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SUMMARY




CHAPTER 1. INTRODUCTION

The objective of this study is to determine the feasibility of
establishing a blanket factory in the Kingdom of Lesotho to
supply the domestic market. The consumption of blankets in
Lesotho is thought to be relatively high; all the blankets are
imported and they form about &% of total imports; at the same
time the country has a large unfavourable trade balance; and
finally it is possible that domestically-produced wool might be

used as part of the raw materials for blanket production.

The method of the study is simple. Chapter 2 provides information
on the market for blankets. Chapter 3 looks at the resource
requirements for blanket production and the general supply position
in Lesotho. Chapter 4 examines the feasibility of manufacture by
estimating the likely costs of production in Lesotho, converting
these costs into prices, and then comparing these with the prices

of present supplies.

CHAPTER 2. THE MARKET FOR BLANKETS
2.1 The total consumption of blankets is estimated to be about

700,000 pieces a year.

2.2 Although a wide variety of different types of blanket are
8old in Lesotho this total can be divided in four groups

as follows:



Fashion (or Fancy or Basotho) 350,000 . 50%
Domestic 140,000 20%
Rugs and shawls 105,000 15%
Greys 105,000 15%

700,000 100%

No significant changes in the demand for blankets, nor any
important technical developments, are anticipated in the

near future.

Wholesale distribution is mainly in the hands of four firms,
who also operate at the retail level, along with many small

traders.
Details of the costs and wholesale and retail prices of a
number of representative blankets are given. The overall

margin from mill cost to retail price varies from 40 to 55%.

Almost all the blankets are supplied by firms in a neighbouring

country within the Southern African C-istoms Union (SACU).

The industry is dominated by one powerful firm supplying
about 90% of the market which amounts in total (including
all the countries of the SACU) to about 13 million blankets

a year.

CHAPTER 3. THE RESOURCE REQUIREMENTS FOR BLANKET PRODUCTION

301

The raw materials and the technology used in blanket
manufacture are discussed. After examining the relationship
between costs and levels of output we conclude that a mill
producing about 600,000 blankets would be appropriate for
Lesotho.




3.2

3.3

3.4

3.5

306

A mill of this size would require 950 tonnes of raw
material a year, Of the 1420 tonnes of clean wool
produced in Lesotho only about 400 tonnesg is suitable
for blanket manufacture. The actual requirement is

231 tonnes and therefore a surplus would be available
for export. The remainder of the raw materials consist
of man-made fibres, rayon, and cotton yarns. All these

would have to be imported, mainly from outside the SACU,

There is a good supply of unskilled labour and, although
there are no skilled or semi-skilled operators of the

type required, no problems are anticipated in training
Basotho to fi11l these positiong. All skilled technicians,
supervisory and management staff would have to be expatriatos.
After examining rates of pay in Lesotho and the SACU we adopt
R 0.42 per hour as the rate for skilled machine operators and
R 0.15 to R 0.31 for unskilled workers.

No problems are anticipated as far as electricity and water
supplies are concerned, but the quality of the water will

need further investigation. The mill will produce appreciable
quantities of effluent. The disposal of thig presents certain

difficulties which will require examination.

Fairly large quantities of steam are required by a blanket
mill but the provision of this should not present any

particular problems.

It will ve necessary to ensure reasonably stable climatic
conditions inside the mill. We do not think that
refrigeration will be necessary but gome air conditioning
will be required and the building will need to be well
insulated. No problems are anticipated in constructing

such a building.




The Government of Lesotho offers various tax incentives
to firms. Two of these, a utility and transportation
allowance and a citizen wage allowance are relevant to

this study.

Transport within Lesotho presents no problem. Materials
from the SACU will have to be transported by rail, which

is slow and expensive. We consider that larger stocks
than normal will have to be held by the mill and we provide

for extra storage Space,

A mill in Lesotho will suffer a disadvantage because of the

lack of supporting industries and facilities,

We examine the question of location and conclude that the
mill, if established, should be located at Maseru.

CHAPTER 4. THE FEASIBILITY OF BLANKLT MANUFACTURE

4.1 The alternative ways of producing blankets are discussed and
we conclude that a mill in Lesotho must carry out the full

process from raw material to finished blanket.

In order to estimate the likely costs of producing blankets
in Lesotho we construct a will 'on paper'. Full details are

&iven in Appendix A,

On the basis of this mill we estimate the prime cost of
producing a number of representative blankets, The details and

methods of calculation are given in Appendix B.

When Lesotho's prices are compared with those of present

suppliers the position is ag follows:




Present
Lesotho Supplier's

Price Price
Rand Rand

Fashion blankets Pitso 5.69 10.08
Pitseng 4.74 6.60

Lilala
(75 x 80 cm)  1.48 1.48

Lilala
(110 x 115 cm) 2.75

Domestic Mona Lisa 4.35 2.84

Hugs and shawls Welwitschia 2.89 3,75

The Lesotho price is below the present supplier's price
for the Pitso, Pitseng and Welwitschiaj; about the game
for the Lilalas, ard well above in the case of the Mona

Lisa, a typical domestic blanket

These differences are explained by a number of factors.

The bulk of the imported supplies come from one

producer. This firm makes some 10 to 11 million blankets

a year and has, by virtue of this large output, some
considerable cost advantages over a small mill in Lesotho.

It can gain economies by long production runs armdby spreadi g
its overheads over a large output., It can buy raw materials
well below the prices at which a small unit could obtain them.
This is particularly important as raw materials form, on
average, about 43% of the total cost of making a blanket.
Lesotho will have some advantage over the present supplier
because of lower wages but this will have little effect on
the final price as labour costs account for only 13%%, on
average, of total costs. Thus the foreign supplier will
have lower costs than a mill in Lesotho, though the cost
advantage will be more marked in some products than in

others.




4.5

Given that the major supplier has these lower costs the
prices actually charged for particular products are
determined by market conditions. Where strong elements
of exclusiveness and prestige are attached to a blanket
and there is little or no competition, then a high price
relative to cost is charged. At the other end of the
scale where the product is basically 'cheap' and meant to
satisfy the requirements of large numbers of poorer people

then the price must be low and closely related to the cost.

Although we consider that a mill in Lesotho would have higher
costs than those of the foreign supplier we examine various
policies which might, even in these circumstances, make the
mill viable. These are: the adoption of a certain price
and output policy by the mill; changes in the scale of
production; the use of quantitative controls on imports

of blankets; tariffs, and subsidies. We consider that

none of these will be effective and we therefore conclude
that it would not be feasible to establish a blanket mill

in Lesotho.

There may be other textile possibilities in Lesotho which
might be worth investigating. A very brief outline of

these is given in Appendix D.

O
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CHAPTER 1

INTRODUCTION

1.1 Objective

The objective of this study is to determine the feasibility of
establishing a blanket factory in the Kingdom of Lesotho to
supply the domestic market.

There appears to be a strong prima facie case in favour of
undertaking this study. The consumption of blankets in Lesotho
is thought to be relatively high as the Basotho use blankets as
a form of apparel as well as for bedding purposes, All the
blankets are imported and the total value of these imports in
1972 was R 3.3 million, or nearly 8% of total imports (R 43 million).
In the same year total exports were only R ¢.1 million. Hence
Lesotho had a very large unfavourable trade balance. From another
aspect the Kingdom is a large producer of wool and it was thought
that this might form part, possibly the major part, of the raw
material for the manufacture of blankets. Clearly if Lesotho
could add value to her indigenous raw materials then this would be
to her economic advantage. Finally, Lesotho urgently needs more
employment opportunities for her people. One of the targets of
her First Five-Year Development Plan was 'to create 10,000 - 15,000
new employment opportunities, mainly in non-agricultural activities'.
A blanket factory would make some contribution towards the
attainment of this target.



It is clear that if the production of blankets turns out to
be feasible then this would have important beneficial effects
on the economy of Lesotho. Our task is to examine in detail

the prima facie case outlined above and to report.

1.2 Method

The method of this study is simple and straightforward. Chapter 2
presents information on the market and Chapter 3 deals with various
aspects of the production of blankets. Chapter 4 builds on the
material provided in the two previous chapters and examines

feasibility.

Our main objectives in Chapter 2 are to determine the size of the
blanket market in Lesotho; to classify the products in appropriate
groups, and to select from these groups representative blankets

which we can analyse in detail and use subsequently for comparative
purposes. We also consider future trends in consumption and possible
technical developments, and we provide information on methods of
distribution and the costs and prices of blankets, In conclusion

we look at the sources of the present supplies of blankets and at

the market for blankets in the whole of Southern Africa.

Chapter 3 is concerned with the resource requirements for blanket
production. We first of all give information on blanket manufacture
in general, dealing with the types of raw material used, the
technology employed and the economic aspects, in particular the
question of the economic scale of production. The remainder of

the chapter examines the availability of the required resources in

Lesotho. We look at raw materials, including the possible use of

Lesotho's wool, human resources, services, buildings, transport, etc.




In Chapter 4 our objective is to compare the likely costs and
prices of blankets produced in Lesotho with the costs and -
prices of present suppliers and so determine the feasibility
of a new mill. We first construct a mill 'on paper!'. We
tlien estimate the costs of producing a number of representative
blankets. The costs are converted into prices and these are
compared with prices of current supplies. On the basis of

these comparisons we reach our conclusions on feasibility.

1.3 Country detail1

The Kingdom of Lesoth02 is a small country of about 30,000 square
kilometres which is entirely surrounded by another member-country
of the Southern African Customs Union (SACU). It is bounded in
the north and west by the Orange Free State, to the south by Cape

Province and to the east by Natal.

About one quarter of the country lying to the west is lowland at a
height of about 1500 metres above sea level. The remainder
comprises foothills and mountains rising in the east to around
3500 metres. Although Lesotho is only about 800 kilometres from
the Tropic of Capricorn the climate is strongly influenced by the
altitude and tends to be extreme. In the lowlands temperatures
vary from a maximum of 9OOF or more in summer to a minimum of 20°F
in winter. In the highlands the temperature range is considerably
wider and temperatures as low as 3°F are common in winter. TI'rost

has been known in every month of the year.

1 It is only proposed to give here such general information about

the country as appears to us to be particularly relevant to the study.

2 The country - Lesotho
The people - Mosotho -~ singular
Bagotho -~ plural

The language - Sesotho




Accurate statistics of the size, distribution and rate of increase
of lesotho's population are not available. Total population is
currently estimated as 1.15 million and it is assumed to be
increasing at around 2.2% per annumﬁ. About half the resident
population live in the lowlands, a quarter in the foothills and
the remainder in the mountainous regions to the east. Because
of insufficient job opportunities at home large numbers of Basotho
migrate and seak employment in other countries of the SACU. It
has recently been estimated that about 60 of the Kingdom's active
4

male labour force is employed outside lesotho’.

lesotho is a poor country. Reliable national income statistics
are not available but recent esntimates5 suggest that GNP per capita

has remained fairly stable in the last few years at around R 150.

Communications witnin the country have improved considerably in the
last decade bui in many parts still remain difficult. There are

good metalled roads joining the towns of the northern and eastern
lowlands and connecting these same towns to centres in the SACU.
However as one moves into the foothills, and particularly into the
mountain areas, the position deteriorates considerably. The
topography of the country and the late development of internal
communications has meant that the economically important flows of

trade and people have been, and still largely are, in and out, along

a number of routes connecting Lesotho and the SACU rather than within
the Kingdom itself. The improvements in the road network are obviously
modifying this pattern but it still remains easier to supply many parts
of Lesotho from a number of points on the periphery rather than to

distribute from some central area.

5 Annual Gtatistical Bulletin, 1972
International Bank for Reconstruction and Development, The

Economy of Lesotho, Report No. 331a - L3S0, IBRD, Washington,

1974, pp. 18 - 19
? IBRD, op. cit. pp. 14 - 15.
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Lesotho is a member of the Southern African Customs Union,

There are generally no barriers to trade between the members
of this Union and they use the Rand as their common currency.

Throughiout this study we assume the following rates of exchange:

US £1 = Rand 0.77 Rand 1 = US g 1.30



CHAPTER 2

THE MARKET FOR BLANKETS




CHAPTER 2

THE MARKET FOR BLANKETS

In this chapter we present information on the market aspects of our
study. In Section 2.1 we estimate the total market for blankets

in Lesotho. In Section 2.2 we analyse the total consumption breaking
it down into various categories. In doing so we not only describe
the nature of the market but we try to identify representative or
typical blankets which we can use later in evaluating the

feasibility of production in Lesotho.

Section 2.3 gives our views on future trends in consumption and

possible technical and product developments

In Section 2.4 we describe the syetem of distribution and in 2.5 we
discuss the costs and prices of blankets, including wholesale and

retail margins and regional price variations.
Finally in Section 2.6 we look outside Lesotho at the present sources

of supply and at the blankat market of Southern Africa, of which

Lesotho forms a part.

2.1 Total domestic consumption

There is no published information giving the consumption of blankets.
As there is, as yet no domestic production then consumption should
be given by the import statistics. However these latter figures
have certain disadvantages and therefore in addition we use two
other approaches. We make estimates on the basis of information
gathered from a variety of trade sources and we endeavour to estimate
total consumption by examining levels of income and related patterns
of expenditure. None of these methods can be regarded as being
completely satisfactory but we feel that a combination of the three

may be enable us to reach reasonably reliable conclusions.




2.1.1 Estimates of total consumption based on import statistics

Details of the value of imports of blankets into lesotho are g'ven in

Table 2.1, There are no statistics for imports ir. quantity terms.
Table 2.1 The value of blanket imports into lLesotho, Rand '000
Year 1970 1971 1972 19773 1974
1st quarter 529 124 955
2nd quarter 972 1215
3rd quarter 904 1205
4th quarter 877 1140
Total year | 1794 2034 3282 4302
Source: Annual Statistical Bulletin.

The figures show an increasing trend over the period concerned. This
is deceptive in that considerable changes have taken place in recent
years in the methnds of collecting information on imports generally.
Following the new Customs Agreement in 19¢(9, which came into force

1 March 1970, lLesotho's share in the common revenue pool has been
largely dependent on the value of its imports and special efforts

have been made to improve the comprehensiveness and accuracy of

import data1. In particular from 1 April 1972 the value of imports
has been derived directly from declarations made at border posts by
traders, migrant workerg and personal shoppers, i.e. persons crossiug
the border on shopping expeditions. This change in procedure accounts

in large measure for the substantial increase which took place in 1972

See 'Notes on Trade Figures, 1972' contained Annual Statistical

Bulletin, 1972 and also International Monetary Fund, Surveys of
African kconomies, Vol. 5, pp. 149 - 150, I.M.F., Washington, 1971.




as compared with 1971. Since these basic changes in 1972 further
efforts have been made to improve the accuracy of the data but it

is generally thought that imports may still be somewhat understated.

If we are to esctimate total consumption in quantity terms we need to
know the average price of imported blankets. It is not easy to
estimate this as blankets may be imported at mill prices, at wholesale
prices, or at retail prices, i.e. blankets bought by personal shoppers
in nearby towns or brought in by migrant workers returning to Lesotho.
In Section 2.2.2 below we estimate that the average retail price of
blankets in lLesotho in September 1974 was between R and R7 - say
R6.50, In the last two years the retail price of blankets has
increased by over 400, rising by 23,5% from October 1972 to October
1973 and by a further 18.2% by July’19742. If we assume that retail
prices were on average 2% lower in 1973 as compared with September
1974 then this would give an average re‘ail price in 1973 of R5.50;3

a wholesale price of R4.10 (assuming a 45% margin wholesale to retail)

and a mill price of R3.70 (assuming a 100 margin).

Such information as we have suggests that the bulk of imports come in
at whole¢sale prices, We shall assume that 50)% of imports enter at
the average wholesale price of R4.10; 250 at the mill price of R%.70;
1%% are brought in by migrant workers at an average price of R12.00
(probably about 100,000 such workers enter Lesotho each year and it

is reported that each worker almost invariably has at least one
blanket to declare and this blanket is nearly always of the more
expensive type costing upwards of R10.00) and 10% are accounted for by
personal shoppers at an average price of R5.50. On this basis the

average price of imports is R5.40 and total imports in 1973 would

amount to about 800,000 pieces.

2 Information supplied by Bureau of Statistics.




Clearly this estimate is subject to wide margins of error. Apart
from the obvious possibilities that our estimate of average retail
price may be faulty and our assumptions concerning the proportions
imported at the different prices may not be correct we have assumed
that the total value of imports is consumed in the year in which the
imports are recorded. In fact about 7Y% of the annual sales of
blankets take place between the months of March and July and
presumably most of the imports recorded in the first and last
quarters of the year consist ¢f orders to meet the demand in the
winter months. There is no data on stocks of blankets and it was

not. therefore possible to make allowance for these seasonal movements.

2.1.2 Estimates of total consumption based on trade sources

For a number of reasons it was not possible to obtain as much
information on total consumption as we would have liked from trade
sources in lesotho. First, the blankets entering the country do so
from a wide variety of sources. For example, the largest trading
company in lLesotho supplies its own retail outlets, numbering 50,
as well as about 1000 other retailers, from 3 wholesale depots in
Lesotho itself and from % depots outside the country in the
neighbouring towns of Bloemfontein, Micksburg and Wepener. It
proved difficult to separate the trade which some of these branches
carried on in Lesotho from that which was carried on outside the
country. Additionally we were not able to interview the
representatives of as many trading companies as we would have
wished, partly owing to a chortage of time and partly due to

certain administrative difficulties.

Nevertheless the company referred to above did provide us with details
of its total sales of blankets in the period March to July 1974. They
stated that 75% of their total sales take place in these months.
Allowing for the balance sold i=n the remainder of the year this means
that their total annual sales amount to about 200,000 blankets. In

their view they have about 45% of the total blanket market. Assuming



this to be a correct estimate then this means that the number of
blankets sold in Lesotho in a year is about 580,000,
authoritative source in lLesotho considered that the market share

of this company was much nearer 35%.

market would be 740,000,

2.1.3

A very

In which case the total

Estimates of total consumption based on income levels and

expenditure patterns

In this section we try to estimate the total consumption of blankets

by attempting to calculate the expenditure on blankets in Lesotho
We look first at the

and hence the number of blankets purchased.

urban households.

In 1972/1973 a household budget survey was carried out in the

principal lowland towns of Maseru, Butha-Buthe, lllotse, Teyateyaneng,
Mafetung and Mohales HoekB.

the total urban population.

shown in Table 2.2.

Table 2.2.

The areas covered accounted for 90% of

The details relevant to this study are

Urban Households - Incomes, size of households, and

expenditure on blankets. 1972/75.
Incomes Rand Households Bxpenditure on
comes. n blankets. Rand
Number Average |Annual pen
Strata Range Average of gize household Total
1 0-199 146 2737 5.48 5.04 13 794
2 200-499 242 3096 4.05 11.04 34 180
3 500-999 £92 1938 4.72 15.48 30 000
4 1000~ 2249 1582 5.96 19.80 31 324
119 298
Source: 1972/7% Urban lousehold budget survey
3

Bureau of Statisties, 1972/73 Urban llousehold Budget Survey Report,

Maseru, October, 1973.




The table shows the division of incomes into four strata:

average income in each strata;

strata and their average sice;

17.

the
the number of households in each

the average annual expenditure on

blankets per household in each income strata, and total expenditure.

It will be seen that the tota! annual expenditure on blankets was

R 119 298.

not covered by the Survey this total then becomes R132 500.

Only 5% of the population of lesotho live in urban areas.

If we make allowance for the 10} of the urban population

There

is no information similar to the above relating to the vast bulk

of the people who live in the countryside.

As far as incomes are

concerned we use some recent estimates and details are given in

Table 2.3.
Table 2.3. Rural Households - Incomes, number and size of
households by regions, 1970,
Lowlands | Foothills | Mountains |OT2n&e River
Valley
Annual household
income (land)
From crop cultivation 5%.35 41.3%5 40.75 31.80
From livestock 30,70 20.45 81.45 37,15
Total farm income 84.05 67.80 122.20 68.95
From labour outside
Lesotho 9%.80 78.00 57.80 92.50
From labour in Lesotho 21.50 15.45 17.55 24.25
Total incowne 199.35 161.25 197.55 188.70
Number of households T2 080 57 740 39 590 18 020
Average size of
household 5.%9 5.04 5.34 5.57

Source: I.B.R.D., The Economwy of lL.esotho, Heport No. 331a - LSO

June, 1974, Table 17




These figures relate to 1970 and if we are to use them in

conjunction with those for the urban areas then some adjustment

is necessary to allow for charnges in rural incomes up to 1973,

There are several reasons for thinking that the latter showed an
appreciable increase in period concerned. In particular the

prices of agricultural products rose cons iderably during these

three years. For example, the value of exports of wool, mohair,
and hides and skins increased from k1.5 million in 1970 to R3.2
million in 1‘)'{24. This is of particular relevance to households

in the mountain areas who draw a higher proportion of their income
from livestock than is the case in the Lowlands and Foothills. On
the other hand these latter two areas gain a high proportion of their
household income from Labour outside lLesotho. Over this period,
whilst the number employed in the mines has increased by about 13%
from 1970 to 1972, voluntary deferred pay has grown from R2.5
million in 1970 to R4.7 million in 1973 and remittances from R2.1
to R4.0 mi.1.110115. In addition to those Basotho who are employed
in the mines appreciable numbers are engaged in other occupations
outside Lesotho and it is likely that they have also benefitted
from the general increase in wages which has taken place in recent

years,

It seems likely that these increases in farm income by way of higher
prices for farm produce and greater earnings from labour outside
Lesotho may well have raised average total rural household income
into the range of R300 - 350. We have no information which could
be used to stratify rural incomes on the lines applied to urban
households but the evidence suggests that they are much more evenly
distributed than is the case in urban areas(). Comparison with
equivalent urban income levels (Strata 2, R200 - 499, with an average
income of R342) would suggest an annual expenditure per household on
blankets of R11.04. This assumes the same expenditure pattern for
both urban and rural households. We do not however consider that

this is a valid assumption. First, the average size of the rural

4 Annual Statistical Bulletin, 1972, Table: 3.
5

Bureau of Statistics

I.B.R.D., op cit, p. 22.

o
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household is greater than that of the urban, 5.27 persons as compared
with 4.05 for Strata 2 and 4.54 for all urban households. It is
obvious that household demand for blankets is partly a function of
household numbers, and figures given in Table 2.2 above provide some
statistical evidence for this. In addition other factors are likely

to result in higher levels of expenditure on blankets in the countryside
as compared with the towns, Well over half the rural households live
in areas which generally are colder than that of the lowland towns.

In rural areas housing is less adequate and fuel is probably more
difficult to obtain and certainly more expensive than in urban areas.
Finally, rural society is undoubtedly more traditional in its dress

than urban, One has only to move into the countryside to observe how
much more common is the use of blankets as a form of apparel as compared
with the more 'western' dress in the towns. Whilst the above factors
clearly point to some modification of expenditure patterns in rural
areas in comparison with the same income groups in towns it is
difficult, without carrying out a detailed and expensive survey such

ag was conducted in urban areas, to decide precisely what ad justments

should reasonably be made.

