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Quality Analyst:& Problern Solvirig Specialist
MSS||\MBA p SSBB|IQMS | QE{iLean{TQM | ISO |
Founder,/Bangladesh GarmentResearch:Academy
(An innovative-problemcsolving &learning toolkit)

You canffindhme aémail: masudvfb@gmail.com &
Mob: 01819136606
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Deals Bangladesh, Pakistan & Vietham Manufacturing Unite

C Knit Fty: Square, Meghna, GMS, Palmal,Viyelatex, AKH,Mondal, US
apparel(Pakistan)

C SW and Outerwear fty: Youngone, Snowtex, Paddock, Smart Jacket,
Debonair

C Woven Bottom Fty: Kenpark,Tarasima, Ananta, Hameem, Tusuka,
Columbia, Envoy,Goldtex, DMC, Simftex, Crystal apparel, Nien
Hsing(Vietnam) Kassim,Kay & Emms(Pakistan), Mahmud Group, Square
Denim

C Woven Taops Fty: Epic, Babylon, Medlar, Evince, Concord
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Objective: Think Big

Cultivate a high performance culture
Implement best practice to improve process capability.

Reduce process defects to mequalityexpectations & delight
consumer.

Bridge between continuous process improvement to quality &
productivity improvement.

Implement best problem solving tools
Reduce waste & create value for sustainable quality
Create purpose , create relationship , create engagement



Theme Title;

i Dream set: Dream big "Teamwork make a dream work "

K Mind set: A historical analysis to charge our mind & "Cultivate high
performance cul tureo ;

uHGoal set: AGood plan is half donebo
HTool set AProcess excellence is th
HSkill set: fAQuality people will pro
HProblem set: AStop problem before i

KM Worst case scenario: Convert problem into opportunity

t st

i1 Achieve more doing less: 20% drives 80% result by 6D Pareto analysis

i Conclusion: It is time for quality improvement together

HFeedback sessitberonegFamilWehat ei nspires
Become a guest for debate

~N

€ E€E€CE€CEECEEEX

duc

peopl eo

prodtu

duct ¢



‘ Dream set

Discover Define Design Decide Do

ITY \EC
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- The Road to Success is paved
bawith failures g0 o
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The Heritage of Bangladesh Clothing Industry; Roadmap to Quality & Productivity
A Power Movement Toward Zero Defects.

1 v\ el

Prescriptive Quality Engineering (PQE)

w IV

Quality Science Preventive Science “ Applied Science
& & & . .
Quality Engineering Process Engineering Value Engineering
&

‘ - Best
TQM Six Sigma Lean Practice

\f

‘ Dream set

| N

b
Garment &

DAL ENTEE Pattern & Fit Fabric & Cutting = Wash & Finish
& Engineering Engineering eam Engineering
Intelligence Engineering
- a
Pre-Production Engineering & PQE Problem Solving Process Toolkit for
New Production Introduction Toolkit Quality & Manufacturing Excellence
| T ‘ ‘l B
80% Visual & Fit Defectg will Beautiful Mansufact(Ljerg 10 Days Lead Productivity & Cost
be Reduced before Sewing Garment bee Time Savings Improvement
ar Improvement

This Project is Dedicated for Bangladesh Clothing Industry
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BD apparel heritage & culture,

Key brands core purpose and values

PQE quality improvement approach

ISO

TQM

Six Sigma

Prominent brands manufacturing excellence approach
Best Practice of BD apparel manufacturer
Data engineering & intelligence

Quality Science & Engineering

Preventive Science & Engineering
Production science and engineering
Pattern engineering

Cutting engineering

Seam Engineering

Safety & Sustainability approach

Holistic Approach for Quality Improvement

United Nations Industrial Development Organization(UNIDO) & JAICA

ARoad Map to Qualityo

/Qi PRACTICE

O )

VRN

Guideline for Implementation of Total Quality Management in Developing Countri X \3@,8



