Industrial Engineer Department Operating Procedures 

工业工程部工作程序
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Introduction:

绪论：

Industrial Engineers trained as productivity and quality improvement specialist.

工业工程师可提高生产能力和产品质量

1.Industrial Engineers figure out how to do things better.

1.工业工程师预算出怎样做事会更好。

2.IE engineers processes and systems that improve quality and productivity.

2. .IE设计提高质量和产能的方法和系统。

3.IE works to eliminate waste of time, money, materials, energy and other commodities. Most important of all IE saves companies money.

3.IE的工作是消除浪费的时间.费用.物料.能源和其他日用品，最重要的就是节省费用。

4..Industrial Engineer is synonymous with systems integrator---a big picture thinker. It takes what exist today and conceptualize what should exist in the future. 

4.工业工程师相当于系统集成家---一张蓝图的构思者。对现状和未来的事情都应该有概念。

  5. IE spends more time out in the real operating environment, coming up with scientific approaches to problems rather than seat-of-the-pant, temporary solutions.

5.IE要花大量的时间接触实际的工作环境，提出解决问题的科学方法，而不是暂时的解决方案。

                                          ---The Institute of Industrial Engineers

                                         ---工业工程师协会

   In any manufacturing firm, Industrial Engineers were hired to design improvement and installation of integrated system of man, materials, machine and money. IE draws upon specialized knowledge and skill in the mathematical, physical and social sciences together with the principles and methods of engineer analysis and design to – specify, predict and evaluate the results to be obtained from such systems. 

 在所有的制造企业里，工业工程师致力于设计改进和推行人.物料.机器和资金的集成系统。IE综合运用数学.物理.社会科学里的特殊知识.技术和工程分析.设计的原理.方法来阐明.预测.评估系统运行后得到的结果。

IE operating procedures was designed to documents important roles and contributions in Luen Thai Garment Philippines

 IE工作程序被设置为文档，在联泰的菲律宾分厂有重要的作用和贡献

Objectives:

 目标：

   ---General Objective

---普通目标

 To present work level of IE in Production

 制定生产过程中IE的工作标准

---Specific Objective

---特殊目标

To understand the role of an IE in a garment manufacturing

  理解在服装制造中IE的作用

To know different measuring tools in procedure and performance

  了解在程序和执行中不同的衡量手段

Functionality of the Department:

部门职能：

    ---Development of work standards; Install minute value with the use of GSD

---工作标准的改进，通过使用GSD推行时间价值观念；

---Improvement of work methods by means of work-study and work measurements

---通过工作研究和作业测定来改进工作方法；

---Coordination with production leaders in maintaining balanced and normal workflow to achieve high productivity

---与生产部负责人合作，保持生产线平衡和正常作业流程，以获得高产能；

---Collection of production figures to give management accurate information in monitoring performances

---收集生产数据，给管理者提供精确信息进行绩效监控。

Job purpose:

工作目的

    Maximize key resources – man, machine, materials and money through the application of best Industrial

Engineering practices and continually drive for standards to achieve customer satisfaction without sacrificing

quality.

       通过最佳工业工程实践的运用和标准的持续改进，最合理化使用关键资源---人.机器.物料和费用，争取没有劣质品，获得顾客的满意。

Duties and Responsibilities 

责任和义务

    IE Section Head

IE部负责人

1.Instiate methods improvement and performance development

1.推行方法改进和绩效提高

2.Monitor/Determine manpower and machine allocations per operations

2.监控/决定每个工序的人力和机器配置

3.Formulate Incentive Scheme and payment system which will guarantee higher productivity result

3.明确能确保高产能的激励方案和工资系统

4.Develop Best Industrial Engineering practices

4.发展最优的工业工程实践

5.Identify and Develop training needs of IE 

5.确定和发展IE所需的培训

IE Specialist 

IE专家

1.Install Standard Minute Value (SMV) for every operation. Analyze with the use of GSD 

1.在每个工序推行标准时间价值，运用GSD进行分析；

2.Check and implement standard methods for improvement

2.核查和执行改进的标准方法；

3.Monitor production lines through production study to help improve efficiency

3.通过生产研究监督生产线，以实现效率改进；

4.Monitor manpower/machine allocation

4.监督人力/机器配置；

5.Coordinate with production leaders in maintaining balanced and normal workflow

5.与生产负责人合作，保持生产线的平衡和正常的作业流程。

6.Generate Operation Bulletin per style

6.制作每款的作业指导书

IE Assistant

IE助理

1.Collect production figures to provide accurate information

1.收集生产数据，提供准确信息；

2.Input/Scan operator’ output into system for payroll and generation of reports

2.把员工的产量输入/扫描到工资系统，产生报表；

3.Print and file records for future reference

3.把记录打印.归档，作为以后的参考。

Operating Procedures

工作程序

---IE Principles and computations:
---IE工作原理和计算方法：

General Sewing Data (GSD) Operation Analysis

  一般车缝数据(GSD)工序分析

Purpose

目的

To serve as reference in preparing Style (Operational Bulletin) base on General Sewing Data (GSD) for all Ion’s scheduled for production.

