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attention [4]. For the optimal construction of a particular K1 K2 K3 K4 K5 K6 K7 K8 K9 K10K11K12 Pocket code
garment element concerning its technology, the sma_lllest Pocket code Fig. 3 Material consumption for each type of pocket
number of textile pieces, technological operations, _ o _
technological devices, and shortest treatment duration are Fig. 2 Number of fabric pieces required to sew each pocket The demand for the main woven fabric (FO1) is not quite

required. Thus, this research aimed to Investigate the
Influence of jacket pocket construction on its technological
properties and to suggest the optimal pocket construction,

The number of elementary operations (Table 1) of the k1~ Similar (Fig. 3), for the K& and K12 pockets the
and K5 pockets are the smallest — 13 operations. The consumption of this material is the highest. The minimum

sequence of operations for the K11 pocket is the longest; it ~ consumption of lining fabric (FO2) is for the K7 and K8

based on the number of details, demand of materials and consists of 17 elementary operations. pockets and the maximum for the K1, K3, K9, and K11
threads, and sewing time. _ _ variants. The consumption of the adhesive interlining is
Table 1 Summary of number of the sewing operations evenly distributed among all pockets, in exception of K7,
EXPERIMENTAL DETAILS Pocket |[K1 |K2|K3 |K4 |K5 [K6 |K7 [K8 |K9|K10 |K11 |K12 K8, and K12 pockets. It was determined that the minimum
type consumption of the materials is required for the production
The schemes of the analyzed pockets are shown in Figure 1. Number |13 |14 (14 |14 |13 |14 |14 |16 |16 |16 |17 |14 of K2 and K10 pockets. The production of K3, K6, K11, and

The efficiency of pocket technology is evaluated according to:
1) the number of pocket pieces;

2) the type and demand of different materials;

3) the number of elementary sewing operations;

The K7 pocket is the most time efficient (Fig. 4). The K12 pockets requires the highest material demand.

longest manufacturing duration is for the K11 pocket due CONCLUSIONS
to the largest number of pocket pieces and the

4) the time of pocket sewing, s; L — - ~_1 1~ technological operations required to join them. 1. During the research, 12 welt pockets with flaps were
- - analyzed to evaluate their technological properties.
5) the thread consumption L calculated analytically for the Fig. 1 Schemes of the welt pockets with flaps 800 . , yt y NN rg I pt pf et
seam of 301 stitch: L=2I(1+Khm), where | — the length of S , 572 s60 624 594 - ¢ sludy suggests that the complexity of pocke
sewn seam, cm; K — the coefficient of compression of the 5 600 40,501 ° 60 2> 481 511 dezlgﬂ de]tcfe_rrnlnes p}ochket.manufzcturmg _telchnolpgé/
material (0.7); h — the average thickness of the materials 3 = 400 and the efliciency or the ime and material require
. . L 500 488 S G for pocket manufacturing
In a seam, mm; m - the stitch density in a seam, 480 469 S N ' . . :
stitches/cm ® 460 454 449 449 " " T 200 3. After reviewing all the results obtained, it is quite
| _ ¢ 440 43 428 430 41 4 O 0 = difficult to choose the most efficient pocket because
The parameters of the welt pockets with flaps: = 3(2)8 =0 L Ko K3 K4 KB K6 K7 K8 Ko K10 K11 K12 of not evenly distributed results with respect to the
 the length of the opening — 15 cm; 380 Pocket code evaluated parameters. In terms of the materials
« the width of the flap — 5 cm; 360 consumption, the K2 pocket is optimal, in terms of the
+ the bag depth — 18 cm; KL K2 K3 K4 Ko K& K7 K8 K9 KIO Kll Ki2 Fig. 5 The consumption of the thread used to sew the pockets thread consumption, the K5 pocket, and in terms of
 the width of the pocket inside piece — 6 cm; Pocket code . . the processing time, the K7 pocket. The least efficient
: _ The lowest thread consumption is required for the K5 .
« the width of the (folded) edging is 0.6 cm. _ _ ocket and the highest for the K11 pocket (Fig. 5) Is the K11 pocket due to the largest number of
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