We have suggested above that the total spending on blankets by urban
households in 1972/73 was R1%2,500. Assuming an average blanket
price of R5.50 this puts total sales at about 24,000, If we accept
that average rural household income in 1973 was in the range R300 -
350, say R%25, and, if we agssume for these rural households the same
expenditure pattern as for Strata 2 of the urban households then total
rural spending in blankets would be R2.1 million, or 374 000 blankets,
However in view of our previous discussion we think we should assume a

higher level of expenditure on blankets in rural areas7. It would

7

It is also possible that we should use a higher average price for
blankets purchased in rural areas, partly because rural consumers may
tend to buy a larger proportion of the more expensive types of blanket
and partly because blanket prices may be higher in rural areas, but we
do not feel that we have sufficient evidence on these points to make

any realistic adjustments.

seem reasonable to suggest th.a', with an avern/;e household income

of %25, annual spending on biankets would lje between R15 and 120,
If we use tle lower figure th- 1 total rural expenditure would be
k2.8 millior, or about 500,00 blankets. This would mean that the
total consumplion of blankets i Lesotho would be about H2Y,000.

If we use tie higher figure ¢! 120 total rural spending would amount
to 5.7 miliion; the number of blankets to ¢#,000 and total

consumption to 707,000,

2.1.4 Total consumption - Yonclusious

We have atlempted to estimate Lhe total conciuption of blankets using
three different methods. We recognise the weikness of much of the

data used and we are consciov: of the frailty ol some of the assumptions
we have been obliged to make. Our examination sugrgests an annual
consumption of 200,000 using te statistics of lwports;  between 580,000
and 740,000 on the basis of 1 -de information, ~nd applying the income/
expenditure method a range beiveen 525,000 a:d 107,000, On balance we
consider that the last two met'iods are tiie mont reliable and our
Judgement is that the annual consumption of bLlinkets lies between 650
and 750,000, For the purpo: s of the remainder of this study we shall
assume a flgure of 700,000, tn money terms the annual value of this
quantity of blankets would be 4.5 million, assuming an average price

of R6.5 per blanket.

2.2 Analysis of total cousumption.

In this section we classify the blankets sold into a number of groups
and detail the significant characteristics of the blankets contained
within each category. In ortter to further our study we select from
each group one or more blankets which we concider to be typical or
representative of that group. In subsequent chapters we use these
'representitive! blankets as */s bagis for estimating fibre requirements
and generally for examining b2 feasibility ot bLlanket production in

Lesotho.



2.2.1 Claggification of l.linketis

The stock Lict of the leading trading company in lLesotho details

about 80 dilferent makes or ! rands of blanket and it all the size

variations are included the 17 jure rises to over 1600, Nor would
this company claim to stock #'' the different blankets that are
available. Clearly the rang« of blankets on ¢ale in The Kingdom

is consliderable, However tiv . may be clasusilied into four fairly

clear groups - Fashion blanket', Domestic blaukeis, Travelling rugs
and shawls, and Grey blankete. We examine cacli group in turn.
Group 1. Faghion blankets

These are sometimes referred to as fancy, or Basotho, or tribal
blankets but the term fashior is in common use and we shall refer
to them as wuch. The vast n jority of the blankets used by the
Basotho as wearing apparel arc of this type, the balance being rugs

and shawls which we discuss l:2ter.

Fashion blankets are generall, woven on Jacquard looms in powerful
patterne and colour combinations often of double-weave construction
giving a different colour on «:ch side. The designs range from what
appear to bte fairly traditior=. patterns to modern ones incorporating
aeroplane and gun motifs, New designs are introduced periodically
both by the blanket manufactiurers and by the leading trading company
which hag them made to its specification by the blanket producers.

This trading company has a number of registered designs, such as the
'Sefate!, the '"Victory', and the 'Victoria! which appear to be in

good demand and command appreciable prices. Certain of the more
highly-priced blankets are keruly sought after by some buyers because
of the prestige which appears Lo accrue to the owners of such blankets.
In recent years some blankets made on plush loows have been introduced,
such as the 'UDandringham', sel'ing at R55.00 but these form a very small

part of total sales.



Almost without exception the ! bre composition of these blankets is
stated on the label, Practi .lly all of them were made with a
cotton warp. Gome of the mor - expensive types contained about 90%
wool. The lower-priced qualiies had a much reduced wool content,
for example, the 'Pitseng' wi'l. 279 and the 'lilala' with 300, The
balance was made up mainly of rayon with some pan-made fibre, usually

of an uwnspeciflied type.

The normal adult size for faselb ion blankets ig 150 x 160 or 155 x 165 cum.
In the 'Lilala' quality a rarng-- of children's and maids! sizes is also

made. Details of these are s iven later in thisz section.

The prices of the blankets rarce from R7.2% for a 'Lilala! (150 x 160 cm)
to R29.00 for a 'Magician' or . 'Sandringham' at 1174.00. In between
these extremes are the popular 'Pitseng' or 'Itandard! at around R10.50
and the ‘Crown/Pitso‘ at aboutlt R15.75.

We estimate that fashion blar’ ts account for abuut 500 of the total
sales of all blankets. The '!ilala' range torms about half the
fashion blankets sold, or in 'her words, 25 of all blankets sold.
The 'Pitseng/Ctandard' range i+ the next most popular forming 14%

of the total sold. The 'Pit: ' meets (/§ of the total demand and 5%
is taken up by the more exper: !ve qualities and heavy blankets of the
'"Mountain' type. We summari:s: below the significant features of the

four categories of blanket tkat make up the fashion group.



The 'Lilala!

gizes  (5x80 75x100 85x90 100x110 110x115 115x120 130x13%5 150x160 cm

Area

per 5
blanket 0.70 0.75 O0.77 1.10 1.27 1.58 1.76 2,40 m
Weight

per

blanket 0.5 0.45 0.46 .66 0.76 0.483 1.00 1.44 kg

Weight per m2 - all the same =~ 578 g
Fibre composition - all the e:ne - 3,29 Wool, 09.2% Rayon, 7.6% Cotton

% Sales
of each
size 14 4 14 e 16 1 14 5

Weight of one average lLilala blanket - 0.72 kg
Share of total warket - 25% equivalent to 175,000 blankets.

The 'Pitseng!'

Size 155 x 165 «m
Area 2.55 n°
Weight per m2 551 &

Weight per planket 1.48 kg
Fibre composition - Wool 27.Z. Nylon 5.1%, Rayon 54.9%, Cotton 12.50%
Share of total market - 14% eqnivalent to 98,000 blankets.

The 'Pitso!

Size 155 x 165 cm
Area 2.55 m2
Weight per un° 563 g

Weight per blanket 1.53 kg
Fibre composition - wool 80.4% Nylen 7.8%, Cotton 11.8%.
Share of total market - €% equivalent to 42,000 blankets.



The 'Mountain' types, etc. (rvre difficult to classify - these

wre the typical dimensions)

Cize 150 x 16C cm
Area 2.40 x:u2
Weight per m/' 700 g

Weight per blanket 1.68 kg

Fibre compogition - assumed to ve Wool 4005, Other fibres, mainly
Rayon, 52%, Cotton 9.

share of total market - 5% equi:alent to 35,000 blankets

Groug 2. Domestic Blankets

These blankets are used almost +xclusively for sleeping purposes.
They are usually produced in p!»in pastel shader but invariably
have one or two stripes of som: contrasting colour at each end.
Looms equipped with dobby or c-=operated shafts are used to
manufacture these products. v ite a lot of different constructions
are used, but the most common e is a cimple twill sometimes woven

with two different sides i.e. = double-weave.

Domestic blankets are made in -lout a dozen different sizes but by
far the most popular are the siigle bed sizes of 150 x 180 cm and
150 x 200 cm. Prices in the 50 x 200 cm size typically lie in

the 4 to 7 Rand range.

There are probably about 35 to 40 different qualities of domestic
blanket on sale in Lesotho but certain ones sell particularly well

and can be regarded as typical of the whole group,

First in terms of sales comes the 'Mona Lisa'. Its size is 150 x
200 cm and it weighs 1.75 kg. In terms of fibre composition it
contains, on a cotton warp, about (% of wool, 2% of nylon, and

8% of rayon.
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Typical of another popular groip are the 'Swallow!, the 'Misty!,
and the 'Impalat, They are identical in sivze and weight to

the 'Mona Lisa' but have a slishtly different fibre composition.

Repre wmitative of a rather heo rier blanket is the 'Comfy!, of the

same size as those above, butl weighing 2.1 kg per blanket.

Finally there are the acrylic hlankets which huave become popular
in recent years and may be einected to increase their share of
the market in the future. Th:se contain 935 acrylic fibre, usually

on a cotton warp.
We estimate that domestic blenets account for about 20! of the
total market, equivalent to 140,000 pieces. Details of the four

categories that we have discuriied above are given below:

The 'Mona Lis:!

Area per 5

blanket 3 m

Weight per

blanket 1.75 kg

Weight per mz 570 g

Fibre composition % Wool 0.2, Nylon 2.2, Rayon 86.0, Cotton 5.2

Share of total market - 10% eynivalent to 70,000 blankets

The Swallow!, etc.

Area per
blanket

Weight per _I \ o
blanket <_J’ as for 'Mona Lisa

Weight per m2
Fibre composition % Wool 3.5, Nylon 5.0, Rayon 83.5, Cotton 8.0.
Share of total market - 4% equivalent to 23,000 blankets.




The 'Comfy', etc,

Area per

blanket 3 m2

Weight per

blanket 2.1 kg

Weight per m2 700 g

Fibre composition % Nvlon 5.0, Rayon 63.0, cotton 7.0

Share of market total - 2% egiivalent to 14,000 blankets

Acrxlics

Area per
blanket 5 m

Weight per
blanket 1.75 kg

Weight per m2 570 g
Fibre composition 9% Acrylic 93, Cotton 7.0
Share of market total - 4% e tivalent to 28,000 blankets

2

Note: All thie above blankets . re size 190 x 200 cm.

Group 3. Travelling rugs and shawls

These products are mainly used as wearing apparel particularly by
female Basotho. Rugs tend to be worn round the shoulders in
winter and be replaced in sumuer by shawls often tied round the

waist.,

Rugs and shawls are generally woven on looms with dobby or ex center
shafts and consequently have svometrical patterns. Both products
usually have fringes. In the case of rugs these are formed from
the warp yarns and hence there: are fringes on two sides only.

Shawls often have a fringe on 11 four sides, as do a few rugs.
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In terms of fibre composition varying proportions of wool, cotton,
and man-wade fibres are used, wvith the rugs tending to be made of

better material than the shawvig.

Shawls are made in the folloving sizes: in cm, 129 x 110, 150 x 125,
150 x 150, 1950 x 1€0 and 150 ¢ 165, with the sizes around 150 x 150
being the most popular. Rug: are available in a rather wore limited

range of sives i.e. 150 x 20C, 175 x 225 and 180 x 230 cm.

The prices of shawls vary frcos R4.00 to R7.00 whilst rug prices show
a much wider variation rangir+ from R5.00 to R20.00 but with the
bulk of products in the R7.00 o R11.00 range.

we estiwate that rugs and shew's account for about 19% of the total
blanket market, equivalent te 105,000 pieces per annum, of which

half are rugs and halt shawle.
We selected the popular 'Welwiischia! shawl as being typical of its
category, and our representati e rug is based on a 'Waverley! product.

Details of both of these are iven below:

Travelling liug

Dimensions 150 x 299 ¢cm

Area 3 m2

Weight 1.7 kg

Weight per m2 550 g

Fibre composition % Wool 85,00, Nylon 15.0.

Share of total market - 7%% - squivalent to 52,500 blankets

Dimensions 150 x 10 cm

Area 2.25 m2

Weight 0.7 ke

Weight per m2 502 g

Fibre composition % Wool (re-used) 57.00, Acrylic 43.00

Share of total market - 7%%, enuivalent to 52,500 blankets
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Group 4. Grey blankets

This category couprises grey #nd cotton blankets and the émphasis,

in this section of the marke', 1s on cost. The blinkets, in
various shades of grey or br.n, are made f{rom the cheapest materials
available. The warp is cot''n, though in sowe caces tuls may
include some rayon to lower !ie cost even further, and the weft is

likely to be made from cheap rayon or man-made [ibre waste.

There are probavly twenty to 'wentyfive ditferent varieties of grey
blanket on sale in Lesotho. They are made in the following sizes

(in cm), although 150 x 180 nnl1 150 x 200 are the most popular.

110 x 120 125 x 130 135 x 15) 150 x 155 130 x 200 195 x 205 200 x 215
150 x 180 180 x 230 200 x 220
150 x 200 200 x 230

Prices vary from about R2.00 t» about 15.00 although there are a few

types lying outside this rang: .

Grey blankets account for abent 15% of the total blanket market in

Lesotho, equivalent to about 115,000 pieces.

We cons.ider that the 'Super Crey!' blanket is fairly typical of this

section of the market and details of this product are given below:

Grey blanketsg

Dimensions 150 x 200 cm

Area 3 m2

Weight 1.7 kg

Weight per m2 570 &

Fibre composition % Nylon 4.00, Rayon 83.00, Cotton €.00

Share of total market - 19% ~quivalent to 105,000 blankets.




2.2.2 f}ummarx

In Table 2.4 below we summari:: our classification of the blanket

market and we also give our e:timate of the average prices of each

category and for blankets as = whole.

Table 2.4 Clagsification o! the blanket m et and estimate of

average prices

Fotimate of

Group r* ' 000 average price
. hand
1. Mashion iilala l “ L) 4.00
Pitseng 14 948
Pitso ¢ 42 12.00
Mountain
etc 5 35 15,00
5C 550 8. 30
2. Domestic 2C 140 5.00
3. Rugs and shawls 15 105 7.00
4. Grey 15 105 3,50
100 700 6.70

We obtained samples of the representative blankets,

These were tested

and the laboratory report is included in Appendix A as Table A.15.

2.3 Irends in consumption and future developments

We were asked to show any apparent trends in blanket consumption and

to forecast any likely future developments.




2.5.1 Trends in consumpti~n

There is not sufficient reli:ble data upon which to base any
detailed description of past trends or any contident forecast

of future concumption. Our investigations, in particular our
discussions with traders in lsotho, would nol suggest any
significant trends in recent vears. There appoirs to be sonme
consumer resislance to the r -ent increase in the prices of
blankets and this undoubtedlv will have some elfect on the total
sales. Given the lack of dota it is impossitle to say how
great thie effect will be, b it seems ressonable to assume
that the demwand for blankets '3 relatively price-inelastic,

and therefore the fall in salss will be small,

With regard to the future derrnd for blanicts we do not anticipate

any fall in total demand in, 1y, the next decade. The population

of Lesotho is increasing at aout 2.2%8 and we do not expect any of

the factors which have cause¢  stagnation in the blanket market in
developed countries to operat~ in Lesotho in the foreseeable future.

In ten years time lesotho wil! still be a country of extreme teumperature
variations; the majority of itg population are gtill likely to live in
the rural areas and fuel will “till be scarce and probably evern more
expensive. All these factor: will tend to maintain the demand for
blankets. On the other hand it seems almost inevitable that there
will be some decline in the wearing of blankets as wore Basotho adopt
western-style dress. However., given the importance of the blanket in
the culture of Lesotho, we would not expect this trend to have any

significant effect on total consumption in the near future.

2.3.2 IP'uture developments

We have given our views above cn the future demand for blankets. We

are concerned here with the product and technological aspects of change.

% Annual Statistical Bulletin. 1972, Table &5.




A fairly recent development h+s been the production of blankets on
plush-~type looms. These bletets have had a wixed reception —

some selling extremely well - others very pooriy. At présent they
occupy a very swall part of 1t market and alihough we think it

likely that {lheir share will jacrease somewhat in the future we do not

anticipate that it will ever L large.

There appears to have been a !iirly rapid increase in the use of
acrylic fibres in blankets ir the last few years. Acrylic blankets
for domestic use have becomc vopular and increasing quantities of
acrylic [ibre have been used ‘1 apparel blanketls, largely at the
expense of rayon and some nylr i, We do not think that ithe use of
wool, either virgin or re-use¢t. will decline as some kind of woisture-
absorbing material is essenti~! to make a blanket comfortable to use.
This increased use of acrylic: does not raise any particular technical
problems as these fibres can b processed on thie same machinery as is

used for the other man-~made filrecg.

2.4 Distribution of blank:'s

The distribulion of blankets i: Lesotho is sowcwhat complex. The
wholesale trade is dominated hy four large firws, three of wliom have
their headquarters outside Lesctho, These four firms have wholesale
depots within the country and probably account for avout 75% of the
wholesale business, In addition other wholesilers from outside are
active within the Kingdom. I'irthermore some of the larger retailers
are able to buy direct from the blanket manufacturers and thus by-pass
the wholesaler. All these suprplies enter lesotho by a variety of
routes. bome are delivered from depots in the SACU to wholesale
depots in Legotho for re-distribution to the retail section, Others
are delivered direct tc the 1ectail trader from depots in towns just
across the border, such as l'ourviesburg, Ficksburg, Wepener, etc.
Finally some blankets move by various channels direct from the

manufacturer to the larger retoilers.



Phe main funclion of the wholesale firms 1is, of course, to supply

the retail traders but some of themalso operale stores and trading
stations dealing direct with lne consunel’. l'or example the largest
trading company has eleven who'esale depots, three of which are in
Lesotho; one hundred and siz i retail outlets, fifty of whichli are

in Lesotho and in addition sevves over one thousand traders. These
figures indicate not only the oxtent to which Lhis company ig involved
in the retail side put illustrate the tact thut wost of the company's
interests |ie oulside Lesotho. Mhis ig true of three of the four
large wholevale firms. In cther words these companies have a well-
developed distributive organi:’ stion going tar beyond the boundaries

of Lesotho.

This brief review of the distr:bution arrangeuents in Lesotho tends

to confirm our view expressed in Section 1.3 bimt 1t is easler to

supply the Country from a nupinr of points rathor than distribute

from one or two depots. Thir situatioin and ollier facturs suggest

that, should a blanket factor. be established in Lesotho, then there
would be much to be gaid in in-our of 1t usine the established
digtributive system provided the present wholesaliers. They have
considerable knowledge and eyririence in thiu field. They distribute
blankets along with other goci thus reducing transport and other cosiS,

and, very important, they have access to wider pmarxets outside Lesotho.

2.5 Costs and prices

2.5.1 Costs, wholesale and retail prices and margins

Table 2.5 shows the cost, and the wholesale and retail prices and
margins of a selection of blaviets. It is based on information
obtained from a variety of scurces. The cost refers to the price
charged by the major supplier for blankets delivered to the Lesotho

border. fhis supplier only socepte large orders upon which he gives



a discount of 10). The wholesale margin is the percentage mark-up

on this lower price. The relail price is the price at which the

blankets are sold in the low!:1nd towns.

The wholesale margin on cost +iries from 4 to 147, If we take into
account the share of the difivr-ent groups of blarkets in the total

we estimat : the average mark-up to be about Y.

The figures in the table shov 1 retail margin ranging from 35 to 44%.
This latter figure is somewh: ¢ exceptional. The typical range for
all blankets is from %5 to 4(C \ the mark-up varying because of the need
to have a convenient gelling ¢ rice based on a wmultiple of 25 cents, or
the desire of the retailers 1 establish a range of appropriate prices
over a number of sizes or quei.ties. The only prominent exception to
the 35 - 40 margin appears ir the fashion blankets. lHere the cheaper
blankets tend to have a large: margin than the very expensive types
e.g. the smwall lilala sizes vi'h a retail price of between R2.29 and
R4.75 have a mark-up of Jjust over 40)) whereas the Magiclan, the
Sandringham, and the Victoriz vetailing at R29.00, R34.00 and R20.00

respectively have 20 to 25)% ai'led to the wholesale price.

If we combine the wholesale art retail margins we get a total mark-up
from cost to retail of 40 to » %. We do not congider that this

overall margin is unreasonable.



Table 2.5

Costs, wholes

and retail prices of blankets and

margins.

1:rices in Rand.
Jockks In ltend

Size Cost vholesale Retail

Type of

blanket e ML | Less 10000 ['rice I/Ia;aigin Price Ivlaigin
I'aghion
Lilala 150 x 160 5.09 5.13 S99 4 1.25 3¢
Pitseng 155 x 165 7.0 6,60 1.5 14 10,50 %
Piteo 159 x 165 1 11,00 10.08 11,50 14 15.751 37
Ma jor 155 x 165 6,12 5.51 5.8 5 7.9 37
Domestic
Mona Lisa 150 x 200 315 2.34 2.97 5 4.00| 35
Swallow 150 x 200 2.02 2.54 2009 8 5.751 40
Misty 150 x 200 b 3.13 5.28 5 4.50| 7
Impala 150 x 200 4..0 5.7 4.04 7 5.75] 41
Demon 150 x 200 5.4 4,86 5.05 4 6.5 24
llarcot
(Acrylic) 150 x 200 4.72 3.80 4. 58 15 .15 40
lugs
Waverley 150 x 200 6.9 £.12 £.98 14 9.75| 40
Erne 150 x 200 | 14.50 13.05 14.65 12 20.25| 38
ohawls
Welwitschia | 150 x 160 4.1 3.75 4.23 13 5.75 30
Kalahari 150 x 150 3,70 3.33 5.8 13 2.25| 29
Traveller 125 x 110 2,75 2.48 2.81 13 3.95 1 40
Greys
Super Grey [ 150 x 200 2,91 2.15 2.42 12 5.501 44




2.5.2 llegrional price variilions

The prices of blankets appearel to be fairly uniform in the lowland
wwnsg., The leading trading ¢ompany informed us that their policy
was to charge lhe same price: for blankets in 11 such areas. In
any case in these urban arear there are sulfi.ient nunbers of outlets

to ensure that competition keeps prices at reatorable levels.

We were informned on a number »f occasions that prices were much
higher in the rural areag, an! particularly so in the more
inaccessible regions, Time 1id not permit us to investigate this
matter fully but we did visit fokhotlong.,  small town in the
mountains, in order to compalr prices there with those in Maseru,

The results of our findings ere given in Table 2.6 below.

Table 2.0 A comparison of hlanket prices in [okliotlong and Maseru

Price (ltand) % Difference
Type of blanket - Tl ) o e
Mokl:'\!;long] Mesery Mokhotlong over llaseru

Fashion
Pitseng 14.00 10.50 + 33
sefate 21.50 17.50 + 23
Candringham 36,50 34.00 +
Pitso 16,75 15.75 +
Victory 16,00 16.50 - 3
Lilala 150 x 160 7.00 T.25 - 3

100 x 110 %.00 3.50 - 14
Standard 9.50 -10.50 - 9
Domestic
Demon €.,00 6075 -1
Connoisseur (Acrylic) 1%.5 14.15 + 4
Shawl
Kalahari 5,00 5.29 - 5




It is difficult to draw any !irm conclusions irom this limited

data. Pirst, our visit tool place at the end of the main blanket
selling season. Stocks were clearly at a low level and éossibly
some prices reflected seasona! adjustments. it may also be that
Mokhiotlong is not typical of the remoter regions, for the presence

of at least four stores in the town ensured a ifair degree of
competition. lowever, accep!ing these qualilications, the data

does suggest that generally 1t» higher-priced blankets appear 10

ve dearer in the wountains as compared with the Jowlands and the
cheaper ones appear to be se.! ing at lower prices ag compared with
Maseru. We were not able tc¢ investigate the reasons for these
differences but it seems Llikelv that the traders recognise two
sections of the market. In ‘e one contalning the high-priced
fashion blankets they can incroase thelr maresins. (Prestige or
scarcity factors are importar! in the case of all the first four blankets
listed above) but in the sect:'in containing the cheaper products they

are obliged, because of the r:iurc of the demand, to accept lower prices.