依据GSD做的款式分析（作业指导书）为即将进行的生产提供参考

DEFINITION OF TERMS

术语的定义

General Sewing Data (GSD) --- A predetermined motion time system specifically for the sewn products industry.

Recognizes commonly occurring human motion sequences encountered in the sewn products environment and describes the motion by means of codes.

一般车缝数据（GSD）——车缝加工所特有的预定动作时间系统。认可在车缝加工环境下将会普遍发生的人的动作顺序，并使用代码对动作进行描述。

An Industrial Engineering tool, which can be used to analyze methods and set time standards. Its principal function is the analysis of methods (Methods Study Technique).  

一种工业工程方法，可用于方法分析和设定时间标准，其首要功能是方法分析（方法研究技术）。

Standard Minute Value (SMV) --- Time required (in minutes) to complete a specific task at a defined level of performance, based on GSD.

标准时间价值（SMV）——在给定的绩效等级下，完成规定任务所需要的时间，以GSD为基础。

Macro (GSD Element Codes) --- Are a series of commonly occurring motions. Macros alleviate the need to regenerate the sequences on each recurring motion thus saving analysis time and space and provide greater consistency.

Macros（GSD元素代码）——一系列普遍发生的动作。Macros降低了对那些反复发生的动作进行再次排序的必要。节省了分析时间.空间，保证连贯性。

Operation Analysis --- Compilation or combination of GSD elements or “macros” necessary to build up a detailed methods analysis of a specific task (sleeve hemming, collar cut, placket setting, etc.).

工序分析——编辑.组合GSD元素或必要的“Macro”，建立每一工序详细的方法分析。（封袖侧，切领等）

Feature Analysis --- Are a compilation of operations that are necessary to produce a given feature of a product (e.g. sleeve, collar, placket, et.).

部件分析——对成衣的必须部件的生产进行工序编辑（袖.领.等）。

Style Analysis --- Are a compilation of feature or operation (or compilation of both ), which are required to produce a product and may contain such information as labour /material cost analysis and also direct links to graphics/external data system

款式分析——对部件或工序（或两者的结合）的编辑，生产成品所必须的。可包含加工/物料费用分析的信息.相关的图表/外部数据系统。

Workmanship --- Is a part of IO file that contains the specifications indicated in the construction review of PDM measurement from the customer.

工艺要求——制单文件的一部分，包含了顾客在结构，尺寸方面的特别要求。

Procedure

程序

A GSD style analysis (Operation Bulletin ) for all incoming IO’s as stated in the production Schedule must be prepared before production. The procedure is as follows,

在生产进度表里规定每份制单的GSD款式分析（作业指导书）必须在开货前准备好。程序如下

a. Obtain Qriginal Sample/IO File

a.取得原始样衣和制单文件

3.1.a Original Sample

3.1a 原始样衣

3.1b IO file

3.1b 制单文件

Upon receipt of the Origjnal Sample/IO file, IE Technician – GSD will refer to the original sample, or in the absence of a sample, the Workmanship in the IO file for the following informantion,

在收到样衣/制单文件后，IE技术员—— GSD分析员要看原始样衣，如果没有样衣，就看制单文件上的做工要求，

--- Fabrication

---面料

--- Features/components

---部件.构成

--- Stitches per inch

---每英寸的针数

--- Seam length

---缝份的长度

b. Check availability of style in the GSD Database

b.在GSD数据库中核对适用的款式

c. Available?

c.适用吗？

Check the Style analysis Module if required style is available.

在款式分析模板中核对是否有适用于该款的款式分析。

If available, print the Style Analysis (Operational Bulletin) for production reference.

如果有，打印款式分析（作业指导书），作为参考。

If not, refer to Feature Analysis for the availability of required feature (e.g. pocket, sleeve, collar, etc.) 

如果没有，对必要的部件进行部件分析（口袋，袖，领等。）

d. Check availability of required features in the GSD Database

d.在GSD数据库中核对适用的部件

e. Available?

e.适用吗？
Check feature analysis to determine if the required features are available to aid in the construction of a new style.

核对部件分析，选定对新款的结构有帮助的适用部件。

If available, chose appropriate feature and include in the style analysis.

如果有，选择合适的部件放入款式分析。

If not, access the Operational Analysis and obtain required operations for the feature to be use in the construction of a new style.

如果没有，进行工序分析，取得对新款的部件适用的工序。

f. Check availability of required operations in the GSD Database

f. 在GSD数据库中核对适用的工序

g. Available?

g.适用吗？

Operational Analysis includes the details or required motions to achieve a certain operation (sleeve hemming, collar cap, etc.).

