5.2 Calculation:
S.M.V calculation

We Know that,
SMV = Basic Time + Allowance
Basic Time = Observed Time x Ratting

Observed time = Average cycle time/60

Rating = Observed rating/ Standard * 100%

Here,

We showing SMV Calculation for SLANT PKT BAG TURN & TOP STC

1. Measure the cycle time

5 —10 Times take cycle time
EXM: 44sec, 46sec, 44sec, 42sec, 44sec
2. Calculate the average time.

= (44+46+44+42+44)/5
= 44sec

3. Calculate the average time in minute.

= 44/60 min
=0.73 min (Observed Time)

Rating = Observed rating/ Standard x 100%

70
=— x100
100
=70%
Convert observed time to Basic time
Basic Time = Observed Time x Ratting
=0.73 x 70%

=0.51 min
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Personal or Relaxation+ Machine Delay+ Contingency allowance=15%
Finally,
SMV= Basic Time + Allowance of basic Time
=0.44 +(0.44 x 15%)
=0.51 min
PITCH TIME
Here,
No of operation = 64
S.M.V =16.61 min
So, Pitch Time = No of operation/SMV
=64/ 16.61
= 3.86 min
EFFICIENCY CALCULATION:
Here,
Total production = 75,000 pcs
SMV =16.61
Total man power = 64
Working hour = 8

We Know that,
Total production X SMV

Efficiency% =

1528 x16.61
=—————x 100

64 x 8 x60

= 82.62
= 83%

X
Total Man Power X working hour X 60

100
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LINE CAPACITY:

We know,

Total man Power xWorking hour x60 xEfficiency%
S.M.V

Line capacity =

_ 64 x8 x60 x83%
B 16.61

= 1535 pcs

SMV 0.42 min

PITCH TIME 2.75 min

Efficiency% 83%

Line Capacity 1535

TARGET CALCULATION:
Here,

Total worker = 64

SMV =16.61

Working hrs. = 8

Efficiency = 70%,

We know that,

Target = work hr. x total man power x efficiency % x SMV

=8 x 64 x 70% x 16.61
= 5953
When, Efficiency = 85%
=8 x 64 x 85% x 16.61
=7228
When, Efficiency = 90%
=8 x 64 x 90% x 16.61

= 7654
Efficiency% 70% 85% 90%
Target per 8 hour 5953 7228 76544
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4.0 Result and Discussion:

4.1.1 Analysis of Capacity Study of Different Operation from Data-
3.1
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Chart 4.1.1: Analysis of 100% TGT/HR for different operation of 5 PKT LONG MENS &
WOMENS PANT from data.

Description:

In this chart we showed 100% TGT/HR production capacity of various process of 5 PKT LONG
MENS &amp; WOMENS PANT. Here 65% efficiency calculated various process by the outcome
of we make this chart. Firstly | calculated production capacity in chapter-03 and finally this
outcome make beneficial chart. This chart presence statistics about various types of process under
the chart and also presence the various ability of various process under of this chart. Here the
highest volume of the process is SIZE LBL OUT &amp; ATTACH (294), and the lowest capacity
of the process is IN SEAM JOIN (LONG-45). And other process are average volume.
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4.1.2 Analysis of SMV of Different Operation from Data 3.1
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Chart 4.1.2: Analysis of SMV for Different Operation of 5 PKT LONG MENS &
WOMENS PANT from Data.

Description:

In this chart we showed SMV of various process of 5 PKT LONG MENS &amp; WOMENS
PANT. At first we determined by calculating SMV of various process. By The outcome of we
make this chart. This chart presence statistics about various process of operation below the chart
and also showing the various SMV of various process of this chart. Higher SMV in this chart is
BK WELT BTM OUT LINE TUPON (1.51) and the lowest SMV in this chart is J ROUNDE
STRITCH (0.2).
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4.2.1 Analysis of 100% TGT/HR Capacity Study of Different
Operation from Data 3.2

e

Chart 4.2.1: Analysis of Capacity Study for Different Operation of Chino Short & Long
Pant from Data

Description:

In this chart we showed hourly production capacity of various process of Chino Short &amp; Long Pant.
Here 70% efficiency calculated various process by the result of we make chart. First of all we calculated
production volume sin chapter-03 and finally this result and make beneficial chart. This chart presence
statistics about various types of operation below the chart and also presence the various volume of
various process on the left side of this chart. The highest volume of the operation BTTM HEM MAKE (449)
and the lowest volume of the process FAT BK &amp; BODY BART 15 point is (88). And other process are
average volume.
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4.2.2 Analysis of SMV of Different Operation from Data 3.2