‘ Dream set

Responsibl&uality
for Manufacturing
Excellence

Certified
Data
Engineer
&
Analytics

Certified
Fit &
Garment
Engineer

Certified
Fabric&
Material
Engineer

Certified
Productive
maintenance
& Automation
Engineer

Certified
QMS &
Process
Engineer

ProjectEscalation
Process

Certified
Fabric Certified

and Factory
Finish Auditor
Engineer

C From JSS Pattern Approval to Shipment Lead Time will be Reduced from 7543yayts.
C Production Lead Time will be Reduced fré@rDays to 20 Days.
C Continuous improvement in quality, productivity aodst




Hope from this project

L

Can change and improve factory performance & process capabitityms ofquality, efficiency, cost &
delivery goaby 6 months througltontinuous improvement.

PrescriptiveQuality Engineering(PQE&pproach will be followetbr faster decision making and problen
solving.

1 To cultivatehigh performance and qualityulture successfully implement quality engineering /
ISO/TQM/Lean/ Six signh@ols.

Data traceability & visibility will be improved to generate result oriented action through data
engineering

Improveoperator and QC skill & capability through coaching @éexklopment.

Clear operational.guideline, problem escalation process and training material will be provided to th
concern work station‘and responsible employee.

Manufacturingspeed will be improved through proceBggitalization, automation, OEE & productive
maintenance..

Employee safety, spirit & collaboration will be increased through 7S and visual workplace solution
80% workmanship & measurement defect will be prevented before sewing start.

Sewing & Finishing DHU will be reduced below 10% riopnth



Hope from this project

M " SSIRB
3
Fit & measurement defects will be zero witltirmonths.

EffectivePP meeting could be preformed b minutes through preproduction engineering & PQE

Forurgent deliverystylespattern correction could be provided by pattern engineering without PP/Pilot exercise &
compromising quality antheasurement.

Improve pattern accuracy & traceability 100%

Inlong run bulk production could be stat without PP/pilot meeting. Sample section will be connected to the
manufacturing through CTQ , historical data to overcome the quality risk. PP/Pilot sample could be provided fror
bundlef/initial bulk. It will savd0days from precious lead time.

Product quality will be ensure without FA by functional tollgate inspectiooatninginspection. RFT will be achieved
100% in FA

Seam related defects will be reduced & garmeppearance wilbe beautiful through seanengineering.

QA will be able to give clear instruction to fty maintenance and IE for machine adjustment, needle selection, and
OKIFy3S 2@SNJ GAYSZ YIFIOKAYS &LISSRXZ FSSR YSOKIFYAAY |y
with 100% accuracy.

Fabric utilization capability will be improved and wastage will be reduégdy 612 month

Reduce off shade, CSV, SSV occurrence 0% through proper control and shade management

Bulk gmtsrejection % will be improved & cth shipwill be increased to% by 612%



A people without the
knowledde of their
past, oridin & culture
is like a tree with no
roots.

The Founder ofBangladesh
A
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AThi s I s not too | ate to chanjge our br ai
- Neuroscience

600 billons neurons
256 billions GB
400 years live video
More than Encyclopedia Britannica

Over 2 million moving parts
Can process 36,000 bits of information every hour
Powerful than 576 megapixels camera
Asses color within a second & powerful than spectrophotometer

n
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GROWTH

ﬂ A7 L == MINDSET
The belief thaf $ The belief that skills,
intellect, and { intellect, and talents

are set a 4 can be developed

' unchangeal N through practicg and
e perseverance.
A9

t I'll stick to what | know. I want to learn new things.
dse DESIRES I am eager to take risks.

Either I'm good at it or not.

It's fine the way it is

Is this really my best work?
There is nothing to change SKILLS YTy

What else can | improve?