工序分析包括完成一个工序的详细的.必须的动作。

If available, chose the required operation and use in creating the features required for the new style. 

如果有，选择适合新款部件的必要工序。

If not, create a new  operation analysis.

如果没有，创建新的工序分析。

h. Create a new operation analysis

h.创建新的工序分析

3.8.1 Set Methods

3.8.1 设定方法

  3.8.1.1. IE Technician will observe at least three ( 3 ) operators performing a particular operation. 

3.8.1.1. IE技术员对每工序的测试至少以3个操作员的演示为准。

3.8.1.2. List the motions of every operator while performing the required operation.

3.8.1.2.在操作演示进行时，列出每个操作员的动作。

3.8.1.3. Choose the best method used by the operator by determining the shortest/least motions performed while achieving the required operation.

3.8.1.3.通过断定演示动作的精简来选择员工所用的最优方法，获取必要的工序动作。

3.8.2. Input and save the chosen method to the Operation Analysis

3.8.2.输入和保存所选的方法，进行工序分析

3.8.2.1.Base on the performed motions to achieve the operation, consider other technical date (e.g.

measurement,machine, etc.).

3.8.2.1.依据演示动作来获取工序动作，考虑其他的技术数据（如测量方法，机器因素等）

3.8.2.2 The specified motions will be given specific time allocation ( SMV ) base on the GSD elements or “macros” (refer to Appendix A for details).

3.8.2.2.依据GSD元素或“Macros”（在附录A里详细说明）对特殊的动作定出特殊的时间

3.8.2.3. Corresponding allowances must be provided as follow,

3.8.2.3.相应的浮余（宽放）包括，

a. Bundling Handling Time (BHT)

a.包捆处理时间

b. Personal and Fatigue Allowance

b.个人和疲劳浮余

c. Machine Contingency Allowance

c.机器偶然浮余

Refer to user manual for the recording instructions (Section 5 --- Main program).

查阅使用手册，找到记录的说明书（Section 5 ---主工序）

i.Create feature analysis for the new style base on the new operational analysis.

i. 依据新的工序分析创建新款式的部件分析 
Base on the new operations create in the operations analysis create the required features of the new style and input to the feature analysis for future reference.

依据创建的工序分析来创建新款式中所须的部件，并把创建的部件输入部件分析，做为以后的参考。

Refer to user manual for the recording instructions (Section 5 --- Main Program) 

查阅使用手册，找到记录的说明书（Section 5---主工序）

j. Create Style analysis for the new style

 j.创建新款式的款式分析

Once all the features and required operation for the specified style is created, combine them and create a new style for reference. 

当为新款式所创建的部件分析和必要的工序分析准备好，就把它们组合在一起，创建新的款式，并做为参考。

Once the style analysis is created, the GSD System will automatically compute for the required quota of the specified IO per operation.

当新款分析创建，GSD系统会自动计算出新制单每个工序的指标。

k. Print Style Analysis (Operational Bulletin)

k.打印款式分析（作业指导书）

Print a copy of the Style analysis for distribution to all concern departments.

打印款式分析分发给所有相关部门。

l. Print Operation Analysis 

l.打印工序分析

Print a copy of the operation analysis for the new methods to be adopted for the required operations. This is to standardize the methods used to meet the quota as set by GSD.

打印新产生的工序的工序分析，使方法标准化，达到GSD设定的指标。

m. Introduce new method

m.引入新方法

The IE Technician with the aid of the sewing line leader/supervisor will introduce the new method to the sewers.

IE技术员在车间组长/主管的帮助下，向员工介绍新方法

3.13.1 .The IE Technician will instruct the sewing line leader/supervisor on the motions required for the particular operation and other matters (time, sequence, etc.)

3.13.1.IE技术员向组长，主管传授新工序的必须动作和其他问题（时间，顺序等）

3.13.2.Sewing line leader/supervisor will perform actual operation on the required machine using the required method (set of motions) while operators observe.

3.13.2.组长.主管将用必需的方法（设定的动作）在必需的机器上进行实际的演示，供员工观摩。

n. Analyze efficiency

n.效率分析

o. Target met?

o.目标合适吗？

IE Technician will monitor operator’s performance on the new operations requiring new methods with regards to efficiency to identify problems and rectify them accordingly.

IE技术员将监督引用了新方法的新工序的员工的效率，发现了问题，进行纠正。

If target are met, adjust operator’s skills matrix.

如果目标合适，校准员工的技能基准。

If not, recommend corrective actions.

如果目标不合适，采取纠正措施。

p. Recommend corrective actions

p.采取纠正措施

3.16.1 Base on the recorded efficiency, IE Technician will inform the sewing line leader/supervisor about low efficiencies and consider the need and appropriateness of conducting an Operators Performance Development.

