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urrHOjüCTio» 

Th«   als  of  tn* *   pmp«r   ii   tj  «tat«   .¡oat   of  th-   pr   t :   me. 
Mt  wh«n  establishing  Fo.>t«ea-  Factories  In  Developing 
Countries,   to augje&t   «Giuliana  and   to  tiatlR«  tr.#   »i»t   i. 
tty of such un . ert«Kings. 

Th«r« ia un oubtedly a  tr«»ni   for   th«  Hanufact*r*   >f 
Footwear  to decline   in  Developed Countrlea  aal  to  1-.CI»A«* 

in  Dsvaloping Countries  «here  tb«r«  la  ala o a  » >n.=»tantly 
rising ho«« sark«t.  »ith th« rising    of Labour  Co«t<  ii 
D«Y«lop«d Countries,   auch n«« »«ature« in ttatevelosad OR«« 

lead to an lacreas« la    Export marketa. 
Technological progrsia in Foot»ear Machinery «¿¿ma that 

l«a« «kill Is r»««d«d,   although th« initial cost  of Machinery 
sax«« starting a sho«  factory s asttsr of Urg« capital 
inyea'sent. Th«r« is,   ho««v«r,  capital available fro« D»t«l* 
op«d Countri»«  for Joint t«atT««.  Th« eue e«sa of «any «u:» 
undertakings has proT«i that,  with prop«r  plinalni,  Technical 
assistane« fro« Derelopad Coltri««,  or through B.I.I,D.O., 
th«r« should b« no liait  to th* b»ili-up of footwear p.-od- 
uctlon.   It is obviously   i«sirsbl« to «as«  aartsriala locally 
produced,  «.g.  Mí tursi   ruefesr fro« Malaysia «ad  laéoaasla, 
rath«r than isport symthsties. 

Labour Is less espansive,  lsrgsly unakillti,  ani i« «©at 
D«T«loping Countri«« quits pl«ntifui.   &y«n «ltd the    newer 
proco««««,  «any ainor  Jobs ar« «conosic #h«n p«rfor«*d by 
hand, and smehlnsry for such ainor operation« R««U sot bs 
purcnaaed. 

This pspsr outlln«« th« Plant,  Machinery and aquieaest 
arai labi«. With it,  «xport.   fro« th« Developing to ths Darsi* 
opsd arsss esn be incr«aa«d,  as «Tid«ac«d by th« trtMR out 
incr«aa« in Braiil'«  footwear «»port«. 

Th« p«rquiait« to this lncr«aa« is as uai«r»tanUag of 

ths n««d« of th« sark«t«,  «ith«r by Nsrkst Surv.y«,   ua« of 

th« D«v«loping Country*a own Cosas«relsl attach«« abroag,  or 
oth«r sources.  la this way,   D«»«loplng Countri«» ess «start- 
ain what is n««d«d and th«n organi»• to produc« sad sail. 
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I.       Types . f Plants 

k.   Large undertakings 

1000 Paira per day and 0T»r 
This typ« of  factory In Developing Countries is usually 

a Branch of a Multi-national Company,   or a joint venture 
between a business  fro» a Developed Country with a local 
entrepreneur or a Quasi-Qovernaent Agency. 

Because of the reed,  in »any Developing Countriee,   to 
provide Jobs for as «any workers as possible,  careful judg- 
ment  *ust be exercised before investing in sophisticated 
and expensive machinery and equipment. 

Toe use of Tracks and/or Conveyers in both Upper and 
Bottoming Departments nay be justified  because- 
§£ It  helps to get a steady flow of work through the factory. 
j^ It  reduces the amount of "Work-in-process'» and therefore 
toe investment. 

e^ With efficient scheduling of work,   it cuts down the time 
takes  to get shoes  through the factory,   thereby reducing 
investment. 

»hile powered Conveyers are efficient,  the advisability 
of the large investment «ay be questionable.  Locally made 
tracks using angle iron and roller skate wheels,  are easily 
coastructed, inexpensive,  and quite efficient. With Convey- 
ers or Tracks in the  Bottoming Departments,  operatives stand 
to work at both Machines and Benches,  and this makes for 
efficiency.  Closing Room Tracks, when properly used,  save on 
the amount of Work-in-procesa and through-put time. 

Types of buildings vary widely.  In Singapore the Govern- 
ment nave constructed »Flatted Factories" in the center of 
housing estates. These are rented in varying sizes to 
accommodate the particular requirements of different busine- 
sses.   Departments must  be organized to  fit into the available 
floor «pace and the shape of the Factory.  Other Developing 
Countries offer the following- 

(a) Standardized  factories (usually single 3torey)  on 
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Industri   1     -ta*ea. 

(b) Financial aa^istance and land   for Companies to build  their 
own factories. 

(c) Accelerated Depreciation allowances and other Tax incent- 
ives  for Companies  ouilding new premises. 

When building a factory for larg».  scale production  the 
decision to have single or multi-storey buildings depends 
largely on the price of the land.     This usually depends  on the 
location,  i,e.   in the City or on the outskirts. 

Organization of production is easier in single storey 
buildings, and it is easier to locate presses, Injection and 
Vulcanizing equipment in the correct place in the production 
line as no question of floor loading arises. In Multi-storey 
buildings, heavy machines should be installed on the ground 
floor, otherwise expensive strengthening of the building may 
have to be undertaken. 

Less sturdy types of Factory buildings, with lighter 
foundations are satisfactory in Tropical countries  for single 
storey buildings.   Lighter and  less  expensive materials can 
be used for roofs and walls.  In the  U.S.A. some new Shoe 
Plants are windowless and air-conditioned. This gives greater 
control over Temperature and Humidity,   which helps with 
Employee contentment and can also be helpful to manufacturing. 

Buildings are 360 feet long and lifO foot wide,   11+ foot 
high,  with ¿*8 foot column centers.   Offices,  Boiler rooms and 
Storage space are built otttside the perimeter so that they 
do not interfere with manufacturing space.      Floors are 
Concrete. Walls are Aluminium on the outside an*   Galvanized 
Steel on the inside with 2" of Fibi e-glass insulation between. 
This area product« 5000 Pairs  per day.  A large Multi-national 
company uses, for new factories, 3aw-tooth roofs, »1th Corrug- 
ated Asbestos,   (Pxp«riments being made with sheet-aluminium). 
They try to use local Architects,  who know the ateríais 
available and local tastes and preferences. 
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B. Medium Undertakings 

250 Pairs per day and above 
The space required is not  in direct proportion to  the 

output.   Space for 250 Pairs  per day is usually more  them 25% 
of chat  needed for 1000 Pairs.   The number of departments are 
the same,   and in this size  factory it is usual to Co  more of 
the work by hand, requiring more space and people. 

Investment in new factory buildings is rarely  justified 
for productions as low as  500 to i*00 pairs per day. 

It  is,   however, still necessary to organize a proper 
flow of work through the  factory.  Accommodation on one  floor 

helps  to achieve this. 
Often difficulty in selling the production requires a 

factory to use several types of attachment, and to sake 
Ladies»,  Men's and Children's  footwear in the same  factory. 
This adds to the types of machinery needed and adds  to the 
Floor space required, fith mixed productions, Conveyers and/ 
or Tracks are seldom justified,  racks being the usual method 

for transport through the  factory. 
C. Small Undertakings 

Below 200 Paira per day 
These are often Cottage industries, and other than Sewing 

•achines and Sol« attaching presses, machinery is minimal, 
such of the work being done by hand. Success in these enter- 
prises depends on low overheads,  extreme flexibility of 
production, willingness to execute short runs,  and very short 

"in process times". 
In developing countries these businesses are often located 

in Shop Houses, making normal organization extremely difficult- 
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II.    Machinery 

The necessity to reduce the labour content in Shoe 
Manufacturing in the Developed Countries has  led to the 
indention of «achines that are more and »ore sophisticated 
and expensive.  Along with this has co«ë the use of Synthetic 
Upper materials and Plastic Soliti« in various forms. 