Our investigntion of regional price differences was very limited. We
were not able to determine if ihe pattern found in Mokhotlong was
typical. liowever, given the ‘lifficulty of comnunication in many
parts of lesotho and the monc. 1y position which many traders must

of necessity occupy in the ren nter areas, it would seem almost
inevitable that prices in thes: areas will be well above those

prevailing in the lowland townz.

2.6 Present sources of suuyply and the market for blankets in

the CACU

There are three reasons why it is necessary to examine in some detail
the present sources of supply of blankets to Lesotho and the market
for blankets in the SACU.




First, it is not likely to L in the economic interests of Lesotho

to produce blarikets unless *hay can be manufactured at the same or
lower cost than those of presant suppliers. It is indeed one of
the central tasks of this sivly to compare the estimated costs in
Lesotho with those of current producers, and ag part of this process
we need information about t}.. latter. vome of this we provide in

this section.

Second, we have to see the prosibility of producing blankets in
Lesotho in the context of the total blanket market of the 5ACU.
Production ot blankets in Lerotho will add to the total supply of
blankets to this market. Lo big this new slice of output is in
relation to the total market -ill determine the exlent of the market
adjustment required, Clear!., for example, if the output from
Lesotho was a large proporti n of the present total output the market
adjustwents required in term. of reductions in price or output, or
both, would be greater than i1 the new output war a small proportion
of the preceut total. Inforration is the refore needed about the
cize of the present market antt about the number and size of firms
supplying that market, for th structure of the industry may have an
important bearing on the rea:iion of established firms to the new

entrant, i.e. the producer i.: lesotho.

Third, it is not possible for one mill to meet the blanket needs of
Lesotho and simply concentrate on the requirements of that market.
One mill could not economically supply the variety of blankets
demanded and even if it could do so it could not hope to take the
complete market from establisliad suppliers. A mill in Lesotho will
have to limit its range of products and sell some of its output in
the comestic market and the brilance in other countries of the SACU.
We therefore need information on the blanket market in Southern

Africa,



2.6,1 Pregent sources of vupply - the blanket industry in

the DACU

Almost all the blankets congsvmed in Lesotho are manufactured
within the OACU. There are » few blankets on gale in lesotho
which are made in Ingland bu' these form a minute proportion of
the total.

The total output of blankets "1 1973 from firms within the SACU
was 12.7 million. The indurt'cy consists of 4 firms operating
195 plants in Lota.L(). Three »7 the firms are extrewely small
enploying less than 100 perscrs each, so the bulk of the industry
consists of ) firms comprisirc 12 mills with  total employment of
about 8500. The industry ic -lominated by thie Frawme Group of
companies which controls 8 of ithe 12 establishuents referred to
above and is responsible for +nout Y04 of the total output. In
addition it has blanket mille in Malawi, [hodesia and Zawbia. It
is reputed to be the largest “irm of blankel manufacturers in the
world. The head of the ¥Fran : Group, Mr. Philipp Frame, has a very
coni. iderable reputation withiv the SACU as a tough and shrewd
businessman who does not 1ligh''y tolerate any ievelopuwents which
threaten the established posi.:on of his companies. In this
connection, and of interest t» our purposes, ic the announcement
that Pep Ctores, who operate ~bout 270 stores ia the SACU (including

one in Maseru) are about to stirt blanket production1 The plant,

to manufacture about 1 millicn blankets a year, is expected to be
completed in July 197H and rench full productioun in 197(. The

blankets will initially be soid through the group's retail outlets,

with the posgibility of selling to other retallers at a later stage.

It is many years since a new tirm of this size has entered the blanket
market and there is much specuration in the $ACHU as to what the reaction

of Mr. Frame will be to this new venture.

9 The sources of this inform-tion are: The Industrial Census, 19(»'{/68,
and the Bureau of Market R-search Industrial Directory.

10 'Will I'rave respond to Pep's blanket venture”', Southern Africa

Textiles, Johannesburg, Auw :st, 1974.




There igs no reliable informition on the number ang types of

machinery ang equipment ip e, wuch inform. tion as we have
Suggests that the majority of the weaving equipucnt ig otd
but some re-equipment hag tiien place very recently, including

the insta Hation of g number Hf wide Shuttlejeg: weaving machines,

2.0.,2 The blanket markef in the GACU

Table 2.7 shows the producti: of blankets iy the SACU from 1965 to
1973, There are some imporl: pyut these are relatively sme,J.l11 and
for our purpozses we capn Tega. il these production figures ag Tepresenting

the total mirket,

Examination of the total figies shows that, whilgt there have been
considerable fluctuations fro- year to year, tle average annual rate
of growth jmg been just unde: 5% per annum, The indicationg are that
the periog 1974 to 1976 will le one in which dewand wil] Stagnate, with

some fall in consuniption in 174 and 1975 and sli Wt growth in 1976.
¢

The output or the blinket indhstry hag expanded steadily over the
years to mcet the increasing '2mand, There ic no shiortage of
capacity in the industry, In fact at the precsent time there ig
evidence or £rowing under-uti| isation of mach Lnery becauge of the
slowing down in the rate of £rowth, or even decline, of the market,
We should note here that tpe entry of Peps vtores in 1976 with an
output of about 1 million blanketg will further widen the gap between

capacity and demand,

We were not able to carry out a detailed Survey of the market for
blankets outside Lesotho but iy, relation to our study the following

two points are relevant,

L The import tarift on blaniets ig 250 ad vilorem or between 021; and

11} centc per pound (dependin": on fibre composit, ton) whichever is the

higher, It is believed that this is 1o be raised in the near future.



Table 2.7

Production of bl nkets in the Southern Africa

Cugtoms Union.

1000 blanketls

Wool thton
Year Wool blend. &‘Hayon Rayon Others Total
Mixtures
1963 245 (AR 5500 2007 ui3 1392
1904 37 863 2488 2057 948 8263
1965 541 918 4125 5140 93¢ 9510
1906 340 1141 4081 5514 £20 9694
- . 1967 suT 1485 3925 2987 541 103252
1908 318 1201 3574 42'19 6106 9848
1969 515 1388 2959 4327 1077 104t:¢
1970 709 1575 2024 4268 1124 10300
1971 826 1899 5405 4155 994 11319
1972 1710 1894 3950 421 906 11807
1973 200 1918 4478 4985 1081 12722
Source: Quarterly Bulletin of Jtatistics, Pretoria




Firgst, in general the types of blankets bougzht outside Lesotho
are the same as those consume i within the country. This is
certainly truc of the domesti and grey types. The typicél
Basotho blanket i,e. the fasbion type, is not widely purchased
in other areas of the VACU bu! there is a ¢ood demand for such
biankets from Africang living ‘n areas adjacent to lLesothc and

frow Basotho who ure working in other parts of the GACU,

vecond, it is clear that many of the big buycrs of blarnkets, such
45 the retail chaing angd lthe 'rading Companies within tlhe BACU, are
dissatisfied with the policies pursued by the wajor blanket producer
and would in principle welcon: new sources of supply. We should
not conclude frow this that ti.. market for blankets would be

teagy!. ven assuming that » mill in Lesotho could conpete on
price and qualily it would orl:- be able to supply a cuall proportion
of the needs of thege buyers «ther in terng of the quantities or
types of blanket r'equired. I these eircuwnctances the onopoly
Supplier migut well put prescire on the buyers by threatening to
restrict supplies of other bloikets to them wiless they confined

all their purchuses to him, “n the other hand some of these buyers
purchase appreciable proportiors of the Supplicr's output and may
well be able to resist such Iressures. The success of a mill in
Lesotho will clecrly depend t» some extent on tie reaction of the
established mwa jor producer. ‘here are a number of possibilities
and we return to thig matter in Chapter 4 when we discuss the basic

question of feasibility,
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2.7 Counclusions

We have examined the market f.r blankets and velated matters. Our
main findings are, that the asual consumption of blankets in Lesotho
is of the order of 700,000 piir-es; that these are wmainly supplied by
one manufacturer who dominater the blanket industry in Southern Africa,
and that there is a very larg: market for blankets outside Lesotho in

other countries of the SACU.

Our conclusions are that a mili In lesotho musl regard its total

market as that of the UACU and not be exclusively concerned with
domestic demaund. As we have -lready said above one mill could not
economically supply all the v.riety of products required in Lesotho,
nor even if it could meet thal requirement, could it hope to completely
take over the market from exis'ing manufacturers. The major market
difficulties facing a mill in 'esotho are the presence of a

dominating supplier, uncertai:ly about his reactions to the entry

of a new producer, and the pr~ilems asscciated with the over-

capacity which is likely to evist in the blanket industry during

the next few yearsc.
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L1 WSBOURCE  RSQUIE! ENTS  FOR - BLANVET  PRODUCTTON

In this chapler we give infoimition on the resources which are
required for the production ot plankets and examine the availability
of such resources in Lesotho. wection 4.1 discucses blanket
production in general, dealir. with the raw miterials required,

the technolugy involved and 1''» economic acpeclso. In Sections

5.2 to 7. we look at the situation in lesotho and consider raw
materials, human resources, ¢« vices, etc. weclion 4.10 deals

with location.

3.1 Blanket production ir (reneral

3.1.1 Haw materials

Before the advent of syntheticn wool was the main raw material used
for the manufacture of blanket+, In the industrially developed
countries this was predominari'y cross-bred type wool. It was
either local or imported, usinily from South Awmerica, and had a
fibre diameter of around 28/u. Wool of this diameter will give
a fairly soft blanket with a opringy, airy texture. In developing
countries local wool was alsc nsed but this was often coarser in

diameter.

Virgin wool has always been a fairly expensive raw material and often
re-used wool and cheaper fibres such as cotton were (and still are)
used in order to reduce the price. These cheap blankets were often
woven with a cotton warp and » coarse woollen spun weft of low

quality.
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With the introduction of reqscnerated and synthetic fibres, this
type of nrew raw material he come to be used in blanket .
manufacture. Low nuality '~yon is mixed with a small proportion
of wool, acrylic (polyacrylo itrile) fibre, uylon or siwmilar
material to make cheap blanv is. Rayon can also be uced in the
warp yarn, either mixed with cotton, or by itecelf, For domestic
uses blankets of 1000 acryli- fibre in the weft are used more and

more.

Thus wool is not necessary ! r producing blankels, but even in
rather low cuality blankets 'Yiere is usually a small proportion
of virgin or reclaimed wool i1 order to introduce a springiness
to the blanket and give it o1 open and airy texiure. The
crimpincss of the wool fibre. which is retaincd after washing,
will make a blunket with a proportion of wool, less heavy and

compact, leaving it lighter. Tluffier, and cof'ter to the touch.

3.1.2 Techno Logy

Blankets are generally wover tabrics and are consecuently
manufactured by combining twno systems of thuieads, warp and weft.

As we have sald above, befor« synthetic fibres came to be used as
spinning material, wool was the usual raw material for both warp

and weft. This is still th~ case for very exclusive and lightweight
blankets. The main bulk of blankets is today made with a very fine
warp yarn mostly of cotton or synthetic fibre. The weft is much
coarser and can concist of wool, mixtures of wool and synthetic or
rayon fibres, or entirely of the two latter types of fibre. If
rayon is used it is generally mixed with a small percentage of
synthetic fibres like nylon, prolyester or acrylic fibre. The
fibres used are not necessarily virgin or new and often the spinning

material for the weft yarn i wade up of reused material, stemming

from rags, waste trom other j:oncesses, etc.




Cotton yarns need to be prod--ed on a large scale in order to
reduce the cost. dence a binket manufacturer will normally
buy his cotton warp yarns from specialist cotion spimning

companies rather than produci g them himself.

On the other hand, the weft virn should be prodiced by the blanket
manufacturer. The whole ec omy of umaking the coarse weft yarn
necessary for blankets lies 1. the skilful blending of raw wmalerials.
The manufacturer must make a ! lend which, thowh using cheap
materials, will still produc: 2 yarn that is sirong enough and

good enough to make a blanke! of acceptable quality and at the
appropriate price. The sub' .~ quent procescen of spinning and
weaving need to be carried o:! as economically as possible but

they are nol as important for succecstiul blanket wanufactiure as

the Initial selection and mi ng of raw wmaterials.

Yarns for blankets are gener:!ly spun by thie woollen spinning system.
We disregard in this context ' irp yarn of cottun. In the woollen
system the components of raw i-itericls used in the blends are

mixed either by hand, or in ¢»antries with high wages, by fairly
complicated and expensive mi:ng machinery. tn a country like
Lesotho it will not pay to usr« blending mechinciy of this type for

two reasons:

1. Any blanket mill we can foresee in lLesotho is too small for

an automatic blending unit.

2. The wages in Lesotho ere low and it is cheaper to make the

blend by hand rather than by mnchine.

After the blending the materisai is put into big carding machines and
in the carding a number of thirgs happen to the raw material. The
“ard consists of a number of «~yvlinders covered by so-called card

clothing equipped with a larg~ number of tiny pins. Between the



surfaces of the cylinders, wiich have a differcnt surface speeds,
the material is opened up, finhres are made prruliel and to a
certain extent mixed. The n terial will emcrie from the last
cylinder #s a fine web of par 'llel [ibres. 1 the woollen
spinning system thic web is 4 vided into stra.-da by a device
attached Lo the carding mach' e called a tape condenger. The
carding web ic consequently 'ivided into a number of equally wide
and heavy strands which are -...und up to a kind of crosswound package

which is used as a yarn or ro.ing in the subseoucnt spinning operation.

The spinning is done on conv- tional spinning frames and because

the yarn is fairly coarse th.: bobbius produced on the spindles are
fairly big. The bobbins ca oe used in the weaving department, with
or without rewinding, depend.: 2 on the type of weaving machinery

employed.

Cards used in the woollen s;: tem are very expencive, and it is
essential that these cards a' used on three shifts and at the
maximuu production per machir -hour in order to reduce the cout
of the yarn. A wodern card ill produce about 100 kg/h and
consequently it is of importi.ce that the production in a woollen

spinning mill is proportiona! to a wultiple of tnis production.

The spinning frames used in tie woollen manufacture are also very
expensive. livery ring spinning frame has a nunber of spindles,
and this number can be adjusted to suit the production of yarn
per hour. 1f the number cLoren is such that all the spindles are
fully occupied for three shifts then capital costs per kg of yarn

will be minimised.

The weaving of blankets is a fairly straightforward process.
Ordinary shuttle looms are used. The only difference from

ordinary looms found in other trades of wool manufacture is




that shuttles with big solid ‘ops are used in blanket loous,
making these machines fairly «low producing. Blankets are
generally woven as plain wear 3, or as twillo. [f a blanket
with a different colour on tl: reverse side in required, then
simple two-weft clotn constritions are uged, Very often
blankets have big patterns, .1 if a wulti-colour pattern ig
required, a loom with shuttle hoxes on each side of the reed
is necessary. wuch fabrics i-e Charactericed by a change of
welt yarn f{‘or each single we!' thiead being inserted into the

fabric.

Today, fabric making machinee n‘her than the ordinary shuttle loous
are available for blanket mar:’acture. There are a number of
different types of shuttleles- loows, which are characterised by
a special weft inserting arren Jement. The weft is drawn into

the warp thread shed by other neans than by a4 chiutile, ds the
inertia of the shuttle is the ain reason for 1he low speed of

the shuttle looms, these 'shuf sle=free! loouws work faster,
Depending on construction, moelinrn types of weaving wachines are
divided into rigid-rapier loc miy flexible-rapier looms, and
gripper-shuttle looms, just 1 mention the most commonly used

types.

'Shuttle~f'ree! looms are much more expensive, but more productive
than shuttle loows. The choice between the two will largely
depend on the cost of labour. In countries where labour is
expensive then 'sh ittle-free! looms will give lower production

costs. Where wages are low the situation is reversed.

A disadvantage of modern shut tle-less weaving machines is that true
selvedges are not formed. The selvedges are usually not stable
enough to be used in the fininhed blanket and consequently blankets
made on modern wmachinery have o be bound, by means of a tape or a
ribbon, which is folded along rthe edges and stitched. On very

cheap blankets, this is an eytra cost to be considered.

TN —————



The preparation of warp and voelt before weaving will offer no
technical difficulties. The: warping can be mace on an ordinary
warping macliine of the norma! ‘iype, The weft breparation, in
the cace of solid COpS, 1is me': on quite noruul Cop winding

macliinery,

It should be pointeq out that wany blanketg have a big, complicated
patiern, which cannot be prociized by using shattis in the loom, In
this case a Jacquard machine "t be used in order to give the
sheddiry: necesvary for these omplicated patterns. Because the
blanket weave is of fairly cc.ange construction only a fairly cheap
Jacquard with a restricted s-o ig uged. Bven so, jacquard
patternc are a little more el ponsive to produce tharn plain patterns,

obtained by using shafts for the warp sheddiny.

T . finishing of blankets wil’ differ widely depending on the quality
the blanket, Very expens i re, all-yool blavkets will hare a

fairly complicated finishing 1 rocedure. The very cheap blanketg

on cotton warp and with a ver; low quality wett might just be given

a steaming with or without P1¢ rious raising,

Normal blankets, as sold in 1o sotho, will need to be tinished by
washing, drying, soume form of raising, and by steaming. The

washing ig generally done in order to remove impurities and to relax
the blanket, The raising wil! add a certain amount of nap which is
needed in order to produce waimth and give the blanket a soft surface.
In steaming the blankets are treated in a machine where steanm is blown
through them and they are bruched at the same time by roller brushes.
This will ultinately give a certain amount of 'set'! to the blanket

and reduce shrinkage in household washing,
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2145 The economic aspect '

In Section %.1.1 above we ha.. discussed in general terms the raw
material side of blanket provction and in Section 7.1.2 we have
outlined the teclinology invo! ed. llere we congider thie economic
aspcects and in particular the quection of the cconomlic gcale of
blarnket production. These o tters are of concern to us in that
we have evenbually to decide ' n the scale of ovutput for a blanxet

mill in lesotho.

We can look at the problem by comparing the costs for different
sizes of mill. From the te‘bnical point of view the production

of blankets requires al least one carding machine plus the
equivalent spinning spindles rad looms. (In additlon we require
appropriate dyeing and finis'iag equipment). A large mill will
simply be a multiple of the ~~aller mill, There wi'l be no change
in technolo;-y and provided t' 't there is a correct balance between
the different types of machi:vry then the costs of production will
not differ between mills of iffcrent sizes. llowever a large wmill
will gain economies over a omll one in a nuaber of ways. It will
be able Lo reduce costs by pi-cessing larger batches of uwaterial
thug culting down on changeov:r time, etc. and permitting greater
specialisation by personnel, machinery, and departwents within the
mill. Overheads can be spread cver a greater output and both raw
materials and other supplies can be bought at lower prices. Some
of the above advantages will te even more marked where a firm
operates a number of mills for it will then be poscible to concentrate
production of a limited number of qualities in each of the firm's
establishments. Mills producing a few products, each in some
quantity, are much easier and cheaper to manage than those that
make small quantities of a wide variety of yualities. It should
be noted that many of the above advantages grained by the large mill
are based on ite ability to process large quanlities of material.
Where this is not possible, ¢y because of market considerations,
then the small unit will be able to compete on more equal terms

with the largor one.
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It is notl easy to quantify ine costs of production of blankets

at different scales of output, A fairly recent study1 -sugpests
that the mnaximun econumies in the spinning ot woollen blanket

yarns will be attained with wooutput of about 5500 kg per hour.

At hall this oulput, 2750 }/. then Costs would be about o up,

at 1200 k¢ about 750 up, anc .t 800 kg aboul 147 lhiigher, The
position is similar with reiord to weaving Lhough the advantages
of large mcale produetion ar less ma-ked. It we combine
spinning aud weaving and th' k in termgs of nmmvers of blankets

then the position ig prmbabl; Ssowething like Lhig, The lowest
costs are given with an out' 1t of about T willion blankets a

year; at hall thig scale, - sts increage by 2 to “%0; around

1T million costs are up by 7 1o 100, and at 5 1o ©00,000 they are
likely to be 1% to 2000 above the minimum pognible, We should

note that these figures rel:ta burely to protuclion cogig. They
do not inelude any allowance for the buying advantages that a large
will may have. We should ¢ 10 remember thal lhe estimates relate
to modern mitls in Lurope, anl whilst the general plicture presented
is likely tole the same in Southern Africa, we sliould not expect

detailed contormity,

Before we consider the size I mill to be established in Lesotho it
is interesting to look at the sizes of mills currently in operation
in the SACU. We have emplo,went figures for these mills and,
assuming that output is related proportionately to the numbers
ewployed the following is th~ approximate position with regard to

size of output.

National Economic Developnent Office, The strategic future

of the Wool Textile Industry, H.M,5,0., London, 19¢9,
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The largest mill produces aroind 4 million blaikels a year.

There are four establishment:: making around 1.2 uwillion each;
two with 1 wmillion each; thire with 800,000 each and two each
producing « 00, 000, Thus tho e are no mills in Southers Africa
likely to have the very lowe .t costs, Compared with the largest
will, producing around 4 wil'’on blankets, o mill producing 1
million is likely 10 have a - or % cost disadvantage and a mill

making /000,000 blankets on- of 15 = 140

With regard to the size of miil for L~sotho we nave decided to

assune at this stage that it ill produce aboutb 100,000 blankets

a year and in all our future c¢ilculations we shall use this figure.
An output of this size will ¢i'able us to have a balanced mill in
terms of machinery and equiprut, The capital cost will be around
R 2.2 million. We apprecia~ that a plant ot this size is likely

to be at sowe cost disadvante: o compared with iwuch larger units but
general ly we think lLesotho sl - d, if posgibie, start in & relatively
small way and if feasible groe. later, We return to this question of
8ize in Seclion 4.5 when we congider feasibility. We shall then

consider the possible effects of changes in the size of mill.

3.2 LHaw materials

Assuning an output of 600,000 blankets a year and a composition of
qualities based on the present Lesotho market tlie annual raw material
requirement will be 950,000 k.. The breakdown of this total jis

given in Table %.1
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3.2.1 Wool

Table %.2 below gives detaile of the production of wool in Lesotho

in recent yedrs and Table 3.7 chows the production by district in

1912/7%
Table 5.2 Wool productior ‘n lLesotho
Year l \Bales We?:ht lSal?sxynluOI A;ifiie Cleagﬂyield
HNumber . M hand .‘ c/kg 0

1959/6.0 20,20 3,270,000 1.t : 50.2 55,0

19¢4/05 2,130 3,7 1,000 .00 0 419 57.7

1909//0 51,295 | 4,57 +,000 .02 | 3.4 5.0

1970/71 27,761 4,1 ,000 0.9¢ | 23.1 n.a.

1971/72 24,904 3,¢".,000 5.5% 1 0,2 n.a. l
197_‘3/741 21,858 | 3¢ ‘\,00021 2,85 o952 38.7 |

Source: Wool Board, SACU

1. Preliminary according to 15 pools
2. 1% pools (Pool 192-166, ' [ trading types)
3,  First payment R 1,548,87 : second payment not noted ( 75)

Table 3.3 Wool production by district — 19(2/(5
District Weight kg %
Mafeteng 192,000 5.2
Maseru 1,045,000 | 28.4
Mohaleshoek 214,000 ' 5.8
Quthing 217,000 5.9
Quachas Nek 544,000 14.8
leribe 567,000 10.0
Buthe-buthe %'t 4 000 10.3
Mokzhotlong 220,000 6.0
Unallocated 498,000 13,0
3,675,000 100.0
source:s Woot Board, DGACU




The figures given above for “ue production of wool are based on

levies paid to the Wool Boaxd in the SACU and must be treated

with reserve. Communication: in many parts ot Lesotho are poor,

egpecially in the mountainous :astern parts where tlhere are no

truck-roads, and quite a lot . the cl

border on pack horges.

ip ig trancported over the

This quantity 19 not covered v the statistics of the Wool Board.