3.16.1.依据记录的效率，IE技术员把低效率通告组长.主管，考虑对员工的绩效提高进行引导的必要性和适用性。

3.16.2 IE Technician and Line leader/Supervisor must then retrain or assess what corrective action must be provided to the operator regarding the new method.

3.16.2.IE技术员和组长向员工提供新方法作为纠正措施，并对新方法进行再教育和评估。

q. Monitor result of actions taken

q.监督纠正措施的结果

After proper actions from the line leader/supervisor, IE Technician will monitor the efficiency of the operator to ascertain the effectiveness of actions taken.

组长.主管开展纠正措施后，IE技术员要监督员工的效率以确定行动开展的效果。

r. Adjust skills matrix for future reference

r.校准技能基准作为以后的参考

Whether the operator performed at the level required by GSD or not, adjust the skills matrix of the operator accordingly, considering the actual performance of the operator.

无论GSD是否需要员工的绩效等级，都应校准每个员工的技能基准，思考员工的实际绩效。

WORKFLOW

工作流程

The sequence of task, which describes the procedure in the preparation of Operational Bulletin base on GSD, is presented in the flowchart in the following page.

作业的顺序，即依据GSD准备的作业指导书中所描述的顺序，以流程图的形式出现。
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Planning

计划

Get a list of all incoming IO 

获取IO制单清单
(Basis: Production Schedule & Cutting Plan)
（依据：生产进度表.裁床计划）

Generate an Operation Bulletin

生成作业指导书
(If there are new operations in a style, GSD Analysis automatically follows) 
（如果款式中有新工序，GSD分析自动跟进）

This is done every week, so that IE could prepare Target Quantity per line and to install SMV for new operations.

每周都做，这样IE可以为每条线预定目标产量和推行新工序的SMV。

Set Target Output per Line

设定每条线的目标产量

(Basis: Running and Incoming IO’s)

（依据：生产状况和制单）

To able to know target capacity and performances of each Line. This is done every Saturday, distribution every Monday to Production Manager and to all Sewing Leader..

 知道每条线的生产能力和绩效。每周四完成，周一分发给生产经理和所有车间负责人。

Formula:   Attended Minutes (Available Minutes)/SMV

公式：    出勤时间（有用时间）/ SMV

Attended Minute=working Minutes (less 30 minutes break) * Manpower

出勤时间=工作时间（不超过30分钟的间断）*人数

SMV=Total SMV of one style

SMV=一个款式的总SMV

Generate Labor Planning

生成工作计划

(Basis: Operation Bulletin)

（依据：作业指导书）

To determine Manning and Machine requirement for each operation per style. This is done every Saturday, distribution every Monday to Production Manager and to all Sewing Leaders.

决定每款每一工序的人员配备和机器配置。每周四完成，周一分发给生产经理和所有车间负责人。

Formula:   Required Manpower = Target Output * SMV / Working Minutes (less 30 minutes break)

公式：　　人员配置＝目标产量＊SMV/工作时间（不超过３０分钟的间断）

         Line Performance = Quantity (output) * SMV / Working Minutes * Manpower

　　　   生产线绩效＝实际产量＊SMV/工作时间＊工作人数

         Operator’s Performance = Quantity (Output) * SMV / working Minutes

　　　   员工绩效＝实际产量＊SMV/工作时间

Performance Development

 绩效发展　

　

Line Balancing　

生产线平衡

( Basis: Labor Plan )

（依据：工作计划）

A reference for each line so that leaders may have a guide on how many operators are intended for specified operation.

给每条线的负责人提供参考，使他们知道每工序安排多少员工

Loading Plan

裁片供应计划

Accomplish by Service Boy for each line　

由每条线的杂工完成

IE and Leader must check loading figures and take action if no enough cut goods from cutting.

IE和生产线负责人核查裁片数量，如果裁床不能供应足够的裁片，要采取措施。　

　

Hourly Monitoring

每小时监督

（Basis: Line Target divided by number of operator per operations）

（依据：每条线的目标产量按工序分配给每个员工）

IE and Line Leader will check capacity and balanced section based on Figures

IE和生产线负责人依据数据来核查生产能力和平衡状况。

Cycle Check

周期检查

It is required to do cycle check for the following reasons:

进行周期检查的原因：

*Get potential capacity of each operator

*获取每个员工的生产潜力

to have a basis in choosing best method

为选择最优方法提供依据

to have a future reference for comparative analysis

为以后的对比分析提供参考

*Bottleneck Operation

*瓶颈工序

to determine cause of delay

判定耽搁的原因

to arrive at a decision whether to add an operator or just need some motivation

得出结论，究竟是增加人手还是采取激励措施

*Trainee

*新手

to check potential capacity of new operator

获取新员工的生产潜力

to set target capacity

设定目标产能

*Line Balancing

*生产线平衡

to have a basis on the number of operator per operation

为每个工序的人员安排提供依据

a GSD Action Plan

a. GSD行动计划

* Generate Weekly Headcount

统计每周工作人数

*Graph Result

图表式结果

*Identify Operations Below 30% and above 90%

鉴别效率在３０％以下和９０％以上的工序

*Evaluate/Analyze Operations under 30%

评估/分析效率在３０％以下的工序

Conduct Cycle Check

进行周期检查

Collection of Information

信息的收集

Cutting Section

裁床组

--- Operators will submit group output to cutting clerk

－员工向裁床文员递交组产量

--- Line Leader will validate the output

－组长验证产量

---Supervisor for approval

－主管证实

---Cutting clerk will consolidate all reports of the following:

