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Abstract 
 

The research objective of application of SPC for quality control on cloth inspection was reduced 

cloth-defecting from string different. The technique was used the statistical process control (SPC). 

Initially, the result of one-way analysis of variance (One-way ANOVA) was string length 6.01-7.00 m, 

which it was minimum effect to weave-cloth defect from un-balance. The result of weave-cloth 

manufacturing was significant reduced the defect from un-balance at 95% confidence. 

Keywords : Weave-Cloth, Un-balance String, Statistical Process Control, One-way Analysis of Variance 
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