This is a waste of time; I know this will help me
there’'s a lot to figure out EFFORT even though it is d'inﬁcult

It's easier to give up I'll use another strategy;
Resu‘.ts I'm really not smart SETBACKS my mistakes help me learn.
Perfon‘nance y This work is boring | recognize my weakness
No one likes to do it FEEDBACK and | know what to fix. '
© Shanecradockcom It's easy for him or her

I TALENTED I wonder how they did it.
They were borm smart PEERS

Let me try to figure it out.

G : NEW MiNDSE

Mdentdy Change Rosdmap Montor




Forgotten History of Bangladesh Clothing Performance

N

Mus | i n O sahc&niurpBCHE/18th century

Muslin story is rich, varied & unique. This tapestry depicts the
main events that shaped its life, led to its recognition,
persecution & extinction (from 4t century BCE till 1757). It
was embroidered by highly skilled craftspeople on high count
cotton [ In 1462 BC most Mummies of Egypt ]

were covered in muslin

Pandit Jawaharlal Nehru wrote about this
fabric in his book AG
Hi storyo, fiFour thous
mummies of Egypt were wrapped in fine
Bengal muslin. The skill of Bengal artisan
was famous in the Eas



../../Bangladesh textile heritage/Bangladesh Clothing Performance & Compititiveness v2 2021.pptx

Legendary fabric Muslin % |
Modern technology defeated here N

Dr Taylor, a British textile expert
wrote,-

C "Even in the present day,
notwithstanding the great
perfection which the mills have
attained, the Dhaka fabrics are
unrivalled in transparency,
beauty and delicacy of
texture.n

A Sé) miter fabric could be squeezed into a match
ox!!

250 count to 1200 count COA hundred yards
1400 threads per inch1800 threads per inch through the eye of the needle,
_ _ so fine is its texture.
100 count 10 gm
‘ 200 count . 5am

500 count 2 gm


http://en.banglapedia.org/index.php?title=File:MuslinWaving.jpg

Lined with countless fine, raza@harp teeth, the upper jaw of a
boalee (catfish) was used for combing karpas (raw cotton) to cl
it before ginning and spinning.

A few of the more than 50 tools used by specialists to make the

mus | i n shenalWtafiétesothed reed comb) from a densg

ea

e

bamboo calleagnahalthat allows for the setting of more than 1,000

teeth per meter. On a loom, shanas keep separation among
spiderwekthin warp threads.

In the Bangla language, a place where muslin was made and s
was calledarong and the largest arong was at Panam Nagar,

ol

in Sonargaon, where the East India Company factory was locate:

It now stands as a reminder of how what was once the cloth of
emperors was felled by an industrializing, colonial economy.




Bengal textile export increased to 93% on 1840. Bengal was the major exporter than China

Total East India Company exports from Asian in value (£) (1665 - 1760) g Mind Set

Marie Antonitte in 71-81% are textiles in the case of Bengal o
her famous “muslin
dress” portrait, 1760 |
1783(By Louise 1755
i Elisabeth Vigee Le 150

1745
Jid Burn) pay

MADE IN
BANGLADESH

il Queen consort of 1735
France 1730
Father: Holy Roman i

. 1720
Emperor Francis
1715

1710
1705

uChina
BSE Asia

-

HBengal
mMadras

Muslin changed the
fashion tastes in the

: 1700 | mBombay
West- Empress 1695
Josephine, the first 1690

4 wife of Napoleon & 1685 .

| first Empress of 1680
French. She was the 1675
==""N great lover of Muslin 1670
1665

0 100000 200000 300000 400000 500000 600000
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Transformation of Bangladesh Textile and Clothing Industry

Ancient Garment Factory, The lost city Panam Nagar,
Sonargaon, The 1st Capital of Bengal, EST in 15" Century

1st Generation Garment Factory

Generation
Garment
Factory
(Opex)

M/s Reaz

Garments Ltd
196073

Desh
Garments
1977

4 )
3rd
Generation
Green
Garment
Factory: AKH

Q 4




The U.S. Government Office of Textiles and Apparel
(OTEXA)