These being more uniform than Leather,   are easier to use 
with new processes euch as Injection Moulding, Vtflcaniîing 
and Flow Moulding of Uppers. The Machinery is «ore expensiT« 

to purchase and maintain. 
A. Upper Denartawnts. The sfl«e Sewing machines can be 

used for all types of production,  and the Hydraulic, electric 
Clicking machines,  being «ore efficient than ta* mechanical 
ones, are uaad for «tftting leather «nd synthetic«, lighter 
types for upper leather and the heavier duty ones for bottom 
materials. Splitting machines are needed for large scale 
leather production.  High front Men's  leather   ;hoes and  ooots 
are helped when  the Vamps arc pre-formed on heated moulds 

or by a Blocking machine. 
The latest  technique for upper making,   now being widely 

used,  is Flow Forming.  These machines,  with  the aid of 
inexpensive Silicon Rubber Moulds,   will exactly reproduce 
the grain of the leather,  the stitching,  gimping,   perforating 
on P.V.C,  coated materials  from the Sample  leather Uppers. 
The process is being used to make uppers ranging from Child- 
ren's to Safety Toe Cap Footwear.   It  has the additional 
advantage that P.V.C,  injection moulded bottoms can be 
attached using no roughing,  only a solvent wipe.  Coloured 
appliques can be welded onto the upper during the process. 

Fiat and Post machines from the main suppliers are stand- 
ard equipment in all Closing Departments.  For larger product- 
ions,  a transporter should be used in  the Department.  Ancillary 
machines (Eyeletters,  Skivera,  Beadere,  Perforators etc.)  are 

available  from many sources. 
Where a standardised production is to be made, automatic 

Sewing machines  for jobs such as  Barring,  Sewing on strap« 
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etc.   are  labour  saying and accurata. 
B. Asaeablina; Department.  The Introduction of Tfcera© 

Biterlala for To«  puffs and Stiffeners has lad to the aeed 
for Toa-Puff applying sachinee and  Backpart  fjralag UCUIH. 

If thu  Insolas   ara to Ha  tacked onto  tha Usta,   Air operated 
lachines  are be?*.,   sut thara art Inaole Attaching  ¿ysteas 
which do away with tha naad  for tacks,   allalnatlnf tha  Ungar 
of leftover tacks catching on wearer's   feat,  and  saving the 

C03t  of Tacks. 
C. Lasting.   Using conventional  «ethoda of attaehaaat, 

Factories with  productions of 300 pairs upwarda,   «hould «a« 
Pull-Toe-Lasting Machinea.  T^a Shoes can be eoapletly laatad 
in two or three operation« at  rate» up to 600 paira par 8 

hour shift. 
Wo lasting «achinea are needea if the String Laatad «athod 

is used,  although an Attachment has been lavanted «ilea, »Iti 
the  aid of an Air Cylinder,   reiuc»3  the physical  labour of 
pulling the stringi to last  the Upper.  This eaa  be attachai 
to an Injection Moulding »achina   w  tret the Upper I»  laatad 
to  the »etal  foot  and then reverdi   Into the Mould  for Sola 

Moulding. 
Scat  lasting «achines are of two  types,  using either 

Tacks or Ceaent.  The Tack «achine givea a «ore solid Job aad 
is preferable with the VULCAWIZIia or Injection Itonldlag 

Process. 
D. felted.  The «ajor eachinea needed are thoaa for Iaaola 

Processing (Channel or attacaad Rib),  #elt Sew, Stitcher 
and Hough Rounder, Heel Attacher,  but «ore ancillary «a««!*«« 
are needed than  for other processea,  aad consequettly aura 

Labour. 
I.  Unit Sole Ceaent ¿hoes.  Heated Sole and/or Shoe Activ- 

ator and Sol« Attaching Press. 
F. Veldachoen  (Stitchdoan) Proceas, Veldt Mould aad riaags 

«achine,  Seat  Laster, Toe Foraer and Stitcher. 
G, Sewn and Stitched  process.  Sole Seaiag Machine,  St itch- 

ing Machir« and Heel Attacher. 
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:ti¿a  ttemlikMA*   M*« y  typ» a   ar«   availafei«   fri« 
siafl»  imita  to   «ailtlpl«  a* »4   a»eâla««,    '.«^'ia|   tipo«   tr« 

ont put.   (*««• r • t o r »   »ft «i - o   r« «,«1 r«<l. 
I.  Ha* fYtWft Jflt  mc«*llU*.   4*y nuab.r   ai   <mgi« a.*d 

ont.*  «*«  tH» e»»fl,    i«p«»"lta,g  «poa  raçalr«!  proémetiû*.   T«i« 
proc««« r«aalr««  Xyiraulle   Onlt«. 

MACM»«« im« roi mmwm 

B«lt«4,  y»M^ch«oi» a»«t  !#•• fc Jtiteb«4 AttMliwst«.   (A) 
!•#•• iMhtMi  r»i«ilrti ta  §o«ti«f  pr   -«ctlcm.   {•)  ?%aa« «itr» 

on«« m—ûmê 1*1 «r  »liti pair**« 1< to  N  la«r««««4. 

«••1«1 t© •».h»   IÍ00 pair«  p«r  lay  1» «•• S-ao«r   t»>iftt Uta»« 

fett  Ioli C«a«*t«4. 

IÜMJ 
9—ámi tú proî*c« ?%0 pair« U41«»'   Striag U«t*d,   l«J«*U@« 

No«lé#d vit h uppers cut »ni  ma%lêmê fey  ta« no« For« Pro«««*. 

filli I 
M««i«i to  »roane« ?50 pair« p«r l*fco«r aatft,  *•••• !••*• 

Beat« «iti Valeamla»« fola*. 

TU««« ar«  tè« a»ti a»tfco4a of Suo«  Proiaction  »ad Matal««-« 
ra3alrad.  àddltlo«« or «etrastl«»« é«p**4 m pair»«« r«f«ir«4» 
SUlft formai,   riaaat« «vallasi«,  «t«.   Haay ataor proc««*«« «»a 
••  ioa« by s*a4  if  la tip»» UT« Uìwwir  la «fallato1« »»4 Ut 
proTlUoa of »or»   Jos« 1«  iaportaat  to  ta« Co*»try tafölf«d. 