－裁床文员整理以下报表

1. Team Base --- Spreader & Bundler

1.基本队——松布员和绑包员

Computation of Efficiency/Performance:

计算效率.绩效：

% = Total Bundled cut goods per team * SMV (spreading + bundling)/Attended Minute (Spreader + Bundler) 

％＝每队绑裁片的总时间＊SMV（松布＋绑包）/出勤时间（松布＋绑包）

2.Centralized Team

2.集中队

Group 1-- Band Knife & Dye Cut

１组——裁边缘.染色裁

Group 2 – Straight Knife

２组——裁中央

Group 3 -- Matcher

３组——配包

Computation of Efficiency/Performance

计算效率/绩效：

% = Total Output per group * SMV/Attended Minute

％＝每组总产量＊SMV/出勤时间

--- Cutting Clerk will submit all reports to IE Encoder

－裁床文员递交报表给IE编码器

Inventory:

设备清单：

Number of SETEC – Auto Spreading Machines = 5

SETEC－自动松布机＝５台

Number of Old Spreading Machines = 4

老式松布机＝４台

Number of Veith Pinning Table = 1

钉台＝１台

Number of Cage rack – Woven = 132

梭织货架＝132

Number of Trolley – Knits = 112 

针织手推车＝112

Number of  “A” Frame = 11

 “A”框架＝１１

Embroider Section

绣花组

　   -- Operators will submit individual output to cutting clerk (Two operators per machine; Stick bundle ticket on PBTS)

－员工提交单独产量给裁床文员（每台机器两个员工；在PBTS上贴上工票）

-- Line Leaders will validate the output

－组长验证产量

-- Supervisor for approval

－主管证实

-- Clerk will consolidate all reports of the following:

－文员整理以下报表

1.Team Base – submission of report per shift

1.基本队——每次换班提交的报表

Computation of Efficiency/Performance:

计算效率/绩效：

% = Total output per shift * SMV/Attended minutes

％＝每班的总产量＊SMV/出勤时间

-- Clerk will submit all reports to IE Encoder

－文员递交报表给IE编码器

Inventory:

设备清单：

Number of Embroider machine = 10　

绣花机＝１０

Finishing Section

尾部组

-- Line leader will get hourly output of operator

－组长取得员工每小时的产量

-- Line Leaders will validate the output 

－组长验证产量

-- Supervisor for approval

－主管证实

-- Clerk will consolidate all report of the following:

－文员整理以下报表

1.Team Base – Presser, Folder and Polybagger

1.基本队——熨烫工，叠衣工，装袋工

Computation of Efficiency/Performance:

计算效率和绩效：

% = Total output per team * SMV/Attended minutes

％＝每组总产量＊SMV/出勤时间

-- Clerk will submit all reports to IE Encoder

－文员递交报表给IE编码器

Inventory:

设备清单：

Number of Pressing table = 77

烫台＝７７

Number of pressing table = 74

烫台＝７４

Number of Press Collar & Cuff = 4

烫领.介英机＝４

Washing Section

洗水组

-- Line leaders will get hourly output of operator

－组长取得员工每小时的产量

-- Line leaders will validate the output

－组长验证产量

-- Supervisor for approval

－主管证实

-- Clerk will consolidate all reports of the following:

－文员整理以下报表

1. Individual Report

1.单独报表

Computation of Efficiency/Performance:

计算效率和绩效：

% = Total output per team * SMV/Attended minutes

％＝每组总产量＊SMV/出勤时间

-- Clerk will submit all reports to IE Encoder

－文员递交报表给IE编码器

Inventory:

设备清单：

Number of Washing Machine = 5

洗衣机＝５

Number of Dip Dye Machine = 2

水染机＝２

Number of Extractor = 1

抽湿机＝１

Number of Dryer Machine = 1

干衣机＝１

Number of Paddle Machine = 7

甩干机＝７

Printing Section:

印花组

-- Line leaders will get hourly output of operator

－组长取得员工每小时的产量

-- Line leaders will validate the output

－组长验证产量

-- Supervisor for approval

－主管证实

-- Clerk will consolidate all reports of the following:

－文员整理以下报表

1.Individual Report

1.单独报表

Computation of Efficiency/Performance:

计算效率和绩效：

% = Total output per team * SMV/Attended minutes

％＝每组总产量＊SMV/出勤时间

-- Clerk will submit all reports to IE Encoder

－文员递交报表给IE编码器

Inventory:

设备清单：

Number of Printing Machine (Auto) =1

自动印花机＝１

Number of Printing Machine ( Manual ) =2

手动印花机＝２

Number of Pressing Machine (Auto) =1

自动烫衣机＝１

Number of Pressing Machine ( Manual ) = 2 

手动烫衣机＝２

Input information in Protrack System ( Production Tracking )

在跟踪系统中输入信息（生产跟踪）

Along with the implementation of a new system comes the change on the way things are currently being done. In the implementation of the Protrack System, current procedures are changed to more effective ones. Below are the new procedures that should be implemented along with the system

　　　  随着新系统的执行，会给目前所做的事情带来一些变化。在执行跟踪系统的过程中，目前的程序会变得更加有效。下面是系统将所执行的新程序

3 types of Protrack Tickets

　  ３种类型的跟踪工票

1) Bundle Tickets – tickets used to track the cut goods per bundle, individual output of operators and sewing Work in Process. Please see Exhibit_

1).包捆工票——工票跟踪每包裁片.员工的个人产量和流程中的车缝加工。请看图示

2) Progression Tickets – tickets used to track down output per operation. Please see Exhibit_

2).工序工票——工票追踪每个工序的产量。请看图示

3) Spare Bundle Tickets – Bundle Tickets containing null value. These are used in case of a split or merged operation in the line. Please see Exhibit_ 

3).备用包捆工票——工票中包括无效值。用与生产线中分开或合并的工序。请看图示

A. The Bundling System 

A.包捆系统

The Bundling system pertains to the procedure by which a company bundles the cut parts in the cutting section before transferring it to the next process. The procedure will be as follows:

在把裁片转交给下个流程前，裁床组会把裁片打包，包捆系统就属于这个程序。它包括：

A1.Work Order Definition and Operation Bulletin Preparation 

A1.工作顺序的确定和作业指导书的准备

1) Base on the Production Schedule, the assigned Industrial Engineer ( IE ) shall identify which Work Order ( WO ) would run on the line 

1)依据生产进度表，指定的IE将确定哪些工序开始运行

2) Three ( 3 ) days before the WO is processed in Cutting Section, the assigned IE shall input the WO’s information in the system’s Work Order Definition Module. By doing this, the WO will be recognized by the system throughout    the whole manufacturing process. 

2)在裁床开工前３天，指定的IE要把WO信息输入系统的工作顺序定义模板中。通过这样，WO在整个制造过程中可以被系统识别。

3) After building up the WO in the system, the IE shall generate the Operation Bulletin ( OB ) in Protrack’s Operation Bulletin module. The IE shall simply click the module’s “Populate” button and system automatically generates the Operations Bulletin, Based on the uploaded Feature and Style Analysis from the GSD system.

3).在系统中建立WO后，IE就要在跟踪作业指导书模块中生成作业指导书（OB），IE只要按一下模板中的“Populate”按钮，系统会依据GSD系统上传的部件分析和款式分析自动产生作业指导书。

4) Assigned IE shall double—check the contents of the OB to ensure its accuracy and completeness.

4).指定的IE要对OB的内容反复检查，以确保准确性和完整性。

5) The OB is then printed and distributed to all the relevant production section.

5)打印OB并分发给所有相关的生产组。

Illustration_. Work Order Definition and Operations Bulletin Preparation

图解——工作顺序的确定和作业指导书的准备

Bundle Ticket Generation and Printing

包捆工票的产生和打印

1) The Cutting Clerk ( CC ) shall verify if the IO is already defined in the system. If not, he/she will inform the assigned IE.

1).如果制单在系统中已经定义，裁床文员（CC）将进行核对。如果没有，将通知指定的IE。

2) If the IO is already defined in the system, the CC shall input the WO’s lay information in Protrack’s Laying module.

2).如果制单在系统中已经定义，裁床文员把工作顺序的拟定信息输入跟踪设置模板。
3)CC shall then generate the WO’s Bundle Ticket. After the bundle ticket has been generated, the CC shall then print the ticket.

3).裁床文员将生成WO的包捆工票。在包捆工票生成后，裁床文员生成工序工票。
4) When the two tickets are generated, the CC shall then print the tickets.

4).当这两种工票生成后，裁床文员打印工票。
5) The Bundlers shall attach the tickets to the corresponding bundles of cut goods.

5).绑包员把工票贴在相应的裁片包捆上。
6) Service boy will transfer the cut goods to the next process.

6).杂工把裁片转交到下个流程。
Illustration_. Bundle Ticket Generation and Report Printing

图解——包捆工票的产生和报表的打印
Note: Placement of Progression Tickets

注解：工序工票的设置

The Progression Tickets, which are used to monitor the no. of cut goods transferred, are always placed on the part of the shirt, which will run on the whole process. For example, if the style is with embroidery in pocket, the progression tickets should be attached to the pocket since this will run all through the process hence; the progression tickets should be placed in the front cut part. 