Another eg tlmdtﬂ gives a totei clip for Lesotlo of 4 M kg for

19{,/74 and a4 yield of 3¢5, e should note that thig quantity

is 30% higher than that giver 'n Table

7.2 ahove,

The Wool Board have produced » 'Type list' for the 1974/75 season.

Table 3.3 is derived from thj: list and shows the quantities of

the different types of wool v:ich way be expecte

d from the forthcoming

clip.
Table 3.3 botiuwate of tyrii of wool = 1974/75 Ceason
Type of wce' Weight kg o
Top making group 284,801 9.7
I'leece wool 1,161,542 33.0
Bellies, pieces, locks 179,542 25.5
Coarse and coloure’) 838,015 27.4
3,058,571 100.0
source: Wool Board, SACU

2 By Dr. Phororo of the Livestock Marketing Board,




e

We cannot however accepl theee figures without taking into account
the work currently being done by the Livestock Marketing Board in
cooperation with the Wool Boain, By the end of 1974 about 100
shearing stalions will have t ' n established all over Lesotho,

The objective is to collect th c¢lip in these povermnent stations
and have the wool graded immed ately. It Io of prime iwmportance
that the wool is sorted at th- shearing stage, lor subsequent
gorting cannot completlely 1 1''y mistakes whicli are made earlier,
The resull of these development!s will be that the betler wools will
not be mized with the lower gi:des and a higher wverage price will
be obtained for the clip as a ‘hole. It will wean that a higher
proportion of the total will ronsist of the betler qualilies of wool
e.g. at leasl 200 will be top naking types as compared with only 95

previously, etc.

Table 5.4 ¢ives some revised e.timates, takling into account these
new developments, and is base! on a total clip of 4.0 M kg greasy

wool a year.

Table 3.4 Lotimate of typ o of wool by end-use - 1974/75 season
o’ 3 o~
Type of wool Creasy e of e Clean 7o of
by end use M k Greacy | yio1q M k Clean
Jend use & Weignt ’ £ | Veight
For top making 0.84 21 42.5 0. 30 25
For fine woollen
yarns 1.96 49 %4 .10 0.00 47
For coarce
woollen yarns 1.20 Z0 3343 0.40 28
4.00 100 36,0 1.42 100

oource: lsilimates made by the Livestock Marketing Board and the

Wool Board.




laving established the quantities and types ot wool produced in
lesotho we can now turn to 1h» question of their suitability for
use in blarket manufacture. Lesotho wool is = fine wool of tihe
merino type, the fibre diame' r of the bulk of the clip being
about 20 - 21 ., It is ale a very sott woul, iwparting a sott
'handle! to fabrics made fre. it. In sone cases it can replace
'lambs' wool ia products whe'  extreme softness: is required.
Lesotho wool is excellent fo mixing with syntnetic fibres e.g.
in blended fabrics for meus - ar. It has valuable uses in the
fine woollen trade, especiali, in making cloths of the flannel
type, and because of its goo: felting properlies it is used
extensively in the wanufaciw of felts for hats. When blended
with other types of wool e.g. Australian, it produces good xnitting

yarns.

Wools of thiz wuality are no’ normally used by ituropean blanket
manufacturers. They use a ¢ arser, stiffer and more 'springy!
wool e.g. a Uouth American e ssbred wool with w diameter of about
2QAL- In the Southern part 0 Africa coarse wool like karakul is
used for some blanketis, The wrices of these low quality blanket
wools are much lower than thet: for the top wiking and fleece (for
fine woollen yarns) wools frem lLesotho. New ealand wool,

5 - Y2g, 24 - 504 will cost -if Durban 1.05 - 1,80 R/kg and
Buenos Aires, Montevideo or !".uta Arenas wool, 50s, slaple

2 - 25", 1.49 /kg.  These rrices may be comparcd with 1,90 R/kg
for Lesotho top making wool and fleece wool at 1.0% R/kg

llowever the traditional Basoth. blanket is of a softer 'handle' and
not so springy and airy as the Buropean one. This means that the
finer and softer lLesotho wool rould be used to form the wool
cowponent of the blankels prod.ced in Lesotho. The wool to be
used would be that suitable for coarse woollen yarns as shown in
Table 3.4.




On the basis of a mill produci.ug (00,000 blankels a year, Table 3.1
shows that 291,000 kg of wool :ould be reguired. 400,000. kg of
suitable wool is available. ‘his would leave a surplus of
170,000 for export along witk 1l the top naking wools and the
wools for fine woollen yarns. We estimate the price of the

wool to be used for blankets ! U ¥ 1.89/kg and we have used

this figure in our calculaticn: in Chapter 4.

5.2.2 ian-made fibres and rayon

Table %.1 above shows thai the requirement for wan-made fibres and

rayon is roughly as follows, in tonnes:

Nylon 40 - 4 cnier
Rayon 554 - 2.% or ¢ denier

Acrylic 55 - 4 “inier

These fibres are obtainable i three forms - as first quality staple
as sub-standard staple, and a: waste. The latter two types are the
cheapest and are perfectly sa!isfactory for producing the type of
blanket we are concerned with. None of these fibres are produced
within the OACU and there are ‘ery limited supplies of waste. The
bulk of the fibres needed would therefore have 1o be imported.

There are no tariffs on such inports. Suitable fibre and waste

can be obtained from a very wide variety of sources throughout

the world

The prices we have adopted and use in Chapter 4 are as follows:

Nylon US #1.00/kg
layon UGS S1.25/kg
Acrylic US #1.30/kg




These prices are based on in'ormation obtained from sources in
Furope, North America and the SACU. The prices of all textile
fibres have fallen consideral 7 in the last iz months. The

prices we use are thogse prev: . lirg in Uouthern Africa before thic

4
fal!' took place’and they are trcices which a velatively swmall will

in Lesothc would have to pay ‘o obtain the sinted quantities. In
the context of this study the o relationchip belween the price paid
for raw naterials and the qui+ ity purchased i< an lmportant one.
In Chapler 2 we pointed oul 1t the blankel industry in the UACU
was dominated by Lhe Frawe Ci 1p who produce about 905 of the
blankets. Tn 197% this prot. oly amouwnted 1o about 11 million
pieces. fucuning an average weight of blanket of 1) kg this would
mean a total raw material rec'iirement of about 11,500 tonneg,
compared with atout 880 tonne: for a mill in lenotho. This gives
the Frame Group a counsiderabl. advantage. We were reliably
informed that ihiey are freque :Lly able to buy sl up to 20, and

sore below the rormal market rice. Ve will return to this

matter when we conzider feasib'lity in Chapter 4.

22475 Cotton yarng

We estimate that a will produ.ing about ¢00,000 blankets would require
about 70 tonnes of cotton yarn. Within the BACU there is only one
independent cotton spinning firm. The remainder of the spinning
capacity is contlrolled by the i'rame Group. We do not think that a
mill in Lesotho can rely on tuis latter source for its supplies of
cotton yarn. Unfortunately tlie independent firm has limited capacity,
and whilst it couldat the prescnt time supply yarns as trade is
currently depressed, normally it would not be able to do so. In
these circumstances we think that the cotton yarns will have to be

imported. such two-fold yarn: bear an import lariff of 25% ad valorem.

5 This is the raw material price upon which we presume the prices of
present supplies of blankets +'e based. If we are to compare Lesotho
and present suppliers' prices 'hen we must, as far as possible use the

same raw material price.




In subsetuent parts of our ~wudy we use the {ollowing prices for

cotton yarns:

Nu 10/2 - R 1.97 g
Nuw 12/2 - R 2.037g
3.3 Human resources

%3.%.1  The wupply of labow:

A blanket factory in lesothc would reauire the following broad

ca'egories of labour.

on the gize of mill.
Ca*egory

1. Unskilled

2. Skilled and semi-

skilled operators

3. Skilled technicians

4. Supervisors or

foremen

5. Management

Apprximale number

The - -tual numbers would of course depend

Noture ol duties

a fey

fairly large, the
majo: .ty of the
work Torce

a few

a few

a few

ceneral duties,

mwovement of materials,
elc,

machine winders, e.g.
weavers, spinners,
warpers, pirn winders,
etc

machine setting, repairs,
maintenance, etc

peneral supervision

technical and cownercial

management

With regard to categories 1 ana 2 there is good supply of skilled

labour and wnilst there are at present no skilled or semi-skilled

workers of the required type v+ are cont'ident that this need could

be met by training. Our discuansions with employers in Lesotho

indicated that the Basotho recvonded well to training and showed




td,

considerable aptitude in per.crming work of the type with which

we are couacerned,

The position of categories 3 '> 5 iy vely different and ralses
particular problems. There i: an acute shortage of skilled
technicians of all types. “his partly reflects the stage of the
economic and social developut ' , of Lasotho. [t is also dus to
the fact that until recentily '1e educational swatem was not geared
towards the provision of comr reial and technicnl skills.
Additionally, and most impori «ut, skilled woriers tend 1o leave

Lesotho and work in other cour'ries where the wages are higher.

In textile factories the supe ' risory and technical roles are often
combined and what we have saj' above on technicians would therefore
apply to such supervisors, vowever even Lf we envisage a supervisor
performing fairly non-technici! duties thien such persons are not
readily available in Lesotho, .lthough over a period of time we

think that suitable people ccld be found and trained 4o occupy

these positions.

On the wanagenent side succesiul blanket product.on requires
technical and commercial skil' of a very high order. Sucih skills
are not available in Lesotho, ror, we venture 1o suggest, are they
likely to be for some consider ble time to come. These would

therefore have to be provided by expatriates.

Our general conelusions on the supply of labour are that we would
not envisage any difficulty with unskilled labour, nor, given
guitable training, with skill 1 and semi-skilled operatives; but
there are provlems with the remaining categories of technicians,

supervisors, and management.




2052 Kewmeration

here are no official statis'izs of wage rates, earnings, OT
hours of worr. The followiiy information was gathercd during
the course of discussions wi‘tr the Department of’ labour, certain

public utilitices, and some private buginess coneoerns,

The rate of payment for unski'led labour appears to be about

10 cents an hour. The Cove: ent pays its unckilled workers

belween 7.5 and 9 cents; one of the public utilities pays 10 to

11, and a hand weaving concelr pays abioit 10 cents to untrained weavers.
This latter rate is probably ~ little above the rate that is really
required to obtain such labour but it ic the policy of the firm to

pay higher wages. This is y~tly becauce the [irw thinks it

socially right to do so and +"tly because it is ablie to hire

the best quality of labour av-ilable.

Tt is more difficult to give 1 typical wage for skilled workers for
so much dependgs on the level oV skill and training involved. The
following are the hourly rate: in cents puid by the Government to
its employeec: apprentices ', technicians Grade C 19, Crade B 29,
and Grade A HO = (2, It was uggested to uc that a loom mechanic
would fall into the Grade A c'egory. One of the public utilities
pays its artisans 48 to 50 cents an hour and a hand weaving concern

pays about 16 cents an hour for fully trained weavers.

The wages paid in the textile industry within thie SACU are also
relevant to our study. First, we shall eventually be comparing
Lesotho costs with the costs ol foreign suppliers and second, to
some exitent the wages paid to itasotho must probably be related to
the wages they might get if they chose to work outside the country.

We return to this point in th:» next paragraph.



Our information on textile wa:' 8 outside Lecotho 1is that in
industrial centres weavers ea. © 25 to H0 cents/n, though one
mill paid 92 c tor a weaver pinding 2 plain looms and 98¢ for
Jacquards. [nn the Border Ar—:s wageo are much lower, ociilled
mill operators receiving 19 t» 27 cents and skilled females 13

to 20 cents/il.

In deciding what rate we shou!t adopt in bLesotho there are a number
of points to consider. ALl +illed labour must be trained, or
attracted from the SACU.  When it ig fully trained it nust receive
a wage related to what it cou'r obtain in neighboaring arveas outside
Lesotho. possibly the wage m ed not be eyusl to that obtained in
foreign employwent for no doul ¢t many workers would accept a somewhat
lower reward if they can rema it in their homelariag vut, LI the wage
ig too low, they may migrate '- other countries of the SaCU.
qimilar considerations will ai ly to those who ars attracted back
into Lesotho. ['inally, thou ' trade wiions are in thelr infancy
at present, tlhey way become b ter organised in the coming years
and may well press for wages ‘lat are comparable with thooe in the
SACU. Paking all these fact s into sccow t wo have adopted

R 0.42 (U3 ,’ 0.%4) per hour a the rate for skilled machine operators
and between R 0.15 (Us £ 0.2) »nd R 0.31 (U5 #0.4) for unskilled
WwoTrKers. These rates have beru used to make cur estimates of the
prime costs of production in “hapter 4. It will be ceen there
that we present our cost estimites in such a way that different

wage cOSis may be used, should the view be taken that our present

assumptions are incorrect.




3¢343 Hours of work

With regard to hours of work, 2 to 4Y hours a week appear to be the
normal practice. There are -~ me regulations Jiuid down ir the

Employment Act No. 22 of 1967 rut these seein Lo be fairly flexible

and in any cuse exeumption frcw some of its provisions may be

granted on application to the

finister of Commecrce and Industry.

The maxinmwn hours of work per -orker per week are 45. Establishments
may work a Y or a u day week. In the latter case s hours per day may

be worked on tne first 9 daye :nd 5 hours on the (th, If a b day

week ig in operation with a ¢ tour day then ticre must be a 1 hour

continuous break during each .y,

de

There is a 12 hour per week 1i:it on overtime with an annual limit of

150 hours. If work takes pl+e on Jundays theu one day's pay is to
be made for Lhe first 9 hours nd double-time iz to be paid thereafter.
There are no restrictions on f' e operation of shift work esystems either

for male or female labour.

4.3.4 Miscellaneous

In this final section we denl triefly with a nwaeber of the more social
aspects of employment. The general picture is, that as yet, there is
little legislation covering such matters as factory conditions,
employee compensation, sick lesve, redundancy, elc, and what there

is tends to be permissive rat'vr than obligatory. The CGovernment

of Lesotho iu reviewing the situation and in due course expects to
bring forth new measures. The. following presents the position as

it is at the moment.

There are no factory regulati s and employers o not have to pay

any social charges.



Workmen's compensation, say 1:v an injury receivel in ilie course of

his employment, is entirely 11 : employer's responsibility..  There
are no statutory arrangements . IT injured the cmployee is entitled
to half pay and if death ensi s then the employee's dependents are

entitled to 40 wonthg' wage ¢» It 1000, whichever is the lower.

If a female worker is pregnar' she cannot be diswicoed

within six weeks of the expec' :d date of her coninement. she may
get maternity leave with pay 't this will deprod on the terms of her
agreement with her employer. Lvpecial arvansomonly may also be made

for her in the six weeks foll riing the confinement,

Normally 12 days holiday withk pay are given eact. year, A new
employee would normally start o qualify for holiday at the rate of
one day per montih after havir. completed three months service with
the firm. There are no stat. ‘'ory arrangement: concerning retirement

or redundancy pay.

The general conclusion is ths! social charges are minimal and we

have not allowed for any in cvr» cost calculations.

3.4 verviceg

3.4.1 Eloctricitx

We were informed by the Lesotio Electricity Corporation that the

supply of electricity would nol. present any proolem. The tariff

is 1 3.0 per kW of maximum effrct (registered monthly) and R 0.75/kwWh
for the first 100,000 kWh and i 0.60 for consuwption above this figure.
Combining the two tariffs the rate is about R 0.14 (US g 0.18) per kWh.
We have added a little to thi.: figure to allow for contingencies and
use US #0.20/kWh in our estimiies of prime cost in Chapter 4. As

the cost of electricity is a vwry small part of the total cost this

will have a negligible effect.



3.4.2 Water

A blanket mill of the size uni-r consideration would congume about
100,000 m2 of water a year. furing the dry useason in lesotho the
water in the rivers falls to » very low level and supplics often
have to be drawn from reserve: provided by a riatural lake or
reservoir. There are such ai-angements in Mageru and we were
informed by an oftficial of th: Water Authority that they could

satisfy the requirements of t- blanket mill.

The cost of the water today i- R 0.50/1000 gallous, equivalent to
Us Z O.14/m$ but a large consier could anticipate a reduction of
this price to US z 0.07 or O.““/mi. A blanket mill not only
requires appreciable quantiti - of water but it must be of a
suitable guality, not only for the finishing of blankets but

especially if it is to be usei as feed water for bollers.

Table 7.5 shows an analysis of' the Maseru walcr. I{1 is derived
from tests carried out in con ction with a brewery in 1977, Water
to be used for textile dyeing 'nd finishing should ve as follows:
total diesolved solids - abou! 5 mg/l and total hardness - CaCO3 -
{ 29 mg/l. Thus the Maseru iater needs softering in order to
reduce total hardness. T'ortu.ately water-softening equipment

is not expensive and is available within the UACU, The analysis
does not specify the content of heavy metals like manganese and
iron, nor refer to the colour of the water. Thece matters would
require investigation before tlie water could be used. The

standard requirements are: Mn 0.01 - 0.05 mg/l, Fe 0.10 - 0.3%0 mg/l,

and colour {9 pt - Co units.

r




Table 5.5 Viater analysis - Maseru

Composition Town ssap.e Hotel
pH ] £.0
Conductivity u.s. 199 207
Total dissolved solids 140 144
lhoss on ipnition 22 20
Total harducss as CaCOj ] 76 80
ca"" as (a0, i 56 56
Me' as caco, | 20 22
Godium as Na) 5.0 5.2
P as CaCO5 0 0
M as Ca004 ; 24 24
ncoj,' as éa<705 24 24
CO5 as m3005
Ol as CaC()j 0
Chlorides au Cl ) 3.4
Nitrates as [ [ 2.8 2.8
Sulphates as 304-- 18.1 27,2
8102 20.5 21.5
KMO4 value as 0O 0.4 0.4

Source: Maseru Brewery, Henrik Foss, 29,3,1973

Note: Two samples were analysed, the normal drinking water of

the town and the drinking water of the lioliday Inn.



2447 Iiffluent digposal

A blanket mill will produce a;ireciable quantilies of eflfluent

which will have to be dispoge’ of. There are, as yet, 10
regulationy in lLesotho in thi: area. Untrected water could
therefore, trom the purely le: ‘1 point of viecw, be discharged

into the Caledon lilver but thi+ in likely to cause couciderzable
pollution when the river fall.: to low levels during the dry season.
In any case the river forms t- boundary belween two stales and

this course of action could pr+bably not be purcuaed without
congultation with Tesotho's n:ighbour. wifluent treatment is
costly and especlally so in tv case of watcr frow wool scouring.
The waste water {rom dyeing a{ finishing can be treated by

combined chemical and biologi: 1 methods for aboul R ().'/E}/mj

(US £ 1.0) but for a small pl-~. these {igures should be increased
by about 290, ftluent fromw - ool scouri:y cawiot be treated today
by any establiched method at » asonable coct. lu countries having
a serious witer shortage, such as Japan, distillation methods are
used. This s a falrly larg . scale operation and costs R 2 = 5/m3.
We have no estiuates for a swmiil plant but it would certainly be more
expensive. Phere are clearlv a number of mattoers concerning effluent
disposal which require further considerailion aml we do not take
account of any of the costs involved when we make our cost estimates

in Chapter 4.

25 vteam requirement

The blanket mill will require about 6 - B000 ton of steam a year.
It will not be economic to produce such large quantities of steam
using electric power. Coal o1 0il must be used and there is
apparently no problem in obtairing these from ithe GACU. Coal is
the cheapest and can be bought to Maseru by rail. A suitable
boiler is the so-called 'stean bloc!' type. Thiese are supplied
ready to install, including f +d water-pumps, elc., Equipment for

chemical=-dosing would also ha'n to be obtained but this, and the

boilers, are available within bthe TACU.




(’J“o

2.0 Buildings

We discussed this question w’ "1 a firm of architects in ilaseru.
No particular problems will ¢ rise with regard to the actual
congstruction of an industrial ovuilding. However in textile
processing it is uecessary t¢ wvoid wide variationg in temperature
and humidity inside the mill. The insulation ciardards ot a mill
and whether nir couditioning . th or without relrigeration ic
necessary are determined by 1' : climatic conditicns in the area
concerned, hesotho is a couvrsry with strong cunlicht and with
appreciable tewperature varieiions, bubt one wihich iz dry in the
sense that high relative humi ' .ty is unusual. e position is

illustrated in Pigure 3.1.

Refrigeration is expensive tc¢ 'nstall and run aud in these climatic
conditions we think that its ve can probabl; be avoided provided
that the building is suitable ‘nsulated and we do nol use the more
advanced techunology. This i. another reason f'or gelecting older
type machincry for the blanke' mill (see Sccelion 4.2). If we take
the most difficult climatic ¢ ‘ditions during the year, a summer day
around 1400 hours, we can ant .-ipate a temperuture of 3200 and 340 Ri.
The enthalpy of this air is 1:.9 k cal/kg dry air. If we accept e.g.
2(30(3 and (Y Il ingide the mili this air will contain 10.9 k cal/kg dry
air. It is difficult to sa;, without making up a couplete heat
balance for the building in I.rotho, if this difference between the
enthalpy of the air inside ard outside the building is sufficient to
cool the building in summer time with only venbtilation aund evaporative
cooling inside. Our guess is that it wuld just about be possible
and our mill ic designed on th« basis of this assuwption. On the
other hand, air conditioning wnuld be necessary in some parts of the
building. The insulation of the walls, windows, and particularly
the roof of the building must te extremely good. The heail
conductahility expressed in e.s. k cal/mz, I, OC, or W/m2, oC (the

k value) should be about 0.3 ! r the roof and 0.4 for the walls.



|
i e . | i bt 3 !
I Ll
‘y(‘) -
0 PELe
7y .
‘ Jarmary 170
<
O 20 o
M
e
of
4
[41)
bay .
/
1o
It
&
£ e ru
’ Jine 1970
U 4\\
-y S
-0
R |
v L] 1 J L4 v v v ¥ L] | Al L
v 1 : 10 2 14 1 . U2 ¢
T1 D6y
Diurnal wariation of temp rature buced oo nen powrly valuev
(LA
POV

50

10

-0

10 4
T T T v v : T A L) T UR v
2 4 6 8 10 12 14 40 hooe0 20 24
Diurnil viriation of rela /e bumidity in Jonuary based on

Courde:

Inte
N

T

mearn

rocbionndl B
tho, *Otudy 1
viors Beport o V

ol. 1,

“ourly values

i"w]‘(':\ 1 i“

+ for Recounrtruet ion and Development

Weter lewoarces Development!
H il




We were informed that a building of this type would coct R 85

per m2 withont air-conditionirg but includine toilets, cloakroons,

)
etc.  Full alr conditioning - >uld add [ 25/n°. It was estimated
that a building of the requi:«1l size and typc would toke about seven

months to build.