Ka cal «try i«  aval labi«   fro« aaav cou«trl«a me «a»a tatearfc- 

taf ape« ta« l»rf«  lait tal  «xp«a««, T»*l«rs for tu« •a-alaary 

•ad «falpawat  aàoyild a« a«aad. 
f« proUet   ta*  larg« la*««te«at  lav«i*«4 »ha«  pmrefcaaiaf 

•aehiaary,  It  1«  n»c«eaary  to «av« coap»taat,   trmatawtky 
fegla««ra, «fee  a ho« Id ft« tanfat by ta«  Co«p*ay «upplyiag ta» 

•»cala««.  rtop«r «atitwtiet,  ayataaatie   Iiarieatloa of aacfcln««, 

aaé ta« aeillt»  to  Itaca a«« Operativ«*  fcy tal« D«part«M«t  «Hi 
•aaiir« taaisUrraptaá product lo« me aav« -i «»càia«  «r««*iO«*a 

»ad  «p*r« parta. 
A wry e*r«f*l  aaalvsia  of Saar« ffert« ••#4#4  to  a««p ta« 
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mmêÈLmrt a*4 *««&pMat rvaaiftf «fc*a« *« •**• •* **• *••*»••**•. 
«4 a pr«f*f» •%«•* €9*tr#l Sy«t«« f#f J»**« **#*• iMtall»*. fit« 
•àmie *• •*•«•«« •••hly if t»# Cfei«f Afta»«* a*á »fceuM LcUd« 
ti» NuâM Ml KtilMi <*M*Uty of «U fart« «feità ••* •• 
wf*kfê. %%•• •*€•!•*• •§"• feM«M ©wr«««» it i« **rtti«Urij 
laportatt to all*« ««»I» U»a tmt toUftfï •! •*»*• »•**• *• 
prtvMit U». «f pr^Mtiafe feMMM • »«111 »•*% *• «tisUattt. 
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III.   Comvmmmtê 

à*     ¡i*oiti 
If «aitati« locally proàactdi i«ataar la avallarla, it cat 

at aa«d for txHtta*« «ho«,. fba backaart aav)«ll fea rt-uf retí 

atta Flira-taaré,   ttaa  a* all«J. 
Caaaoalt«  »trita  «a.« atti  rift !   flirt   bac«»,   (ani   *»aa« 

tlaa« toas)  a»..]   fWmlbl« boari   foratarta  caa ba   taaorttf  froa 
Oat« lo pa 1  Couatrl«»  for eittiaf  lato  Irnoli,.  Taa y ara 
lat ratta lv«.   Insulta aiti »unlet«!  ri bragia«« or  Paly pro »o lasa 
bacia,   lacoryoratlaf  taa atatl  ttaalt,   caá  alao  ba o »taita*.. 
Taa«« aaat  fi« tàa Laat,  «aJ vtala*s aro<jajetlaa la übnuUtl, 

taa y ara ampaaairt to wm%, 
Staat Calíalo««  board araparaé ttpacltlly for Iato Ita la 

avallatola at  rtaaoaabla  prie«»   fro« aavaraì c «at ri «a. 

mmmmmJBtSmBL 

•tara a Cotéttry earn proa »e a laataar froa locai bàia« taita 

la «aitabla for fola laatb«r, lt 1 • jbTlou*lj ittàrablt to «a« 

lt ratear tata iaaort  ««»atitataa. 
It la,   boa«T«r,   etaasar a»4  aaatar to aalt« SI*«* «ataf 

ar«-«r«p*r«d Unit Selaa  fra« syattttie aatarialt. Ttaat caa 

ba tata for MM*a,  taaaa'a mû Cai Urta'* Staat,   «a    ara aaéa 
fra« F.V.C,  coatoaada,   r\)lyur«tbaa««,  Tbaraoalaatle lubbara, 
flat arai tab bar,  aai ottar • tallar aal árlala. 

Ttaf taa\ ta later tad.  If tba  factory ta« I  Jaettoa MtaloV 
iaf tr Vvlcaalala* Htafciaaa, aoalaa caa ba obtala«4 aa* »mit 
•alta aaéa la taa factory.  Taay caa ba aata to  fit tb« 
faattar of taa Stat taactly or »1U a tri «an a*allattata »• 
tit fora tart.  Ilaa  ¿atleta art «tai labia taci *aaaot la 
Sattltfaé eomatrlaa,   »ait  saaataatial ewûmrm ara aatata taltaa 

aUaaard »batta caa ta »aa4 oa tàa latta talaf aaaá.   Il aaay 
áavalbfttag e oaat ri «a  lacally aratacta latta ara aot ae« arata 

«amp far aaa alta Xaportaé Oalt folta.  Ita latti tood i 
tat arotarly itrtta a»tf «ltb «baagt« la taa»atratart 

baallity,  tat laata aaa 11. 
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G,    it i ff m§tn/Counter* 
Uni»»» SAO«s art nmná   MCì«,   l»ath«r  3tiff«n«ra  ar«  diff- 

icult   to  u«m  tas  r*r«ly  uni for«.   îh«y   can  b# sould«d  on  a 
lack*part   lou 1.lag «achin«,   but   it   is   «asl«r  to make uniform 
sao«* »ith aould»! fibr«  board  itiff«mrs.  Using heated «cuida 

o« th«n«  aacala«s,inpragnat«d th«rao  boards,  partially aould«d, 

git« a  first  fin»» job,   and ar« «aaiiy   Uor«d.  Solvent 
actif at« î  aat«ri»ls auea mm Calaatic  and polf-atyr«a« iapr«g- 
»at«d aat«rial also gif« good r«aulta  »ith feaek-part  »oulding 

aacnla«s. 
D.    To—imffs/Boi to«« 

A* «ith itiff«a«r«,   laatsar is not ta« b«st aat«rlal 
fro» « Sao«aaklng point  of fit» fo* To«-puffs. Taay also 
••ad a  lot  of «itra »ork aai lack iiaiforaity.  C«lluloid or 
•tyr«a« tkarmo «ateríais  %ad rabb«ria«d aat«rial ar« «aslar 
t© ma« aad gif« «ic«ll«at  r«t.lts in »«ar. Th«y ar«,   ao»«v«r, 
rar«ly aad« in   i«f«loplag countri«»,   aad ar« usually iaport«d 
la saaat   fora or r«a4y eut.  It la alao possisi* to print 
paffs oato ta« uppers vita rod plastic, fita Pttll-toa-lastiag 
«achines,   h«at aetlvat«d  puffs ar« b««t,  although solvant 

act if at «d oa«a can b« usad. 

Por Ito«*« sao««»  «ood  or fibr« aaaaka ar« satisfactory 
aad cheaper than at««lt   but cannot  be ms«d satis fact ori lly 
vita platform. St««l should b« used la foa*a*s aad Child- 
r«»1« ahoaa.  ftig« h««l Ladl«a*  shoes  a««d flutad st««l 
saaaka  for atrenfth,  aad  th« cunr« «»at fit the last,  if 
satisfactory results ar«  to b« obtained durine »«ar.  Th««« 
at««l afeaaaa caa b« fast«n«d to th«  Ineola b«for« us« aad 
caa «a at tachad to Uait Solca. 

tapar i «ant» ar« halag sad« using Plastic insol« backparts 
aa a «uhatitut« for Steel  saaaka. 

*   F>     iffif 
la Devaluing Coaatrias «aar« laathar is fraaly avallasi« 

It caa  aa uaad aa Hen'«,   ¿adi««*   flat  heel aad Children*a 
Shoee,   ««pacíala if a««l   bwildlag aachin«« nr« «failabi«. 
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Making leather heels by hand ib a tiae consuming, expensive 

job. A cheaper heel for Ken's which is satisfactory in wear 

on medium class shoes is the moulded Rubber or Plastic heel. 

These can be bought from Rubber Companies in Developing 

Countries, and Plastic Top-pieces can be slugged on to them, 

giving a satisfactory hard wearing heel. 

For Women's fashion shoes moulded plastic heels are In 

general use. They are usually pre-finiahed to avoid the cost 

of covering. When these are difficult to obtain, covered 

wood heels can be used.They must be made from hard wood to 

avoid the danger of splitting in wear. It is impossible to 

produce a good laquered finish on them with a single coat, 

and care oust be used to have a fine flat surface before 

laquering. Wood heels are not satisfactory for very slender 

heels because they split during wear. 
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IV. Types of Production 

Developing Countries anxious to build up a viable Shoe 

Industry must be aware that Manufacturing Techniques are 

being simplified, that aore and more sophisticated machines 

are coming onto the market, cutting need for man power. 