工序工票，用于监控转交的裁片的数量，通常设置在衬衣上，将会通过整个流程。例如，如果要在口袋上绣花的款式，工序工票就贴在口袋上。因它要通过所有流程，所以工序工票就该设置在前幅裁片上。

C. Collection of Bundle Tickets

C.包捆工票的收集

This procedure applies to both embroidery and sewing section

该程序适用于绣花组和车缝组

1 ) The cut goods are loaded into the line.

1).裁片运载到生产线

2 ) Operators will process the cut goods.

2).员工对裁片进行加工

3 ) After processing, the operator shall detach the corresponding bundle ticket of the operation performed.

3).加工完成后，员工撕下已完成工序的相应的包捆工票

4 ) The bundle tickets are then attached to the Production Bundle Ticket Sheet ( PBTS ). See exhibit_

4).包捆工票被贴到生产包捆工票板（PBTS）。看图示

5 ) The operator shall sign the bundle ticket’s fish bone. This is to identify who is responsible for rejects found down the line.

5).员工将在包捆工票鱼骨图上签名。这样当出现不合格品时，就可以找到对应的负责人。

6) In case of Lost Tickets, the operators shall write down in the PBTS the lost ticket’s IO number, Lay number, Bundle number, and Operation description. The required information is used to search the lost ticket’s number in the Protrack system.

6).如果有遗失的工票，员工将在PBTS写下遗失工票的制单号，设置号，包捆号和工序名称。这些必要的信息用于在跟踪系统中搜寻遗失工票的号码。

7) In case of Non Production Time ( NPT ), the line leader/supervisor shall record the non – production time in the PBTS. This is done by encircling the corresponding NPT code written on the right side of the sheet and indicating the actual time off and on. The line Leader/Supervisor shall then sign the sheet to prove its authenticity.   

7).如果有非工作时间（NPT），组长.主管应在PBTS上记录非工作时间，并在合适的地方写下相应的NPT代码，以显示实际的工作时间和非工作时间。组长.主管将在板上签名以证实准确性。

8 )In case of Split/Merged Operation, the operator shall get a spare bundle ticket. The IE shall activate these tickets during the scanning process.

8).如果有分开/合并的工序，员工将启用备用包捆工票。IE在扫描过程中将扫描这些工票。

9 )In case of Line Transfers, the line leaders shall monitor these transfer by using the Line Transfer Form ( See exhibit_ ). The Line transfer form are submitted to the IE section at the end of the day to be used in the work section efficiency computation.

9).如果有转换生产线的情况，组长将使用换线表格（看图示）监控调换品。换线表格在每天生产结束后递交给IE部，用于对工作组的效率进行比较。

10)Service boys shall collect the PBTS and submit it to the IE section for scanning. ( The local management shall decide upon the schedule on when this task is to be done. Collection and scanning of bundle tickets could be done twice a day, every 2 hours, etc.) 

10).杂工将收集PBTS，递交给IE部进行扫描。（局部管理者参照进度表决定工作开始的时间。收集和扫描包捆工票的工作每天做两次，每次两个小时）

Illustration_. Collection of Bundle Tickets

图解——收集包捆工票

D. Bundle Ticket Scanning

D.包捆工票的扫描

1) IE scanner, IE ( S ), will collect the PBTS from the service boy.

1).IE扫描员，IE(S)，从杂工那里收集PBTS。

2 ) IE ( S ) shall key-in the operator’s name in the Bundle Scan Modile. 

2).IE(S)在工票扫描系统中键入员工姓名。

3 ) IE ( S ) scanner shall scan the tickets.

3).IE(S)扫描员扫描工票。

4 ) After scanning, an “ OK “ or any other mark shall be placed in the PBTS to properly identify which are already scanned.

4).在扫描结束后，在PBTS上设置“OK”或其他记号以区分已扫描过的工票。

5 )In case of Lost Ticket, the scanner shall open the Bundle Ticket Query Module and encode the lost ticket’s IO Number, Lay Number, Bundle Number and Operation Description as written in identification number will be shown by the system. This is to copied to the scanning module to record the output.

5).如果有遗失的工票，扫描员打开工票查询模板，并把PBTS上记下的制单号，设置号，包捆号和工序名进行编码。当这些信息被登录，系统就会显示遗失工票的识别号码，把这个号码复制到扫描模板中，记录产量。

6 ) In case of Non-Productive Time ( NPT ), the IE ( S ) shall immediately input the time in the NPT module.

6).如果有非工作时间（NPT），IE应将这些时间输入NPT模板。

7 ) In case of Split/Merged Operation, the IE shall activate the spare bundle ticket.

