
Bulk Production Stage (Pre In-line Preparation)

HT Technical HT Changeover QC 

P
ha
se

Start

End

Check the settings, cut panels 

face side, and hard pattern if 

correct based on the approved 

mock-up, and inform the 

operator to proceed with HT 

operation, and record in the 

changeover tracking form 

(machine number, style, SP#, 

article, sticker, season, and 

destination).

Provide the approved mock-up 

to the heat transfer operator 

based on the style/article/

season running. If two or more 

machines running with the 

same style, provide a clear 

photocopy of the approved 

bulk mock-up and place it on 

the approved bulk mock-up 

receptacle and set the 

machine settings based on the 

approved mock-up.



First Output Comments and Daily Testing Preparation

HT Changeover QC Sub-Process QC Clerk

P
ha
se

Start

End

Encode it in the Daily Washing 

Heat Transfer Receiving 

Record and submit it to the 

wash lab for testing. 

Prepare the specimens (1 

piece for reference, 1 piece for 

washing, and 1 piece for oven) 

for first output comments per 

style, per article, and per 

season, record the comments 

in the First Output Comments 

Form, and inform the related 

person and let them sign, and 

submit to the sub-process QC 

Clerk



Daily Testing

Wash Lab Technician HT QC TL Sub-process QC Clerk

P
ha
se

Relax the specimens for four 

(4) hours before washing and 

oven test.

Start

Conduct testing following the 

attached reference for the 

wash test (A0181_A0294) and 

oven test (PHX-AP0514).

For the special sticker Avery 

Dennison (AD) 3 stripes with 

HT reference no. 80011684 for 

washing must follow the team 

sports and team wear 60°C, 15 

cycles, for non-team sports and 

non-team wear 60°C, 5 cycles, 

and for oven, 90 degrees at 24 

hours

Relax the specimen for four (4) 

hours after washing and oven 

test and check the appearance 

by stretching diagonal, 

horizontal, and vertical, and 

evaluate the color in dark room 

(specimen with light color fabric 

and the sticker is dark and 

specimen with dark color fabric 

and the sticker is light).

Evaluate the causes of the 

rejection found after testing.

End

PassedResultFailed

Send an email report to 

Sub-process QC TL/

Supervisor/Manager, 

and advice to submit 

another specimen for re-

wash/oven testing.

Return the bulk mock-

up with the 

attachment of testing 

results to the Sub-

process QC Clerk.

Records the results in PMS-

QA-Laboratory (Bulk Stage) 

If caused by HT Sticker issue

Result

If caused by mishandling 

Inform the Factory 

MC to communicate 

to the TPE PR 

(Taiwan Purchasing 

Team)-HT Supplier to 

solve the issue until it 

will pass.

Let the operator 

perform another 

specimen and submit 

to wash lab for re-

wash/oven test. 

Get the specimen with 

attachment of testing 

results from the lab 

technician and compile in 

the folder per style per 

season and keep in the 

cabinet for 2 years.



HT Operator Operation

HT Operator

P
ha
se

Check the style, article, and 

season of the approved mock-

up based on the bundle card 

and check the machine settings 

stated in the approved mock-up 

if coincide in the actual.

Start

Pre-heat (3 times) the HT 

machine and proceed to 

conduct temperature checking 

using a digital thermometer and 

record the result in the daily in-

process checks form.

Check the correct face side of 

the cut panels based on the 

approved mock-up and the 

size, style, and flow number of 

the hard pattern based on the 

bundle card and place the cut 

panels.

Follow the arrow up/down or 

wording top/bottom in the hard 

pattern to place the HT sticker 

and press the safety two-hand 

switch button to lower down the 

heating plate.

Remove the sticker plastic 

based on the peeling method in 

the approved bulk mock-up and 

conduct a random check for the 

quality of the logo and forward 

the bundle to the final QC for 

inspection.

Result Passed

Report to HT Technical/

HT Roving QC to check 

the HT Machine 

condition until it will 

pass.

Proceed to next step

Failed

End



Temperature Checking 

HT Roving QC
P
ha
se

Conduct roving on each HT 

Machine every 2 hours to 

check the machine settings and 

conduct temperature checking 

using a digital thermometer 

device if correct based on the 

approved mock-up, and print 

the thermal result and attach it 

to the Heat Transfer Daily in-

process checks form.

Start

Result Passed

Adjust the thermal 

controller and re-

conduct temperature 

checking until it will 

pass.

Proceed to conduct a 

quality inspection.

Failed

End



Quality Inspection (HT Roving QC Inspection)

HT Roving QC HT Technical 

P
ha
se

Check the correct face side 

and color of the actual cut parts 

based on the approved bulk 

mock-up and correct placement 

of the logo using a HT hard 

pattern.

Start

Conduct a 10% quality 

inspection (top, middle, and 

bottom) by checking the 

appearance of the logo based 

on the approved bulk mock-up 

by stretching 2cm away from 

the logo (vertical, horizontal, 

and diagonal way) and record 

the result in the Daily In 

Process Checks-Heat Transfer 

Prints.

Evaluate the rejection found by 

the roving QC to identify the 

causes.

End

PassedResultFailed

Advice the HT operator 

to stop the operation 

and inform the HT 

Technical for the 

rejection found.

Inform HT operator to 

proceed the operation 

and proceed to the 

next machine.

If caused by HT Sticker issue

Result

If caused by mishandling 

Check the machine 

settings adjustment 

and the condition until 

it will pass. 

inform the HT 

operator for the 

proper handling until 

it will pass. 



Quality Inspection (HT Fianl QC Inspection)

HT Final QC
P
ha
se

Random check the correct 

placement of the logo 3 pieces 

top, middle, and bottom using a 

hard pattern.

Start

Conduct a 100% quality 

inspection HT logo based on 

the approved mock-up by 

stretching 2cm away from the 

logo (vertical, horizontal, and 

diagonal way).

End

Passed
ResultFailed

Click the defect info 

(defect code and defect 

quantity) and click send 

in the Sub process 

inspection system and 

inform HT QC TL or 

Supervisor about the 

defects during 

inspection.

Click send in the Sub 

process inspection 

system and stamp the 

bundle card.

Verify the actual quantity of the 

cut panels versus the bundle 

card and scan the bundle card, 

input the HT machine #, and 

the logo description.

Place the finished QC 

cut parts in yellow 

tray that has signage 

“Done QC”.



Non-Conforming Defective Cut Panels

HT QC TL HT Production TL HT Final QC

P
ha
se

Evaluate the defective cut 

panels.

Start

Conduct a 10% quality 

inspection (top, middle, and 

bottom) by checking the 

appearance of the logo based 

on the approved bulk mock-up 

by stretching 2cm away from 

the logo (vertical, horizontal, 

and diagonal way) and record 

the result in the Daily In 

Process Checks-Heat Transfer 

Prints.

Try to remove the HT sticker 

for the sticker issues, 

delamination, and wrong face 

side and evaluate the cut 

panels if still can use.

End

If unrepairableResultIf repairable

Inform the HT TL/ 

Technical to repair the 

defective cut panels 

through reverse.

Follow the fabric 

replacement process.

ResultNo

Inform the HT Final QC 

put remarks for 

replacement in the 

inspection report. 

Please follow fabric 

replacement process.

Request the HT sticker 

and let the operator 

conduct an HT operation 

and give the repaired 

cut panels to the Final 

QC for re-inspection.

Yes

Conduct re-inspection for the 

repaired cut panels.

NoResultYes

Click the end and repaired 

button in the Sub process 

inspection system and stamp 

the bundle card.

Return to the HT 

Production TL until it 

will pass.
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