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CHAPTER: 01
INTRODUCTION
INTRODUCTION
A textile is any object woven from natural or synthetic fibers. This also includes fabrics made by the interlacing of yarns or threads by knitting, braiding, netting or felting.

 The primary natural fibers are from animal sources (wool, silk and hair), vegetable sources (cotton, flax and hemp) and, less commonly, a mineral source (asbestos).

 Synthetic fibers  have been under development from the late 19th century. The first syntheticfibers are known as regenerated fibers and were of natural origin, such as cotton or wood pulp, dissolved in a solvent and extruded as a filament. Rayon was first produced in the 1920s and is one of the important early natural based synthetics.

 A fibers  is defined as a unit of matter with a minimum length of 100 times it's diameter, flexible,and capable of being woven. 

 Within the militaries’ collecting field, the term textile generally means clothing such as jackets, shirts and headwear, but can also include some footwear, web equipment, insignia, maps, flags, and banners.

    From fiber to fabric, Hypoid Composite Knit Ltd. Is truly integrated undertaking. The Hypoid composite Knit Ltd. Has the capability to offer a complete product range for export textile markets. The goal of Hypoid Composite Knit Ltd. is to become the preferred partner for sourcing high quality fabrics and clothing from Bangladesh with highly advanced technology and an emphasis on developing local human resources. Hypoid Composite knit Ltd. Has the potential to make an important contribution to the nation’s growing readymade garments exports sector.

      The rationale behind the existing structure and future expansion of Hypoid Composite Knit Ltd is to capture value-added at each stage of the textile manufacturing process. Despite knit Ltd. Has leveraged Bangladesh’s labor cost advantage and export competitiveness to the maximum.
CHAPTER:O2
ORGANIZATIONAL OVERVIEW
2.0 GENERAL INFORMATION ABOUT THE FACTORY
Hypoid Knit Composite Ltd. with address of 176, South Krishnapur, Rajashan, Savar, Dhaka, Bangladesh, has incorporated as a private limited company in June 2006.
Hypoid Composite Knit ltd is 100% export oriented garment manufacturing industry. It has the facility of knitting, dying, Cutting, Sewing, Finishing. Ware housing and ETP etc. in one premises. HYPOID has 7 high temperaturedyeing machine to use world class eco-friendly dye staff which is not hazards to kind and environment. Theist daily dyeing capacity is 5000 kegs. Its finishing unit has the capacity of 7000 kegs per day. Furthermore they have a permanent agreement with Rising Knit Textile ltd. Bloomingdale Ltd. Nd Crystal wears Ltd. For finishing in tube form if necessary.
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Fig: Front view of Hypoid Composite Knit Ltd
2.1 VISION
Hypoid Composite Kit Ltd is is one of the upgrowing  leading sustainable textile company by producing quality products and observing highest social, economic and environmental standards. His  aim is to deliver the highest quality products and prompt services to our customers. Hypoid Composite Knit Ltd objective is to provide good value through a competitive atmosphere of defined systems and processes.
 HCKL vision is three-fold:
1.  Lead the textile industry in Bangladesh
2. Observe highest social, economic and environmental standards

3.Maintain a committed and satisfied clientele.
2.2 MISSION
Hypoid Composite Knit Ltd mission is to create conditions and infrastructure for sustainable procurement and production of textile products.

Hypoid Composite Knit Ltd wish to:

Manufacture high quality yarn to withstand high levels of competitiveness.

Design, manufacture and sell high quality and affordable apparels and accessories.

To use latest technologies in manufacturing process. 

To provide a safe working environment for the employees.

To operate the business with high motivation and deep commitment.

erving and supporting the society in which we work.
2.3 AIMS AND OBJECTIVES OF HCKL

1. To build up Hypoid Composite Knit Ltd as a one of the upgrowing and leading textile industry in Bangladesh up to five years.
2. To build up the Hypoid Composite Knit Ltd as international standart quality export quality.
3. To follow the all kinds of laws about labor, worker, human right, WTP, ETP, social compliance.
4.  To develope the industry as a beneciary institution which can serve his society and nation. 

2.4 LOCATION MAP














2.5 MANAGEMENT PROCESS IN HCKL














2.6 CODE OF CONDUCT
Code of conduct for members of the board and senior management:
The Board of Directors (the "Board") of the company, apart from following in actual practice, has adopted the following written Code of Conduct and Ethics (the "Code") for Directors and senior management personnel of the company. 
Senior management personnel shall mean all senior members of the management team, one level below the Executive Directors such as Sr President / President of each Division of the company, other functional heads and the Secretary of the company. 
This Code is intended to focus on all the Board members and senior management personnel on areas of ethics, integrity and honesty, providing guidance to help them recongnize and deal with ethical issues; mechanisms to report unethical / dishonest conduct; and help foster a culture of honesty, integrity and accountability. The Code of Conduct as approved by the Board and subsequent amendments, if any, thereto by the Board shall be posted on the website of the company. 

2.6.1 INERPRETATION OF CODE
 In this code wherever the word "Director" appears, it will also include senior management personnel to the extent applicable. Any question or interpretation under this Code of Business Conduct and Ethics will be considered and dealt with by the Board or any committee or any person authorised by the Board on its behalf. The Board, in justifiable cases, for reasons to be recorded in writing may waive any condition of the Code for compliance such, that it is not prejudicial to the interest of the company. 

The reasons for such waiver will be available at the Registered Office of the Company for information. 
Each and every director and senior management personnel is expected to comply with the letter and spirit of this Code. 
1. Conflict of Interest

 Directors must promptly disclose to the company potential conflicts of interest regarding any matters concerning the company. A "conflict of interest" can occur when: 
A.  A Director's personal interest is adverse to or may appear to be adverse to the interests of the company as a whole. 

B.  A Director, or his / her relative, receives improper personal benefits as a result of his / her position as a Director of the company.

Explanation: The expression Relatives in this Code means dependent parents, brothers, sisters, spouse, children, daughters-in-law and sons-in-law, to more or less fall in line with the definition of this term in Accounting Standard 18 prescribed by the Institute of Chartered Accountants of India. 

As illustrations only and being not exhaustive, some of the usual instances of conflicts of interest which directors should avoid, are listed below: 
(i) Relationship of company with third-parties
 Directors shall not receive a personal benefit from a person or an entity, which is seeking to do business or to retain business with the company. They shall not participate in any decision-making process involving another entity in which they have direct or indirect interest. 
(ii) Compensation from non-company sources 

 Directors shall not accept compensation (in any form) for services performed for the company from any source other than the company. 
(iii) Gifts : Directors shall not offer, give or receive gifts from persons or entities dealing with the company, where any such gift is perceived as intended directly or indirectly, to influence any business decision. Gifts given to suppliers or customers or received from suppliers or customers should be appropriate to the circumstances and should not be of a kind that can create an appearance of impropriety. It is particularly clarified that gifts given or received on festive occasions consistent with the accepted business practices and which cannot be reasonably construed as payment or consideration for influencing or rewarding a particular decision or action, should not violate this Code. 
2. Corporate Opportunities

Directors are prohibited from: 
A. exploiting for their personal gain opportunities that are discovered through the use of company property, company information or position as a director, unless the opportunity is disclosed fully in writing to the company's Board of Directors and the Board declines to pursue such opportunity;

B.  using the company's property or information for personal gain. 

3. Confidentiality: Directors must maintain the confidentiality of information relating to the company which comes to their knowledge in the course of the discharge of their functions and any other confidential information about the company that comes to them, from whatever source, except when such disclosure is authorised or legally mandated. 
For purposes of this Code, "confidential information" includes all un-published information relating to the company. 
4. Compliance with laws, rules and regulations; fair dealing

 Directors must comply, and oversee compliance by employees, officers and other staff, with laws, rules and regulations applicable to the company / its personnel, including insider trading regulations. 
Directors must deal fairly, and must ensure fair dealing by employees and officers, with the company's customers, suppliers, competitors and employees. 

No payment or transaction should be made, undertaken, by a Director or authorised or instructed to be made or undertaken by any other person or the company if the consequence of that transaction or payment would be the violation of any law in force. 
Directors will always act to the best of their knowledge, belief and effort in the best interests of the company and all its stakeholders, including employees, shareholders and others.
5. Encouraging the Reporting of any Illegal or Unethical Behaviour 

 Directors should promote ethical behaviour and take steps to ensure that the company: 
A. encourages employees to talk to supervisors, managers and other appropriate personnel when in doubt about the best course of action in a particular situation. 

B. encourages employees to report violations of laws, rules, regulations or the company's Code of Conduct to the appropriate personnel.