— = 0 ) 0 |2 | 13| 45| 1| 17|18 YD

Wold | S269 $325 S34 3211 $319) §313| $300 §2%6 298 300
Bangladesh | $245  $293| $294) §292| $300| §289| 285 Sana| 279 S8
PCT4. | -152% 100%| 94% 0% -38%| -1.7% 50%\ 186 b2b| -38%

[ Challenge ]

Monthly Year to Year Change 2015 to 2021

U.S. Garment Imports: FOB Prices

MiNiIMUM WAGE/MONTH O ”
China $354 10.0%
Indonesia $260 - INDIA ” P
Cambodia $182 u ‘
Vietnam $168 '. PASTAN a
India $136 BAN GLADESH s
Pakistan $96.40
Bangladesh $95 CAMBODIA n ﬂ o
Myanmar 382.28 SOURCE: USAID; INTERVIEWS; MCKINSEY “ j - « -

|
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6 Sigma vs Cost of Poor Quality W bindse

30% 920 Six sigma metrics
: Defects Per
2 .3° Sigma Level Million Opportunities
20%
Cost of % 2 308,770
Poor 15% . 50 3 66,810
lit Q@
L 4 6,210
N 60 5 233
5%
¢ 6 3.4
0%

68% 93% 99.4% 99.99% 99.9997% . . .
Most companies operate internally at 3 Sigma
Percent Defect Free and externally at 4 Sigma



RMG Operations: Where we are?

SCL:_ITA:; hY QUALITY WASTAGE Efficiency
% of Loss DL % of Loss (% of Loss)

10%-25% Loss 5%-50% Loss
in Repairing in materials

20%-30%

Failure rates

Loss in

Lead time 1%-5% in 30%-40% in

Rejection time




Cost of poor quality P ssa

Cost of Thread breakage’s & Skip stitch

M C YW H WD
60 10 270
Timet
Categories Freq.;"Hr re- Wl:nl':)k _LDSS Loss Min/|Loss Min/
(Min) Min/Day | Month Year
Rethread after Breakage 1 0.5 300 7650 91800
Resew after breakage 1 0.75 450 11475 137700
Repair after Skip Stitch 1 0.75 450 11475 137700
Total Loss minutes 1200 30600 367200
Add system loss{(20%) 1440 36720 440640
Loss of potential Garments 72 1836 22032
Loss in Hours 24 612 7344
Loss in Efficiency 4.00%| 4.00%| 4.45%




%
Mind Set
[ )

Quality Failure for Fullness at Contour
WB at reputed factory of Bangladesh
Cost of Poor Quality: $5M



https://kontoorbrands-my.sharepoint.com/personal/masuduzzaman_khan_kontoorbrands_com1/Documents/Virtual Garment accademy 2021/Countour Waist band case study/Case 1,Contour WB, Opex.pdf

Transformation of QA,QE & QMS Towaedcriptive Quality Engineering (PdQE) %’

A

Predictive QE
Alert that trend on a possible failure

Effect
Prescription

Proactive QE
Alert that occurs before failure

Prediction

Preventive QE
Alert why did happen failure

eactive QE
Alert what failure has happened
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Data is a more valuable input than an opinion @(

AData entry Yo SHAPE
THE FUTURE _
AData summery C Visual
management
AQuality Metrics C Digitalization
3. KPIS FOR SEWING (; Process
v AKPI/KSI e optimization
. . . C Automation
AData visualization/ Infographics .
C Robotic
-4 .
AGoals manufacturing
Avision

Take support froi



Quality Management Syste@omplete visibility of
quality for data based decision making

data management system Index:

1 Pareto analysis: Fabric/trims/cutting/
sewing/finishing/laundry

2. Pareto analysis on
Operator/process/machine / Ql/ irregular

3. Pareto analysis on inline before & after
check both sewing and finishing/ FA

4. Big cut panel, seam panel & overlock trims
off measurement histogram analysis

5. Garment measurement histogram analysis

before wash/before press/after press



../../Data engineering and inteligence/Quality Data Management  System V6,2020  Updated Sep 2020.xlsx