As the ratio of men to machines becomes less, the advan- 

tage of a plentiful supply of the leas expensive labour 

becomes smaller. It is, therefore, very important which 

market it is best to cater for (i.e. Home and/or Export), 

and to find which Construction will be required (to cater 

for the market). 
This can be done by using    a Market Survey,   getting 

information  from potential buyers,   or from Partners in a 

Joint  venture. 
At   first,   simplified constructions which are labour int- 

ensive  offer Developing Countries  their best opportunities. 
The success in the Export field by countries like Spain 

and Brazil show that eventually an industry doing a substan- 
tial  Export  business can be  built up.  Spain's Shoe Exporta 
in 1961 were 212 Million pairs,  in 1971 - 12,509 million 
pairo.   Brazil's exports to  the United Kingdom jumped from 
58,000  pairs in 1971 to  523,000 pairs in 1972.  In both cases 
the  footwear was  stylish and commanded more thanfô.00 per 

pair. 
With help fro* outride  Experta through U. N.  I. D. 0.  and 

other  Agencies,   Developing Countries coula,  in time,  learn 
the lateat Techniques,  and  using more sophisticated machinery, 
produce fashionable shoes  of good  quality,   for Export to many 

parts  of the world 
Brazil and other South American Countries are  fortunate in 

having a large Cattle  population.   In  fact,   Brazil has the 
foufcth  largest in the world after India,  Russia and the U.S.A. 
It also has a sophisticated Tanning Innustry. 

Each year a larger proportion of shoe uppars are made 
from non-leathfr materials,  and if these can.ot  be produced 
locally,  they can be imported at  a reasonable cost.  Usin* them 



- 13 - 

and unit Solas,   Davaloping Couatriaa CAB promue« lo« coat 
stylish shot©  for Eiport. 

If they can  produca Uppar Laath«-- o* an *c/t»|?tabl*   -<*   l- 
tty standard,   thay art in an «»an stronger  Hxport  pcition. 

Mathoda of making shoaa currantly in uaa  aura as  follows- 
1. CanTas Upper,  Snaakar/Pliasal! typa using natural 

rubbar for bottoming,  Vulcanizad aftar assaably in Chrana. 
Hüb bar wallingtoa« ara sad« by tola  tachniq.ua. 

2. String Las tad.  Tha latast  «at hod li thia construction 
uaaa a raactioo  davica oparatad by a foot padâl  , which la 
mount ad onto « Dlrtct Vulcanising »a china or an Injection 
•oulding «achina. This la aucasaful with fio« »ouldad P.V.C. 
Opparslaatad on   tha natal  foot,   than ravarsing tha foot and 
•oulding OD tha  botto«.  11th P.V.C,  up par« only a aolvant 
wipa la uaad,  but if laathar uppars ara uaad thay must  ba 
pra-roughtd bafora Closing. A apaclal patantad natal shank 
placa la uaad.   It has hooks to alio« tha atringa to ba 

ratalnad in tha «alst. 
3. Valdtachoan (Stitch-down)  thi» lna«panal»a procasa  la 

particularly good for Baking Chlldran's Crapa Sola Sanéala, 
Woman's Flattias, and Man's Caauala «1th Crapa or Unit dolas. 

4. Coevsntlopal Casant laatad sheas. «1th aaata tack 
laatad,  (prafarrad) or Casant laatad. Thaaa can ba «ada 
antlraly by hand,  (slo» and coatly)  or »1th Pulliag-ovar 
«achinas using  Bad laatad toaa and saata,   uppars balag pra- 

casantad. 
Pull-toa-laatlag «achinan,  with tha «alst  aithar hand 

laatad or machin« laatad,  («1th or without red ca«ant>.   for 
machina production tha aaats ahould ba pra-«o«ld«d ualjg 

Tharmo Stlffanara. 
Solas can b« attachai «Uh Naoprana or Poly-Äirothana 

Casants. On «osan*a Fashion ahoaa,  «1th laathar or üaal» 
«olas,  ona-»ay  Hod Casant appiiad at Sola laying 1* «ulckar 

and claanar. 
5. flawing oa tha Sol« «ithar by Chala atitch or lock- 

atitch «achina«  is a «or« aipanslva «athod,   but with laathar 
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¡toles it is cleaner and faster. 
îhe furtaer operations needed, levelling, Edge trimming 

and setting and Bottom finishing add to the cost. 

^ Sewing and Stitching, for heavy footwear sewing (or 

Sowing) on a Through Sole and then Stitching on the outsole 

is still a standard method of production. It makes heavy 

solid shoes, but requires more labour than other methods. 

2¿ Pi  ¿et vulcanizing with D. B.S. machines using natural 

rubber la widely used for heavy footwear. It is a good way 

to make footwear for the Armed Forces, Police, Customs, Farm 

Workers, Building Workers etc. Safety Boots with steel caps 

can alio be made by this construction. 

§±  Injection Moulding with either P. V. C. or Polyureth- 

anea is a widely used method of bottoming for Mens and Boys 

footwear. It will produce light weight bottoms or heavy ones. 

At the present time and for some time into the future the 

•mortage of Polymer to make the P. V. C. will make this 

construction more expensive. 

o^ felted. A decreasing proportion of the footwear in the 

world Is being made by this process. It is costly in machinery 

ama requires a labour force skilled on many types of machines. 

It Is very questionable if it is worth while for Companies 

i» Developing Countries to incur the expense of the equipment 

ama tu« cost of training the labour to make shoes this «ay. 
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V.  i'i&iiiitiv:¿ 

Whoever is placed in charge  of Marketing in a new business 
in a Developing Country should know precisely the Type of 

Product,   the Quality,   the Price Field,   and  the ultimate Cust- 
omer. 

He should decide where  (Export and/or Home Market) and 
which (Direct Selling,   Wholesalers, Agents etc) have the best 
potential bearing in mind the additional work and expense 
involved in Export. 

It is also necessary to study Competitors'  products and 
their success (or  failure),  and what promotional techniques 
they use.   If it is decided to advertise,  the Marketing Depart- 
ment should be aware of the appropriate Media,  the costs 

* involved,  and the likely return on the outlay. 
Developing Countries have positive advantages over Comp- 

etitors in Developed Countries because of lower wage rates, 
Government assistance with grants,  etc. The effect of such 
advantages and how long they will last should be studied. 

Some of the potential outlets for their Shoes are as 
follows- 
(a). Own Shops or Departments,   in Shopping Centers or Super- 
markets. 
(b). Direct Sales to Retailers by the Factories Sales Force, 
(c). Exports through a.  Agents,   b. A Joint Venture with a 
Foreign Firm who will either buy the whole or a substantial 
part of the output of tho factory,  c.  Contracts for supplying 
Government Deportments,  eg.  Footwear for the Armed Forces. 

It is also the Marketing Department's responsibility to 
know which Designs are most likely to meet current fashion 
trends or Industrial needs.  They should be involved in the 
Selection of the Design team,  and the Development Department. 

Factors which limit Kanufacturing capacity must always 
be borne in mind.  Selling should be geared to the type and 
Quality of the Shoes the Factory is capable of Manufacturing, 
on which realistic Quality Standards and Profits can be 
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Maintained. 

Finally tlioy should bs sxaainlng ns» «ark«ta for thsir 

•xisting production, and studying «hat nsw products, with 

Salsa possibilities, can bs aads. 
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VI.    Govern^nt r^lp and assistance   from outside Agencies 

Help from Government of  the  Country and/or  U.N.I.D.O.   or 
other Agencies,   e.g.   Columbo Plan,   can be given to- 

A¿ A new Company either  locally  financed or  joint venture 
with Capital  from outside the Country or raised locally. 

B.   An establls'i d Shoe  Factory needing  technical assist- 
ance,  either to raise  its efficiency,  or to  begin the 
manufacture of a new type of shoe. 