C. Informs employees that the company will not allow retaliation for reports made in good faith.
6. Compliance StandardsA. All suspected violations of this Code shall be promptly reported to the Board and such violations are subject to investigation by the Board or any Committee / or any person(s) so designated by the Board. Violations will be investigated by the Board or any such designated persons / committee and appropriate action will be taken in the event of any such violation.
B.Directors should inform the Company immediately about the emergence of any situation which may disqualify him from directorship.
C. It shall be the endeavour of every Director to attend as far as possible and actively participate in meetings of the Board and Committee thereof on which they are members.
2.7 SOCIAL RESPONSIBILITY
Hypoid Composite Knit Ltd follow the all rules of corporate social responsibilty.  In the following they are described:
1. Compliance with laws and workplace regulations:HCKL complies with the laws and regulations in regard to labor practices, welfare, health and safety, remuneration, environment and custom compliance etc
2. Prohibition of forced labor:HCKL does not use forced or involuntary labor of any kind including prison labor, debt bondage, forced labor, or labor that is required as a political coercion or as punishment for holding or for peacefully expressing, political views. HCKL will not knowingly do business with the vendors or suppliers who use forced in any form.
3. Prohibition of child labor:HCKL does not use child labor as well as will discontinue business relation with such supplier who uses child labor.
4. Prohibition of harassment or abuse:HCKL is commited to fostering work environment where all individuals are treated with respected, professionaalism and courtesy. In our view, harassment is a conduct which leads to an intimidating, hostile workplace. HCKL strictly prohibit corporal punishment or other forms of harassment, abuse or coercion, whether mental or physical, or sextual harassment.
5. Compensation and benefits:HCKL ensures the payment of minimum wages required by the laws of the country, including all mandated wages, bebefits and additional payments to its workers and staff. The company pays compensation and bebefits prescribed by the local law to its skillded, semi skilled and unskilled workers.
6. Hours of work:HCKL complies with the local law as prescribed about working hours. No one is required to work more than 8 hours a day and 48 hours a week as a regular work hour. In case of OT work, total working hour will be maximum 10 hours a day and 60 hours a week. The company provides one day off in every seven day period. 
7. Prohibition of discrimination:In HCKL there is no discrimination about age, gender, caste, social group, political group etc.
8. Health and safety:HCKL complies all laws and regulations of the land regarding health and safety and provides a safe and healthy work environment for all of its employees and workers and removes all sorts of potential hazards that may cause accidents in the workplace. 
9. Freedom of association and collective bargaining:HCKL respects the rights of employees regarding their decision of whether to associate or not associat with any group, as long as such groups are legal in Bangladesh.
10.  Environment:HCKL complies with all environment rules, regulations and standards applicable to its processes and practices in its work environment. 
11. Custom Complience:HCKL complies with all applicable custom laws and in particular establishes and comolies with laes regarding illegal transshipments.
12. Security:HCKL maintains vigilant security system to guard against the introduction of non manifested cargo into outbound shipments.
HCKL supports all actions to discourage smugging of goods and maintains a system to monitor the shipment loading process in the factory premises.
2.8 CERTIFICATION
ISO 9001:2000
WRAP, certicate No 10628
OEKOTEX: Standard , Test no 08,  ID: HBD.61520
BSCICertified 
Gots Certified
Wall-mart evaluated. Supplier ID: 28084998
BGMEA, Registation No: 4977
BKMEA, Registation No: 979-A/2006
2.9 ACHIEVMENT
1. BSCI first audit the Hypoid Composite Knit Ltd, DBID: 20609
2. Gots certificate was taken. ID: 28084998
3. HCKL found OEKI-TEX certificate of Standart Composite Knit Mill in Bangladesh which ID NO is HBD.61520, Test No 08
Extra
2.10 EXTRA FACILITIES THAT PROVIDED BY HCKL
1. Competitive Price
2. Highest quality level
3. On time delivery
4. Shortest lead time
5. Maintain social commitments
6. Customer satisfaction
7. Meeting Buyers compliances 
2.11MAIN BUYERS
JC Penny
Wall mart
Sears
Inditex S.A. (Zara)
Kik
Peter Werth
Gor Factory
Puig Jarner
Fruit of the Loom
Main knitting
MJC
BJD Inc
Red Cats
Holland Fashion Group
2.12 CONTACT INFORMATION
Hypoid Composite Knit Ltd
(Manufacturer and Exporter of Knit Products)
Location: 176, South Krishnapur, Rajashan, Savar, Dhaka, Bangladesh
Telephone: 02-7713933
Mobile: +8801712154828
Fax: 7713899
Email: hypoidck@yahoo.com
Bank information: South East Bank Ltd
2, Kawran Bazar, Dhaka-1215, Bangladesh
SWIFT: SEBDBDDHKRN
Email: Sebdkb@gononet.com
A/C 001511100003467
Contact Person: Eng. S.M. Sayeedur Rahman (Raju)
General Manager ( Dyeing)
Hypoid Composite Knit Ltd
Office:+88027713933
Cell: 01712154828
Email: hypoidck@yahoo.com

CHAPTER: 03
LABORATORY
3.1  MANAGEMENT SYSTEM OF LABORATORY
	Laboratory 
Incharge




	Lab Dip Incharge

	QC Incharge



	Supervisor


	Assistant Lab Incharge


	Senior Technisian



	Senior Technisian


	Junior Technisian


	Junior Technisian


3.2 MANPOWER
Laboratory Incharge: 01
Lab Dip Incharge: 01
Assistant Lab Dip Incharge : 01
Senior Technisian : 02
Junior Technisian : 02
QC Incharge : 01
QC Supervisor : 02
Senior Technisian : 04
Junior Technisian : 02Total number of manpower = 16
3.3 LAY OUT OF LABORATORY
	Security


	

ETP
Store 
  WTP
House
 Dyeing Section



QC    Lab Dip

         Boiler

         Generator









       Knitting Section



Garments Section



3.4 PROCEDURE OF LAB DIP FOR 100% COTTON FABRIC
Fabric weight measured by Electronic Balance
Calculate the recipe
Keep the fabric in the pot
Then required amount of water, dyes, salt, soda and other chemicals are taken to the pot by pipatting.
Start thr program for dyeing.
The dyeing time and temparature depend on types of dyes being used.
After finished the dyeing time then cold wash.
Acid wash for neutralization.
Then soaping by required soaping agent for 10 minute at 90  degree celcious
.Cold wash then drying the lab dip and compare with the standard sample.
3.5 PURPOSE OF LABORATORY
laboratories can help determine the products we  manufacture, sell and distribute comply with safety and performance standards and adhere to international regulations, before they hit store shelves.  Our correlation testing and participation in industry studies helps ensure consistency in  HCKL        performance around the world. CPSC registered as an accredited laboratory for  HCKL third-party testing 

AATCC, ASTM, ISO and other international standards testing .
Accredited by the China National Accreditation Service for Conformity Assessment (CNAS) and China Metrology Accreditation (CMA) to National Safety Regulation GB 18401 .
State regulation screenings including California Prop 65 .
Technical consultation for federal regulations including flammability, fiber content and care labeling .
Technical support covering product development, care label verification, fiber identification, and garment and fabric construction analysis .
Specialty animal fiber identification (cashmere, alpaca and camel).
Lead, phthalates, heavy metal, azo dye and other restricted substances testing.
3.6 MACHINERIES USED FOR LAB DIP IN HYPOID
Machine no.                               : 01

Name of machine                      : Lab dyeing machine 

Company                                   : Xiamen Rapid Company Ltd.    

Model                                         : H-24SF

Origin                                         : China 
Machine no.                               : 02
Name of machine                      : Lab dyeing machine 

Brand                                         : SDLATAS

Origin                                        : UK
Machine no.                                : 03

Name of machine                       : Light box 

Brand                                          : VERIVIDE

Type of light                               : 5 types 

· TL83

· TL84

· D65

· Florescent

· UV

Machine no.                              : 04

Name of machine                      : Data color  machine 

Brand                                         : SAV

Origin                                        : USA
Machine No: 05
Machine Name : Digital Balance
Origin : USA
Maximum capacity : 150 gm
Readability : 0.01 gm
Hem No : AR1530
3.7 DYES USED IN HCKL
	Brand Name
	Origin
	Dyes Name
	Price (kg/Tk)

	Remazol
	India
	Remazole red -RR
	690.42

	
	
	Remazole Yellow -RR
	692.00

	
	
	Remazole Blue-RR
	840.00

	
	
	Remazole Brill Blue-R Special
	1212.0

	
	
	Remazole turquoise Blue G
	394.00

	
	
	Remazole Orange-RR
	1034.0

	Synozole
	Korea
	Synowhite 4BK 259.00
	259.00

	
	
	Synozole Yellow K3RS
	414.00

	
	
	Synozole Red K3BS
	444.00

	
	
	Synozole Nave Blue KBF
	548.00

	
	
	Synozole Blue KBR
	1110.00

	
	
	Synozol Red-HB
	533.00

	
	
	Synozol Yellow-HB
	551.0

	
	
	Synozole Nevy Blue-HB
	55.00


	Dychufix
	China
	Dychufix Red 3BXF
	236.00

	
	
	Dychufix Yellow 3RXF
	251.00

	
	
	Dychufix Yellow 4 GL
	418.00

	
	
	Dychufix Black BHC
	304.00

	
	
	Dychufix Orange 2RXF
	462.00

	
	
	Dychufix Black FWN
	281.00

	Disperse
	China
	Desperse Red -60 BFY
	800.00

	
	
	Desperse Yellow-4G
	380.00

	
	
	Desperse Blue 562 RL
	675.00

	
	
	Desperse Blue 60 BGF
	875.00

	
	
	Desperse navy Blue ECOG
	400.00

	
	
	Desperse Black ECOG
	400.00

	
	
	Dis- Orange –HF
	700.00

	
	
	Dis- Red -HF
	800.00

	
	
	Dis- Black-HF
	850.00

	
	
	Dis Navy Blue HF
	1100.0

	
	
	Dis- Blue- HF
	1100.00

	
	
	Dis-Yellow-HF
	7500.00

	Corazole
	India
	Cor- Yellow RD
	624.00

	
	
	Cor-Red RD
	600.00

	
	
	Cor- Blue- RD
	656.00

	
	
	Cor- Orange- RD
	1000.00

	
	
	
	

	
	
	Cor- Traquise Blue –G
	360.00

	
	
	Cor-Bri- Blue- R- Sp
	1120.0

	
	
	Cor- Bri –Blue- BB
	920.00

	Libafix
	Germany
	Libafix-Amber CA
	2450.0

	
	
	Libafix  First Red CA 
	2250.0

	
	
	Libafix- Blue -CA
	2500.0


3.8 CHEMICAL USED IN HCKL
	Aids
	Chemicals Name
	Price (Tk/Kg)

	General Chemicals
	Caustic Soda
	45

	
	Soda Ash Light
	34

	
	H2O2​
	26

	
	Globers Salts
	17

	
	Hydrose (BASF)
	100

	
	Common Salt
	12

	
	LASCOUR-717 (Detergent)
	285

	
	
	

	Acid
	Acetic Acid
	65

	
	Buper Acid
	140

	Softener
	Liansoft-S 300 (Cationic Softener)
	214

	
	Belsoft-200 (Non Ionic Softner)
	202

	
	Lian Smith-2231 (Silicon)
	324

	
	Power soft -180
	380

	
	Resoft NS- (White Softner)
	

	
	Resomine-3000 (Silicon)
	

	
	Softner V-16
	200

	Anticrease
	Leancrease-651
	10

	
	Rybypon-173
	91

	Leveling Agent
	Lianlevel723 (Cotton)
	36

	
	Polyester leveling
	250

	
	Rubygal CFTR
	175


	Sequestering
	Brusquest -E
	140

	
	Lianseq-710
	140

	
	Kappa Quest -FE
	160

	Soaping agent
	LASSOP
	22

	
	Ruby soap-BIF
	114

	Brightener 
	Biltex ERH
	450

	
	Texbrite 4-BK
	350

	Fixing Agent
	Leanfix-706
	220

	Peroxide Killer
	VEXPOK-100
	22

	Stabilizer
	Peroxide Stabilized-SE
	28

	
	Lian-PS-66
	28

	Others
	Enzyme
	304

	
	Bleaching
	54

	
	Kappa Tex R98
	380


3.9 DIFFERENT MACHINES PICTURE OF LABORATORY
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Fig: Lab Dyeing Machine
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Fig: Lab Dyeing Machine
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Fig: SAV DATA Color Machine
CHAPTER: 04
STORAGE AND INVENTORY MODULE
4.0 STORE
Store is very  important for textile idustry. In here every kinds of material which is used in factory keep here. 
4.1 TYPES OF STORE
In Hypoid Composite Knit Ltd there is found five kinds of store. They are :
1. General store
2. Yarn Store
3. Grey Store
4. Dyes, Chemical and Auxilaries Store
5. Finished Store
6. Accessories
4.1 GENERAL STORE
In general store different kinds and types of material are keep. In here different kinds of machines, machines parts, materials used in industry floor are keep
4.2 YARN STORE
In yarn Store only yarn are stored. In Hypoid Composite Knit Ltd yarn store the following count  of yarn are stored.
34 count
32 count
30 count
28 count
26 count
24 count.
4.3 GREY FABRIC STORE
All the grey fabrics are stored in the fabric store near the batch section. Different types of fabric are listed in the sheet according to fabric types, quantity and consumer’s requirement.