Data analysis and decision-making process:

How to develop a plan to turn data into actionable or impactful results

o Alnterpret the data(e.g
whether it support your
hypothesis)

AThis step may be
interactive; however, it
will be insightful

AOnce confident in
interpretation, brainstorm
ways to improve the
situation(further analysis
may be needed)

. ____4
Alignment with problem-solving (DMAIC) phases:

2 B - 4

‘ B ‘

q
© ETN



canot measur e,
you canot

Finishing
Defect

Washing -
Defect

A |
| KPI/KSI Analysis

A

3815 Measurement
- — Defect 2.30 %
Sewing ——

Defect Under

27% Shipped
— 0.38%
Cutting & i
Deftect Rate Major Visual SN2 such ke
16.37 Defect SQL

5.28%

S

DC Defect
0.28%

Poor inter personal skill
Poor maintenance
Lack of Quality Management

Lack of Training
Faulty Process
Faulty Equipment

OV AHEWN

A\
4>

Alert Good Alert
Major Visual Defects (OQL) %% Factory Monthly e 4-5% < 3% 3-5%
Labl & Pkg Defects (OQL) %% Factory Monthly = 0.5% | 0.5-1% = 0.5% | 0.5-1%
FIT (OQL) % Factory Monthly < 2% 2-3% < 1% 1-2%
Major Visual Defects %6 Brand DC/QC Monthly < 49 4-6% < 3% 3-5%
| La bl & Pkpg Defects % Brand DC/QC Monthly =< 0D.5% | 0.5-1% < 0.5% | 0.5-1%
FIT % Brand DC/C.C MMonthly < 2% 2-3% < 1% 1-2%
Customization % Brand DC/QC Monthly < 0.5% |0.5-1%
Major Visual Defects (SQL) % Factory Monthly <=4% | a-6% - =3% | 3-5% -
First Pass @ Plant % Factory Monthly = 95%
Process Audits % Factory Quarterly = B5%



../tools roll out for Debonair Group/KPI Analysis Format V3 2021.xlsx
../../A Dream of QE; High Performance Cultivation/Quality report/Mahona Quality Bulletin, July  15.pdf

Lean Six sigma tools and techniques rTT—

Quality Improvement Teams, etc.

Quality

Performance
Improvement
Lean Six Sigma
Waste Removal Variation Reduction
ey ag.PtlonScig
Excellence Models, etc. s 8
£EE K -
\\_,,/'

34



Deﬂne Clarify the Problem 1. Create Team &
collect Information
M the Problem Problem
I
Pl easure 3. Define Contain-
an Seta Target ment Actions
Analyze the 4. Analyze the
Root Cause Root Cause
Analyse Develope 5. Define possible
Countermeasures corrective Actions
See 6. Implement
Do lmprove Countermeasures | corrective Actions
Evaluate .
7. Define Actions
Check Results & Processes P —
Control Standardize 8. Congratulate
Act Success your Team

)

The 8 phases of the
CAPA process

' CAPA phases

Correction/containment

Management review

Implementation

CAPA = corrective and preventive action

* g

% i
o

Improvement




Lean 6 Sigma > TQM approach > ISO Based ,;t‘st;—
An Innovative Problem Solving Framework > Prescriptive Quality Engineering (PQE) 0;

PQE Problem Solving Framework
_ Collect baseline data Identify the root cause Select the best solution _

ACollecti baseline data AConduct rootcause APreventive &
AP analysis analysis corrective action
Avalidate measurement APareto analysis e COUMIEIEES L 725
system/MSA Acause & effect Avalidate & Optimize
ACTQ Metrics analysis g'naﬁ;g?;/ Fishbone /Szzlllljjttlicc))rr]\
S S APrioritize rootcause/5 implementation
Why LSS
AProcess AFIFO
cability/cp/cpk APreventive
AThreashold analysis maintenance
ABenchmarking
Aaizen