C»   Assistance to aaall and medium sized   factories already 
established.  This can  be given to a number  of buoinesses up 
to 25.   The assi -.t.TI ce  should be organized centrally,  with 
Government peraorftllacting as Counterparts  to the ¿xperts. 

D^ Where a new factory is to be established, The Expert's 
assistance should be sought   from the  planning stage on, 
especially regarding factory layout,   decisions about/and 
purchase of machinery,   laying down systems  of Production 
Control,  Wage  ana Salary standards. 

li If a new proauction is to be introduced,   the Kxpert 
should  be invited to analyse  the existing machinery and 
equipment ana to co-operate with management,   if  additional 
machinery is necessary  and  suggest where it   may be obtained. 
If sizeable purcha.es are to be made,   tenders should be 
invited  from several suppliers  for comparison. 

F.   If the Expert is to render help to a number of Comp- 
anies in a City or Country,   it is important   to draw up a 
Rota for his visits.  A Chart should be kept  in the Expert's 
office  or that  of his Counterpart. After discussion with the 
factories' Managements  the Expert's time can be organized  to 
give maximum help to those who require it an i are willing  to 
follow his advice.  Each factory should nominate a counterpart 
to follow up suggestions,  to achieve maximum benefits. 
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VU.    RecriiUaent and Training 

When recruiting new unskilled Labour,   In aJditio» to 
completing Rating Scala at  interview  (see copy),   a slwpie 
aptitude  test  for screening out  sloe  learners,  a«seaslng 
intelligence,  adaptability,  colour bliaiaesa,  etc.   la 
invaluable. This type of test baa shown surprisingly good 
results,   revealing the   legree of manual   ieiterlty,   colour 
awareness,   orderliness of wind,  and ability to un lerstaad 

simple Instructions. 
When nee employees have been selected,  the>  should have 

a period of induction to  familiarise the« with the Company» 
its welfare and safety «attera,  conditions of »aploysent 
and the sort of work in the Department in which they are to 
be trained.  Whether th*s period lasts  for two weeks or two 
hours is a Management  lecisioa. 

For recruits in the Closing Department,  a simple syetea 
of Analytical Training can be used. This aethod alas at 
training the sense of touch,  vision sad movement,  as well 
as the judgement,  anticipation,  perception,  eo-oriinatioa 
(of handa,   feet and eyes),  rhythm and tewpo,  as well as 
dexterity of fingers, wrists,  hands,  arm»,   legs,  knees and 

feet. 
The newcomer is introuduced to the type of cachine she 

is to operate, by doing her initial training upon it, as 

follows- 

1. Learn to pedal without needle or thread. Complete 

control »at be achieved ... stopping, going slow; and speed- 

ing up. (It is essential that the Bachine is functioning 

properly). If a clutch notor is used, it should be set so 

that the Machine can be started, stopped, slowed Jown, or 

speeded up without un lu« pressure on the treadle. 

2. Insert needle. Practice should be continuad until 

putting the needle into the Bachine correctly is almost 

automatic. 
3. Thread up machine.  At  flrat slowly until correct 

method is mastered,   then  practice until vorklag »peed la 
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aehi«*« i. 

k.   il til  «»«fei««  ta.-««4«ci.   Operativ«  «•••   on  «i««««   af 

»erap  Uataar  Mf*«¡  «its  circi««,   «f»*r»s *« ;   otfe«r  4aa»«a. 

It   la   .«*ir   »r.-l»  to  *§*#  «ait*   larval   o«  »lac*   Iaata«r  #t 

fir«t,   ao   tut   «titéala*  «BO««  «»  cl«arly.   Ace«r*cy  «u«t   M 

tu«   fir«*   con*i   trit»-)n,   Oil y  aft*r  accuracy   i*  »chi«»« J 

•fcOMiá a *•«--!   to*   «yilt   up  to nor««l   *taaJu-ià. 

0»iag  tul« Mtaod,   girl« «fco ar« «4«»ta«i«  e»a  toveo«« 

•ffiel«at   operati?««  la  •  Mtt«r of  «««h*,   rao««  «*o um't 

th« ability  or  t«ap«raMBt   to  »«coa»  food ¿titettar« ar« 

v««a«î out   Jurlag traialag. 

It  i« ai»©  laportaat   to ««i«€t  ad  trai»  Cllckar«.  Car«. 

f*l eotJMtaat   •*« saa  «ava  a lot  of  «on«y by  ctittlag aat«flaii 

€©rr«€tiy a»d clo»«iy.   It  ia good  pra-tica to haag «Hi«« u<i 

•l««a of  Uataar up i«  th«  Dapartawat,   Papar   paitara«,  «t««ftt 

©•to th«««  «iil««t  illustrât« tè« correct ««triol of cutting, 

So««oa« ««««I«: ««tei n«« Clicker« ©lo««ky «ad  trai« tu«« to 

placv knivea «ito tee  Uataar correctly. 

I» otaer ¡»»trtMitt,   it  1« a«c«aaary to haw« eoapeteat 

instructor«  to trai« ne« oprati*«« ia ta« right «ay of 

operating MCBIB««. 

fa«a a«* aajor «achia««  ur«  brought,   th*  train in« of aa 

Ingia««r or  for«««A Upo»  th« opération of the  «aid ucaia«« 

áhouli be  ta« reaporeibility of th«  COOMB? «upplyUg ta« 

Mcala««. 

At  Ladt  o«« of ta« «ngln««r« on  th« ataff «houli b« 

trainai to «ervle« amcain«« la th«  Cloelag OtptrtMit. The 

t*e«t trainlLf ia givea by  tn« Co-tpaay «upplyiag aacaiaej,   ia 

taeir ov» «oriufeoM.  Ta« taciaeer «fiomd be required to take 

apart «ad re-aaa«abl« a flat,   Poet,   aad Hg-sag aacaUa.   If 

a« «or*, «way  fro« ta«   laetory  for ©a« day a »••«,  am oa  th« 

factory floor o« ta« otfeer   »ay«,  a« »111 g«t  practica apply- 

ing hi« kno»l«dg«. Tr airing uattally ta» a a ali  to «ight «««k« 

to   ««COM   tO«Mt«lt. 
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WÎÏI. kitty CMtrol 

It  ta «et   faaatal«   fr:)* m ««».¿ale  polst  of vi««  t. 
pìt*«le«Uy  «lattiM all  aàv»aa  at  tvary opa.it lai,  ata*  #v«rf 
aajor ©paraUoi.  ioaavar,   It  hü ka««  provai  tait  ••poi 
el^a«•llag," •*»•  • * aaapla  of •»#• at  «vary  aajor oparatloi, 
«111 giva  alttoat  taa  aaaw   «o va rafa  of  fa«lta  aa  *  100» caaci. 

fita aatftoi  «afgaatal  *ora 1« taat  ts* totality CatttralUf 
alali iwttM aaoa* at  a» afra«i Btwaar of point«,  poaatal? 
5 pa^r«  fro« a taa pair tltfcat, tmé Hat o* a irc~frlata4 
fro« taa  fault« la taa  flva paira,  ta Uli lot aorli aromi« 
taa  fattoi? la a ayatattatl« oparatloi •» o pa rat loa,  rottila, 
«*t  »iil  J**p aaaat  fro« *•# oparatloi to ©»a il aaotHar mr% 
ef tH* Da par taa« t.  ft» raito* for tila la «# taat taa «par« 
at or ail Swparvlaora taaaot prepara casa* of atoa« for taa 
Inapaetor  to loa* at.  ta> aaemli aiao IM taa aaa» tMUtfM 
for awvlM  fr©* D« aar taa at  t@ Dapartaatt,  aa? gola* fro« 
CliciAig to riüilUf atti tao* Uatlag otta lay»  tía«  fro* 
fattoi Clltalig to Citali! aaotHar üf att. 