4.4 DYES, CHEMICALS, AND AUXILARIES STORE
In dyes chemical and auxilaries store the following materials are stored:
	Dyes Name

	Remazole red -RR

	Remazole Yellow -RR

	Remazole Blue-RR

	Remazole Brill Blue-R Special

	Remazole turquoise Blue G

	Remazole Orange-RR

	Synowhite 4BK 259.00

	Synozole Yellow K3RS

	Synozole Red K3BS

	Synozole Nave Blue KBF

	Synozole Blue KBR

	Synozol Red-HB

	Synozol Yellow-HB

	Synozole Nevy Blue-HB

	Dychufix Red 3BXF

	Dychufix Yellow 3RXF

	Dychufix Yellow 4 GL

	Dychufix Black BHC

	Dychufix Orange 2RXF

	Dychufix Black FWN

	Desperse Red -60 BFY

	Desperse Yellow-4G

	Desperse Blue 562 RL

	Desperse Blue 60 BGF

	Desperse navy Blue ECOG

	Desperse Black ECOG

	Dis- Orange –HF

	Dis- Red -HF

	Dis- Black-HF

	Dis Navy Blue HF

	Dis- Blue- HF

	Dis-Yellow-HF

	Cor- Yellow RD

	Cor-Red RD

	Cor- Blue- RD

	Cor- Orange- RD

	Libafix- Blue -CA

	Cor- Traquise Blue –G

	Cor-Bri- Blue- R- Sp

	Cor- Bri –Blue- BB

	Libafix-Amber CA

	Libafix  First Red CA


	Caustic Soda

	Soda Ash Light

	H2O2​

	Globers Salts

	Hydrose (BASF)

	Common Salt

	LASCOUR-717 (Detergent)


ACID
	Acetic Acid

	Buper Acid


	Softener
	Liansoft-S 300 (Cationic Softener)

	
	Belsoft-200 (Non Ionic Softner)

	
	Lian Smith-2231 (Silicon)

	
	Power soft -180

	
	Resoft NS- (White Softner)

	
	Resomine-3000 (Silicon)

	
	Softner V-16


	Anticrease
	Leancrease-651

	
	Rybypon-173

	Leveling Agent
	Lianlevel723 (Cotton)

	
	Polyester leveling

	
	Rubygal CFTR

	Sequestering
	Brusquest -E

	
	Lianseq-710

	
	Kappa Quest -FE

	Soaping agent
	LASSOP

	
	Ruby soap-BIF

	Brightener
	Biltex ERH

	
	Texbrite 4-BK

	Fixing Agent
	Leanfix-706

	Peroxide Killer
	VEXPOK-100

	Stabilizer
	Peroxide Stabilized-SE

	
	Lian-PS-66

	Others
	Enzyme

	
	Bleaching

	
	Kappa Tex R98


4.5 FINISHED STORE
In finished store the finished fabric of Hypoid Composite Knit Ltd is stored. In HCKL finished product are as follow :
Basic T -Shirt
Tank Top
Long Sleeve T- Shirt
Polo Shirt
Shorts
Pajama Set
Ladies and Kids Knitwear
All kinds of Knit garments and knit fabrics
4.6 ACCESSORIES STORE
In accessories store all kinds of accessories are stored. The following accessories are found in HCKL accessories store :
Sewing Thread
Main Level
Care Level
Size Level
Heat Transfer Level
Elastic
Polythene
Photoboard
Bardcud Sticker
Gumtape
Dosting
Tagpin
Tissue
Metal Clip
Button
Zipper
Twill Tape
Hanger
Sizer
Cartoon
Mobilontape
CHAPTER:05
KNITTING
5.1 KNITTING
Knitting is a method by which thread or yarn is turned into cloth or other fine crafts. Knitted fabric consists of consecutive rows of loops, called stitches. As each row progresses, a new loop is pulled through an existing loop. The active stitches are held on a needle until another loop can be passed through them. This process eventually results in a fabric, often used for garments.
Knitting may be done by hand or by machine. There exist numerous styles and methods of hand knitting.
Different yarns and knitting needles may be used to achieve different end products by giving the final piece a different colour, texture, weight, and/or integrity. Using needles of varying shape and thickness as well as different varieties of yarn can also change the effect.
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Fig: Single Knitting Macine
5.2 RAW MATERIALS USED IN KNITTING
	                 Type of yarn 
	                  Count 

	Cotton
	24s, 26s, 28s, 32s, 34s, 40s.

	Polyester
	75, 72D, 100D.

	Spandex yarn
	20D, 40D, 70D.

	Grey mélange
	24s, 26s.

	PC(65%polyester)
	24s, 26s, 30s.

	CVC
	24s, 26s, 30s


5.3 LAY OUT OF KNITTING SECTION
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5.4 INFORMATION FLOW IN KNITTING SECTION
	Director
 of Board



	General Manager



	Knitting Manager



	Feederman



	Operator


	Helper


5.5 MACHINE SPECIFICATION
Machine No: 1, 2 & 3 (Rib Machine)

Technical Data:

Machine Diameter:               30

Machine Gauge:                    18

No of Feeders:                       60

No of Cam:                            61

Production Range:  
· Rib

· Interlock

· Ottoman

· Thermal drop

Origin:  Made in Taiwan

Brand Name:  LKM

Machine No: 4, 5 & 6 Jersey machine:

Machine Diameter:           30

Machine Gauge:               24

No of Feeders:                   90

No of Cam:                        30

Production Range:

· Plain & Drop Needle

· Lactose

· Pique

· Feeder stripes.

Origin : Made in Taiwan
Brand name                           : LKM
5.6 DIFFERENT PARTS OF KNITTING MACHINE
Needle
Feeder
Sensor
Cam
Cam Box
Singer
Singer box
Pulley
GSM pulley
Wheel
Take up roller
Lycra stapper
Lycra Miminger
Wheel Miminger
Cylinder
Wheel premium
Lycra Bale
Wheel Bale
Oil Tank
Compressor
Oil Pipe
Panel board
Invetor
Motor
Motor bale
Machine Hand
Roller
Gate Light
Machine Fan
Earthing
Cylinder spring
Gauge Meter
Tension Meter
Switch
Machine piya
Gear Oil Box
Machine safe
Feeder Ring
5.7 PROCESS FLOW CHART FOR KNITTING

Yarn in package form 
↓ 
Place the yarn package in the creel 
↓ 
Feeding the yarn 
↓ 
Set the m/c as per design & GSM 
↓ 
Knitting 
↓ 
Withdraw the roll fabric and weighting 
↓ 
Roll marking 
↓ 
Inspection 
↓ 
Numbering
5.8 DIFFERENT PARAMETERS IN KNITTING SECTION
Machine diameter
machine rpm
Number of feed or feeder in  use
machine gauge 
Count of yarn 
Relationship between knitting parameter:
Stitch length increase with decrease of GSM
If stitch length increase then fabric width increase .

If machine gauge then fabric decreases

If yarn count increase then fabric width increases

For finer gauge, finer count than should use   .

5.9 BASIC KNITTING ELEMENT
Cone
Creel
Tube knot Catcher
Magnet Pressure
Sensor
Ceramic Eye pot
Yarn Wheel
Guide
Sensor
Guide
Ceramic eye pot (Feeder ring)
Feeder
5.10 SAMPLE OF KNITTED FABRIC
CHAPTER:06
GREY QUALITYCONTROL
6.1 INTRODUCTION
Quality control, or QC for short, is a process by which entities review the quality of all factors involved in production. This approach places an emphasis on three aspects.
1. Elements such as controls, job management, defined and well managed processes,[1]

HYPERLINK "http://en.wikipedia.org/wiki/Quality_control" \l "cite_note-2"[2] performance and integrity criteria, and identification of records

2. Competence, such as knowledge, skills, experience, and qualifications

3. Soft elements, such as personnel integrity, confidence, organizational culture, motivation, team spirit, and quality relationships.

Controls include product inspection, where every product is examined visually, and often using a stereo microscope for fine detail before the product is sold into the external market. Inspectors will be provided with lists and descriptions of unacceptable product defects such as cracks or surface blemishes for example.

The quality of the outputs is at risk if any of these three aspects is deficient in any way.

Quality control emphasizes testing of products to uncover defects and reporting to management who make the decision to allow or deny product release, whereas quality assurance attempts to improve and stabilize production (and associated processes) to avoid, or at least minimize, issues which led to the defect(s) in the first place.[citation needed] For contract work, particularly work awarded by government agencies, quality control issues are among the top reasons for not renewing a contract.
6.2 OBJECTS OF QUALITY CONTROL
Seeking customer’s needs and expectations, and meeting their requirements to the fullest.

Knowing and achieving the applicable regulatory requirements.

Simultaneously improving market shares.

Improving productivity and reducing costs.

Providing necessary resources including knowledge and training to employees.

Involving people at all levels.

Maintaining high standard of safety, health, and environment.
6.3 QUALITY MANAGEMENT SYSTEM IN HCKL
                                                            QA


On -Line                                                                                       off-Line



Online quality control:

There are two types of online quality control. These are as follows:-

1.Raw material control:Raw material control means control the quality of raw materials (e.g- quality of grey fabric, dyes chemicals and auxiliary)
2. process control:Process control means the selection of right process and controlling of some parameters. Such as pH, water hardness, water volume , temperature, reel speed. Pump pressure etc.
Online Tests:
· Dyed fabric

· Shade check

· Wash fastness

· Water fastness

Off- line tests:Off line tests for finished fabrics are divided into two groups. These are as follows:
· Physical tests

· Chemical tests
Physical tests:

· GSM of fabric

· Abrasion resistance/pilling

· Dimensional stability

· Spirality test

Color fastness to rubbing test(dry/wet)
6.4 LIST OF EQUIPMENTS

The list of equipments to assure quality:-

                               1) Inspection machine.

                   2) Electronic balance 

                   3) GSM cutter.

                   4) Measuring tape.

                   5) Scissors.

                   6) Indication sticker.
6.5 BODY AND RIB INSPECTION
All rolls are kept in front of the inspection m/c time to time and are inspected over the inspection m/c visually in a pre-set speed against light. For any major or minor faults like thick-thin, barre mark, fall out, contamination, fly, holes, oil lines, needle line, slubs etc are recorded in inspection report to classify the fabric based on the four point systems.

6.6 QUALITY STANDARD
Hypod Composite Knit Ltdmaintains the ISO: 9001:2000 standards in case of quality. Therefore, the four point system is followed to inspect the body & rib fabric. The defects found and points given against are recorded in the inspection sheet. Following table shows the four point grading system followed by insp

CHAPTER:07
BATCH
PREPARATION
7.1 BATCHING
Batching is the process to get ready the fabrics which should be dyed and processed for a particular lot of a particular order.

7.2 OBJECTS OF BATCHING
· To receive the grey fabric roll from knitting section or other source.

· Turn the grey fabric if require. 