36
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P rooiset | PQE Problem Solving Framework

Identify Problem

Select the best
solution

Identify the root

Collect baseline

data cause

Statistical process
control
[

o2 %5 % 2 O
Jo Jo

Monitor & stable
process
»

Data Collection

iy

=

Solution Continuous
Escalate Problem Implementation

3 % au E P




PQE Process Improvement Framework

toals
hiohle
G

Describe
Problem

=)

PQE
Tool Kit

Success

Celebratioﬁ

Data ($$) Result
Confirmation

Select

Solutioﬁ
Identify
Root Causﬁ
Analyzﬁ
Data

4+ Leadership
+ Teamwork
4+ Stakeholder Building
+ Project Management


../../VF SOP/Six sigma, VFB, 5.22.17/Six Sigma; A Quality Improvement Tool .pptx

ACapture top defect by Pareto/defect frequency analysis
AProblem escalation date

AProblem description and background analysis
AProblembébs current condition
AProblem solving team formation & set deadline
Adentify cause with fishbone analysis

ARoot cause analysis with five why

APreventive & corrective solution

Amprovement evidence after correction (metrics/picture)

Avalidate permanent correction & prevent repetitions

AProgress monitor and result confirmation

ARecognize team with closing remark

(

L ]
:‘*

&,‘* «Tool set

i &

etrics/ pictur

@

1POE Problem solving process presentation
2. PSPormat
2.RCA Tool



../OneDrive - Kontoor Brands/Garment Academy 2020/PQI problem solving process/P-CAP(Preventive CAP) Format V1 11.13.19.pptx
../OneDrive - Kontoor Brands/Garment Academy 2020/PQI problem solving process/PCAP Example/Cotton Club PCAP/Copy of PCAP Cotton club (BD) Ltd January2020.xlsx
../OneDrive - Kontoor Brands/Garment Academy 2020/PQI problem solving process/PCAP Example/Cotton Club PCAP/Copy of RCA tools for  PCAP (Cotton Club Jan'2020).xlsx

Quality Improvement

Defectos Agosto 30-2 Zona 7 Turno B

DEFECT QUANTITY

6
[ (]
4 4
4 305
22
2 II 1 1 1 111
° IIIIIIIII

W TR T MM 435 730 TI0 78 A8 T2 200 405 45 700 78 740 46
DEFECT CODES

Root Cause Analysis

Faulty testing
equipment

Poor supervision Out of adjustment

Incorrect
specification

Lack of concentration) Tooling problems

Improper methods Inadequate training old/worn

R \ \
Inaccurate Defective Poor
temperature control from vendor process design

Ineffective quality
management

ACCUMULATIVE %

E]

3

WHY?
L why?
L why?
L> wHy?
WHY?

Resl sohution i found here

5-Mar

&-Mar

7-Mar

saL%
5 & 8 § 3 B B E 3 E B B 3 F E R OE E N B RN
2 2 2 2z 2 2 2 2z 2 2 2 2 z 2 2 =2 2 =z 2z =z =z 2
& & & - & " K O T - T R ) g R |
2 = a8 =: 55 5 3% 3% 8 R AR N R R R R

ammDFU SOL %  emmmion-DFU 50L %

Broken, Skip & Uneven Joint Stitch Reduction Project Update

WNov WDec Wlan WFeb WMarch WApril WMay Wlune Wluly

30-Mar

31-Mar

*Tool set




kﬂow&gdge penm -
goal

& P

“Quality
_ _ control starts
NQual | t yandends
I with
PeOp e training.” _ .

Wil
Produce

Quality
Product




Are all training
materials readily
available (i.e..
Manuals,

resentations)?
\ ons)?