4 Hat ©f   »par ai tota tu aa «iaaift«4 me tua  failta  llàalf 
ta aa fotta taar« ara pat  m D*illeit«4 Cfcari  (aa aaapla} 
«a    taa Quality CoatroUar    fllla il at a aal « Baal aat loa palai, 
Miai aa **• asatlaaé atoaa li a ôaptrttatt • a«  fili«  la  taa 
H» U«r Clart  ilo«lag tat tassar of failta at  «a«« «ìatlaatloa 
polat. ?*Aa afettl* Da il triplicata» osa far tèa factory 
ftssriitaséaat, ota far ito êssaral    Haaag« r atta aiotlar ota 
for tua nia. A satfelf e* tot tal y • «•ttavry la ili* «4vl«lala. 
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t%tu i. 

«achia«« rwqmirmi  f^r  ftnttj«4ai   jy> «*if4 p*r | fco», iÄ, 

Ma du a«  .•«•-.rifti« f«It«« 

Üiirlaf (fripi«) 
itaaplif (1  e&w) 
Bmk Staseiag. 
I»»ei» ¿h*an«Llaf (U«t««r) 
LI« Turn«r. 
Ia«ol«  r«clLia«. 
*ei« Iti« C«««nt«r. 
Pull-Or «r Machia«. 
?e« i Seat L*at«r. 
faek«r i fllUr. 
114« itapl« La«t«r( 

Ite«** 9fpmr Trlaswr. 
••it lever. 
las«*« Trieewr* 
••U   Itati«« i üa.aleg. 
»•it   FMtlag. 
A4r fei« !¥•*«. 
StItealag Machia«. 

»#lm 

A. 

A, 

A. 

A. 

A. 

1. 

». 

A. 

A. 

A. 

A. 

A. 

A. 

m * 

A. 

A. 

A. 

A. 

A. 

A. 

A. 

A. 

1. 

S. 

A. 

A. 

Ätit«h*4 

A. 

A. 

I. 

A. 

A. 

%* Seaa Memwmw. 

f«l4t Nenie è riaag«. 
V«rtleal f>l««l« Avafher 
Te« ror«4»f lucala«. 
V«l«t -J««t  La«t«r. 
lei« S«*lag Machia«. 
••ei Attachia«. A. 

A. 

A. 

A. 

A. 

A. 

A. 

A. 

A. 

A« 

A. 

A. 

A. 
A. 

Ih— «achl««« *r« fer a fhetery »il* a liait«! PreetocUoa 
hot  «lahlag te lav««t la larger, «or« «ai «a« tv« Mac hi a« r y 
K*chia«« «ariieá  « hav« capacity  fer ém*l* ttat«4 »rwluct- 

io». A.  Mac ala« • a«c«««*r7 te ca««ic* »r bacilo«. 

fi.  Hachla«« te la«tall at  lat«r «at« t© l«cr«aa«  aro«»« ti e«. 
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1 

r«Di# ¿ 

mm mm m um mi 

Ta«   Präparat io«   and  La«taar Jtora«  ara  sltuattd batwaaa 
ili«  ClieKiim  Boo«   uni  aee«s«  road  which   facilitai«« «aay 
haaállaf of   í»urt i. 

gMClIfr« ioow 
Ti« Clickla« loo« i«   i« lfa«i in  a coawanttoaal **nn«r 
ineoíporatiag nia«  CuttInf Praaaaa arr*afad  la paira. 

Tfca  Cloalaf ¿loo«  cuaaiit» of two Transportar« «ach co«p- 

riaiftf of  %  aork  «tatloaa.   Thi«   la    lightly ia tacaos 
of ta« aaaaar r«<^%iir«<i  fcnt  th« «»tra 5  or 6   itatlona  mrm 
u#ful  for  un usual  work.  P«tty  -toriá,   tapa «te.,   can  b« 

k«pt   ia a  »mali   atora   ay ta«  For •a offlea. 
FWaiUTIOi 

Ta«  praparatloa     f ia-jolas pro«ra*a«a  froa th« raar of 
th*  roo« forwari«   t'»*»rda th« a ï.s««bly arta.   3ol«a or 
laaolaa ara «tor« i   to  tiefcat ia il* e lu  (:><?). 

mm m« 
Ta«  eoaponaata  «Ad  laata ar« as3«»biad  aad procaaaad 

Ureiafa b*ek Part  Movidia* to  I-iaolt Attiehla«,  and  than 
loada«! onto th«  Tr*aaportar. 
Tn« Matciag îraaaportar ia «»pactad to «aka 12 co«pl«t« 
tarma iurtn« th«  day,   »ach takln« appro*laa*«ly £+0 ai nut «s, 
A tara« tl«r Tr«»ap©rtar »ita 50  carriagaa par liar ia 
ritoawBi»].  Two  tiara «ou11 b«  for (aa«ral va« alte tha 
third  for aaaplas,   odáajaata.ate. 
The  aerati*« «orlan« th« Uat àlippia« Machina will ta À« 
ta« aork off th«   track aaé put  it  oa a rack, r-ady  for tha 
iào«  üoo*. 

Usila oa th« r*ck  th« aocka ara  fittaci up to tha wirk. 

Tna afco«# ar« off  loadad froa tha  rack by tha Hot   Blaai, 
-•la« operativa  «ho,   aftar traatlaf thaa,   plaeaa  tha« 

or-,   tha îrajusportar. 
Th«  »ii        ta**  .90 «laut«« to coaplatt  tha fini ahi a« 

oparatloa«,   «ni   îarin« a  l*y 15 eoaplata  turna ca« a« 

¿^*etad. 
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Tabi« 2 

The Transporter would have 5 tiers with kO carriages on 
each tier. Two tier working is visualised. 

The paira stored in the Warehouse  can be on loaded in the 
bay at the rear of the building,   adjacent to the Warehouse 
la  the Box Forming area      (85). 

SUT/1 CES 

The services provided incorporate as shown, the normal 
requirements for a so lera factory.The Offices would be 
situated above the ground floor. 

FACTCOT to FBOKJCI 1.200 PAIRS IN ONE 8 HOUR SHIFT OF MENS 

OMIT SOLED CEMENTED SHOES 
Table 2 

10 OPERATION KACHINE OR           NO.  OF MCS 
FIXTURE 

CLICKIKQ ROOM 
1 Leather Room Bench                              1 
2 Give out Bench                              1 
3 Store Press knives Rack                                 1 
k Cut outside« - linings Mytronic Cutting Mc. 9 
5 Samples Clickers Bench             1 
6 Split cosponents Band Knife Splitting 

Machine 1 
? Form vamps Forepart Upper Form- 

ing Machine          1 
8 For use with No.7 Contact Hulling Mac.  1 
9 Stamp linings Lining Marking Mac.    1 

10 Stitch mark Stitch Marking Mac.    2 
11 Cat stock,  sort,  colour mark, 

and store stitch marker dies Table with Rack below 
12 Store stitch marker diea Rack                                  1 
13 Stamp sock* Embossing Machine        1 
Ü» Assembit cat uppers to tick- 

et and place im closing room 
box Table 

• continued - 
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i'able  ? 