· To prepare the batch of fabric for dyeing according to the following criteria –

· Order sheet (Received from buyer)

· Dyeing shade (color or white, light or dark)

· Machine capacity

· Machine available

· Type of fabrics(100% cotton, PE, PC, CVC)

· Emergency

· To send the grey fabric to the dyeing floor with batch card.

· To keep records for every previous dyeing.

7.3 PROPER BATCHING CRITERIA
· To use maximum capacity of existing dyeing machine

· To minimize the washing time or preparation time & machine stoppage time.

· To keep the no. of batch as less as possible for same shade.

· To use a particular machine for dyeing same shade.

7.4 BATCH MANAGEMENT
Primarily batching is done by dyeing manager taking the above criteria under consideration. Batch section in charge receives this primary batch plan from dyeing manager. Some time planning is adjusted according to machine condition or emergency. 

CHAPTER: 08
DYEING
8.1 LAY OUT OF DYEING SECTION
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8.2MANAGEMENT PERSONNEL OF DYEING SECTION














8.3 MACHINES USED IN DYEING SECTION
Machine No.                            : 01

Name of m/c                             : Which dyeing machine.

Brand                                        : Tong Geng

Origin                                       : Taiwan.

Capacity                                   : 50 Kg

Temperature                             : Up to 140°c

Machine no.: 02                                                                                                     

Name of machine                      : Winch dyeing machine 

Brand                                        : Tong Geng

Origin                                       : Taiwan

Capacity                                   : 200kg

Temperature                             : Up to 140C

Machine no.: 03

Name of machine                     : Winch dyeing machine 

Brand                                        : Tong Geng

Origin                                        : Taiwan

Capacity                                    : 400kg

Temperature                              : Up to 140C

Machine no.: 04

Name of machine                     :  Winch dyeing machine 

Brand                                        : Tong Geng

Origin                                        : Taiwan

Capacity                                    : 600kg
Temperature                              : Up to 140C

Machine no.                            : 05

Name of machine                     : Winch dyeing machine 

Brand                                        : Tong Geng

Origin                                        : Taiwan

Capacity                                    : 800kg

Temperature                             : Up to 140C     

Machine no.: 06

Name of machine                      : Winch dyeing machine 

Brand                                         : Tong Geng

Origin                                        : Taiwan

Capacity                                     : 800kg

Temperature                              : Up to 98C

Machine no.:  07

Name of machine                      : Winch dyeing machine 

Brand                                        : Tong Geng

Origin                                        : Taiwan

Capacity                                    : 400kg

Temperature                             : Up to 98C

Machine no.                             : 08

Name of machine                     : Winch dyeing machine 

Brand                                        : Tong Geng

Origin                                        : Taiwan

Capacity                                    : 200kg
Temperature                             : Up to 98C

Machine no.: 09

Name of machine                     : slitting machine 

Brand                                        :ACC

Origin                                        : turkey

Capacity                                    : 8tons/day

Temperature                             : Up to 140C

Machine no.: 10

Name of machine                     : slitting machine 

Brand                                        : ACC

model                                        : TPG 2400-6

Origin                                        : turkey

Heater type                                : gas

No. of chamber                         : 06

Power                                           : 152kw      

Volt                                              :  380 v.

Air pressure                                 : 6 Atm

Heater pressure                            : 100 MBar

Capacity                                       : 8 tons/day

Machine no.: 11

Name of machine                    : slitting machine 

Brand                                       : ACC

model                                       :  CCS- 2400

Origin                                       : turkey

Heater type                              : steam

Volt                                           : 380 v.

Air pressure                             : 6 Atm

Heater pressure                        : 4 MBar

Capacity


: 8 tons per day
Machine no.: 12

Name of machine                    : Fabric inspection Machine  

Brand                                       : OSHIMA

model                                      : CCS- 2400
Origin                                      : Taiwan 
8.4 RAW MATERIAL FOR DYEING
1. Grey Fabric

2. Dyes

3. Chemicals 

8.4.1 GREY FABRIC
          Following types of grey fabrics are dyed

· Single Jersey.

· Lycra Single jersey.

· Slab Single jersey.

· Interlock.

· Lacost.

· Pique.

· Rib.

· Lycra Rib.

· 1×1 Rib

· 2×1 Rib

· 2×2 Rib & others

Sources:

The grey fabrics are produce from this industry. All the grey fabrics that are  produce from this industry are dyed in dyeing section. After fulfill all order of this industry sometime they dyed fabric in sub contact.
8.4.2 CHEMICALS USED IN HCKL
	Aids
	Chemicals Name
	Price (Tk/Kg)

	General Chemicals
	Caustic Soda
	45

	
	Soda Ash Light
	34

	
	H2O2​
	26

	
	Globers Salts
	17

	
	Hydrose (BASF)
	100

	
	Common Salt
	12

	
	LASCOUR-717 (Detergent)
	285

	
	
	

	Acid
	Acetic Acid
	65

	
	Buper Acid
	140

	Softener
	Liansoft-S 300 (Cationic Softener)
	214

	
	Belsoft-200 (Non Ionic Softner)
	202

	
	Lian Smith-2231 (Silicon)
	324

	
	Power soft -180
	380

	
	Resoft NS- (White Softner)
	

	
	Resomine-3000 (Silicon)
	

	
	Softner V-16
	200

	Anticrease
	Leancrease-651
	10

	
	Rybypon-173
	91

	Leveling Agent
	Lianlevel723 (Cotton)
	36

	
	Polyester leveling
	250

	
	Rubygal CFTR
	175


	Sequestering
	Brusquest -E
	140

	
	Lianseq-710
	140

	
	Kappa Quest -FE
	160

	Soaping agent
	LASSOP
	22

	
	Ruby soap-BIF
	114

	Brightener 
	Biltex ERH
	450

	
	Texbrite 4-BK
	350

	Fixing Agent
	Leanfix-706
	220

	Peroxide Killer
	VEXPOK-100
	22

	Stabilizer
	Peroxide Stabilized-SE
	28

	
	Lian-PS-66
	28

	Others
	Enzyme
	304

	
	Bleaching
	54

	
	Kappa Tex R98
	380


8.4.3 DYES USED IN HCKL
	Brand Name
	Origin
	Dyes Name
	Price (kg/Tk)

	Remazol
	India
	Remazole red -RR
	690.42

	
	
	Remazole Yellow -RR
	692.00

	
	
	Remazole Blue-RR
	840.00

	
	
	Remazole Brill Blue-R Special
	1212.0

	
	
	Remazole turquoise Blue G
	394.00

	
	
	Remazole Orange-RR
	1034.0

	Synozole
	Korea
	Synowhite 4BK 259.00
	259.00

	
	
	Synozole Yellow K3RS
	414.00

	
	
	Synozole Red K3BS
	444.00

	
	
	Synozole Nave Blue KBF
	548.00

	
	
	Synozole Blue KBR
	1110.00

	
	
	Synozol Red-HB
	533.00

	
	
	Synozol Yellow-HB
	551.0

	
	
	Synozole Nevy Blue-HB
	55.00


	Dychufix
	China
	Dychufix Red 3BXF
	236.00

	
	
	Dychufix Yellow 3RXF
	251.00

	
	
	Dychufix Yellow 4 GL
	418.00

	
	
	Dychufix Black BHC
	304.00

	
	
	Dychufix Orange 2RXF
	462.00

	
	
	Dychufix Black FWN
	281.00

	Disperse
	China
	Desperse Red -60 BFY
	800.00

	
	
	Desperse Yellow-4G
	380.00

	
	
	Desperse Blue 562 RL
	675.00

	
	
	Desperse Blue 60 BGF
	875.00

	
	
	Desperse navy Blue ECOG
	400.00

	
	
	Desperse Black ECOG
	400.00

	
	
	Dis- Orange –HF
	700.00

	
	
	Dis- Red -HF
	800.00

	
	
	Dis- Black-HF
	850.00

	
	
	Dis Navy Blue HF
	1100.0

	
	
	Dis- Blue- HF
	1100.00

	
	
	Dis-Yellow-HF
	7500.00

	Corazole
	India
	Cor- Yellow RD
	624.00

	
	
	Cor-Red RD
	600.00

	
	
	Cor- Blue- RD
	656.00

	
	
	Cor- Orange- RD
	1000.00

	
	
	Cor- Traquise Blue –G
	360.00

	
	
	Cor-Bri- Blue- R- Sp
	1120.0

	
	
	Cor- Bri –Blue- BB
	920.00

	Libafix
	Germany
	Libafix-Amber CA
	2450.0

	
	
	Libafix  First Red CA 
	2250.0

	
	
	Libafix- Blue -CA
	2500.0


	Recipe For Machine Wash 

	Detergent
	0.5     gm/l

	Caustic 
	1        gm/l

	Hydrous
	2        gm/l


8.5 SOME DYEING PARAMETERS USED IN DYEING
	For PH

	During bleaching and scouring 
	11-23

	During  Enzyme treatment 
	4.5-5

	 Before addition of leveling agent 
	6-6.5

	Before addition of  color softener 
	6-6.5

	Before addition of white softener 
	4.5-6

	Softener at stenter machine 
	5.5-6

	Silicon softener 
	5.5-6

	Reactive dyeing 
	11-12


	                                                                          For            temperature 

	For cotton scouring 
	90-98 c

	For cotton cold wash 
	60-70c

	For cotton hot wash 
	80-90 c

	For cotton acid wash
	50-60 c

	For cotton dyeing 
	80 c(for hot brand) & 60 c(for cold brand )


	                                                                                For time 

	For scouring & bleaching 
	60-70 min

	For reactive dyeing 
	60-80 min

	For disperse  dyeing 
	60-70 min


8.6 DYEING SEQUENCE WITH RECIPES
 Light Color Process 100% Cotton

A. Machine Wash:

Hydrose (2g/L) +Caustic (2g/L) +Foaming Agent (0.5g/L)

                                           30 min at 90oc   

                                                  Machine Washed

 A. Acid (0.7g/L)
                                                                          20min at 70oc

                                                   M/C Neutralized

B. Demineralization:

                    Detergent (1g/L)

 Sequestering Agent (.5 g/L)                                             

Ant creasing Agent (.5 g/L)

                                                               20min at 80oc

     c.Scouring & Bleaching:

   Detergent (1 g/L)

   Sequestering Agent (.5 g/L)

   Stabilizer (.8 g/L)

   Caustic (3 g/L)

   H2O2 (3 g/L)


                                                        60min at 98’c

  D .Neutralizations (Scouring & Bleaching):

                                H2O2 Killer (.8 g/L)

                                      A.Acid (1 g/L)20min at 80’c

 E. Enzyme Wash                   A.Acid (1 g/L)

                                                    Enzyme (1%)

                                                               55min at 50’c, PH =4.5

F. Dyeing:




Ant creasing Agent (.5 g/L)




Leveling Agent (1 g/L)




A.Acid (.2 g/L)




Dyes (According to shade %)