N P
T [\ - ‘.
FINISHING =
':\ - G DEPA %
~ £ e
& / - i
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|
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_ Small invest in a coach will convert
Happy sewing big return in labor productivity

How To Be A Smarter Garment Operator

AHappy sewing : English
AHappy sewing : Bangla
APresentation

ASurvey report

AFormat

43



Month =2

February

March

April

June

August

September

October

November

QC Skill Improvement Program

December

Incoming Inspection

Production: Molding

Wilkam

QC Inspection

CAPA

Scoya

Nonconforming Materials

Katya

Purchasing & Supplier Eval.

Data Analysis

Production: Assembly

Maintenance & Calibration

Document Control & Training

Management Review

James

Internal Audits & Mngt. Review|

Training Evaluation Calibration

Calibration Exercise:

1.
2.
3.
4
5
6
7

Mock evaluation. X
Munsell Eye test.

Measurement correlation & mock evaluation

. Measurement Tape Interpretation

. Fraction Exams

. Arithmetic Test

. Quality inspector’s Numeric & Spatial awareness test



skills

| QC training, evaluationdalification X flouris

[ ]
MOCK TEST RESULT SHEET o
Performance
Pass >80%
Total Defects found 102 %1€ | o defects that | L e & o
that the . | Munsell Test 22 <30
CN Card NO| i by_ udi manager | . ere mlsbs Edl by Total Score=(A-B)/(ATotal Score=(A-B)/(A: Remark tit ! Dexterity Test (Marble)| 84 <96
QC Name ID/Card Ni mspectqr(mg u pg disagrees with inspector but later BHCKI00%  |B+C)X100% emarl DFU Identity || [ oexterivyvest e = =
both valid & invalid inspeciors found by manager) @: FORIDUL ISLAM Spatial Test o o
SLNo defects)-A finding)-B C No: 3593013 | Eye Vision Test 20/25 | <20/40
1|HAFIJUR RAHMAN 3593001 14 4 7 i Valid Until:  31-August-2019
2|JASIM MOLLA 3593011 General Instructions :
5[SHAREAR IBNA 359303/ 24 2 13 b4 ‘T“'"';:M D Card in Line
6|NAZRUL ISLAM 359305( 2 1 13 b I'f:?'_' I Brogk 4
11)SOYKOT HOSSAIN 3593039 26 0 13 . i v
12MAIDUL ISLAM 3593061 24 0 14
13[EMAMUL ISLAM 3593054 24 4 10
14MONJURUL ISLAM 3593071 26 7 10 82%
15|RANA SHAKH 3593066 29 8 10 82%
17|SABIRUL ISLAM 3593083 26 5 12 83%
18/SALMA KHATUN 3593025 20, 1 10 86%
21|SHOFIKUL ISLAM 3598082 84%
22|HAZRAT ALI 3593074 20 1 13 78%
23LUTFOR RAHMAN 3598051 10 1 10 78%
1st Calibration 2nd Calibration
L . : . Re-trainin
Calibration | Total Participants| Pass | Marginaly Pass Total Pass Fail Absent i 8,' g
required
1st Calibration 23 2 / 9
2nd Calibration 12 9 3 12
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skills
flouris

AARA manager devel ops peopl c.
stand upright and strong or deforms them. A
manager may do them well, or may do them
wr et c hdRetelyFoDrucker




Maintenance, Production, IE & technical role improvement =;

Middle manager development-roles of middle managers
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7 Human Resource
Best Practices

Providing security
to employees

Selective hiring:
Hiring the right people

Self-managed
and effective teams

Fair and performance-
based compensation

= Training in relevant skills

Creating a flat and
egalitarian organization

Making information easily
accessible to those who need it



MUHAMMAD ALl

4 ‘ﬂ
= like a butterfly
[ eaag, ,

Hard Training Easy Winr




AnSmart

QC will Transform Problem Into

Transformation of QA

Be a Quality Controller

Be a Quality Architecture

S ¢




Establish problem solving process through PQE

ADevelop problem solving process

ACreate a list of potential problem &
wastage to address root causes

ADocument all action plan & drive
toward solution through PQE