57 Tax incentives

The Goverrnunent of lLesothc off- > considerable tax incentives to
companies establishing or exy iding their opers.ing within the
Kingdou. I'ull details are ¢ i ven in The Pionecr Industries
bncouragement Act, 1909, Mco ' of the incentives consist of
allowances against the capite! costs of plant, machinery and
buildings. These would bene! 't a company in thc carly days of
its existernce, We are more - ncerned wilh thic lunger term
situation aftler the company b become estoblicivd. lissentially
we wish to deterwine the comyp'itivenesrs, and Licnce the viability,
of a mill in lesotho as compa: ‘d with its competitors within the
SACU. We acoume that the in‘rial difficulties have beern overcoue

and that the associated costs rave been uet

There are two allowances whici: relate to this longer term situation:
First, a utility and transpor!.tion allowance equal to 15 of the
cost to the manufacturer of electric power, water or sewerage
services, trausportation withinv the cowntries of the SACU of goods
used for manuflacture or finisiied products; and second, a citizen
wage allowance equal to 100, of the wages or salary paid ito Lesotho
¢itizenus employed by that man:.sacturer. We consider the effects

of these in Section 4.4



3.8 Transport

We do not foresee any partici:iar problems with regard Lo the
movement of finished goods w't'iin Lesotho. Transport {rowm
other parts ol the CACU to Le:tho iz more of o problermw. Ag
we have seen in Declion 3.2 cbve the will will have to import
large quantilies of raw mater i uls from the SACU and frow otlher
parts of the world, These vitl have to be movel Lo Lesotho by
rail which is not only expens #7e but also clow wand unreliable,
The tax allowance referred t¢ ‘n Cection 5.7 above will help to

reduce the cost bul little c:: be done to deal witli the time

aspectl. Beer o of this pro lem we think it Lecessary for the
mill to hold i ..jler level ¢! stocks of raw wsterial than would

otherwise be the case and we ' .ve made provision tor thic.

3.9 brzuwernal economies

By this phrasce we refer to th- advantages which a4 firm may gain
by being located near to, or vithin easy reach ol other firms in
asgociated, or even very different, industries. Yor instance,

if we consider the position ol a blanket mill i the country
bordering Lesotho, it will have: fairly easy access to a range of
services provided by other branches of che textile industry, by
the electricul and wechanical engineering induciries, and by firms
engaged in wmerchanting, shippi g, etc. These services are not
available in lesotho and a miil located there will suffer a real
disadvantage because of their uhsence. There is litile that can
be done in the short run to renedy this situaticn. The mill will
have to try to be more self-r«liant than would normally be the case.
In the long run the development of other industiries in Lesotho may

provide some of the services inentioned.
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2.10 Location

Whilst we can appreciate the ¢ 'sire of the Government of Lesotho
to locate industry away from tte Capital we consider that laseru
would be the best site for the blanket mill. 114 is one of the
few places wiiere water suppli: - are adequate and reliable. It
is on the rail head and if a r ouring plant is established then

the blanket mill should cleari . be nearby.
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LIl FRASTBILIMN ~OF  BLANKIT PRODUCTION

In Chapter 2 we bresented invormation on the market for
blankets and in Chapter 7 w discussed in general terms the
Tesource requirements for binket production. In this chapter
We come to the core of our fudy.  We first of all eXamine in
section 4.1 the technologic " alternatives Available in the
production of blankets, Section 4.2 gives delails of a 'paper
mill' which we have construc ted in order to estinate the cogis
of produclion in Lesotho. These estimates are g£iven in Section
4.5 and in the subsequent se:ion they are converted into prices
and compared with thosge of th: foreign suppliers, Section 4.5
deals with feasibility and ¢ conclusions arve given in the final

section,

4.1 Techiological altern tives

At first sipht it might appe.+ that the simplect way of starting

to make blankets would be to w2ave them from Jrn which was bought,
from an outside supplier, 't would then only he necessary to have
a weaving plant and some simple finishing. The imestment Trequired
would be small. There are a number of reagong why we do not think

that this method is feasible in Lesotho,

First, the weft yarn is normal 'y1 produced on the woollen system.

An alternative method is t» use the semi-worsted system. However
this system igo technically mo: complicated and calls for more expensive

material than ig presently ucid in Lesotho blankets,
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As has been described earlies [Section %.1.2) thic system requires

the preparation of a blend of fibres and the subsequent processing

of this blend on a carding me nine preparatory Lo tlie spinning stage.
The composilion of this blend in terms of different {lbres of
different qualities and price is vital iu deternining not only the
price and nature of the yarn i roduced but more important the price

and quality of the final blar :t. Tt is thercefore essential that

a blanket wanufacturer contiv:'s the composition ¢f the original
blend. To buy yarn from an itside supplier would mean a considerable
reduction in his ability to ¢ so and he would sulffer appreciable
disadvantages as compared wit' his competitors who operated integrated

plantgs.

Second, even if the disadvant .es referrved to above could be overcome
(which is very doubtful) and rn was bought ireu outside, other

problems arisc. If the yarr -~as bought in colovurs then, in order

to reduce delivery times, tin® required for shade approval, etce, it

would almost certainly have t~ be purchased fion a country within the
SACU, but there 1s only one sw-ll independeni woollen spinner in that
area and he could not meet the requirements ol a mill in Lesotho. it

is hardly conceivable that a nlanket manutacturer could purchase coloured

woollen yarn {rom countries o' 'side the SACU.

Another alternative would be t¢ buy undyed woollen yarn and dye it as
required. TLis would overcomr the delivery prublem but this course
of action is precluded for anntler reason. 1t is not possible, in
our experience, to dye low quality woollen yarns uniformly enough for

blanket manufacture.

Third, we have suggested that ~ small proportion of Lesotho wool could
be used in blanket manufactur~. It would be clearly advantageous to
use such indigenous raw material, but it would hardly be feasible to
export the wool in a greasy s'~te, have it scoured and spu, and then
import it back into lesotho. In any case as we have already said
there is no surplus cpinning crpacity in the UACD and therefore one

could not expect to have the .'rk done on comnission at an acceptable
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price. A further problem is ‘hat the bulk of iLhe Lesotho wool
to be used in blanket manufac' re would be used ac part of.a blend
of man-made fibres and rayon -..d it would again hardly be feasible

to have this spun abroad.

For these rcasions then a blant mill in Lesot’iv must produce its
own weft yarn. ‘[his would b spun from waterisl, blended and dyed
at the mill. lo such problew arise with cotlou yarns for use as
warp threads. ‘Thece are avai'able In standurd qualitiess only one
or two yarn counts are requiri, and they are used in an undyed foruw.
They can be bought from any p -t of the world wherc the price is
acceptable. ur conclusion :'.erefore is thai, if a blanket mill

is erected in lesotho, it shonid consist of dyrins, spinning,

weaving and finishing.

We have referred to the use o’ some Lesotho wool, amounting to about
230,000 kg, in blanket produc!‘on in Lesotho. Belore this wool can
be used it wust be scoured. e know that the lesotho National
Developuent Corporation is ne -tiating wili a I'irw from outside
Lesotho with the objective of +stablishing a scouring plant to scour
the whole lLesotlio ¢lip. If ' is project is implemented this will
of course facilitate the use i Lesotho wool in a blanket factory.
Tf the scouring plant does no' waterialise then it will be necessary
to have the wool scoured abrowd or alternatively, and preferably, to

scour it using hand-operated n:.chinery in Lesotho itself.

4.2 A blanket mill in Lesoltho

We have argued in the previou: section that a blanket mill in Lesotho
must carry out the full produ:tion process from raw material to
finished blanket. We have constructed such a mill 'on paper' and
details are given in Appendix /. This mill is used as the basis

for estimating the costs of pr~ducing a number of representative




blankets (Section 4.3) and ih:we costs are subsequently

compared with the mill-price " present supplics (Section 4.4).
We should euphasize that this 1ill has been couslructed purely
in order to carry out these ¢ :t-price comparisons., It is not

meant to represent an actual i1l which would be erected.

The proposed mill is designed 'o produce (.00,000 blanketc a year
on the basis of J-shift workir: in the main depurtments. The

numbers and types of blankets o be produced are as in Table A5

The machinery consists of 2 c.-ding machines, 5.0 spinning spindles
and 48 looms, plus associated «quipment for preparation and finishing.
We have gencrally chosen simp!'- machinery of the most latour-intensive
type. This machinery, being 'nsophisticated, iz easy and simple to
maintain. Only in cases whe'r considerations of quality are
important, e.g. in carding, h e we chosen the latest equipment.,

We should point out that thes: modern machirnes are no more difficult
to operate than the older typ. . Appendix A gives full technical
details of lhe mill inecluding '‘he methods of processing, machinery

requirements, production at e:rh stage, etc.

The total euployment will be u proximately 24U persons. About 6500 mz
of floorspace will be required and the will will have air-conditioning

where required.

The total capital cost will te about US & 2.0 million (R 1.5 million)
for machinery and auxiliary equipment and US ¥ 0.9 million (R 0.7

million) for buildings.
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4.3 ot imition of prime costs
Before explaining the basis ¢! our estimates of prime cost and
the method of calculation used we should malke three general
points.
First, we sald above that the vlanket mill had been constructed for
the purpose of comparison and that it was not meant to represent
in detail an actual mill. ~iuilarly the priwe cost estimates are
made in order to compare the ' kely costs of producing blankets in
= Lesotho with the prices of bl kets currently being supplied.

‘ They are not, nor are they ir: nded to be, precice costings of
particular products, However despite this lach of precision we
consider that they can be use! with some confidence for comparative
purposes.
second in presenling these pri. e cost estiwates we indicate clearly
the information and assumptio’ upon which thcy are based and show
the wethods of calculation us .. We have algo tried to structure
the final eslimates in such a ~ay that the various cost elements are
easy to manipulate should we (~» others) wisir to adopt assumptions
different from our initial on: .

Third, the estimates relate t5 a mill which hac been running for a

. few years. We therefore take no account of any costs associated

with the establishment of the mill and its ‘running in'! e.g. training

costs etc,




4.7.1 Phe basis of the piine cost calculations

We give Lelow the informatior and assumptious upon which our prime
cost ca'sulations are based. The prices we use tor raw malerials,
labour etc are lhose given ir ‘hapter 3 when we discussed the general
question ol' resource requirer uls. For machinery the prices are
those ruling today plus the ccst of transport wad erection. We do
not at this stage take any acrount of the tax allowances which would
reduce sone of the costs. Tnn effect of these iu considered later

in Section 4.4

In allowing for the use of cepital, either fixed ox working, we have
used a rate of interesl of 14 The current rate for loans from
the commercial bLanks in Lesot!sy is between 12 ard 14004 We have
adopted the higher fligure. wen estimating lLhe annual capital

cost of a machine we have used a method that is in common use in
parts of Burope. VWe have ariimed that a machine will last for

10 years and will then have r~ value. We have ascuned that the
money capital to finance the inrchase of thre nachiine has been
borrowed at 145 and that the ~ pital is repaid in equal wrnual
instalments over the life of ile machine. The inlerest payable

on the balznce of the capital ~utstanding averases out over the
10-ycar period at /6 per annun and we have thereiore made an annual
charge of 17/ of the initial v'lue of the machine. It will be
observed that this method make: no specific provision for the
replacement of the machine al the end of the period. One could

of course regard our 1% char;e as consisting ot 1006 for depreciation
and % as & contribution to thc cost of the capital. There is room
for some difference of opinion on this matter, but, as our estimate
of total prime cost is divided into capital labour and other costs,

it is possible © make adjustrents depending on the view taken.




As far as investment in auxi! fary equipment, such as trucks,
bobbing, spare parts, etc. ar: concerned we use the same method
as for wmachines except that v assume a life of H years. The

anwa. charge is therefore 17, of the initial cost of such items.

In the case of buildings we @isume a 20-year Life with no value
at the end of the period. '5ing the same melhod as for machines
this gives arn annual charge ¢f 12%. We are acouming here that
the buildings are provided by the will company itself. However
it is likely that the buildir:.; would be provided by the Lesotho
National Developmeni Corporat in and leased to Lho comparny. The
Development (lorporation would vrobably require a return of about
1206 on their iuvestment, £o vwlitther this annual charge is regarded

as the payment of rent or a c .uvital charge is not material.

Mill inventory consisting of ' ocks of raw matecial, work-in-progress

and finished goods are financ<: at 14%.

4.5.2 Method of calculatir ' prime costs.

Mull details of the method of alculating prime costs are given in

Appendix B. We give here an ~utline of the procedure.

We first estimate the annual costs of machirery, auxiliaries, buildings,
materials (e.g. dyes, power, w ter etc) and labour for each step of
production. For example, in lhe spinning stagce we do this for the
steps of warehouse, opening an mixing, blending, carding and

spinning. For each step we hove to decide on the unit that is to

be the basis for costing. Thnis differs as between the different

steps. In carding it is the kg; in spinning, the spindle~hours

in weaving 1000 picks, etc. '"he total ennual cost is divided by
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the appropriate cost unit and 'his gives the total cost per
unit for each step. This tc'..l is divided into capital,'
labour, and oblher costs. T sum of the cousln of each step
comprising a stage ol producti m will give the total costs for
that stage. Calculations ar carried out in Lhis way (see
Appendix B) lor spinning dyei. g, weaviug and Uinishing. The

sawe method is uced for overi ads.

The total priwe cost for a pa'ficular blanket is the sum of the
costs per unit of the steps c¢r stages necesscary for the production
of that particular blanket; ‘he charge for siore, inventory and
mill overheads, and the cost 1t the raw materials. We have
calculated in this way the prire costs of six representative
blankets. ‘'he method and re 1ts are chown on the P'roduct Data

oheets included at the end App ndix B.

4.4 Price comparisons - lorotho mill and present supplies

Table 4.1 shows, for G represerntative blanxets, lie elements of priue
. . 1. .

cost, total prime costs, and t'- prices for . ‘i 1in Legotho and

the prices (competitor's pric ) charged by pr-.uent suppliers of

these blanketuy, All costs and prices are expressed in Rand.

In order to set a selling price for Lesothc blankets ve have added
100 to the total prime cost. In estimating the la tter (Section 4.3.1)
we provided for the finance of inventory and assuming that our charge
for machinery represents depreciation and a return on capital of 7%,
the margin of 1006 will provide for the finance required to service
any working capital not already provided for and increase the return

on the investment in machinery to 16 - 179
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In discussim the price differ:nces there are soue generzl points
which it is useful to bear ir nind. irst, we should note the
relative iwportance of the dif"erent categories of coust that
make up the total prime cost. Table 4.2 shows the percentage

shares of each cost element in this total.

Table 4.2 Percentage chare of cogt elemenbe in total prime costs
vlore
liuvent- | paw
Pype of Llanket |Capital | !~bour | Others |ory and |, o7 || Total
bliaterlal
Over- |
boadoe |
!
Pitso 14 11 14 9 1 50 100
Pitseng 15 1 15 10 49 100
l[ilala
(75 x 80 cm) 20 16 13 12 34 100
Lilala
(100 x 115 cm) 18 14 18 1 29 100
Mora Lisa 12 1 18 12 51 100
Welwitschiia 19 19 15 10 ! 31 10C
Average 17 13 10 1M 45 100

At this stage it is interestin. to note the relatively small importance
of labour costs and the large percentage of total cost accounted for by

raw materials.

Cecond, in Yection 2.{ we noteu that the bulk of the blankets supplied
to Lesotho come from one large tirm. In Section %.1.% we discussed

the relationship between costs and output and concluded that significant
cost reduciions are possible provided that the production is both large
and standardised. We would therefore expect this big producer to have
some cost advaniage over small r units in certain product areas, but

probably not in all. Similar!y on the market side the power of this




large supplier to raise pric . will vary in diiTerent scgumernts

of the market depending on {': nature of demand and the state of

competitlon in the particular seguent concelued.

Tf we now look al the Lesoth prices and the couwpetlitors! prices
(Table 4.7 Columns 8 and 9) . can sce that the Lesotho price is
below the competitors' price 'or the Pitso, Lhe Pitseng and the
Welwitschia. 1t is the sam or very wuch bhe came, for the

Lilala blankets and ig well ..oove for the Hona [isa.

The Pitso and the Pitseng ar poth fairly exclusive fashion blankets.
Together they form about 2006 > the total bLlanket market in Lesotho,
or aboul 140,000 pieces. Lei~Lho prices are conciderably below
competitors' prices, particu’ rly in the cate ol the Pitoo. The
Lesotho price for the latter "5 R L.0Y comparad witn I 10.08 and

for the Pitserng R 4.74 as ag: st R 6.60, Wee might first question
the accuracy of our cost est..:ites. We do no. pretend that these

are completely without error it the price differences are 50 reat
that any reascnable, or even nite large chanves in our cost elements
would not substantially alter the general picture. The most likely
source of error in our estime! :3 probably lies in our raw material
cost figure. We cannot be giure that we are basling our price on

the same raw waterial cost as ‘hat used by the coumpetitor. liowever
even if we aad 500 to our waterial costs Lesotlho still remaing very
competitive with the foreign product. Another way of looking at the
matter is to coumpare in gener.i: terms the lixcly cost differences
between Lesotho and the compelitors - in particular, the main supplier.
We consider that the competito~'s capital costs are likely to be lower
than those of lesotho, partly because of the greater levels of output
but mainly because of the low~1 depreciation churges on the old
machinery in use. The compehitors! labour costg ave almost certainly
higher than iu lesotho but we sh.uld note thal such costs generally
form quite a swall proportion ~f total costi. "he competitors!

other costs are probably a lit'le lower and certainly thelir overhead

costs will be less as they ar spread over a larger output.
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The main supplier will also h~ve some advantage in buying raw
materials at a lower cost than a relatively small unit in Lesotho,
though in the case of these twn particular blankets we do hot think
this will be very great. Overall we have little doubt that the
competitors' costs are basically somewhat lower than thoce of
Lesotho. The position is cle.rly one where the main supplier

is charging a very high price for these two blankets (eSpecially
for the Pitso) in relation to 'heir cost. lle iz able to do this,
first, because there is very !ittle, if any competition in this
section of the blanket market., and second, both thece blankets are
in keen demand because of the rrestige and exclusiveness which they

are thought to confer on their owners.

The Lilala is also a fashion hianket but in a much lower price-range
than the two types we have disrussed above. The Lilala range accounts
for about 254 of the total martet, equivalent to 175,000 blankets. In
the smaller size of 75 x 80 cm the Lesotho price i the same as the
competitors', i.e., R 1.48. The Lesotho price for the larger size of
110 x 115 cm is slightly lower than that of the imported product -

R 2.75 compared with R 2.97. Our general view of the relative costs
of production in Lesotho and ontside it would be much as outlined above
when we discussed the Pitso and the Pitseng. Possibly Lesotho would
have some advantage here as it: wages are lower and labour costs are

& higher proportion of total costs for the Lilalag ag compared with

the two higher-priced fashion blankets. The present supplier will
certainly have lower raw material costs due to his ability to buy
rayon, the main raw material for these blankets, at a lower price

than Lesotho but this advantage is reduced somewhat as raw materials
form a lower proportion of total costs than the average. It seems

to us that the main supplier makes only a modest profit on the Lilalas.
Although there is little competition from other producers the price is
kept fairly close to the cost of production largely because of market
congiderations. The Lilala i designed as a cheap substitute for the
more expensive fashion blanket and is bought by the mass of people in
Lesotho who cannot afford the Jlatter. A higher price could be

charged by the main supplier hut he finds it more profitable in these
market conditions to sell the larger quantity at the lower price.
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The Lesotho price for the Mon: Lisa is about 50% above the
competitors' price and even vizeable changes in our cost tlements
do not make much difference ' the gituation. 1f, for example,
we reduce Lesotho's raw material cost by one half and all other
costs by one quarter Lesotho 'S even then not quite competitive,

We have chosen the Mona Lisa #8 typical of the domestic blanket
section of the market., The- types of blamket account for about
20% of the Lesotho market, ejuivalent to 140,000 pieces but here
we have to take into account 'he very much larger market for thege
same blankets outside Lesothn. The total market for domestic
blankets within the SACU is rrobably at least 2.5 million, the bulk
of which is supplied by one 1irm, With a market of this size

the major producer can reap iz economies of long production runs
and product standardisation, 21d he can take full advantage of hisg
power as a large buyer of ravy waterials and othier inputs. In this
situation it is not surprising to find that a relatively small
producer in lesotho cannot m:t3h the prices quoted for domestic
blankets.

The market for Grey blankets has similar characteristics to that for
domestics, There is a large market within the SACU and the same
eoonomies are avuilable to the major supplier. We have not analysed
@ representative Grey blanket and hence have not estimated the costs
of production but we are conf ident that a mill in Lesotho could not
produce at a price to match the imported product.

The Welwitschia shawl is typical of the shawls sold in Lesotho. The
Lesotho price of R 2.89 is appreciably below the competitors price of
R 3.75. It seems likely that the costs of this product in Lesotho
are closer to the competitors' costs than is the case with any of the
other producis considered, The mn in supplier's buying advantages are
cour:terbalanced to some extent by the fact that the cost of raw
materials forms a smaller part of total costs than ig usual., On
the other hand labour costs ave a relatively high proportion of total
costs and this works to the advantage of Lesotho with her lower wages.
Present suppliers are chargin.: appreciably above costsg for this
product although the margin is well below that applied to the Pitso




and the Pitseng. This is a soction of the market where the major
supplier has keen competition from other producers and this may well

explain these lower prices.

Shawls are part of the section of the blanket market which we call
Rugs and Shawls in Chapter 2. This section accounts for about 15%
of the total market, equivalent to 105,000 pieces. We have not
analysed or costed a represen! .tive rug but we think that the
position would be much the sari~ as for shawls. Most of the products
in this section seem likely tc have a greater than average share of
labour costs and a reduced ra. material component and both these

factors operate to the advant:;’e of Lesotho.

In comparing these prices we “ive not so far taken into account the
effects of the tax allowancee referred to in Section 3.7. These
are a utility and transportati~n allowance of 1% of their cost and
a citizen wage allowance equal to 1006 of the wages or salary paid
to Lesotho citizens. We hav. already seen that labour costs are

a relatively small proportion «f total costs. On average a
reduction of 109 in them soul? reduce total prime costs by less
than 1%. Similarly payments ‘o utilities and for transportation
are relatively unimportant and a 15% allowance would only have a
very small effect on total cost. We do not therefore consider
that these allowances for utilities, transport and labour will

change in any way the conclusions made earlier.

4.5 The feasibility of blanket manufacture in Lesotho
4.5.1 General congideration

In the previous section we concluded that the costs of producing
blankets in Lesotho are likely to be above the costs of the present
suppliers, the excess varying as between the different products.
It therefore seems that a mill could not operate profitably in the

Kingdom.
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However, even in this situation, it might be suggested that a mill
in Lesotho could operate at @i profit given the prices currently
being charged by the present r~uppliers. If, for example,a mill
was established in Lesotho air was able to sell ©00,000 blankets
consisting of say, 400,000 fi:hion blankets, shawls and rugs and
200,000 domestics and greysy and, if the prices of the fashion
blankets rugs and shawls wer: vaised above the selling prices
previously discussed (Table <.1 column 8) but kept below the
competitors' price, whilst th¢ latter's price was matched for
domestics and greys; then, ¢'ven these assumptions, a mill could
make a handsome profit, for the profits on the 400,000 would more
than offset the losses on the memaining 200,000.