G.Salt (According to shade %)




Soda Ash (According to shade %)


                                                               60min at 

G. Neutralization: (Dyeing)

A.Acid (1 g/L)




                                                                           10min at 40-50’c
H. Soaping:




Soaping Agent (.5 g/L)


                                                                 20min at 70-80’c

I. Fixing & Softening:

Fixing Agent (.5 g/l)

                        15min at 40’c

A.Acid (.5 g/L)

Softener (1.5 g/L)

                           20min at 40’c

           Bath Drain
8.7 COMMON FAULTS AND REMEDIES
01. Crease marks:                                                                

Crease:

I. Poor opening of the fabric rope 

II. Incorrect process  procedure 

III. higher fabric 

Remedies:

I. Pre- Heating 

II. Reduce the machine load 

III. higher Liquor  ratio 

IV. Running at higher nozzle pressure calculation.

02. Fabric distortion:
Causes:

I. Too high materials 

II. Low liquor

Remedies:

I.  By decreasing nozzle pressure 

II. By  decreasing speed

03. Pilling:

Causes:

I. Higher  speed during process

II. Too high mechanical stress on fabric surface 

04. Excessive foaming:

I. pumping a mixture of & water
Remedies :

I. By using antifoaming agent 
05. Uneven dyeing 

Causes 

I. Uneven pretreatment

II. Uneven heat -setting in case of synthetic fiber

III. Lack of control of dyeing machine 

Remedies:

I. By ensuring pretreatment

II. By ensuring Uneven  heat -setting in case of synthetic fiber

06. Shade variation (Batch & chemicals)

Causes
I. Incorrect use of dyeing & chemicals 

II. Different Liquor  ratio 

III. Different Procedure 

Remedies 

I. Incorrect use of dyeing & chemicals 

II. By using maintaining  same Liquor  ratio 

III. By using same  Procedure 

07.Dye spot 

Causes 

I. Improper mixing of dye solution at wrong temperature 

Remedies 


I. proper use of solution at  right temperature right ratio 
8.8 SOME PICTURE OF DYEING SECTION
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Figure: Tumble drying Machine
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Figure: Winch Dyeing Machine (1 nozzle)
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Figure Winch Dyeing Machine (2 nozzles)
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Figure: Winch Dyeing Machine (3 nozzle)
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Figure: Winch Dyeing Machine (4 nozzle
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Figure: Slitting Machine
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Figure: Stenter Machine
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Figure: Compacting   Machine
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Figure: Fabric Inspection   Machine
CHAPTER: 09
FINISHING
9.1 MACHINE DESCRIPTION OF FINISHING SECTION
	Sl.No.
	Machinery
	No. Of Machine
	Brand
	Origin

	01
	De-Watering
	01
	Weiss
	Western Germany

	02
	De-Watering
	01
	Bianco
	Italy

	03
	Hydro Extractor
	01
	Dilmernler
	Turkey

	04
	Hydro Extractor
	01
	Bianco
	Italy

	05
	Slitting M/C
	01
	Bianco
	Italy

	06
	Dryer
	01
	Ruckh
	Germany

	07
	Dryer
	01
	Dilmernler
	Turkey

	08
	Open Compactor
	01
	Ferraro
	Italy

	09
	Open Compactor
	01
	Sperotto Rimer
	Italy

	10
	Tube Compactor
	01
	Ferraro
	Italy

	11
	Stenter M/C
	01
	Bruckner
	Germany

	12
	Raising M/C
	01
	Comet
	Italy


9.2 OBJECTIVES OF DIFFERENT FINISHING MACHINES
De-Watering M/C:

· Remove excess Water
· Application Of GSM
· To control the crease mark of the fabric.
 Hydro Extractor M/C:

· To extract excess water.
Slitting M/C:

· To open tube fabric according to specific needle mark.

 Dryer M/C:

· To dry the fabric.




· To control the overfeed system

· To control the vibration which increase the GSM

 Compactor M/C:

· Shrinkage control

· Width control

Stenter M/C:

· Heat setting

· Width control, Finishing chemical application

· Loop control

· GSM control

9.3 PICTURE OF FINISHING MACHINES
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CHAPTER: 10
FINAL QUALITYCONTROL
10.0 QUALITY CONTROL
Quality control is a process employed to ensure a certain level of quality  in a product or service. It may include whatever actions a business deems necessary  to provide for the control and verification of certain characteristics of a product or service. The basic goal of quality control is to ensure that the products, services, or processes provided meet specific requirements and are dependable, satisfactory.

Essentially quality control involves the examination of a product , service, or process for certain minimum levels of quality. The goal of a quality team is to identify products or services that do not meet a company’s specified standards of quality . if a problem is identified, the job of a quality control team or professional may involve stopping production temporarily. Depending on the particular service or product, as well as the type of problem identified, production or implementation may not cease entirely.

10.2 OBJECTS OF QUALITY CONTROL

· Research

· Selection of raw materials

· Process control

· Process development

· Product testing

· Specification test

10.3 QUALITY MANAGEMENT SYSTEM IN HCKL

 QA


On -Line                                                            off-Line


Online quality control:

There are two types of online quality control. These are as follows:-

1.Raw material control:

Raw material control means control the quality of raw materials (e.g- quality of grey fabric, dyes chemicals and auxiliary)

2. process control:

Process control means the selection of right process and controlling of some parameters. Such as pH, water hardness, water volume , temperature, reel speed. Pump pressure etc.

 online Tests:

· Dyed fabric

· Shade check

· Wash fastness

· Water fastness

off- line tests:

Off line tests for finished fabrics are divided into two groups. These are as follows:

· Physical tests

· Chemical tests

physical tests:

· GSM of fabric

· Abrasion resistance/pilling

· Dimensional stability

· Spirality test

· Color fastness to rubbing test(dry/wet)

CHAPTER: 11
GARMENTS UNIT
11.1 MANAGERIAL PERSONNEL OF GARMENTS UNIT
	Chairman


	Board of Directors


	Managing Director


	General Manager


	Merchandising Dept.
	Sampling Dept.
	Accessory Supply Dept.
	Commercial Dept.
	Production Dept.
	Shipping Dept.



	Merchandiser
	Sampling Manager
	Accessory Manager
	Commercial Manager
	QC Manager
	Shipping Manager


	Asst. Merchandiser
	
	Supervisor
	Accountant
	QC Inspector
	Supervisor


	
	Pattern
	
	
	
	


	
	Cutting Master
	
	
	
	


11.2 MANPOWER IN GARMENTS UNIT:
Office Staff = 26
House keeping = 17
Finishing = 41
Quality = 34
Cutting = 30
Sewing Operator = 103
Sewing assistant operator = 117
Total = 368
11.3CONCEPT OF MERCHANDISING
Merchandising is the department which mediates marketing and production departments.It is the methods, practices, and operations used to promote and sustain certain categories of commercial activity. It includes directing and overseeing the development of product line from start to finish. Marketing and merchandising department: A team of merchandisers and marketers work together under a profit controls head. Merchandisers handle the foreign buyers. The teams are made according to the buyers being handled.
11.4 MERCHANDISER

The person who is related in merchandising is called merchandiser. The merchandiser coordinates with the design team to effectively present the product or product line. He or she develops colors and specifications, and performs market research to determine the most effective ways to sell and promote the product. This person needs strong communication and negotiation skills and visual and analytical abilities. He or she also needs to be a creative and innovative thinker.
11.5 PROCESS FLOW CHART OF MERCHANDISING
Receive product package form buyer

Sample development


Price negotiation

Order confirmation and receive order sheet.


Sourcing low good quality right time

Material collection and receive it  in factory

Check and listing

Swart card making and approval

Pre production meeting

Daily collect daily production report and daily quality report

Arrange final inspection

Shipment
11.6 CHRONOLOGICAL PROCESS OF MERCHANDISING
Step 1: Marketing:
Marketing personnel has to market his company in order to increase his customers and generate more and more revenue. : It acts as a bridge between buyer and the company for communication. The Marketing personnel here enclose a brochure and product picture with the mail and forward it to the prospective buyer for their convenience. The interested buyers reply to the enquiry letter submitting a sample product or sketch with measurement sheet to the merchandiser to follow the sample to go for production.

Step 2 Costing and Negotiations:

Costing:

Merchandise makes a cost sheet to see if the product is feasible or not in terms of cost and revenue. Merchandiser has to calculate the cost of products including all wastes and accessories to tell the final cost of the product to his customers.

Negotiation:

Merchandiser must have a negotiating power on the price to convince his buyers on specific price to lessen the chances of loss. If price is negotiated then its time to sample approval from buyer.

The aim of negotiation/approach

"Win Win solution" Both parties are benefited.

The skill for negotiation:

1. Discovering common interest and removal of personal issues.

2. Questioning skill

3. Listening effectively

4. Understanding body language.

5. Observation and judgment.

6. Influencing skills

Step 3: Source Fabric

After negotiation the merchandiser have to find from where fabric can be found as per buyers requirement. There are two sources of fabric. 1. Local source 2. Foreign Source. Both local and foreign it needs to open a L/C. In textile sector generally back-to- back L/C is used to collect Fabrics.

Step 4: Prepare Lab Dipping, Dyeing and Fabric printing

It is an important part of sampling. If buyer wants color size product then he need to send them for proper coloring. After that lab test is send to the buyer for approve. For an example Letter that is send to lab is given below:

Date:

To 

 Mr. Babul 

 Knit Concern Ltd.

Sub: Lab Dip Programmed

Buyer Name: Info-united

Art:-Zob-3
Fabrics- 65%Cotton, 35%Polyester, S/J 180 GSM

SL #

Color Name

Pantone/Shade

Fabrics

Remarks

01
Orange

158 C

Gets approval Lab Dipping?

Lab Dip confirmation & may be fitting & workmanship changes:

Start with dyeing the fabric (if necessary start tests bulk) 

 2. Sending preproduction samples or size set in original fabric with all already Confirmed 

 details.

Dyeing: After the buyer approves lab test, and then sample is sent for dyeing. 

Fabric Printing: Fabric printing is the process that applies a single or multi Colored/design on a white of dyed background fabric, using textile dyes. If there is any need have print, and then it is sent for printing.

Step 5: Source Prepare Trims & Accessories:
For preparing a product a company needs various types of trims and accessories. These are very much important for textile product. Such as tag, pin, scope tape etc. so it is the duty of a merchandiser to sourcing accessories before start production.

Step 6: Develop a Sample:
Sample is the physical form of buyer's specification or style/design.

After draw a cache a sample is prepared for the buyers and sends to the buyers. Sampling may be in two ways. 1. Sampling after confirmation price. 2. Sampling before confirmation price. For sampling a merchandiser need Fabrics, yarn, level, etc.

Types of sample/Stages of sample:

1. Proto Type Sample: This is the first sample given to the buyer. The sample is prepared according to requirement of buyer and this is the rough sample. The range of sample is about 1-2 to vary according to the requirement of buyer.