7).如果有分开/合并的工序，IE启用备用包捆工票。

8 ) IE scanner shall file the PBTS after scanning.

8).IE扫描员在扫描后把PBTS归档。

Illustration_. Bundle Ticket Scanning

图解——包捆工票的扫描

E. transfer of Goods from one work section to another

E.从一组到另一组的调线品

　

Cutting

裁床

1) Progression Tickets are attached to each of the bundles during the bundling process in the cutting department. Please see note on page _ for Placement of Progression Tickets. 

1).在裁床组进行绑包时，工序工票贴在每包裁片上。请注意工序裁片上的信息。

2 ) Bundler’s detach the  “ out “ progression tickets of the cutting section and attach it to the Progression Ticket and Transfer Form ( PTTF ). Please refer to exhibit_ 

2).绑包员撕下裁床组的出货工序工票，并把它贴在工序工票和转交表上（PTTF）。请看图解

3).The ticket are then submitted to the cutting clerk for scanning.

3).工票递交给裁床文员扫描。

4 ) After scanning, the cut goods are physically transferred to the next process with the PTTF.

4).扫描后，裁片随着PTTF传递给下一流程。

Important!  Since the Progression tickets are only attached in one cut part, the transfer of other cut goods to other section simultaneously shall be documented using the Transfer Slip

　重要：工序工票只贴在一块裁片上，转交给其他组的其他部分的裁片用转交纸片进行记录。
Embroidery, Fusing, Printing and Sewing

绣花，Fusing，印花和车缝

5)The service boy of the next process shall collect the “in” progression tickets. After all the quantity of the tickets he collected against the number of progression tickets in the PTTF of the transferring department. If the quantity tallies, the service boy shall sign the received by signature caption of the previous process PTTF. 

5).下一流程的杂工将收集进货工序工票，收集完后，杂工将核对收集的工序工票的数量和运送部PTTF上的工序工票的数量。如果数量相符，杂工将在前一流程的PTTF上签名，表示已经验收货物。

6 ) The PTTF bearing the “ in “ tickets are given to the clerk for scanning.

6).PTTF连着进货工序工票交给文员进行扫描。

7 ) The section will process the cut goods.

7).工作组对裁片进行加工。

8 ) Before transferring, the service boy shall detach the “ out ” progression tickets to be scanned by the assigned clerk.

8).在转交前，杂工要撕下出货工序工票，交给指定的文员进行扫描。

9 ) The cut goods are physically transferred to the next work section.

9).裁片转交给下一个工作组。

Note: In the sewing section, the sewn garments should be transferred to the next work section per color and size. This is so the garments could be monitored in the level of color and size.

注解：在车缝车间，待加工服装按颜色和尺寸归类转交给下一个工作组。因此要对服装的颜色和尺寸进行监控。

Washing, Finishing and Outbound Logistics

洗水，尾部和后勤

10 ) After the garments are received the information and manually inputted in to the system, per IO/color/size.

10).在服装完成后，在系统中输入制单/颜色/尺码。

Illustration_. Transfer of cut goods from one work section to another.

图解——裁片从一个组转交到另一个组

Master Data Build-up

主要数据的建立

prior to the actual implementation of the system, the IE section should maintain a list of the following codes:

在系统的实际执行前， IE部将提供下列代码：

Master File Data:

主要文档数据：
--- Company Code

－公司代码

--- Customer Code*

－顾客代码＊

---Value added Processes*

－附加值的处理＊
--- VAP set

－VAP设定

--- Work section 

－工作组

--- Position

－位置

--- Worker

－员工

--- Worker Group

－工作组]

--- Wage

－工资

--- Skill Library

－技术资料

--- Worker’s skill assignment

－员工的技能分配

--- NPT Library

－NPT资料

--- Work Section Leader’s skill assignment

－工作组负责人的技能分配

(* = standard codes used in GO 2000)

（＊＝GO 2000中所用的标准代码）

Product Engineering Data:

产品规划数据

--- Size

－尺寸

--- Color

－颜色

( Product Engineering codes may be inputted continuously as size and color may vary per style )

（当每款尺寸和颜色发生变化时，立即输入产品规划代码）

These data are to be manually encoded to the system prior to the actual run.

在实际运行前，这些数据将在系统中进行手工编码。

Form:

形式：

1. GSD – Operations Analysis

1..GSD——工序分析

2. Production Study

2..生产研究

3. Cycle Check

3.周期研究

4. Hourly Form

4.每小时表格

5. Load On/Off

5.工作开始/结束
6. Bundle Follow Up

6.包捆跟踪

7. Weekly Target Output

7.每周目标产量

8. Manpower Allocation Form

8.人力配备表

9. Correlation

9.相互关系

10. Transfer Operation

10.转交操作

11. Group Report

11.团队报表

12. Individual Report

12.个人报表

13. Production Bundle Ticket Sheet

13.生产包捆工票
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