Unfortunately this happy sitvation is not likely to prevail. A
mill in Lesotho will not be zble to gain such a large share of the
total market nor will it gair <o great a share of the presently
profitable fashion, shawls and rugs section. There are several
reagons for this view. First, such a small mill could not

produce all the varieties of hlanket required in Lesotho. It

would have to confine its production to a limited number of
qualities and thus would not bLe able to 'cover! the whole market.
Second, and to some extent allied to our first point, consumers in
Lesotho have attachments of vaiying degrees of strength to the
present products. A new mill could hope to break down some, but
not all, of the preferences. In this connection it would clearly
help if the leading trading company were to transfer the production
of its registered designs to the new mill but we do not think that
this would significantly change the position. Third, it is almost
certain that the entry of a new firm into the Lesotho market would
result in somepmrioe reductions by the main supplier and as its costs
of production for all the types of blanket are below those of a
Lesotho mill it could, if it nc wished, undercut the latter on every
product., Already Lesotho carnot compete on domestics and greys
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accounting for about 3 % of thn total market. A small reduction
in the prices of the Lilala rmge and about & 259 reduction in

the prices of shawlsg and ruges would increase this proportion to
75% and if the wain supplier . iose to reduce the price of the
Pitseng ty 204 then in 90% of ‘he market the Lesotho mill would not
be competitive in price, We have 80 far been concerned with the
market in Lesotho but even if we say that the new nill could sell

within the SACU the Ssame consilerations apply.
Our conclusion ig that whateve» ig the reaction of the present

supplier to the establishment of a mill in Lesotho the new plant
Will not be able to €ain a protitable share of the market,

4.5.2 The possible effects of varying the mill size

We have pointed out the difficilties which a blanket miil in Lesotho
would face. We would like rov to consider if congtructing a plant
of a different gize would be ! kely to reduce these difficulties.

In Section 3¢1.3 we discussed ‘the question of the relationship
between costs and scale of ovl.ut. We decided to base our estimates
on a mill producing about 600,00 blankets a year. If we built a
larger mill producing, say 1 miilion blankets, costs of production
might be 6 - 8% lower than those of the smaller unit, If the wmill
was larger still, say at 2 million, costs might fall by about another
2 ~ 3% ‘These larger mills would clearly be in a better position to
compete with the dominant supplier in the SACU but they would still
be at some disadvantage because they would lack the ability to buy
raw materials ag cheaply as thisg very big producer does.

However the main problem in establishing a larger mill would, we think,
be on the market side, We discussed the total size of the blanket
market in the SACU in Section 2,6,2, Total sales were around 12.7
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million pieces in 1973, We ‘nticipate a fall in demand in 1974

and 1975 to between 12 and 1 S million. In 1976 total sales

should be just over 13 milli v and are likely to be approaching 14
million in 1977, We noted i1 the same section that there is ample
capacity to satisfy demand at the 1973 level of 12.7 million. In
fact it seems likely that th- full capacity of the present blanket
industry is rather greater t''n this figure, probably around 13
million. In addition we me fioned earlier that Pep Stores, a
trading group within the SAC', are to set up a blanket factory.

This factory, producing 1 mi;'ion pieces, will be in full operation
in 1976. ©Co this means tha‘ in 1976 there is likely to be surplus
capacity as consumption will probably be about 17 million whilst the
industry could produce about "4 million and this imbalance is likely
to persist into 1977. We d: ot think thal in this gituation it would
be of advantage to have a larser mill in Lesotho. Competition is
bound to be very keen and the entry of a new firm would make it still
keener, Furthermore the larsar the new firm was the greater would
be the disturbance in the ma»et and the fiercer would be the

reaction of the main supplier.

Our view then is that there vculd be no advantage in building a
larger mill in Lesotho, for any advantages gained on the cost side
wou . be more than counterbalanced by market disadvantages.

If this is our view it may be asked: "How is the Pep stores!
venture going to survive and how do the other small plants in the
SACU manage to exist?" As far as the new entrant is concerned

we cannot yet say that it will be successful but it starts off
with the great advantage of controlling outlets for its products.
It can secure the share which lLesotho would find 8o difficult to
gain, The other four small producers with annual outputs ranging
from 0.8 to 1.2 million blankets have been established for some
considerable time. We think they overcome some of their disadvantages
as compared with the big producer by specialising on a relatively
narrcow range of products, or competing in other ways, such as on

service or delivery, Certainly one of them appears to concentrate
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on shawls and rugs, but we cennot see any way in which Lesotho
could emulate their policies. Additionally it is not uncommon
for a dominating producer to tolerate other small firms within
an industry in order to preserve the semblance of competition.
It was in fact suggested to uc that this was the case in the
blanket industry within the SACU but we have no evidence on
the matter.

4.5.3 The use of quantitative restrictions, tariffs and subsidies

It may be suggested that the uce of one or more of the above methods
might enable a blanket mill to operate profitably in Lesotho.
Before we look at these possibilities it may be useful to outline
the benefits and some of the costs which would result from the
successful establishment of s:uh a mill, If we assume that 600,000
blankets were produced and scid in Lesotho instead of being bought
from a foreign supplier then the consumer would be able to buy some
blankets at lower prices. Hovever the net gain would be very smll
amounting in total to about & 200,000, about 20 cents a head or 33
cents per blanket. We shoull note that the domestic production of
blankets would involve a fall in the prices of some blankets and an
increase in the price of othervr. The prices of the Pitso and Pitseng,
together accounting for about 0% of the markel, and the orly
excessively priced imported blonkets, would fall. On the other
hand the prices of domestics and greys would rise considerably.
These account for 3%5% of the mirket and are costly to produce
domestically relative to the iuported product. Against any gain to
consumers must be set the loss due to a reduction in choice as a
single mill in Lesotho could not produce the present variety of
blankets. A mill in Lesotho would provide employment for about
230 Basotho and this would clearly be of benefit. The economy of
Lesotho would gain as domestinally-produced goods replaced imports.
Making reasonable assumptions sbout the product-mix 600,000 blankets
would cost about R 2.5 million if imported and R 2.3 million if

produced in Lesotho. The saving on imports would not however amount




to5 the full R 2.5 million. s produce R 2.3 million of blankets
in Lesotho would probably require about R 1.5 million of imports
(fibres, materials, etc). Thus the net gain would amount to

R 1.0 million. Naturally if the production of the Lesotho mill
fell below the 600,000 then <tis gain would be correspondingly
reduced. }inally, Lesotho wc.ild benefit from the external
economies arising from the esi»blishment of the mill. These
effectgare difficult to measvie but include tle development of
industrial skills and knowledy:, possible growth of ancillary

services, ctc.
As we congider the various me:nuures which might render blanket
production profitable it may t: helpful to bear in mind the

nature and extent of the benefits referred to above.

Quantitative restrictions '

We have seen in Section 4.5.1 that a mill in Lesotho is not likely

to gain a profitable share of ‘he blanket market. One way to

ensure that it did do so might be to use scme form of administrative
control. Quantitative restrirtions on the movement of domestic
products (i.e. goods produced in any territory of the SACU) within
the area of the SACU are not permitted. However it was suggested

to us that conditions might be attached to a trader's licence
requiring him to buy some proportion of his total purchases from

the domestic mill. The legality of this course of action would

need to be investigated but we will assume that it would bg possible
to impose such conditions. The question then arises as to what chare
of the total market should be allocated to the local mill. It would
not be feasible to distinguish between different types of blanket and
allocate those which are profitable to the domestic mill and give the
less profitable to the foreign supplier. If traders were required to
make all their purchases from the Lesotho mill then prices wouid
certainly rise as the mill wa< faced with a captive market and it would

not be long before the consum:r was not only paying more for his blankets
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but he would also be sufferin: a serious diminution of choloe,
and probably of quality. Additionally such a restrictive.
policy would raise problems with persons crossing the border on
shopping expeditions; would »~sult in an increase in illegal
importation of blankets, and vculd use valuable and scarce
administrative resources. If traders were required to obtain,
say, half their requirements trom the mill; and, as we have
said, it was not possible to specify the composition of this
half, then the policy would not achieve its aim of ensuring
the profitabiiity of the mill in Lesotho.

Tariffs

A second course of action which might be pursued would be to

impose a tariff on imported bl-nkets. It is pogsible, under

the terms of the Customs Union Agreement, for lLesotho to do this

in order to protect a new indurtry and enable it to meet competition
from other producers within th: customs area. Such protection
cannot normally be for more th.n eight years. Again, as with
quantitative restrictions, it .ould not be possible to have a

tariff which differentiated b-'!ween the different types of blanket.
If a tariff was applied it won/d have to apply to all blankets. The
objective of a tariff would be to ensure that the domestic mill gained
a sufficient share of the mark<t to operate profitably and it would
do this by raising the price of imports. We should note that this
will inevitably result in increcased prices for all domestically-
produced blankets - indeed this is partly the objective. The
question then is, what whould the level of the tariff be? At
present prices (see Table 4.1) the only product which is clearly
uncompetitive with foreign imports is the Mona Lisa. (We take

this blanket as typical of the domestics and greys). Its Lesotho
prioe is R 4.3Y compared with the import price of R 2.84. In order
to make Lesotho competitive a tariff of 36% would be required.




If however the foreign suppli~r reduced his price by 10% then
52% would be needed and this level would be applied to all
blankets. There is no doub! that the prices of all blankets
would increase considerably V+~nind this tariff wall to the
detriment of the consumer. ‘“hese increases would bear
particularly hard on the poorcr consumers e.f. Lhie cheaper
blankets such as the Mona Lixa and the Lilala range would become
much more expensive. Thus *i.2 tariff policy would bring losses
to the consumer, but it is a.=o doubtful if it would encure a
profitable chare of the warket unless the tariffs were set at
very high levels. We should also note the high administrative
costs involved and the fact 1hat smuggling would be encouraged
which might prove difficult 10 control given Lesotiho's long
border.

Subsidies

A final possible course of action would be for the Government of
Lesotho to subsidise the mill over and above any tax allowances
that are already given. We {ully appreciate that this raises a
number of wider policy issues heyond the scope of this report but
for the moment we will assume that it is possible. This
immediately raises several ouestions. What form should the
subsidy take? How effective is it likely to be and what will
it cost? In Lesotho's situation it is not likely to be to her
advantage to reduce the cost of capital. If labour was
subsidised to the extent of 100% it would reduce the price of
the average blanket by about 120 but we do not think that this
would enable a mill in the Kingdom to gain a profitable share

of the blanket market. The cost of such a subsidy would depend
on the composition of the blenkets produced but assuming a total
figure of (00,000 and making r~asonable assumptlons about the
product-mix it would be about @ 211,000.

P

e
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Another altermative would b~ to give an open subsidy to the mill,
This would involve a commitinent to make up any deficit between
revenue and expenditure. fprart from the effects such a subsidy
might have on efficiency, il is extremely difficult to say how
much this subsidy would tur:: out to be., Ii the present main
supplier were to cut his prices very considerably and the Lesotho
mill was to gain only a very 3mall share of the market then the
subsidy could easily rise to well over R 0.) million., A less
vigorous reaction by the for«ign firm and a larger share gained
by the domestic will might 1+luce the figure to around R 100,000,
In this situation we cannot tidink that it would be desirable for
the Government of Lesotho to +nter into such an open-ended
comnitment and in any case mwuh wider issues of economic policy

are raised if subsidies of this type are to be employed.

We have briefly examined the se of quantitative restrictions,

tariffs and subsgidies as pos~ible methods of ensuring the

viability of a blanket mill in Lesotho. All the methods involve

the use of scarce administrative skills and resources. None are
likely to encourage efficien! production. Cuuntitative restrictions
and tariffs may not achieve tl:eir aims, and if they do, the cost to
the consumer will be very high and the saving in imports will be
small. Subsidies are likely to involve an open-ended commitment
which we think cannot be accepted. For these reasons alone we do

not consider that it would be drsirable to use any of these methods.
In addition there is a basic objection to all these courses of action.
They all seek to make profitable a mill which basically has costs
above those of its competitors. This might be acceptable if in

the long run i*s costs would be reduced but we do not think, in the
circumstances, that this will be possible and we do not think that it
would generally be in tle interests of Lesotho to artificially support
such an enterprise. Furthermore a blanket mill in Lesotho faces a
particularly difficult market situation and we cannot at the moment

forsee any amelioration of the position.



4.6 Conclugion

In order to determine the fex:ibility of blanket production in
Lesotho we estimated the liknly costs of production and from
these costs we derived priceu which we compared with those of
present suppliers, In some cases Lesotho prices were well
below those of the imported oroduct, in others about the sanme,
and in one important section of the market they were considerably
above. These differences ci: be explained by a combination of
market and cost factors but -r overall conclusion was that
Lesotho will have somewhat higsher costs than her competitors,

the difference varying as betwzen the products concerned.

Given this cost situation and oearing in mind the preserce of

a dominating supplier the vieiility of a blanket firm in Lesotho
depends on whether it can ob*~in a profitable share of the market.
Even if the price reaction of the major producer is relatively
slight we do not think that sush a share of the warket can be
gained and if the establishec firm were to cut prices drastically
then a firm in Lesotho would h~» doomed to failure. Nor do we
consider that the use of conirnls, tariffs or subsidies would be

effective or desirable in thi: case. We therefore conclude that

it would not be feasible to ertablish blanket production in Lesotho,

4.7 Other development possibilities in the field of textiles

In the course of conducting our enquiries into the feasibility of
blanket production it has occurred to us that there may be other
possibilities in the textile field which might be more promising
than the field we have just looked at. We do not have time, nor
have we been requested, to lo~k at these in detail but a brief

outline of them is given in Appendix D.
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DHCHNICAL DETAIL 0 BLANKET MILL

1, SPINNING

1.1 Weft yarn - count requivement

APPENDL A

In order to produce 600,000 blankets a year, equal to 880,000 kg yarn

& year, the following quantities of weft yarn counts are needed:

Table A, Weft yarn - couni requirement
" m/year in yarn counts below
Nm 1 Nm 2 Nm 4 Nm 6
Lilala - - 120.2 - i
Pitseng - - 130.4 - ‘
Pitso - - 58.2 - !
Mountain 5.2 - - - ’
Domestic 177.6 - - -
Aorylics - 59.1 - -
Travelling rugs 92.0 - - -
Travelling shawls - - - 38.0
Greys 169.4 - - -
Total ton 494.2 39.1 308.8 38,0
= 880 ton/year
'roduction in h 91.5 7.2 5T7.2 7.1
= about 160 h

The spinning mill is designed to work on three

h/year

shifts equal to 5400



1.2 Warehouse

Consumption of raw material for weft yarm is about 880 ton/year.
The main part of raw material is bought from overseas and because
of transport time it is advisiivle that the warehouse should be able
to take five months storage, »nr 370 tons. 6% of floor space
occupied by material; storage height is 4 m; density of material
is 0.2, and total floor space is 800 m2. In the storage we
recommend one combined clamp »nd 1ift truck and one very simple
baling machine. Three worker: per shift are expected to work

here. The warehouse is workirg on two shifts only.

1.3 Opening and mixing

Because of the output of the wsohines used here, only two-shift
operation is necessary, of 3€U0) h/year. Here we need two Willey
machines (Fearnaught). Produrtion is 4 - 600 kg/h.  Suitable

machinery can be obtained from:

a. Fearnaught, UK

b. Rolando, Italy

c. La Roche, France
1.4 Dyeing

We assume that 800 tons of raw material a year is dyed on a three
shift operation i.e. 5400 h/year. We get a production of about
150 kg/h. If we assume that the time for an average machine cycle
is three hours, we get a batch-weight of 45( kg. It 1is .uitable
to have two machines each about 250 kg per batch, coupled together.

Price for two maohines inclusive of two extra material carriers is

97.
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US £ 150,000 (Longclose UK). Laboratory equipment, US g 15,000,
Drier for the dyed material irclusive of hydroextractor is
US £ 46,000 (Petrie McNaught UK).

1.5 Blending

A two shift operation, 3600 Ih/vear. After inltial teazing and

dedusting of the raw material, the blending iz done manually by

arranging the components of th¢ raw material in layers on top of

each other on the floor. The material is then manually put

through a Fearnaught (Willey nwehine equipped with a hopper feed

and oiling eyuipment). From ihe Willey machine the material is

transported pneumatically int» bins. Finally the material will T
be passed into similar bins situated in front of the woollen |
cards. Cost for the machine consisting of the hopper, deduster,

Fearnaught, emulsion spray, bins and piping is US g 110,000,

The makers of this equipment are:

Rolando, Italy
Spencer & [lalstead, UK
Duesberg Brusson, Belgium

The production is 4 - 600 kg/h.

1.6 Woollen carding

As yarn is of Nm 1, 2, 4 and 6, Two cards are necessary, one for
Nm 1 and 2, and one for Nm 3 - 6. The production of the first
card is theoretically 110 kg/h and the number of good ends is 96.
The card for fine yarn, Nm 3 - 6, will produce up to 100 kg/h and
has 132 good ends. The production per hour or per card follows
in the table below:




Table A,2

Carding

99.

Card with 96 good ends Card with 132 good ends
Nt 1 Nm 2 Nm 4 Nm 6
Lilala 508.8
Mountain 9.2
Mona Lisa etc. 177.6
Acrylics 92,0 39.1
Rugs, shawls 1.4 38,0
494.2 39.1 308.8 38.0
L. S — R | [} ~ '
533%.3 ton 346.8 ton
or 99.0 kg/h or 64.2 kg/h

It should be observed that the cards are not completely utilised on
three shifts, 5400 h/year.

1.7 Woollen spinning
Table 4.3 Woollen spinning nroduction
Yarn Sp ing}: i:peed Prod- | Prod- |Neces- |Sph pa
Count Twist Effic- [uction | uction sary kg
Nm r/m at 30 | Pr ac;: iency |kg/sph h | Spind- | yam
m/min cally les
1 75 2250 2250 0.70 1.26 91.5 73 0.79
2 100 3000 3000 0.70 0.63 7.2 12 1.59
4 145 4350 3500 | 0.75 | 0.27 57.2 | 210 3.70
6 175 5250 3500 0.75 0.15 Tel 48 6.70
343

Three machines with each 120 epindles are nec

essary,




100.

The three spinning machines with spindles on only one side will
have the following properties: '

Cauge 165 mm; Ring diameter 177 mm; Tube length 600 mm; net
cop weight

Maximum spindle speed is restricted by maximum delivery speed,
30 m/min.

Suitable machines can be obteined from:

Carniti, Italy
Gaudino, Italy
Duesberg Bousson, Belgium
Tatham, UK

The spin bobbins will be used directly at the weft spooling
machines in the weavery.



we 10l

23

‘e
o

|

S

e

[NR)
W)

I o
UNmu

[
3N

(@]

e

SUTITET U
“MrmwBa W

papnTouUl

sctad
T

saqnjy
Butuutdg
tetselalalal

\\\\\\ -

‘CU‘(»\‘(L

raxodsuexy,

*o/w Fuiteg
Fouxi 3JI7

0003Y
00061
000061

G2o6vL

eicel

L b NG I

‘W JFUTIP q2]

2 ‘@ Furalp
axnssaxdrarn

—

saTputds ¢P¢ -

L2}

sawexy SuTy
w5

sutq
Furpuatg

1IN EUIRd

N =N

S emam - -

R X A

sutg
Qurpusig

TXTT*FuTusdy

BSTOUBIT .

172]
A

2 sn

3S00 B3O

SOoN adLy,

A

S3TIBITTIXOY

sageds ‘sautyoEy

£5900I4

SIUTPIING PUB SSIIBI[IANE ‘SOUIUCED UT

JUBWISSAUT — JUBWIIBISDP Jurtuwurdg

¥V stasg




2. WEAVING

2.1

Produotion detailsg

Production 600,000 b1~
construction 5400 h/year,

Table A.H

3 shift operation)

Weaving - Produ-tion details

102,

vkets (units of different size and

1. ¥ashion
Blankets

1.1 Lilala

1.2 Pitseng
1.3 Pitso
1.4 Mountain

2. Domestic
Blankets
2.1 Mona Lisa
2.2 Swallow etc
2.3 Comfy

2.4 Acrylics

5. Iravelling
3.1 Rugs
3.2 Shawls

4. Greys

1 Width[2 L. gtd UMiLE, Warp | 9 [Threals]Threads|
ready mireal; m| P€T |t ponqstillion) /e /en
. Year ”} picks | warp | weft
0.75 | 0.10 | 20600| 675 30 9 18
0.75 | 1.00 | 5800| 675 ' 12 9 18
0.85 | G.«) |20600| 765 33 9 18
1.00 | 1.10 | 33300 900 66 9 18
115 | 1.20 115800 1035 | 32 9 18
{ 224
1.30 | 1.5 2130051170 { 52
1.50 | 1.40 | 8000 ! 1350 | 23
155 | 1.65 1840001 1770 | 252 | 11.4 | 18.0
155 | 1.95 136000 1770 | 115 | 49.4 19.3
1.50 | 1.:0 3oooo§1zoo _48 8.0 | 10.0
| 490
|
1.52 | 2.03 60000{ 608 54 4 4.4.
1.50 | 2.00 24000 | 608 21 4 4.4
1.50 | 2.00 {12000 ¢o8 14 4 6
1.50 | 2.00 |24000 | 1200 | _43 8 9
132
1.5 2.00 [45000 | 900 54 6 6
1.5 1.5 145000 | 825 | 37 5.5 5.5
91
1.50 | 2.00 {90000 | 600 72 4 4




The production of blankets car be split in 2 categories, maybe 3,
depending mainly on fabric width, It is not practical to make
all fabric widths on looms of the same width in reed. The ready
width of fabrics varies in tne table above between 0.75 and 1.55 m.
As a practical compromise ant without proper iuvestigation we
suggest 2 widths in reed of the looms, 130 cm and 190 cm. A
complication is if blankets with frirges on all 4 sides are to
be made. In this case extr: width in reed in necessary for the
fringes, but with 190 cm in 1r2d it is probably nossible to make
the 150 m ready width. For the prime cost calculation this
assumption is satisfactory. Another problem is the number of
looms equipped with jacquard:, dobby or tappet shedding. Even
here an investigation is neceosary before a will is built, but
with some reasonable assumptions the prime cost calculation can

be made.

2.2 Storage for warp and wefi yarns

The warp yarns are probably tought from overseas in the form of
crosswound packages and arriv¢ in wooden or cardboard boxes. Due
to long transport we estimate that a storage space for warp yarn
corresponding to 5 months corsumption is advisable. 70 ton cotton

yarn is consumwed per year. 5 months correspond to 30 ton.

Weft yarn will be stored in btoxes and here about 2 - 4 wecks storage
is sufficient as weft yarn is made in own spinning mill., Maximum
weft in storage is about 7.0 ton. All yarn together about 40 tons

at most. Storage on shelves 2 - 3 in height. Area nocessary 350 xn2.
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2.3 Warping and storage of beams

The warping can be done on a very ordinary horizontal, seqtion
warper with a fixed creel for about 400 crosswound warp yarn
packages. ‘he number of sec.ions per warp is decided by total
number of warp threads per woarp and the practical upper limit

for the width of one section »n the warper. A modest warper

will have a machine speed of %10 to 400 m/min and an efficiency

of 12% with the simple creel riggested. Production per hour is
0.12 x 400 x 60 = 2900 m/h effictively (in the form of one section).
From Table A.5 we take figure: in column 2 and multiply with
corresponding figure in colwr 3 and get the length of each type

of fabric as demonstrated in the table below.