Comments on Proto Type:

Buyer gives his comments on sample and also recommends the changes in sample.

2. Counter Proto Sample:

This sample is based on the comments received from the buyer. For this sample, 2-3 pieces are required.

3. Salesman Sample:

Buyer sends the samples in market by salesman to get market feedback from customers it is done on 250-500 pieces or may exceed depending on season and customer. Buyer has to sell these garments to check and view.

Samples

Market

Feedback

Buyer's Design

Buyer's Merchandisers

Manufacturer's Merchandiser

Comments on Salesman Sample:

Feedback on sample from customer is send to merchandiser/ manufacturer.

4. Pre-Production Sample (PPS):

Manufacturer prepares it. All changes are confirmed on it. 2-3 pieces are required in pre-production sample.

Approval of PPS:

It is the stage where a sample may be approved or rejected.

If accepted go ahead to next step and if rejected then there will be the process of revision of previous steps. PPC department is also involved at this stage. Once PPC is involved, no change in styling is acceptable.

5. Size Set Sample:

2-3 sets of different size are sending to PPC (planning production and control). Manufacturer keeps one sample himself and one sends to buyer for cutting approval. Its purpose is that buyer will make no change in cutting details. If he makes some changes, he himself will be responsible for any loss/ damage.

6. Fit Sample:No change in stitching is acceptable at this stage. 2-3 garments are used in fit sampling.

7. Photo Shoot Sample:

Now the sample is ready fort shipment. Buyer picks some pieces randomly to test its gauge, GSM, shrinkage. If all these are according to the requirement of buyer then shipment is said to be ok. 15-20 pieces are picked up as a sample to test.

8. Shipment Sample:

This stage is the completion of total order. And the garments are sending to shipment.

Step: 7 Production execution and tracking

A. Cutting the Fabrics: After confirmation of production and approve of the cutting the fabrics from the buyer, the cutting master started to cut the fabrics.
B.Sewing: In swing section the finish fabrics are sewing. There are various types of sewing machine that are given in the list of machineries.

C. Washing: It is most important factor in textile sector. In different stages of production, various spot we found in products that are needed to wash. Various spot we found in products that are given below:

1. Oil spot 

 2. Dirt spot 

 3. Print spot 

 4. Fabrics spot 

D. Ironing: In iron section products are ironed for better finishing. Ironing product looks nice and shines. For iron generally steam boiler is used. Steam boiler is so much useful for iron. Sometimes iron shoes are used in iron for better ironing.

E. Packaging: Packaging may be defined as the activities of designing and producing the container or the wrapper for the product. Generally the packaging could be considered as the silent sells man of the product. When the garments are exported to the prospective buyer different type of instruction should have to be followed by manufacturers. Basically the clothing manufacturer is using three kinds of packages.

1. Primary Packages: Insertion a garment into a poly bag is considered as the primary package of garments. Full visibility makes the customer to identify the color, size and style etc.

2. Secondary package: Secondary package of a garment could be another poly bag or inner carton. Inner carton or master poly bag containing a number of garments, provide traditional quotation and make opportunities for sales promotion. This container facility of pack number of garment pertains to packing instruction given by the buyer. There are four packing strategies:

1. Solid Color Solid Size: all garments are of same size and color. e.g

Garments = 42
Color = Red, Size = Small

2. Solid Color Assorted Size: According to this strategy color of all pieces is same while there is variation in size e.g.

Garments = 42
Color = red

Size = Small, Medium, and long with ratio 1:2:1.
3. Assorted Color Solid Size: In this strategy color of garments is different while size is same.

Garments = 42
Color = Red & Blue

Size = Medium

4. Assorted Color Assorted Size: Garments are of different colors and sizes.

Garments = 42
Color = Red & Blue

Size = small & Medium

3. Shipping Package: this refers to packaging for necessary for storage identification or Transportation. Cartons are used as shipping package.

The Side Mark of cartons is: Carton no., Carton Measurement, Quantity (in pcs), Net weight (Single product). Net weight. (Six pcs product), Gross weight (Full carton).

Main Mark: Buyer Name. Consignees add. Order no. Style no. Color/size/Breakdown. Destination. Etc.

Carton Measurement: 3 ply (inner). 5ply (how much pcs), 7ply

Ensure Quality: Quality is the most important factor in textile sector. Buyers always emphasis on quality. So it is needed to care always on quality. A quality product always turns more buyers.

F Arrange Shipping Sample: Shipping sample is very important for shipment. Shipping sample means the representative of the product that we produced for the buyer. Sample must be repetitive according to color, size.

Follow- up Export Procedures: A merchandiser must follow the export procedures by himself.

Step 8 Export procedure

Cargo lifting advice is fixed to custom clearing agent/ Forwarder/ Transportation. Forwarder / clearing agent make arrangements for the custom clearance and booking of the space at earliest vessel. Following documents are required for the custom clearance. Detail is given following;

1. INVOICE: In Invoice following criteria is required.

1. Consignee and Applicant Addresses

2. Garment Description

3. Garment Price and Total Invoice value

4. Net and Gross Weight of Garments

5. PO (purchase order) no.

6. Freight Terms.

7. from # & Date

8. L/C. # (letter of credit)

2. PACKING LIST

There are following details in the packing list required as per buyer's instruction or mentioned in L/C.

1. Consignee and applicant addresses

2. Product description

3. Garment Style and color

4. Net and Gross weight of Garments

5. No. Of Pieces in the Carton and Carton Dimension also other necessary information, which gives help for the custom clearance.

3. Export-FORM:

E-FORM is issued and attested by the concerned bank (Islami bank Bangladesh ltd.)

4. BILL OF ENTRY

Applicable only in case of the imported material used in the manufacturing of the garments for the export purposes.

5. SHIPPING BILL

The forwarder prepares shipping bill. After the sub Management Information Systems ion of the custom docs, by the forwarder, custom authorities check the docs. And examine the shipment accordingly. They write the report on the backside of the shipping bill and allow the shipment for the export from Bangladesh. All these docs are then returned to the export department.

6. VISA PROCESS

After receiving the Docs from the forwarder, Export Department prepares the Visa docs, which are required for the export of garment to the following countries; USA, CANADA, EUROPEAN countries.

7. NEGOTIATION / COLLECTION

After the completion of the Visa process, we submit the docs in the Bank for the negotiation/ collection. The docs are prepared according to the L/C. or the buyer requirement.

8. DOCUMENTS FOR THE BUYER

Export department also prepare documents for the buyer for the custom clearance of the shipment at the destination.

9. PAYMENT PROCEDURE

After the negotiation/ collection procedure of the docs, bank dispatches the same to L/C opening bank, to realize the payment. Foreign bank is bound to realize the same within the 10 to 15 days. REBATE CLAIM

10. COMMERCIAL INVOIVCE

In the commercial invoice all the details are mentioned required under conditions of L/C for the custom clearance and other necessary purposes.

11. PACKING LIST

It consists of color, weight, product code/other, coding numbers, no. of cartons, carton dimension, and carton packing.

12. BILL OF LADING/ AIRWAY

This is according to the L/C terms and conditions.

11.7 DEVELOPMENT OF SAMPLE
Measurement Chart

                                   Remake 


Design Sketch

Received

 Comment                                                Pattern Making

Garment Sample Making


Send To the Buyer

                            If Not Ok                                    If Ok

Approved Sample

11.8 TYPES OF SAMPLE
1. Fit Sample: The sample which is made by following only the measurement chart. Then the sample we gate is called fit sample.
2. Photo type Sample: Actual fabric and the accessories used to make this fabrics then it is send to the buyer. It is only one size Like “M”.
3. Size Set Sample: When all size of sample are included in a set those sample is called is size set sample.
4. Production Sample: During production some of the sample garments collecting from the production line then send to the buyer these are called production sample.
5. Shipping Sample: After final inspection, when shipment the goods to the buyer destination some sample should be send to buyer air advanced this sample are called shipment sample.
   6.Approved Sample: The sample which is approved by buyer.
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Fig: Sample Section
11.9 MARKER MAKING
Marker is a thin paper which contains all the pattern pieces of a garment. It is made just before cutting and its purpose is to minimize the wastages. The width of a marker is equal to the width of the fabric and it should not be greater than the width of the fabric i.e. the width of the marker is kept less than or equal to the width of the Fabric.

The pattern pieces should be placed very carefully in such a way that it will obviously minimize wastages.
11.9.1 OBJECTIVES OF MARKER MAKING
To reduce cost;

To improve the quality of the garments;
To reduce the cutting time;
To facilitate large scale production.
11.9.2 GOOD MARKER PLAN DEPENDS ON
Skillness of marker man or operator, 

Fabric length and width; if fabric length or table length is high marker efficiency is also high,

· Type of garments,

· Garments design, 

· Attentiveness of marker man or operator,

· Fabric characteristic,

· Quality of garments etc.
· So, good marker plan minimize the wastage of fabric. Therefore, good marker plan is very important.
11.9.3 CONSIDERABLE POINTS BEFORE MARKER MAKING:
· Fabric width (1/2) higher than marker width
· Fabric length higher than marker length (1” + 1”)
· The grain line should be parallel to the line of Wales in knit fabrics.
·  All the pattern pieces of garments should be along the same direction when laid on an asymmetric fabric.
· Considered garments production planning.
11.9.4 FACTOES RELATED TO MARKER EFFICIENCY:
· Marker planer

· Size of garments

· Marker length

· Pattern engineering

· Fabric Characteristics

· Marker making method

· Marker width.

11.9.5 MARKER EFFICIENCY
Marker efficiency means the ratio of the all pattern on the marker paper to total area of the marker and it is expressed as percentage (%) is called marker efficiency.

All pattern on the marker 

Marker Efficiency = ────────────────── x 100%

Total area of the marker
If marker efficiency is more then fabric wastage % is low.

If marker efficiency is law then fabric wastage % is more.
11.9.6 FACTORS AFFECTING MARKER EFFICIENCY
· Manufacturers of the marker;

· Size of pattern pieces;

· Length of the marker;

· Pattern Engineering;

· Nature of the fabric;

· Method of marker making;

· Marker width;
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Fig: Marker on fabric
11.10 FABRIC SPREADING
Spreading is the process of superimposing lengths of fabric on a spreading table or cutting table or specially designed surface in preparation for the cutting process. A spread is the total amount for a single marker.[image: image22.jpg]


Fig: Fabric Spreading
11.10.1 EQUIPEMENT OF FABRIC SPREADING
Spreading equipment consists of:

· Spreading surface.

· Spreading machines.

· Fabric controlling device.

· Fabric cutting devices.

11.10.2 OBJECTS OF FABRIC SPREADING
· To place the number of plies of fabric to the length of the marker plan correctly aligned as to length and with and without tension.

· To cut the garments in bulk and saving in cutting time per garment that result from cutting many plies at the same time.   









11.10.3 TYPES OF SPREADING
There are two types of spreading


1. Flat spreading.


2. Stepped spreading.
11.10.4 METHOD OF SPREADING
1. Manual method.

2. Mechanical method.

a) Semi automatic.

b) Full automatic.