SMV

1.6

1.4

1.2

1

0.8

0.6

4 |

o2 WAL R b b TR b b
0

5 & QO EQUC UG & SO AN T VRN RS E S
o\\’%%\oz&t&%v (bo$ & &i ,\S;Q‘;\ A 5 éOO(I@V\%@@ < (:}OQ ‘;\%(}5/\\0\$ @v‘i «\?S; @i@%\\\:«éj\q\g&@ v‘%\k\
< s \s - C R E LG &
LR B R O~ K& A L7« < Q S OO R OK N
O O RS A O &6 \a oQ°AY L d A
o ”\@0\%@0%“’3‘0&@0«@0‘*:@««O‘io“ \Lév\*zéoi%“fé‘i*"q&%”@Q Q‘”«?@iol«\” S
S L A 07 ¥ v O R R &
Qy\% /\>QQ QVQ"QOQ’QO(’ \sz ch (b?.@ v@k & $<<>’ $<<’,\ 0’} O% c)\0 \é\V ((:_3\ V(& D {({5)\6\\2\%0%\90/\ @O\,OO Q&
S S S QL TE F e Y Nl S O S
] -
Q\O <<\$ Q~O (,O (,O & v‘} ) \’O «® ,\% &‘(x
< < LR & S
& &« S

Chart 4.2.2: Analysis of Capacity Study for Different Operation of CHINO SHORT & LONG PANT from

Description:

Data

In this chart we showed SMV of various process of CHINO SHORT &amp; LONG PANT. Firstly we calculated
SMV of various process. By The result of we make this chart. This chart presence information about various
process of operation below the chart and also showing the various SMV of various process on the left side
of this chart. Highest SMV in this chart is BK WELT BTM OUT LINE TUPON (1.51) and the lowest SMV in

this chart is ] ROUND STITCH (0.2).
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4.3.1 Analysis of Capacity Study of Different Operation from Data
3.3
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Chart 4.3.1: Analysis of Capacity Study for Different Operation of TOPE & BOTTOM OVERALL from
Data

Description:

In this chart we showed hourly production ability of various process of VEST. Here 70% beneficial
calculated various process by the result we make this chart. Firstly we determined by calculating
production ability in chapter-03 and finally this result and make beneficial chart. This chart
presence information about various types of operation below the chart and also presence the
various volume of various process on the left side of this chart. Here the highest volume of the
operation is FRONT RISE TOP STITCH (289) and the lowest volume of the operation is BACK
POCKET ATTACH (85). And other process are average volume.
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4.3.2 Analysis of SMV of Different Operation from Data 3.3

SMV

Chart 4.3.2: Analysis of SMV for Different Operation of TOP & BOTTOM OVERALL from Data

Description:

In this chart we showed SMV of various process of TOP &amp; BOTTOM OVERALL. Firstly
we determined by the calculation SMV of various process. By The result we make this chart. This
chart presence information about various types of operation below the chart and also showing the
various SMV of various process on the left side of this chart .Higher SMV in this chart is BK PKT
ATTACH (0.7) and the lowest SMV FRONT RISE TOP STITCH (0.21).
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4.4.1 Analysis of Capacity Study of Different Operation from Data
3.4
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Chart 4.4.1: Analysis of Capacity Study for Different Operation of 5 PKT LONG BIG &
TALL from Shirt

Description:

In this chart we showed hourly production capacity of various process of 5 PKT LONG BIG
&amp; TALL from Shirt. Here 70% efficiency determined but the calculating various process by
the result of we make chart. First of all we determined by the calculating production volume in
chapter-03 and finally this result and make beneficial chart. This chart presence information about
various types of operation below the chart and also presence the various volume of various process
on the left side of this chart. The highest volume of the operation is WAIST MOUTH EYLET
HOLE (388) and the lowest volume of the operation is WAIST LOOP &amp; BTM MOUTH (25).
And other process are average volume.
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4.4.2 Analysis of SMV of Different Operation from Data 3.4
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Chart 4.4.2: Analysis of SMV for Different Operation of 5 PKT LONG BIG & TALL from
Data

Description:

In this chart we showed SMV of various process of 5 PKT LONG BIG & TALL. Firstly we
calculated SMV of various process. By that outcome of we make this chart. This chart presence
information about different types of process below the chart and also showing the various SMV of
various process on the left side of this chart. Where higher SMV in this chart is WEST TOP &
BTM MOUTH at Assemble is 0.84 and the lowest SMV in this chart is WAIST MOUTH EYLET
HOLE are 0.15.
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4.5.1 Analysis of Capacity Study of Different Operation from Data
3.5
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Chart 4.5.1: Analysis of Capacity Study for Different Operation of ELASTIC WEAST
CHINO PANT

Description:

In this chart we showed hourly production capacity of various process of 5 ELASTIC WEAST
CHINO PANT from Shirt. Here 70% efficiency determined but the calculating various process by
the result of we make chart. First of all we determined by the calculating production volume in
chapter-03 and finally this result and make beneficial chart. This chart presence information about
various types of operation below the chart and also presence the various volume of various process
on the left side of this chart. The highest volume of the operation is WAIST ELASTIC
ROUND/CLOSE TACK (264) and the lowest volume of the operation is WEAST BAND TOP
STC (91). And other process are average volume.
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4.5.2 Analysis of SMV of Different Operation from Data 3.5
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Chart 4.5.2: Analysis of SMV for Different Operation of ELASTIC WEAST CHINO
PANT from Data