Table A.6 Warping requirenent

Type of Total A] Fngth Sections in warp Machine hours

Blanket (2 x 3. Tanle A5) B Ax3B + 2900
Lilala 16500 2 17
560 % 6
18500 3 19
36€00 2 38
28500 3 29
19000 3 20
28800 4 39

12800 5 22 (190)

Pitseng 138600 6 287
Pitso 59400 6 123
Mountain 48000 5 83
Domestio 1936800 5 334
Acrylics 48000 5 8%
Travelling rugs 90000 5 155
Travelling shawls 67520 5 116
Greys 180000 5 310
991800 1681
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One warper will cope with the production in about one shift operation
The storage of warp beams in braming racks of paternoster type. The
warp beams can be standardise? and about 20 beams in storage should
be sufficient,

2, racks, ecach 10 beams each

Necessary area inclusive of storage 220 m2
2.4 Wefti-preparation (winling of super cops)
70 spindles, cost US £ 39200 (iwuschamp UK)
Necessary area inclusive stor-:e of wefl boxes
Number of boxes 200; cost US ;f 5000. Simple
shelves cost US £1000
Required area for weft windin. machines and
storage of 150 boxes weft y1n is 100 m2 100 m2

2.5 Looms

The question of type of weavin; equipment is always debatable.
Sophisticated machinery like 1~ pier looms are not economical in
countries with low wages as i Lesotho. Furthermore true selvedges
are not obtained on these machines. Many conciderations speak for
using ordinary shuttle looms, which are cheap, easy to repair and
maintain. A loom will work at different speeds depending mainly
on width in reed and equipment used for shedding. Of course, the
material in warp and weft yarn is also of prime importance. Three
shift working i.e. 5400 h/year.

et
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Table A.7 Weaving - loom dctails

Width |Equipmont Speed | M picks| Effic- Number
Fabric in for picks per iency of
reed m |sheddir; | /min year |of looms| looms
' Lilala 1.30 |Jacquard 110 224 0.7 10
Pitseng
Pitso 1.90 {Jacquard 100 490 0.7 23
Mountain
Domestic 1.90 |Dobby 100 132 0.7
Travelling 1.90 |Tappet 100 91 0.7
shedd.
Greys 1.90 |Tappet 100 T2 0.7 4
shedd.
1009 48

All these locms have 4 x 4 shuttle boxes.
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There is a choice between tappnt and dobby shedding. The use
of dobby has advantages in cornection with a change of fabric

construction as compared witr tappet shedding. Dobbiet are,

on the other hand, more exper:ive. In the prime cost

calculation we have counted vi‘h 34 Jacquard and 14 dobby looms.

The preparation of the warp tenms is simple as the warp yarn is
coarse and th're are few ends jer beam. We suggest that all
preparation is made by hand 214 consequently only simple racks
are necessary for operations 1ike drawing-in (of the warp threads
through the eyes of the healdr); drawing ends through the reed;
putting on fallers (dropwires) for warp-stop-motion etc. The
tying on of warp beams at the looms should also be made by hand.

2.6 Winding

From warping we get remnants, sbout 20% of total production,
0.2 x 70 ton/year = 14 ton,/yen.v' need rewinding. A simple,
hand-operated winding-machine /111 produce about 1 kg warp yarn
per h, spindle. Daytime opertion 1800 h/year. 12 spindles
will give the smallest windin: machine (e.g. Sck}lafhorst,

W. Germany, type BKN US g10000,
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3. FINISHING

31 Finishing requirement

The blankets sold in Lesotho nre generally of low quality. In
spite of this fact most blank-is have an edging (braid) attached
to the blanket on all four sid:s. Only greys and some mountain
blankets have an overstitchiis along the two shorter sides to
prevent fraying; at the long 3ides the bare selvedge was left

untouched.

Only a restricted number of iinishing techniques are necessary for
this kind of blanket and listed in the table below. This table

has only been erected as & beuis for prime cost calculation.
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Table A.9 Estimate of blinkets to be finished
2 d 1
1 2 3 4 ‘
Tyoe of Total sale |% of total | Blanket Sale in | Sale in
b{znket in blankets| sale ner size m | m/year
per year blarknt size mx n per year | per type )
-~ l .
' o
1. Lilala 150,000 |
14 0.75 x 0.80| 16,800 f
4 0.75 x 1.00 ¢,000 |
14 0.85 x 0.90! 18,900
o2 1.00 x 1.10] 36,300
16 1.10 x 1.1y 27,600
11 1.15 x 1.20 19,800
i4 1.30 x 1.%5! 28,300
5 1.50 x 1.60] 12,000 167,900
2. Pitseng 84,000 - 1.55 x 1.65 - 138,600
3. Pitso 36,000 - 1.55 x 1.65 - 59,400
4. Moun-
tain 30,000 - 1.50 x 1.60 - 48,000
Domestic
except
Acrylics 96,000 - 1.50 x 2,00 - 192,000
Acrylics 24,000 - 1.50 x 2,00 - 48,000
Trav.rugs 45,000 - 1.50 x 2,00 - 90,000
shawls 45,000 - 1.50 x 1.50 - 67,500
Greys 90,000 - 1.50 x 2,00 - 180,000 [
991,400
—
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3.2 Finishing routines
Zable A.10  Finishing routines
I Routine 1 2 1 3 4 5 m/year ton/year
f ;

Soaping - X : - - -

Milling cente/kg _ X _ _ - | 107.400 100
Scouring cents/kg X X X X - 811,400 691
Drying  cents/kg X X X X - 811,400 691
Raising cents per ‘

m; round X X ' X X X 991,400 -

" Steam, cents per

Brush m; round X X X X X 991,400 -
“ Shearing cents per

m; round - - X - - 48,000 -

Edging cents per . _

| m of edge X X X - o X |83%,900 -
: Fringes cents per | '

| wof fringg - - | - | X ;- [457,500 =

|
' m/year 498500 107400 480&1157500ﬁ80000

!
|
i

—

‘ : ! |
-Lilala Pitmo Acryl’l‘rave"l, Greys

'Pit- | Moun -1i
! seng ~tain'
;Domes

¢ =tic,

(ex. |
Aory- |
 lios) '

c8 -ling

lrugs &
shawls

|
i
|
|
|

|




Soagigg -

Milli&g -

Scourigg -

Drying

A very simple foulud. Speed 25 m/min, efficiency 0.2,
giving Mm/year 1.1 Mm/year on 2 shift operation, 3600 h/year.
Only 0.1 Mu/year nended. 1 machine on 2 shifts is necessay
because milling ir on 2 shifts.

Milling time (eycle time) 2.4 h/batch of 30 units = about
50 w/bateh. 3600 Wyear. 1.5 machines necessary, say
2 machines as amount of milling can increase with changes |
in weft-compositici. A reserve of % machine needed, |
Cycle-time 4 h/batcn, 120 units per scouring machines

(about 170 kg/vatcn), Length of one wnit 1.4 m,

About T machines vorking on 2 shifts necessary.

About 650 ton blarkatg have to be dryed per year. With

109 reparation ang vefinishing we get 715,000 kg per year,

If the drying maclinery (stenter frame) works on 2 shiftg
(3600 h/year) and the cloth has a moisture quotient of

0.65, we get 0.65 715,000 = 465,000 kg water per year

to be evaporated. If the efficiency of the drying machine

is 0.7 the machine aust have a drying capacity of 185 kg/h.

A stenter frame wil! evaporate about 13 kg/me, h 185 : 13 = 15y
evaporation length. The length of a section ig generally 3 m,
We need cousequently 15 : 3 = 5 layers or 2 sections with 3
layers each (equal to 6 layers in total),
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Raising.

About 1 Mn/year to be raised. 2 shifts = 3600 h/year.
Production per hour = 276 m/l:. Machine speed 15 m/min,
efficiency 0.7 and each blanl -t needs averagely 2.5 rounds

in a raising machine.

Table A. 11 Raisigg

1 2 ' 3 2x3
: i Nos, of m per year
Type of blanket rounds | per type n/year
® lilala 2 | 167,900 335,800
Pitseng 4 ; 138,600 554,400
Pitso 5 l 59,400 297,000
Mountain 3 g 48,000 174,000 ,
Domestic f
Acrylics 3 : 48,000 144,000
Travelling 4 ; 157,500 630,000
Greys 2 , 180,000 360,000
: 2,500,000

1.1 machine necessary, say 2 machines

. A grinding machine for grinding card wire on rollers in the raising
machine necessary.

Steam and brush ing

About 1 Mm per year to be stecwed and brushed. Machine speed

20 m/h; efficiency 0.6; 2 shift = 3600 h/year. On two shifts

we need 0.25 wachines; this i3 to say one machine will be busy about
1000 h/year.



Shearim

In finishing Table A.9 only 48,000 m per year blankets need
shearing, one time on each gid:. A very simple shearing machine

is necessary; speed 25 m/miv, solid rest, one cylinder, efficiency
0.3. Operation time per ye:r is (48,000 x 2) : (25 x 0.3 x 60) =
250 h/year. It is difficult to say how many blankets need steaming
as it depends entirely on fibo length of material used.

Edging

0.83 Mm per year need edging ~f some kind. The main part of the
blankets need edging, either i1 form of narrow strip of material,
e.g. knitted fabric or lace »t%ached to the edges of the blanket
(811,400 m m/year) or oversti thing along the cut edges of the
blanket to prevent fraying (1,000 m).

Table A.12 Ldging

Type Size Blankets Edging in m per:

mx mo | yer year Blarket Year

Lilala 0.75 x 0.80 21,000 Y 65,000

0.75 x 1.00 6,000 2.5 21,000

0.85 x 0.90 21,000 3.9 73,500

1.00 x 1.10 33,000 4.2 138,600

1.15 x 1.20 16,500 4.7 17,600

1.30 x 1.%5 21,000 5.3 111,300

1.50 x 1,60 7,500 6.2 46,500

Pitseng 1.55 x 1.65 84,000 6.4 537,600

Pitso 1.55 x 1.65 36,000 6.4 230,400

Mountain 1.50 x 1.60 30,000 6.2 186,000

Egi;m: 1.50 x 2.00 | 120,000 7.0 840, 000
2.3 Mm/year

114.

2.33
year
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Travelling rugs have generally fringes on the two short sides (in
gsome cages just overstitching of short sides). Travelling shawls

have fringes all round.

Fringes:
Travelling Tugs 45000 x 3 r/unit = 139000 m with fringes
Travelling shawls 45000 x 6 n/anit = 270000 m with fringes
Totaily 405000 m per year
Overstitching
Creys 90000 m x 3 m/blanket = 270000 m overstitching per yea:
Some travelling rugs 20000 m x 3 m/blanket = _00000 m overstitching per yed

Totally %30000 m overstitching per yea

Edging takes 3 - 4 min/blanke’, 150 x 160 cm; of 110 m/h, worker
Overstitching takes 2 min/blacket

Fringes take 15 min per shawl

Fringes take 7 min per rug

Edging 2,300,000 : 110 = 210000 man h/year. 1800 h/year, worker,
210,000 : 1800 = 12 workers totally or 6 per shift, 2 shift operation.

Overstitch 330,000 m : 90 m/h = 3600 h/year or 2 workers, one on each shift
Fringes 405,000 ¢ 24 = 16,900 h/year or 10 workers, 5 on each shift
Workers per shift Edging 6 workers/shift

Overstitch 1 worker/shift

Fringes 2 workers/shift
Total 12 workers/shift
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Table A, 13 Average length of blankets in different finishing
£Toups.
7 1 2 " | 1x 2 Finishing groups
Blaney  [lengthoiankete wyear | © | mlinr| owl| v
m  Per year
Lilala 0.80! 20600 16480 X
11,00 5800 5800 X
- 0.90] 20600 18810 X
11,10 32300 36630 X
’ 1.15 ] 24800 25520 X
j 1.20 | 15800 18960 X
11.35 21300 28755 X
i 1.60| 8000 12800 X
Pilseng ; 1.65 | 84000 138600 X
Pitso 11,65 | 36000 59400 X
Mountain ! 1.60 | 30000 48000 X
2,00 | 60000
Domestic 2.00 | 24000 ['960¢) [192,000 X ;
2.00 | 12000 |
Acrylie 2.00 | 24000 48000 X
Rugs 2,00 | 45000 90000 X
Shawls 1.50 | 45000 67500 X
Greys 2,00 | 90000 180000 | X
987255
|
Average length of all blanketsn 1.65 m
Average length of blankets in f inishing group I 1.50 m
Average length of blankets in finishing group II 1.63 m
Average length of blankets in finishing group III 2.00 m
Average length of blankets in * inishing group IV 1.75 m
Average length of blankets in r'inishing group V 2,00 m
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APPENDIX_B

PRIME COST ©ALCULATIONS

1. Spinning Department - I.sis for prime cost calculation

1.1 Warchouse, unit of cost is kg. 880 ton/year, 2 shift

Capital cost for:

Us ear Us cents[kg

Buildings 600 w° x # 130/a° - # 104,000

20 years 14%; 12,480 1.86
Machines £ 9,000; 5 years 1:%; 2,430 *
Labour % workers/shift x 2 shifts x 1800 h/year,
worker x § 0.54/h; 5,832 0.67
Material Gasoline 1,000 0,12
2,65

1.2 Opening, mixing; unit rf cost kg; 880 ton/
year, 2 chift

Capital cost fors

Machines # ¢7,000; 10 year—. 14% 11,390
Buildings ¢ 39,000; 20 year<. 14% 4,680
16,070 1.82
Labour 5 workers/shift; » shift
5x 2 x 1800 . 0.54 9,720 1.10
Material 0il 2.40

Electricity Machines 32 kW 3° x 0.04 x 3600 x 0.02 g22
Light 800 m? x 0.005 W/m® x 5400 x

0.02 ¢/kWh 432
Steam 1,000
2,354 0.2

5:59



Us ear US cents/k
1.3 Blending, bins; unit cf cost kg
880 tur/year, 2 shift
Capital cost fors
Machines 4 90,0003 10 year:, 14% 15,300
Buildings 200 u’ x § 130/n, . 26,000,
20 y.ars, 14% 3,120
18,420 2,09
Labour 2 workers/shift, 2 chifts,
2x2x 180 x 0,54 3,888 0.44
Material
Electricity
Light 200 n° x 0.04 W/a? » 5400 h/year x
£0.02/kwn 864
Power 30 x 0.4 x 3600 x 0,0" 864
Air conditioning 200 x 0.01 x 3600 x 0.02 576
Stean 200
2,804 0,32
2.85
1.4 Carding 300 m® (¢ 154/v°) 880 ton/year,
3 shift (not rcmpletely, 8% of
5400 h/year). Unit kg.
Machinec g 481,000, 10 years 14% 81,770
Buildings £ 46,200, 20 yeivs 14% 5,544
87,314 9.92
Labour 3 workers/shift,  shifts
3 x 3 x 1800 x 0.54 8,748 0.99
Material
Condenser bobbins ¥ 24,0003 5 years, 14% 6,480 0.74
Electricity
Light 300 x 0.04 x 5400 x 0,02 1,296
Power 60 x 0.8 x 0.8 x 5400 x 0.02 4,147
Air conditioning 300 x 0.04 x 5400 x 0.02 1,296
Stean 120
7,489 9.8

12.50
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Us ear US cents(sgh

1.5  Spinning 880 ton/year. 3 shift, 5400 h/year
2,257,000 spi/year;
Unit = centt /spindle hour

Capital cost for:

Machines £ 149,625, 10 year:. 14% 25,400
Buildings # 138,600, 20 years. 14% 17,000
42,400 1.70
Labour 5 workers/shift, * shift
5 x 3 x 1800 x 0,54 14,580 0.60
Materials
Tubes £ 35,000, 5 years. 14% 9,450 0.42
Electricity
Light 700 x 0.04 x 5400 « 0,02 3,888
Power 107 x 0.7 x 5400 = 0.02 8,090
Air conditioning 900 x 0.C4 x 5400 x 0.02 32,6888
Steam 1,000
16,866 0.75
3,47
Yarn
Nm 1 3.47 cents/sph x 0.79 sph/kg = 2.74 cents/kg yarn
Nm 2 3,47 " x 1.5 " = 5.53 "
Nm 4 3.47 " x 3,70 " = 12.85 "
Nm 6 3.47 " x 6,70 " = 27,3 "




1.6 Spinning Department - Summary of prime cost calculation
Costing avea ?:int;:¥ g:(i”'l. Prime cost in U cents per unit o Les
! Y Capital ] tabour | Others | Total ©
1.1 Warehouse 880 t kit 1.86 0.07 0.12 2.65
1.2 Opening
Mixing 880 t k- 1.82 1.10 2.67 5.59
1.3 Blending 880 t k. 2.09 0.44 0.32 2.85
1.4 Carding 880 t ki 9.92 0.99 1.99 {12.50
1.5 Spinning 880 t |spinlle
3 1.70 0.60 1.1 3.47 1.
1.
Spindle h Prime cost in US cents/ke
Nm per kg Capital Labour Others Total
1 0.9 1.3%3 0.49 0.92 2.74
2 1.59 2.70 0.96 1.60 5.52
4 5.70 6.29 2.22 4.%% 12.84
6 6.0 1.%9 4.02 .84 23.25
The whole gpinning process )
Prime cost in US cents/kg
Yarn count Capital fabour Others Total
1 17.02 3.69 5.62 26.3%
2 18,39 4.16 6450 29.11
4 21.98 5.42 9.03 36.43
6 27.08 T.22 12.54 46.84




2. Dyeing Department - Basig for prime cost calculation

Dyeing 800 ton/year.  Unil of cost is kg Us ¥/year US cento/i

Capital cost for:

Machines, 2 machines + 2 ex*ra carriers

£ 150000
Lab. 1 machine g 14000
Dryer g 40
5 5 # 211000; 10 years 14% 35,879
Building 150 m"; #140/m g 2100; 20 years 14% 2,520
38,390 4.80
Labour 4 workers x 1800 h/ye~r, £ 0.54/h P 3,888 0.49
Light 150 @” x 0.02 w/m® ~ 5400 x 0.02 = 350
Power 50 x 0.6 x 5400 x 0.:2 3250
Ventillation 150 x 0.03 x 540t x 0,02 500
Steam for ventillation 1000
5100 0.63
Water 60 1/kg mat 8§ o/m> 7,840 0.48
Steam heating water (60 x 90) : 600 4.5 kg stean 33,600
Steam drying 2.5 kg stean 327,440
7.0 kg £ 6/ton 4.68
11.08
Cost for Dyestuff Chemicals Total
Light shades 8 3 11 c/kg
Medium shades 16 3 19 c¢/kg
Dark shades 25 3.5 28.5 c/kg
Medium dark 21.5 3.5 24.0 c/kg
We calculate with average medium shades
Capital Labour Chemical Others Total
Dyes
4.80 0.49 5.79 11,1
Light shade 4.80 0.49 11,0 5.79 22,1
Medium shade 4.80 0.49 19.0 5.79 30,1
Medium dark 4.80 0.49 24.0 5.79 35.1
Dark shade 4.80 0.49 28.5 5.79 39.6
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3. Weaving Department - Prris for prime cost calculation

361 Storage of warp and we! yarn

800 ton/year, 2 shift
Unit for calculation is kg

Capital cost for: ‘

Buildings 350 m° x § 130/a°, ,/ 45,500,
20 years, 14%

Trucks, shelves £ 7,500; 5 years, 14%

Light, stean

Labour 1 worker/shift, 2 shif's
1x2x 1800 x 0.54

US ¢/year

5,460

2,025
7,465
1,000

1,944

124.

Us gents(kg

0.94
0.13

0,24
1,31
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Capital cost for:

Machinery £ 200003 10 vears, 14%
Transport g 20003 5 vears, 14%
Buildings 220 w? x § 151 /a2,

£ 33880 20 yrars, 14%
Labour 2 x 1800 x 0.4
Light 220 m° x 0.04 x 3600 x 0,02
Power 4 x 1681 x 0.M2

Air conditioning 220 x 0.04 x 400 x 0.02

Stean

ear

[ #2]

3,400

3,940
4,17

634
135
950

1,000

2,719

234

248
86

729

126,

482
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3.3 Warp preparation, day'ime operation

Us g/year #/beam of
. 1000 threads
Warp beams 2800
Beam trucks 2900 5 yvears, 14% 2,079
Preparation frames 2000
Storage, 2 frames _3000 10 ,ears, 14% 510
10700 2,589 2.59

Beam length is 1350 m; = 74C ‘eams/year;
assume 1000 beams/year

Average number of threads/bean 1000, If
work on day-time, 1800 h/ye r we need:

Hand healding and reading in 500 ends/man h

Hand twisting 600 ends/man L
Warp-droppers 1000 droppers/man h
Labour cost

5 persons day time for work above
1 transport worker

3 x 1800 x 0.40 (women) 2,160
1 x 1800 x 0.54 (transport) 970
5,130 2213

5.72

3.4 Weft preparation 2 shitts, unit Nm x ke

US cent/Nm x ko

Machines g 39200 10 years 14% 6,664
Boxes, trucks shelves § 9000 5 years 14% 2,430
9,094 0.47
1 2 1x2

Nm ton/year  ton

1 492,2 492.2
2 3901 78.2
4 308.8 1235.2
6 21.7 130,2
19%5.8
Buildings
150 o’ x § 158/n°; § 237003 10 years, 14% 4,028 0.21
Labour cost
3 x 2 x 1800 x 0,40 4,320
1 x 2 x 1800 x 0.54 1,944
6,264 0.32
Electricity etc. 1,000 0,05

1.05



3.5 Weaving, 3 shifts, uwnit 1000 picks
Totally 1099 M picks/year

US g/year
Capital costs for
Machinery ¢ 486200 10 yeirs 14% 82,660
Accessories g 39300 5 yers 14% 10,610
93,270
Buildigﬁs ,
100 0™ x & 158/u®; ¥ 174000, 20 years 14% 20,880
Us 2/h
Labour costs. Weavers 24 per shift 0.54
Tuners 2 per shift 4.00
Warp changing 1 per ghift 0.54
Cleaning 1 per ghift 0.40
Us ear
24 x 3 x 1800 x 0.54 69,984
2 x 3 x 1800 x 4.00 43,200
1x3 x 1800 x 0.54 2,916
1x 3 x 1800 x 0.40 2,160
118,250
Light 1100 x 0.04 » 5400 x 0.02 4,752
Power 48 x 0.75 x 400 x 1.1 x 0,02 4,277
Air conditioning 1100 x 0.04 = 5400 x 0.02 4,752
Steam 1,000
14,780
Jacquard weaving g 500/pattern:
Pattern will 1ive 1 Year
25 M picks/patters = 2.00 cents/1000 picks

3.6 Winding, Daytime, 18 spindles,
Unit o/g warp yarn
Capital cost for:

Machines g 12000 10 years 14% 2,040
306 of 70 ton/year is rewound « 20 ton/year

Per kg warp yarn (70 ton/year)

Labour
1 x 1800 x 0,54 972

Machine is placed in weaving i.rag

128.

US cents/

100 picks

9.24

2.07

M1.71

24.49

2,90

1.39
4.29
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3.7 Weaving Department - Summary of prime cost calculation

129.