11.10.5 REQUIREMENTS OF SPREADING
1. Alignment of fabric ply.

6. Elimination of static electricity.        


2. Correct ply tension                          
7.Matching checks and stripes.
3. Fabric must be flat.                            
8. Easy separation of cut lay into bundles.

4. Elimination of fabric flaws.             
 9. Avoidance of fusion of plies during cutting.

5. Correct ply direction and stability. 

10. Avoidance of dist
11.11 FABRIC CUTTING
cutting means to cut the garments pieces from lays of fabric with the help of cutting template or marker. To make a complete garments, cutting is necessary. Generally the marker is applied to the top ply of a lay. The use of the term cutting can present a difficulty. It is used in the sense of cutting room, an area which normally includes the activities of marker planning, spreading and preparation for sewing.
11.11.1 OBJECTS OF CUTTING
The object of cutting is to separate fabric parts from the spread of lay according to the dimensionof the marker for the purpose of garments making  according to the pattern pieces.
11.11.2 REQUIREMENTS OF FABRIC CUTTING
The objective of cutting is to separate fabric parts as replicas of the pieces in the markerplan.achieving this objective, certain requirements must be fulfilled.
· Precision of cut.

· Clean edges.

· Unscathed, infused edges.

· Support of the lay

· Consistent cutting

11.11.3 METHODS OF CUTTING
There are mainly three methods of cutting. They are

1. Completely by manual i.e Hand operated scissor.

2. Manually operated powered knife.

a) Straight Knife

b) Band Knife

c) Round Knife

d) Die Cutter

e) Notcher

among these methods, in Southeast Textile (pvt) Ltd. one method are used.

· Straight Knife Cutter

Straight knife cutter: This machine is available for cutting materials like cotton, woolen hemp, silk, chemical fibre, sponge, lather etc. this machine has 8 inch straight knife. Powerful motorcan be started by centrifugal switch. It is equipped with automatic knife grinding device and lubrication system. It has features of stable run, convenient operations and powerful cutting ability.

Working principle of straight knife as cutting accessories:

· Firstly, switch on this cutting machine.

· Then , place the cutting machine at any corner of the table

· Then switch on the blade

· Then the operator moves the machine by hand through the stationary fabric layers and cut along marker lines until finish the marker.

Some excellent features of this cutter make this popular to garments industry all over the world. Though now a day many factories are using computerized method for saving manpower and time, also better quality.
11.11.4 SORTING AND BUNDLING
Sorting and bundling is done after cutting . here the fabric parts are separated after cutting according to the roll of fabric and serial number is given with help of labeling machine. It is done so that, during sewing shade variation cannot be occurred. Bundle number is given to all the bundles for better matching the garments parts. For numbering purpose, a labeling machine is used to add sticker on garments.All parts of garments would be given same number so that , during sewing,. Sewing personnel can recognize the individual garment parts easily. This is done for avoiding shade variation or any kind of mass matching.[image: image23.jpg]



Fig: Bundle
11.12 SEWING SECTION
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11.12.1 ORGANORGRAM OF SEWING SECTION
General Manager
Production manager

Floor In Charge

Line Chief

Supervisor


Operator

Helper
11.12.2 MANPOWER
General Manager                   : 01

Production Manager              : 01

Assist. Production Manager   : 01

Line Chief                              : 05

Supervisor                              : 10

Operator                                 : 110

Operator Assistance               : 115

Iron Man                                : 15

Store In-charge                       : 01

Store Assistance                     : 03
11.12.3 EQUIPMENT
Plain Machine                                                  : 95 set

4 Thread Over Lock                                         : 56 set

3 Needle Flat Lock                                           : 42 set

4 Needle Flat Lock                                           : 03 set

Auto controlled 1 Needle Lock stitch               : 02 set

Elastic Attaching Machine                                : 03 set

Button Attaching Machine                                : 02 set

Button Hole machine                                         : 02 set

Back Top Machine                                            : 03 set

Bar Tack Machine                                             : 02 set

2 Thread Over Edge for Butt and Sewing         : 02 set

Knasai Special                                                   : 07 set

Dino Automatic Rib Cutter                                : 02 set

UZU Thread Sucking Machine                          : 01 set

Oshima Needle Detector                                    : 01 set

Oshima Needle Inspection                                 : 01 set

Heat Transfer Label Attaching Machine            : 03 set

Snap Button Attaching Machine                        : 03 set

Viet Steam Iron                                                   : 15 set

11.12.4 MACHINES DETAILS IN SEWING UNIT OF HCKL
	Machine
	Brand Name
	Country of Origin
	Sets
	Total

Quantity

	Plain Machine
	Siruba
	Japan
	20
	95

	
	Juki
	Japan
	62
	

	
	Sunsir
	Japan
	13
	

	
	
	
	
	

	Over Lock Machine
	Siruba
	Japan
	7
	56

	
	Juki
	Japan
	44
	

	
	Yamata
	Japan
	5
	

	
	
	
	
	

	Flat Lock cylinder Bed
	Siruba
	Japan
	4
	20

	
	Juki
	Japan
	13
	

	
	Sunsir
	Japan
	3
	

	
	
	
	
	

	Flat Lock Flat Bed
	Siruba
	Japan
	4
	25

	
	Jiki
	Japan
	14
	

	
	Yamata
	Japan
	3
	

	
	Gemsey
	Japan
	4
	

	
	
	
	
	

	Back Tap Machine
	Siruba
	Japan
	3
	3

	Kansai Special
	Kansai
	Japan
	7
	7

	Button Attaching Machine
	Siruba


	Japan
	1
	2

	
	Jiki


	Japan
	1
	

	
	
	
	
	

	Button Hole Machine
	Jiki
	Japan
	2
	2

	Snap Button Attaching

Machine
	GMC
	China
	3
	3

	Rib Cutter Machine
	DINO
	Taiwan
	2
	2

	Bar Tack Machine
	Jiki
	Japan
	2
	2

	Thread Sucking Machine
	UZU
	Thailand
	1
	1

	Needle Detector Machine
	Oshima
	Taiwan
	1
	1

	Fabric Inspection Machine
	Oshima
	Taiwan
	1
	1

	Heat Transfer Label

Attaching Machine
	
	
	3
	3


11.12.5 SEWING PROBLEMS
There are various types of sewing problems found in sewing floor. Among these problems the following are the main –

1) Problem of formation: It has four types as follows _

· Supplied stitch

            Causes:

· Loop size of needle is small

· Bent needle

· Tension variation of lopper and needle thread

· Staggered stitch (Stitch line is not parallel with seam line)

Causes:

· Bent needle

· Wrong needle point

· Improper needle adjust

· Unbalanced stitch (If bobbin thread dose not work, it produces hole & forms this stitch)

Causes:

· Incorrect tension of sewing thread

· Incorrect passage of thread through guide

· Insufficient lubrication

· Frequent thread breakage

Causes:

· Improper unwinding

· Higher thread tension

· Excess heating

· Lower quality thread

2) Seam pucker : It is caused for five purposes as follows _

· Unequal stitch on fabric due to limitation of feed m/c

· Fabric dimensional stability due to unequal shrinkage of one ply then other for washing

· Extension of sewing thread due to tension

· Sewing thread shrinkage after washing or ironing

· Compact fabric with high EPI, PPI is caused seam puckering during sewing.

11.12.6 SEWING LAY OUT OF A WOMESN T -SHIRT


Tape joining                                                         Plain machine

Back piping                                                             Over lock machine

Shoulder joining (one                                                   Over lock machine

Side)

Shoulder tuck                                                             lain machine

   Neck piping                                                              Flat Lock machine

                      Neck tuck                                                                      Plain machine

Shoulder joining (other                                                    Over lock machine

Side)

                         V-Tuck                                                                         Plain machine

Chap tuck                                                                         Plain machine

Sleeve Joining                                                             Over lock machine

Side joining                                                                    Over lock machine  

Label joining                                                                  
 Over lock machine

                Sleeve joining                                                                 Over lock machine

Side joining                                                                  
  Over lock machine

Label joining                                                                
   Over lock machine

Sleeve hem                                                                     Flat lock machine

Bottom hem                                                                   Flat lock machine

Tuck stitch                                                                     Plain machine

Finished garment
11.13 QUALITY CONTROL
Quality control is a process employed to ensure a certain level of quality  in a product or service. It may include whatever actions a business deems necessary  to provide for the control and verification of certain characteristics of a product or service. The basic goal of quality control is to ensure that the products, services, or processes provided meet specific requirements and are dependable, satisfactory.

Essentially quality control involves the examination of a product , service, or process for certain minimum levels of quality. The goal of a quality team is to identify products or services that do not meet a company’s specified standards of quality . if a problem is identified, the job of a quality control team or professional may involve stopping production temporarily. Depending on the particular service or product, as well as the type of problem identified, production or implementation may not cease entirely.
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11.13.1 OBJECTS OF QUALITY CONTROL
· Research

· Selection of raw materials

· Process control

· Process development

· Product testing

· Specification test

11.13.2 QUALITY MANAGEMENT SYSTEM IN HCKL
There are two types of online quality control. These are as follows:-

1.Raw material control:Raw material control means control the quality of raw materials (e.g- quality of grey fabric, dyes chemicals and auxiliary)
2. process control:Process control means the selection of right process and controlling of some parameters. Such as pH, water hardness, water volume , temperature, reel speed. Pump pressure etc.
online Tests:
· Dyed fabric

· Shade check

· Wash fastness

· Water fastness
· Off- line tests:Off line tests for finished fabrics are divided into two groups. These are as follows:

· Physical tests

· Chemical tests
Physical tests:

· GSM of fabric

· Abrasion resistance/pilling

· Dimensional stability

· Spirality test

· Color fastness to rubbing test(dry/wet)

Quality Standards: Hypoid Composite Knit  Ltd. Follows the quality standard: ISO-9001:2000.
Fabric Inspection:The inspection of fabric is a procedure by which the defects of fabric are identified and fabric is classified according to degree or intensity of defects. The fabric inspection is done for both grey and finished fabric.
Grey Fabric Inspection:Grey fabric inspection is performed according to 4-point system.
Finished Fabric Inspection:4 point numbering system is followed for finished fabric inspection. Defects found in the final inspection.