WO OPERATION 

CLOSIHQ ROOM 

15 

16 

17 Skiva uppars 
18 Folcila« and ca«antiag adgaa 

19 Raauces  aeaa 
20 Rainforças ani prostat aaa« 

21 Parforatas uppar 
22 Rain forças ayalat 

23 Insart  ayalat 
ZU,    Insert  ay«lat 
25 Taaporarily laca uppar 
26 Fixas toa puff on va«p 

27 

28   Raiucas toa puffa and lin- 
ing a to  facilitata laating 

30 
i+O 

BOTTOM PREPARATION 
1*1   Cliva out aolaa 
kZ   Casant aolaa 
1*3    lïiablea aolaa to ba driad 
i*l*   Hand aola caaant 
4*5    Cut out lnsolaa 

<»7 

50 

51 

Back 

Stora eut inaol«s 

Bavai adga of lnaola 

Staap alza oa inaol« 

Koux- uol« to laat 

MACHINE OR 
: IXTUR& 

NO.  OF KC3 

Work Storag« Flxtur« 
54 Station Globing Hoora 
Transportar 2 
Uppar Skiving Machina k 
Therao Caaant iag 4 
Folding Machiaa I 
Saaa Raducing Machina 1 
Taping I» Saaa Praaaing 
Machina 1 
Perforating Machin«      1 
tyelet Stay Cernanting 
& Applying Machina        1 
Eyeletting Machina        1 
lyalatting Machina        1 
Lacing Machina 1 
Therao Toa Puff Apply- 
ing Machiaa 1 
.oat-kit» CaMBting 
Machina 1 
To« Puff % Lining 
TrinatUg Machin« 1 
6 Tablee 6 
Vari ou* Seeing Macha 1*6 

Banc h 
Sola Caaant1ng Mach. 1 
Sola Drying    teak I 
fiaach i 
nactrlc Hy iraulic 
Cutting Machina 1 
Kaifa Rack 1 
Tabi« 1 
Iaaol« Bav«lliag Ma«. 1 
Filt«r Uait 1 
Soia Stamping Machina 1 
Twin Sola Moulding Ma.l 

- continuad - 
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MO OraATXüM 

ryí    Store botto« eoawiieats 

55    Stor« uppers liaaglng m 
Ellin  frasea 

celili m 
FIXTURE 

»o, or Mcj 

Rae* 

Hack 

Feg type 
Fixture 

Laat  31 orage 

55 Mould  eacfcfevt  of all«« 
% 

5ê Attack taaolee to last 

59 lut forepart 
60 Prepare up par 

él Laat iol* 

62 kit Mat 

63 Sat shoe 

65 Scour mû rem** eaoe botto« 

66 Du»t • «tract 

67 Faatee aaaa« te iaeole 

60 Fer afcaake 

69 Lay eeeeat oe la«tad eawgia 
70 Ceeent 

71 Fait tette« filiere 
It Dry eeejeat 

73 Activate »olee aa4 
•ette« 

7k Sole attack 

75 laaeve laat rom  ette 
76 For eocke 
77 f®r reaml&jr cremeee 

•aekpert Mo« Id lug    Ma. 
Tabi« 

la»ola Attaenia« Ma«. 

P*ll Leatlag Maeklna 

Felliag a Lea ting Mast- 
er 

Caa»nt  ai Je Leating Ma. 

Caeant  Saat   Laat leg «a. 

Automatic  duali  MVA 
áettiag Pimi 
aench 

Upper iioughlag    è Jcewr 
lag Mecaine 

Filter feit 

Staple Faateelig Meee- 
laa Mo4el 

Meek 

«etto« Ceee* tin* Rati, 

Cea*«t màvpij Unit 

fealee 

Drylag Cult 

it SHee Äea*  Activ- 
ât lag feit 

it  Sola  Attatà^Ag 

Laat  Pullieg Macai #      1 

leck 1 

•et  ilaet Trae lag i^¿- 
inest 1 

- cesti»«*!  - 
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Table 2 

10 OPDUTIO» «ACHIME OB        NO.OF MCS 
riXTURI 

?® OMtttiAf   »OCkM Coat-Rite Cementing 
«a;hint                              1 

n Cleaa aad repair Table                                1 

m for aatlquing «te. Spray Booth                     2 

•i »•fon backs Sao« Quarter Refora- 
ine Machine                     1 

it fimal eptay Spray Booth                    1 

•5 !#€• Bench                                1 

bh tea* - voi Table                               1 

%5 H.S. Bos foralttf Mac. 1 

M iter« tea fiate Rack                                  1 

•? •"ere ve eve Rack 
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Table   3 

FACTORY TO PRODUCE 250 PAIRS IN ONE 8 HOUR SHIFT OF LADIES 

STRING USTED SHOES WITH INJECTION MOULDED SOLES AND UPPER 

COMPONENT CUTTING AND EMBOSSING BY THE UN"DEC SYSTEM 

Table 3 

NO OPERATION 

9 

10 

11 

12 

13 

Ik 

MACHINE OR FIXTURE NO.OF MCo" .TT 

1 TTpper material and  grinding      Racks 

2 Give out Bench 

3 Store knives Rack 

k     Cut  combined upper  andlining    Travelling Heat Cutting 
Machine 

1 

1 

5 Hold and feed materials 

6 Hold cut stock 

? Enboss upper castor 

8 Make up rubber moulds 

Sock stamp 

Size and fitting mark 

Apply toe Duffs 

Seam reduce 

French bind -  EITHER 

(   Post machine attach binding Dry Thread Closing Ma. 

(  Cement and turn over eige      Thermo Cementing and 
(   of binding 

Material Roll Holding 
Device  (1 in use,  1 in 
atores ready loaded 

Hack 

H/F Combining & Emboss- 
ing Machine R.F. Gener- 
ator - lOKw output 

De-Aeration Unit and 
Mould Making Kit 
Embossing Machine 

Lining Marking Machine 

Toe Puff Fusing Press 

Seam Seducing Machine 

2 

1 

1 
1 

1 

1 

1 

OR 
Folaing Machine 

15 U Bind or Shell Bind 

Bind toplines Cylinder Binding Mac. 1 
16 Stitching Machines 

Backseam close 

Insert counters 

Run round topliners,   etc. 

Dry Thread Closing Ma. 3 

17 Back part mould Backpart Moulding Mac. 1 
13 String last Stringing Machine 1 

19 Store closed uppers Rack 1 
20 Injection mould Twin Injection Moulting 

Machine 1 

.-.:1 ixaro,  aock,  box Bench 1 
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Table ¿+ 

FACTORY TO PRODUCE 250  PAIRS PER 8 HOUR SHIFT  OF tMS  HEAVY 
 SOW S VULCANISED SOU* ' 

Table k 

NO OPERATION MACHINE OR FIXI URE NO.OF MCS 

CLICKING ROOM 

1 Store knives 

2 Hold cut work 

3 Cut uppers 

k    Sort and paint mark cut work 

5 Split back straps,   tongues etc Band Knife Splitting M. 

6 Stitch mark uppers,   by hand      Bench 

7 Skive uppers 

8 Assemble work for closing 

BOTTOM STOCK PREPARATION 

9 

Knife Cabinets 

Work Bench 

Electric Hydraulic Cutt- 
ing Machine 
Bench 

Upper Skiving Kachln« 

Bench 

2 

1 

2 
1 

1 

1 

1 

1 

10 

11 

Cut leather insoles, leather 
stiffenera,toe puffs, shanks 
and rubber blanks. 

Hold cut work and knives 

Examine 'cut stock and bring 
ir soles to even substance 

12 Cut stock 

13 Stamp insoles 

1¿+ Scour insoles 

11+a Dust extract 

15 Store cut stock 

Mould Insoles 

Store insole moulds 

16 

17 

18 

7' Revolution Press or 
Heavy Duty Clicking Press 

Bench 

Sole Splitting Machine 

Bench 

Sole Stamping Machine 

Surface Scouring Mac. 

Filter Unit 

Rack 

Twin Sole Moulding Mach. 