Description:

In this chart we showed SMV of various process of ELASTIC WEAST CHINO PANT. Firstly we
calculated SMV of various process. By that outcome of we make this chart. This chart presence
information about different types of process below the chart and also showing the various SMV of
various process on the left side of this chart. Where higher SMV in this chart is WEAST BAND
TOP STC 0.66 at Assemble is 0.84 and the lowest SMV in this chart is BODY TURN and WAIST
BAND METAL GUMET MARK ATTACH are 0.23.
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4.6 Analysis of Total SMV of Different item from Data 3.1,

3.2,3.3,34,35
ITEM TOTAL SMV
5 PKT LONG MENS & WOMENS PANT 23.39
CHINO SHORT & LONG PANT 22.48
TOP & BOTTOM OVERALL 8.64
5 PKT LONG BIG & TALL 16.38
ELASTIC WEAST CHINO 16.61

SMV

5 PKT LONG MENS &

WOMENS PANT

B CHINO SHORT & LONG PANT

TOP & BOTTOM OVERALL

5 PKT LONG BIG & TALL

B ELASTIC WEAST CHINO

Chart 4.6.1: Analysis of Total SMV of Different Item 5 PKT LONG MENS & WOMENS
PANT, CHINO SHORT & LONG PANT, TOP & BOTTOM OVERALL, 5 PKT LONG
BIG & TALL, ELASTIC WEAST CHINO.

Description:

In this pie chart we showed the different item’s total SMV which we determined by calculating
Chapter-03. Here we analysis 5 PKT LONG MENS & WOMENS PANT, CHINO SHORT &
LONG PANT, TOP & BOTTOM OVERALL, 5 PKT LONG BIG & TALL, ELASTIC WEAST
CHINO PANT. This pie chart show total SMV. 5 PKT LONG MENS & WOMENS PANT is
23.39 in this pie chart this is 27%, CHINO SHORT & LONG PANT is 22.48 in this pie chart this
is 25%, TOP & BOTTOM OVERALL is 8.64 in this pie chart this is 10%, 5 PKT LONG BIG &
TALL is 16.38 in this pie chart this is 19%, ELASTIC WEAST CHINO IS 16.61 in this pie chart
19%. Here we can see higher SMV in the pie chart is 5 PKT LONG MENS & WOMENS PANT
is 23.39 and lowest SMV in the pie chart is TOP & BOTTOM OVERALL is 8.64.
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4.7 Analysis Efficiency%o of Different item from Data 3.1, 3.2, 3.3,
34,35

ITEM EFFICIENCY %
5 PKT LONG MENS & WOMENS PANT 65%
CHINO SHORT & LONG PANT 86%
TOP & BOTTOM OVERALL 81%
5 PKT LONG BIG & TALL 80%
ELASTIC WEAST CHINO 83%
EFFICIENCY%

B 5 PKT LONG MENS & WOMENS

PANT

B CHINO SHORT & LONG PANT

TOP & BOTTOM OVERALL

5 PKT LONG BIG & TALL

M ELASTIC WEAST CHINO

Chart 4.5.1: Analysis of Total Efficiency of Different Item 5 PKT LONG MENS &
WOMENS PANT, CHINO SHORT & LONG PANT, TOP & BOTTOM OVERALL, 5
PKT LONG BIG & TALL, ELASTIC WEAST CHINO PANT.

Description:

In this pie chart we showed the various garments efficiency% which determined by calculating
Chapter-03. We evaluation, 5 PKT LONG MENS & WOMENS PANT, CHINO SHORT &
LONG PANT, TOP & BOTTOM OVERALL, 5 PKT LONG BIG & TALL. This pie chart show
efficiency%. Efficiency% 5 PKT LONG MENS & WOMENS PANT is 65% in this pie chart this
is 16%, CHINO SHORT & LONG PANT is 86% in this pie chart this is 22%, TOP & BOTTOM
OVERALL is 81% in this pie chart this is 21%, 5 PKT LONG MENS & WOMENS PANT is 80%
in this pie chart this is 20%, ELASTIC WEAST CHINO PANT is 83% in this pie chart is 21% We
can watch higher efficiency% in the pie chart is CHINO SHORT & LONG PANT is 22% and
lowest Efficiency% in the pie chart is 5 PKT LONG MENS & WOMENS PANT is 16%.

70
©Daffodil International University



CHAPTER - 5: CONCLUSION
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Conclusion:

We had finished our project by accumulate operation bulletin its related process facts from Ha-
Meem Group (ADL). This research helps us understand the supply chain, the formulation and their
corrected technique of SMV time study. This study also enables us to gain information on the
industrial engineering of the clothing industry. This project provides me the chance to broaden my
expertise in textile management, manufacturing, planning and sourcing, Manufacturing process
and machinery and teaching me to live in the industry. We can also know this section's job
approach. Hopefully it will assist us in our career.
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