1) Uneven shade

2) Oil Spot

3) Neps

4) Crease Mark

5) Machine stoppage mark

6) Listing

7) Line mark

8) Double yarn

9) Fly yarn contamination

11.14 FINISHING
The process by which unwanted crease and crinkle are removed with the view of increasing smoothness, brightness and beauty of the garments is called finishing. In the garments industries it is called ironing. This process plas an important role to  grow attractiveness to the buyers.
11.14.1 MAMPOWER
In Charge                            : 01 
Supervisor                                         : 02

           Iron Man                                           : 14

           Folding Man                                     : 10

           Packing Man                                     : 04

           Quality Inspector                               : 20
11.14.2 ORGAN GRAM OF FINISHING SECTION
GM Production
                                                           Finishing Manager

                                                            Finishing In Charge

                                                           Finishing Supervisor

                                                                Finishing Helper

11.14.3Flow Chart Of Working Process In Finishing Section:

                                               Inside quality control

                                               Get up quality control

                                                        Ironning

                                               Measurement Checking

                                                         Waistic

                                                     Button attach

                                                       Re- ironing

                                                    Again Checking

                                                       Hand tagging

                                                          Folding

                                                         Shading

                                                          Packing

                                                         Cartooning
11.14.4 IRONING
 This is a finishing process done by subjecting a cloth to heat & pressure with or without steam to remove unintended creases and to impart a flat appearance to the or garments. Also, pressing is done to introduce creases in the garments, in garments industries, pressing is called Ironing.9.5.2 Objects of Ironing/ Pressing
1. Remove of unwanted creases and crinkles.

2. To apply creases where necessary.

3. Shaping.

4. Under pressing.

5. Under pressing.

6. Final pressing.

11.14.5 LIST OF ACCESSORIES USED IN FINISHING 
· Main Level

· Size Level

· Care Level

· Hang Tag

· Bar code Sticker

· Poly Bag

· Tag Pin

· Carton





· Hang Tag String

· Clip

· Paper Gum Tape

· Silica Jel

· Tissue Paper
11.14.6 SOME PICTURES OF FINISHING SECTION
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Fig: Ironing Section
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Fig: Folding Section
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Fig: Packing Section
11.14.6 CHEMICAL USED TO REMOVE SPOT
1. Dyeing Spot                                   : Lifter

2. Cutting Spot                                   : Thinner

3. Printing Spot                                  : Thinner

4. Oil Spot                                          : Thinner or Power

5. Sewing Spot                                   : Lifter

Thinner:Thinner is used to remove the soil spot, color spot, dust and dirty spot, etc.
Lifter: Lifter is used to remove the oil spot, soil spot, sewing spot etc.
Water:  Water is used to remove the dirty spot, ink color, etc.
11.15 FINAL INSPECTION OF GARMENTS
	SL No
	Lot/ Quantity(GMTS size in units)
	AQL 1.5
	Max no defective allowed
	AQL 2.5
	Max no defective allowed
	AQL 4.0
	Max no defective allowed

	1
	51-90
	8
	0
	20
	1
	13
	1

	2
	91-150
	32
	1
	20
	1
	20
	1

	3
	151-280
	32
	1
	32
	2
	32
	3

	4
	281-500
	50
	2
	50
	3
	50
	5

	5
	501-1200
	80
	3
	80
	5
	80
	7

	6
	1201-3200
	125
	5
	125
	7
	125
	10

	7
	3201-10000
	200
	7
	200
	14
	200
	14

	8
	10001-35000
	315
	10
	315
	14
	315
	21

	9
	35001-150000
	500
	14
	500
	21
	315
	21

	10
	150001-190000
	800
	21
	500
	21
	35
	21


For complete garment that is not in bundle form, it is recommended that statistical inspection done based on AQL.
11.16 PACKING AND DELIVERY
11.16.1 FLOW CHART OF PACKING SECTION
Received garments from the finished section

Hang tagging

Folding with inserting back board, tissue
Poly Bagging
Cartooning

Applied adhesive tape on the pack

Bar-coding

Packing complete
11.16.2 CARTOON
Generally there are three types of cartoon. They are,
1.Depend on Stitching:

Stitching Carton.

Non-Stitching Carton.

1. Depend on ply:

· 3 Ply Carton
· 5 ply Carton
· 7 ply Caron
2. Depend on Size:

· Master Carton.
· Inner Carton.
Carton Measurement:
If Length, Width, Height is in cm, then  (L+W) × (W+H) ×2
                 Rule 1 (Without Wastage) =                                                  m²

                                                                        100 ×100
                                              (L + W+ 6) × (W+H+4) × 2

Rule 1 (Include Wastage) =                                                           m²

                                                             100 × 100
                                               (L+W) × (W +H) × 2 

Price per Square Meter =                                                 ×   Rate per m²

                                                      100 × 100
   = Rate per pcs.

Information that mentioned on the carton:
Buyer Name                    : NTD Apparel.

Order No.                        : 1001407

Design No.                      : 256LF.

Style                                : AR345

QTY                                : 50 pcs.

Destination                      : Canada.

	Size

Color
	S
	M
	L
	XL
	XXL
	Total

Pieces

	Placed Blue
	2
	7
	8
	6
	2
	25

	Terracotta
	2
	7
	8
	6
	2
	25

	Total
	4
	17
	16
	12
	4
	50


Net Wt.                          : 2.5 kg.

CHAPTER:12
UTILITY AND MAINTENANCE
12.1 OBJECTIVES OF MAINTENANCE
1. To keep the factory plants, equipement, machine tools in an optimum working condition.

2. To ensure specified accuracy to product and time schedule of delivery to customer.

3. To keep me downtime of machine to me minimum must to have control over me production program.

4. To keep the production cycle within the stipulated range.

5. To modify the machine tools to meet the need for production.
12.2 TYPES OF MAINTENANCE IN HCKL:
1) Preventive Maintenance: Preventive maintenance is a predetermined routine activity to ensure on time inspection or checking of facilities to uncover conditions that may lead to production break downs or harmful description.

2) Break down Maintenance: In this case, repairs are made after the equipment is out of order and it cannot perform its normal functions.

3) Routine Maintenance: Maintenance of different machines are prepared by expert engineer of maintenance department. Normally in case of dyeing machine maintenance after 30 days complete checking of different important parts are done.
12.3 UTILITY
Here the following utility services are available:

1) Water

2) Electricity

3) Steam

4) Gas

5) Compress air
12.3.1 WATER
Water Pumps:
	
	Centrifugal Pump for water supply to dyeing & Other Section
	

	01
	20 H.P Pedrollo Pump each Pump, 1000L/Min
	4 Unit
	4,000.00L/Min

	02
	10 H.P Pedrollo Pump Flow rate, 600 L/Min
	1 Unit
	600.00L/Min

	03
	5.5 H.P Pedrollo Pump flow rate, 50 L/Min
	1 Unit
	350.00 L/Min

	04
	Spare pump motor Pedrollo 20 H.P 1 Unit and 5.5 H.P
	1 Unit
	1,00 L/Min

	05
	Jhonson Pump (30 H.P)
	2 Unit
	100 m3/hr

	06
	KSB Pump (30 H.P)
	1 Unit
	100 M3/hr

	07
	Submersible Pump KSB
	46 KW
	150 m3/hr


Natural Water Quality:

Water for a textile plant may come from various sources. These include surface water from rivers and lakes, and subterranean water from wells. In PPC they collect water from underground. Natural and pretreated water may contain a variety of chemical species that can influence textile wet processing in general, and dyeing in particular.

The various salts present in water depend on the geological formations through which the water has flowed. The reason water hardness can be divided into two ways-

1) Temporary hardness: Ca (HCO3)2, Mg (HCO3)2, Fe (HCO3)2.

2) Permanent hardness: CaCl2, CaSO4, Ca (NO3)2, MgCl2, MgSO4.

This water hardness causes some serious consequences in a textile dyeing and finishing industries and this are-

· Precipitation of soaps.

· Redeposit ion of dirt and insoluble soaps on the fabric being washed, this can causes yellowing and lead to uneven dyeing & poor handle.

· Precipitation of some dyeing as calcium and magnesium salts.

· Scale formation on equipment and in boilers and pipelines.

· Reduction of the activity of the enzymes used in washing.

· Incompatibility with chemicals in finishing recipes and so on.
· Hardness expressed by parts per million (ppm) of CaCO3 which is standard hardness scale and it is also called American hardness. The hardness of raw water is 100 ppm or more. To use it in dyeing and in boiler this water must need to soft & foreign materials needs to remove.
Methods of water softening:
There is an ion exchange method by which hardness of water is removed in industrial scale-The flow chart of water treatment plant is given below-
Hard water store tank
Stone Filter

Carbon Filter

                                                               Resin Filter         

                                                           Delivery Pump  

Soft water stone Tank
12.3.2 ELECTRICITY
	Sl.No
	       Machine description
	Origin
	No of Machine
	Capacity

	01
	Caterpillar Gas Generator
	USA
	1 
	1145 KW

	02
	Warsila gas generator
	France
	1 
	952 KW

	03
	Prime power Generator
	Spain
	1
	636 KW

	04
	Sub-Station power Development Board (PDB)
	Bangladesh
	1
	1000 KVA


12.3.3 STEAM
	Sl.No
	    Brand name of Boiler
	Origin
	No of machine
	Capacity

	01
	Standard Kessel
	Germany
	1
	12 Ton

	02
	Cleaver Brooks
	USA
	1
	3 Ton

	03
	Cleaver Brooks
	USA
	1
	10Ton/hr

	04
	Hurst
	USA
	1
	470 Kg/hr


12.3.4 BOILER
Brand Name
:   Singapore

Model          
:   EGS 630-3

Sl.No
:   30112

Standby Voltage
:   440 KW, 550 KVA

Max Pressure
:   200 PSI.
[image: image29.jpg]



Fig: Boiler
12.3.5 GAS
PPC natural gas from Titas Gas Transmission Company. Gas is used as the fuel of Boiler, Generator and also used for heating dryer, Stenter and compactor m/C etc.
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Fig: Gas Generator

12.4 WATER TREATMETN PLANT

The flow chart of water treatment plant is given below-
Hard water store tank

Stone Filter

Carbon Filter







                                                               Resin Filter         
                                                           Delivery Pump  

                                                     Soft water stone Tank

12.5 EFFLUENT TREATMENT PLAN (ETP)
The effluent generated from different sector of a textile industry must be treated before are to the environment various chemical and physical means  are introduce roe this purpose 

12.5.1 FLOW CHART OF ETP
Waste water

Collection tank/ Equalization 

Pumping water

Flocculation 






Secondary Clarifier 

                                                                      Pumping                                                                   72


Bio-tower tank


Aeration tank

Lamallah

Treatment tank

Dispose to environment 
12.5.2 PRODUCT QUALITY CHECKED
Biological Oxygen Demand(BOD)
Chemical Oxygen Demand(COD)
color
PH
Total suspended etc.
12.5.3 CHEMICALS USED IN ETP
· Lime

· polyester

· Ferrous -Sulphate-(FeSO4) 

· Urea- Fertilizer 
​​

12.5.4 ETP LAY OUT PLANT OF  HCKL


CHAPTER: 13
CONCLUSION
13.1 CONCLUSION
It was a great pleasure for us to work in of Hypoid Composite Knit Ltd which provides us a wide range of scope. All the employees of Hypoid Composite Knit Ltd tried to give optimum service. 
From the learning point of view we can say that we really enjoyed my internship at Hypoid Composite Knit Ltd from the very first day. We are much confident that these three months internship program at this Garments factory will definitely helps us  to realize our future carrier in the job.
J.U
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