Rack 

Skive stiffenera and toe puffs Cylinder Knife Skiving 
Machine 

CLOSINQ ROOM 

19 Transport work 

20 Hold work in progress 

Fold where necessary 

Close Uppera 

22 Station Transporter 

storage  fixture 

Thermo Cementing & Fold- 
ing Machine or Rapid 
Folding Machine 

Various Sewing Machines 
(Flats) 

1 

1 

1 

1 

1 

1 

1 

2 

1 

1 

1 

2 

- cjntiuned - 
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Table k 

NO OPERATION MACHINE OR FIXTURE NO.OF HCo 

Zig-Zagging Knchin 

Hand operations 

Insert eyelets 

Lace uppers 

ASSEMBLY 

.16 1 

Twin Post Heavy Stitch- 
ing Machine 3 

Single Needle Heavy Stit- 
ching Machine 1 

Twin Flat Heavy Stitch- 
ing Machine l 

Semi Automatic Staying 
Machine 1 

Bench z 
Eyeletting Machine 1 

Lacing Machine 1 

21 Store closed uppers upper Carrying Hails 1 
22 Store insoles etc. Hack 1 
23 Store lasts Last Storage Cubs 3 
LASTINQ ROOM 

2k 

25 

26 

27 

28 

29 
30 

31 
32 

33 

3k 
35 

36 

37 

38 

39 

Transport work through 
operations 

Tack on insoles and load 
Transporter 

Paste and insert stiffeners 

Store stiffeners 

Tack backs 

Condition upper 

Hail Transporter (2 tiers) 
(14m long) 1 

Hand Bench 

Pasting Machine 

Hack 

Hand Bench 

Lasting Heater 

Pull over and insert toe puffs Pulling & Lasting Mac. 

Store toe puffs 

Last sides and waists 

Condition seats 

Seat last 

Pound seats 

Dust extract 

Heat set 

Rack 

Side Lasting Machine 

Seat Lasting Machine 

Heel Seat Lasting Mac. 

Rotary Pounding Up Mac. 

Dust Control Unit 

Automatic Humid HVA Sett- 

ing Plant 1 

Unload Heat Setter and examine Hot Blast Treeing Equip- 
ment 

Rough bottom of lasted shoe Upper Houghing & Scour- 
ing Machine 

- continued - 
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Tati« i» 

NO OPERATIC* MáCNiRE oi nrtvm no.or ms 

kO Dust extract Dust Control Unit I 

kl Attach leather shank Staple Fastening Hachlse I 

kZ Slip lasts and unload 
Transporter Last Pul ll.i« Mac til n« I 

kl 

kk 

Gênent  bottoas and attach 
wood heal filler block« 
Vulcanise boot bottons 

Bench 
Ugh fTeasure    Sole 
Vulcaaiai&g Machine 

I 

5 

kì Tining unit Hydraulic Unit I 

1*6    Tri» off surplus rubber Rubber flash TrUsAhf 
Machine 1 

k7 Insert socks Coat-Site Ce»eatin« 
Machine 1 

kS Store socks Rack I 

k9 Clean hoots Banc h 1 
50 Dr«ss an. repair Bench I 

51 Brush off Polishing 6 Brushing 
Machine 1 

52 Extract uust filter Unit 1 

53 Exanine boots,   lac« and box Bench 1 
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îaeU 5 

àff*mp*m mcm mm mmtwwm rum. mê.m xm, 

TAÄI l.  l«it*i. A. t 17,900. 
•      A. 1. *     1,130. 
**      Ì.   :«M«t*1.9nit Sel««, A. *    §»3ÔO« 
*      A.         *             •           « S« *  5,13. 
*•      1.  VaHacfeo««. A, •    t'iU?! 
•      4.             » 1. *       950. 
•      l.  SMHI t Stile*««. A« * li, WO. 
*      4.       »                 • •. i   5»t». 

Atoew* fia* ta •#• j»»gp—ti^a t/a*a altfco«t **U-îo«- 
••Miara / • 

TABU 1,  NtM C«a»aata4-0«lt S#|#. 4130,000. 
*       3.   MpfM ?ll«aB4Mé. « 73,000. 
•     %. U   tlaa itriaf U«t«4 t ^»000, 

lajMtlM tel«, 
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Tabi« *» 

It rims  LMtaa ».? .C. »ppara 
ffypar aaJUaf  plaat  for a*aaa «aln« Ilo«for« 

HICUM  Inscription 

tt«etr> todraulie 

ClieklM ft9 mm, 

travailla« laad 
CuttInf ?raaa. 

2/ve/io w. M.r. 
«•lila« Mácala«. 
Ho« 11 MacHin«  teat 

W2Q/WË tot try «.F. 

Houli Hakt*« ««ai 
To« paff ft*«ta« Pr*«a. 
Air ©parata*!.  ìPM.  Haatia« 

raaacar. 

itity 
for ao 
Fra par -iy, 

1. 

Quantity 
for 10OÒ 
par   iay. 

1. 

1. 

Mnìiaf ©var Mach In«. 

Hat  Sawlif Macai*«. 

1. 
t  «il9v £ 500 tetra. 

t  allo« £ 900 tetra. 

I. 

1. 

1. 

1. 

lar latitisi aacalfta far 
Back at rafa/Sai 

Striaci** Kachln« 

Ty*a CC, A/M Maoal« 

Liala« Staapl*« 

«acata« àlr oparataa. 

Poat iawtaf aaeaiaa far 

Puacftin« a*<A balani«« 
•-chin*. 

Air Cosaraaaor unit, Ho4aÌ 
13 W (11 e.   f.  a.) 

I. 

I. 

1. 

i. 

1. 

1. 

1. 

I. 

1. 

3. 

a. 

l. 

2. 

1.  4715 

Aparo*. 
Pris« 
Cae*. 

C 1100 

* 5*50 

£ 6900 

i 9500 

£ lOOO 
tetta*!*. 

£    >15 
»iti Motor 

£    500 
alti Matar 

£    750 
«Ita Matar 

£    5é> 
alt* Matar 

Y?** «te. 

fell ate. 
«7*j 

I. £   6-70 
Motor*£ta*4 
nadar «4«« 

1. £ UvO 

*   Ï15 
i. Pipi®« ritti*« 

Allo« £>0 
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ràwtm cmM JUS - cwnm i 

OfOUtlü* 

mm tmtm 
UHM *um 

UM 

ft» FAI » 
•  cwu - TO» 

oti - »or yprn, 

Mf JMOO» 

frira 
îAfK - XBCOMUBCî 

mm m FM 

;•»•• wc« 

ïWùlM - WJT  Jitfvá 
HâMIB Ollfff* 

ififCMllM 

FACXM • HOT TO 

STITCH uwmñ 4**aa 

JTÎTOI m cVût  f ITU EWU 

JTITCI LMw/saoiff 
mi? ci wia ivirai 
T0ÍIUK  *wu*i 
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ttiag •«•it for Je 6 appllc*at 

iiìnii. 

ttM mpplíté, 
tmt. 

1. e«, 

t«  *-pial** tic r«cori. 
Araark«, 

3,  ^r«n«i« M»lej«Mt, 

%•  Sat«llig«S€#, 

•Mark». 

»Mtfki, 

?.   I   iUatW«. 

S.   »»f»*4aiiUty, 

9.   ri»«l Matian!. 

*   «. •   J# «* • 
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Plan  ?,   (Tabi«   5.) 
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FIQORE II 

B*ni Xniio Splitting Macteint. 
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FIGURE III 

Closing Transport«r. 

I 
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FIGURE IV 

Bteìtfwrt Mouiün« M*chiiir. 
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Transporter. 
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«Iffc Prta.iir« Sol» Vulcani ting K-chin«.. 