Quane- Prime corl in U3 ceunls
i finj it use .
Costing area tity nit per unil used Total|Notes
per nsed
year Capital| labowr | Others-
2.1 Yarn
storage 300 t < 0.94 0.2 0.13% 1.3%1
2.2 Warping 1081 I wchind
- h| 482 a6 161 129 1. {
2.5 Warp prep. 1.0 M nents
threads| ;:2r
/year 100
threadd 2.59 515 - 5.72 2.
2.4 Weftl prep 19353x
10 .“’1' X K& 0.()8 0052 0005 1.05 30
2.5 Weaving 1009 M 1100 for
picks picks 11.%511 11.11 1.47 24.49| jacquard
per 2.00
year extra
4.
2,6 Winding of
wArp yarn 70 % kg 2.90 1.54 - 4.29 5.
1.  Machine houwrs per 100 n warp for
Lilala 0,79 = 1.15 m width 0.10
1.30 = 1.50 m width 0.14
Pilseng 0.21
Pitoeo 0.21
Mounta.in 0.1
Aerylics 0.17
Itugs, shawls 0.17
Greys 0.17
2, If number of ends in warp is 1770 the total cost is 572 x 1.770 =
1012 cents/beam.
If the beam is 1350 m snd blanket length is 1.65 we get
(1012 x 1.65) :+ 1350 = 1.24 cent/blanket
2. Nm Capital Labour Others Total
1 0.68 0.%2 0.05 1.05
2 1.36 0.64 0.10 2.10
A 2.72 1.28 0.20 4.20
6 4.08 1.92 0.30 6.30
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L

If a blanket has 11.8 pir
number of picks is 1947 r
& jacquard weave (24.49

If there is 0,121 kg warp

130.

«s/om and 1s 165 cn long the total
icks/blanket, Total cost is for

2.0) x 1.94 = 51,4 cent/blanket

in a blanket we get 0.121 % 4.29 = 0.5 cent/k
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4. Finishing Department -~ “agis for prime cogst calculation

The details of labour, materisis, capital costs and lighting and
ventilation are given in Appendix A, Section 3.

Table B.1 below gives the prccessing costs in finishing and
Table B.2 shows the finishing costs for selected blankets.
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Table B,?2 - Finishing costs of s« i3cted blankets
P! nket quality and finishing group
 Mona Lisa Pitseng Lilala Pitso Melwitschia
1 1 1 ' 2 4
Oize cm x cm 152 x 203% 155 x 165 75 x 80 155 x 165 | 160 x 1¢Yy
Size m2 3.08 2.55 0.60 2.55 2.64
Weight kg 1.75 1.48 0. 36 1.52 1.44
Soaping and willing - - - 27.01 -
Scouring 19.91 16.84 4.09 17.29 10,78 |
Drying 6.91 5.84 1.42 6.00 5.68
Raising 5.78 6.27 1.52 7.38 6.27
Steam and brush 0.81 0.66 0,22 0.3%2 0.66
Shearing - - - - -
kdging 28,33 25.53 12,356 25.53 -
Overstitch - - - - -
Fringing - - - - 7.72
Transport 1.44 1.17 0.56 1.17 197
Total finishing costs | . |
US cents per blanket ; 63.18 56.31 20,27 84.70 37.88
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5 Overheads
51 Inventory. Unit kg

Sginning
Raw material storagg

Max 370 ton raw m:terial Us &

Wool 93 ton @ § 2. ) /kg 195,000

Rayon 240 ton @ ;e! 1. ‘/kg 288, 000

Acrylics 17 ton @ g 1.%/kg 25,000

Nylon 20 ton @ g 1. 'i/kg 33,000 US

541,000 (0 - 541,000)

Average storage is 509 of 541,000 270,000
Material corresponding to 4 < y8 production in the
mill, corresponding to 20 to: material @ ¥ 2.00/kg 40,000

Probable inventory is % x 540,000 + 40,000 or US ¢ 310,000

Weaving
Process
Storage 0.6 x 30 = 18 ton w'ip yarn, price ¥ 2.90/kg 52,000
0.5 x 70 = 35 ton w:tt yarn, price g 1.50/kg 52,000
Warping, warp preparation 2 ion warp yarn price #§ 2.90/kg 6,000
Weft winding 1.5 ton weft yarn price g 1.50/kg 2,000
Weaving, 48 looms 2.6 ton weft yarn price  1.50/kg 4,000
0.3 ton warp yarn price g 2.90/kg 1,000
4000 vnits, price g €.00/kg 24,000
141,000
Finishing
Grey oloth storage 1 weeks production 12000 units
12000 x g 7.00/unit 84,000
Finished goods storage
100,000 units maximum @ £ 8.5/ 1nit ' (850,000)

Probably normal storage is 50% of maximum 425,000




Summary:  Storage in US g

135.

Average Maximum
1. Spinning including raw m:terial storage 310,000 580, 000
2. Weaving 141,000 141,000
3. Finishing 84,000 84,000
4. TFinished goods 500,000 425,000
335,000 1,230,000

(1496)
835 x 0.14 = ¥ 116,900/year

116,900 : 800,000 kg = 14.61 cents/kg

Add 50% for contingencies = I’ cents/kg

5.2 Storage of finished f.oods. Unit - blanket

Unit - blanket. Daytime operition

About 100,000 blankets to be ored as.a maximum
Volume of one blanket averages 0.015 m3;

Storage 3.5 m high 60% of {'oorspace §n shelves.
100 blankets per m floorspac: . 1000 " storage area

Capital cost for:

Building
1000 x § 130/n° = § 130,000 20 years, 14%

Labour 4 persons
4 x 1800 x 0.54

600,000 blankets a year =
Materials

£ 15,600/year
# _3,900/year
19,500

3.25 cents/blanke:
2.00
5.25 cents/blanke!
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‘nistration Unit kg

'nd general ad"

Office
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Peraoggel - aB above

Buildings
200 u® x #130/u? = 5 2600, 20 years, 14%

Auxiliarieg

510,000, 5 years, 14%

137.

UsS ar US cents
114,400
3,100
2,700

120,200 15.00




Product Data She' No. 1. o

Name of product: ?itso e

Width 155 au i Llength 165 <5 Iringes No ; Weight 1.50 kg

WARP:  Inds/em 11,4 Totally 170 ; Count Nm 28/2; Material Cotton
Yarn length/blanket 174 cm 3 Warp o'rinkage 5% i Warp weight 0.22 kg

Warp yarn price %/kg 2.92 i Cont of warp yarn c/blanket éﬁ;g

Wihils  Picks/an 19,% $ per blanl-t 3185 ;s Count Nm4 3 width in reed 170cu
Woven weight per bLlanket 1.35 kg

Materials o wefi kg Mrice cost Totally
o welgh!t  weft yarn  //kg  blanket ¢ ~ centd

1. Wool 91 1e35 1.23 1.89 232

2. Nylon 9 1.35 v 0.12 1.00 19 251

3.

Loss in spinning 100 ; Wt. weft rav mat.1.49kg; 'lotal cost welt ¢/bl. 276.1

Loss in finighing 5% 3 PFinientd wt weft material/blanket 1.28 kg
‘ot in US cents/blanket
Manufacturing cost: Capital I Labour Others Total
Upinning 29.67 7.32 12.19 49,18
Dyeing (Medium dark) 6.48 .66 40.22 47.36
Weaving  (Jacquard) 44.37 40.99 5. 74 91.10
Finishing 26.26 23,02 35.42 84.70
Store, inventory 38.25
Mill overhead 22,50
Raw material 34C.%
Total 106.78 71.99 95.57 67%.39
Breakdown of weaving cogt: Woven weight/blanket 1.57 kg
Cost in US cents/blanket
Capital Labour Olhers ‘Total
Storage 1.48 0.38 0.20 2.06
Warping 1.76 0. 31 0.59 2.66
Warp preparation 0.80 0.96 - 1.76
Weft preparation 3.67 1.73 0.27 5.67
Weaving 36,02 37.30 4.68 78.00
Winding 0.64 0.31 - 0.95
b obnl A4 5T | 40,049 ! 5,74 G1.90
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i Toduct .ata Jreet No. 2

Lonesx
—TAl T L e

Name of product: Pitseng
Width 155 em i length 165 cm; Fringes No i Weight 1,42 kg
WARP: Ends/cm 11,4 ; Totally 1770 3 Count Nm28/2 ; Material Cotton
Yarn length/blanket 174 cm; Warp shrinkage 5% ; Warp weight 0,22 kg
Warp yarn price g/kg 2.92 i Cost of warp yarn c¢/blanket €4.2
WEFT: Picks/an 18,1 } Pper blanket 2990 3 Count Nm 4 ; width in reed 170cnm
Woven weight per blanket 1.27 kg
Material: % weft Price cost Totall

weight weft yarn g/k¢  blanket o cen]tg

1. Wool 1.2 1.27 0.40 1.89 76
2. Nyloen 5.8 1.27 0.07 1,60 1 187
3. Viscose 63.0 1.27 0.80 1.25 100

Loss in spinning 10% ; Wt. weft raw mat, 1.40kg;

Total cost weft c/bl. 205,7

Loss in finiehing % # TFinished wt weft material/blanket 1.21 k3
Cost in US cents/blanket

.'Mlnufacturing cost: Capital Labour Others Total
Spinning 27.91 6.88 11%47 45.26
Dyeing{Mediun dark) 6.10 0.62 37.83 44,55
Weaving (Jacquard) 41.85 38.57 5.43 85.85
Finishing 11.24 14,61 30.46 56.321
Store, inventory 36.71
Mill overhead 21.45
Rav material 269.90
Total 87.10 60.68 85.19 561.03

Breakdown of weaving cost: Woven veight/blanket 1.49 kg

Cost in US cents/blanket
Capital Labour Others Total

Storage 1.40 0.36 0.19 1.95
Varping 1.76 0.31 0.59 2.66
Warp preparation 0.80 0.96 - 1.76
Weft preparation 3.45 1.62 0.25 5.32
Weaving 33.82 35.01 4.40 73.23
Winding 0.64 0.3 - 0.95
Total 41,85 38.57 5.43 85.85
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Name of product: <ilala (75 x 80) cm

Width 75 cm ; length 80 cm ; Tringes No i Welght 0,40 kg.
WALP:  Ends/cm 9.1 ; Totally 6~ s Count Nm 28/2; Material Polyester

Yarn length/blunkel 84 cm ; Warp :hrinkage 5% ; Warp weight 0.04 kg

Warp yarn price //kg 1,50 i Ccot of warp yarn c¢/Llanket 6.0

Wikls  Dicks/an 21,7 ; per blan:.t 1736 3 Count Hm 4 ; width in reed ggcn
Woven weight per blanket 0.38 kg

Material:

o weft ke rice cost tall
" welgtil  weft yarn ¥/ ks blanket ¢ Tocé]htéy
1. Nylon 3.5 0.38 ig 0.01% 1,60 2.1
2. Viscose 96.5 0.367 1.25 45.9 48.0
3.

Loss in spinning 104 ; Wt. weft ra mat. 0.42kg ‘l'otal cost weft c/bl. 52.4
Loss in finishing 5% 3 PFinish~d wt weft materiaL/‘ulanket 0.%6 kg

ot in US cente/blanket
Hanufacturing costs Capital | Lavour Utiors Total {

opinning 8.35 2.06 .43 17,84
Dyeing (Medium dark) .82 | 0.9 11,52 13,33

l
Weaving (Jacquard) 21.72 21.23 6.29 49,24
Yiniching 3.09 5.07 12.11 20.27
slore, inventory ' 14,05
Mill overhead I 6.00
kaw material 58,40
Total %4.98 28.55 3315 175,13

Breakdown of weaving cost: woven weight/blanket 0.42 kg
(nst in US cente/Llanket
Capital | Labour Others Total

1
Warping 0.40 0.07 0.14 0.61
Warp preparation 0.15 0.18 - 0.33
Weft preparation 1.03 0.49 0,08 1.60
Weaving (Jacquard) 19.63 20.33 6.02 45.96
Winding 0.12 0.006 - 0.18
Total 21.72 21,23 6,29 49.24
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Name of product

Lilala (110 x 115) cm

Width 110 cm ;
WALRP:  Bnds/cm 9.1

Yarn lengih/blanket 121 cm ;

Warp yarn price p/hg

Wiy Picks/ai  21.7

L ngth

115 o g

Fringes

No H

:  Totally 1090 3 Count Nm28/2 ;

1050 ;

Warp chrinkage

s  per blant2t 2500

; Warp weight
(foat of warp yarn c/blzmket

Count lim 4

Weight 0.84 kg
Material Polyester

0.09 kg

s widtili in reed 127«

Woven weight per blanket 0.79 kg
Material: : .
s wel" ke rice cost Potally
7 weight  weft yarn  J/ke blanket ¢ gentg
1.  Nylon 3.5 0.7 0.028 1.60 4.5 99.6
2. YViscose 96.5 0.762 1.25 95.3
5-
Loss in spinning 100 ; Wt. weft rev mat. 0.87; ‘'lotal cost weft ¢/bl. 109.8
Loss in finishing 5% s PFinirind wt weft material/blanket  0.75 kg
(a8t in US cents/bLlanket
Manufacturing cost: Capital " Labour Olhers Total
Spinning 17.36 4.28 T.1% 28.77
Dyeing(Medium dark) 3.79 0.39 25455 27.7
|
Weaving (Jacquard) 32.4 L3111 9.14 72.65
Finishing 6.4 9.1 19.8 35.30
Gtore, inventory 25.73
Mill overhead 12,00
Raw material 123,30
Total 59.95 44.88 59.60 324,06
Breakdown of weavings cost: Yoven weight/blaukot
Cost in US centc/blanket
Capital Labour Others Total
Storage 0.83 0.21 0.11 1.15
Warping 0.58 0.10 0.19 0.87
Warp preparation 0.3 0.38 - 0.69
Weft preparation 2.15 1.07 0.1¢€ 3.32
Weaving (Jacquard) 28.27 29.28 8.08 66.25
Winding 0.26 0.13 - 0.3%9
Total 32.40 | 31.11 9.14 12.G6Y
!




Name of product: Mona Lisa
Width 152 cm ¢+ length 20%¢.- 3 IPringes No 3 Welght 1,03 kg
WAIP:  Bnds/em 4.0 Totally “«8 3 Couat Hm238/2 ; Material Cotton
Yarn 1ength/bl:.mke t 213 cm; Warp ' rinkage 5% i Warp wedight 0,093 kg
Warp yarn price f/kss 2.92 ;3 Cout of warp yarn c¢/blanket - 27.0
Wil Picks/m 4.7 3 per blanit 954 3 Count Mm 1 3 width in reed 170 «
Woven weight per blanket 1.62 kg
Material: y wef! 1,\1,‘. [Tl:i.()f} cost Potall

" weight  weft yarn  j/kg blanket o i

1. Wool 6.6 1.62 0.11 1.89 21
2. Nylon 2.3 1.6% 0,04 1,60 6 211
2, Viscose 91.1 1,67 1.47 1.25 184 )

Loss in spinning 1055 ; Wt. weft rav mat.1.78kg; Total cost weft c/vl.  232.1
Loss in finishing 5% ;i lIinistied wt weft material/bLlanket 1.54 kg
et in US cents/blanket

Manufacturing cost: Capital T Tavour e Total
Spluning 27.57 ' 5.98 92.10 42,65
byeing (Medium dark) 7.78 0.79 48,206 56.8%
Weaving 15.87 12.95 2,06 31.09
Finishing 12.55 15.76 54,07 63%.18
vlore, inventory 41.10
Mill overhead 24.45
liaw material 259.10
Total 63.77 35.48 94.29 518.40

Breakdown of weavin: cosgt:

Woven weight/blankeL 1.71 kg

Cvst in US cents/Llanket
Capital Labour Others Total
Storage 1.01 0.41 0.22 2.24
Warping 1.75 0. 31 0.58 2.64
Warp preparation 0.3%4 0.41 - 0.75
Weft preparation 1.10 0.52 0.08 1.70
Weaving 10.80 11.17 1.40 23.%6
Winding O. 27 Oo 1 3 - Oo40
Total 15.87 12.95 2,00 31.09
i L




Product Data She . No, €.

Name of product: Welwitschia e

Width 160 cm s length 165 ¢ 3 Fringes all sides; Weignt 0.80 kg
WALP: knds/em 9.1 3 Totally 110 ; Count Nm & 3 Material Wool/Acrylic
Yarn length/bLlanket 185cm ; Warp ririnkage 100 3 Warp weight 0.45 kg
Warp yarn price #/kp - s Cort of warp yarn c/Llankel -
Misl's Plcks/an 10.3 3 per blani-t 1700 ; Count Hm 6 ; width in reed 190cy
Woven weight per blanket 0.54 kg
Material: o yar: kg Price cost Totall

! weigh! material P blanket ¢ 4
1. Reused wool 57 0.99 “g 0.57 1.00 o7 113 cents
2. Acrylic 43 0.99 i g 0.43 1.30 56

Loss in spinning 100 weight ra- mat. .09kg; 'lotal cost

Finish:d wt

c/vl., 124.%

Losg in finishing =~ 1006 3 material/blanket 0.80 kg

Cogt in US cents/blanket
Manufacturing cout: Capital ~ " Tabour Otliers |  Totlal
Splnning 26,81 7.15 12.41 46,37
Dyeing(Medium dark) 4.75 .49 29.49 54,73
Weaving: 25.88 22,94 5450 52.12
Pinishing 8.4 %4,6 7.0 50.0
Store, invenlory 22.85
Mill overhead 12,00
ltaw material 124.%0
Total 65.84 65.18 52.2 342,357
Breakdown of weavirng cost: Woven weight/blanket 0,99 kg
Cogt in US cents/b'lanket

Capital Labour Others ‘Total

Ctorage 0.93 0.24 0.13 1.30
Warping 1.51 0.27 0.91 2.29
Warp preparalion 0.70 0.85 - 1.55
Weft preparation 2,20 1.04 0.16 3.40
Weaving 19,23 19.91 2,50 41,63
Winding 1.31 0.63 - 1.94
Potal 25.88 22.9 %30 52.12
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APPENDTY_C

PERSONS _SEEN IN IESOTHO

The names of persons whom we sw in Lesotho in the period
11 = 27 September 1974 are giv'n in the order in which we

met then.

United Nations Development Pro/,Tamme.

B. W. Taylor - Resident F-presentative
C. Klein

Planning 0ffice

N. Ncholu - Assistant Secretary, Sectional Head
Mrs. Moonyane - Assistan' Secretary

S. Montsi = Director

Lesotho National Development (crporation

Ph. XK. H. Bechtel - Managing Director
J. Creed - General Manager

S. 5. Rapeane - Assistant Project Manager

Ministry of Commerce & Industry

Mr. L. B. Monyake - Permanent Seoretary
Mr., J. von Gyldenfeldt - tndustrial Planner
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Bureau of Statistics

Mr. Borotho
Mr. P. Marress

Frasers (Pty) Ltd.

Mr. Sampson
Mr. Brown

Collier & Yeats

Mr. N. Yeats
Mr, Clarke

Barclays Bank International I1rt.,

J. A, Bamber - Lesotho M=unager

Standard Bank

G. M. Tabor - Chief Manager for lesotho

Sewerage and Water

Mr. Wilson
Mr. Ashford

Lesotho Electricity Corporation

Mr. Green

Department of Labour

P. R. Sekhomo - Labour Cowmissioner
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C. Housham -~ Architect

James Lou

Livestock Board

Dr. Phororo

Dr. lMacqui

P. Radford - Animal Prodn~tion Advisor
Dr. Wacher

AIncome Tax Office

Mr. Brake

Ministry of Finance

Mr. E. Waddington

Royal Lesotho Tapestry Weaver:

Henrik Thogersen - Managing Director
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FUTURE _IBXTITE POSSIPI(ITIES 1IN LESOTIO

1. Introduction

If a country is to develop ne: industries then it is obvious that
they should be based upon any .dvantages which that country possesses.
Lesotho is fortunate in prodi-ing a very fine and good type of wool
and she has the advantage of !oy wages., It might be worthwhile to
investigate the possibility ¢* developing some textile industry on

the basis of these two advant: ses, though an iwmportant limiting
factor is likely to be the reltively swall amount of wool available
in relation to the requiremer'  of economic textile processing.
Lesotho might scour its own wil and the clean wool might then be
subsequently processed into t 3 and yarns, Ve give below a very
brief outline of the possibili'ies and include some basic facts on

the processes involved., Before any decision is taken much more
thorough investigation woulé ie required and if such an investigation
was to take place it is esseriial that all the aspects are considered
as a whole for the individual jossibilities are all related one to the

other.

2. Wool production

The present wool production is assumed to be around 4.0 M kg/year which

if scoured would yield 1.4 M kg clean, The clean wool is suitable for

the uses shown below:
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4.0 M kg/y:ar greasy
|
givig
|
1.4 M k¢, rear clean

$ Tt e

0.4 M kg 0.¢ ! kg 0 M ke

Tops Fine woc!'len yarns Coarser woollen yarn
Fine woisted Flernels Ladies dresses,

for hosiery Nm 14 - 20 Coatings, blankets
or weaving

yarns or as
a substitute

for lambswool

It would be necessary to estan'ish more precisely what the actual
production of wool is, what ti~ composition of the clip is and how
it is likely to change as a rc:ult of the recenl introduction of
classing in lesotho.,

3. Scouring

The quantity of wool to be scoured is 4.0 M kg. This amount could

be scoured on a 4' (420 cm) wite, 5 bowl conventional wool washing

set which would have a production on this low yield wool of 1500 ke/h
greasy; yielding 525 kg/h clean. At a working efficiency of 75%

this would require 3600 h per vear to process which is equal to 2-shift
working, 5 days per week, or vreferably 3-shift working, 3% days per week.

For maximum economy a wool wa"hing plant should have sufficient work
available to permit 3%-shift wovking on a 5 - T day basis. Further
economies are gained by using - 6' (160 cm) wide machine as the
increased production (about 50% more) from this machine more than
compensates for the extra cost (about 20%)more. There has, of course,
to be sufficient wool available for the wider machine to give 3-shift

working.
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The costs involved in a wool W shing installation wust include
the costs of a steam raising nlant, water supply with possible
pretreatment such as gsoftenin.. or clarification, the effluent
may require treatment before  ischarge to a river, drain or
goakaway and laboratory and t-+ ting facilitiec would have to

be provided. [

The cost of the complete plan: . buildings, labour and materials

will be approximately:

1. Machinery costs
Us g
Services 115,000
Wool washing and drying 250,000
Prneumatic conveyors and storasc bins 12,000
377,000

2, Building costs
Area required for machinery 1782 m2
Area required for storage 500 m2
Area required for boiler 160 xn2

2442 m2
2442 o @ 130 g/u’ 317,500
3, Labour costs per year {5600 h) .
Direct and indirect, 28 workers, 50,400 h @ 0.54 ﬂ/h 27,220
Overheads at 20% of labour ccsts - 5,440

. 32,660
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4. Material costs, per yen"
US

Chemicals 11,000

Vater and effluent 28,000 m> 7 0.20 #/n’ 5,600

Steam 4 M kg @ 6 $/1000 kg 24,000

Flectric power, light, ventil-iion 11,7150 }
52,350

Wool washing costs per kg clesn wool. Based on 10 years depreciation

on machinery and 20 years derr .ciation on buildings at 14% interest.

Production 1.4 M kg clean per ‘eal

Capital cost" 7.30 US cents
Labour costs 2.%4 US cento
Material cosir 3,75 U5 cents
Total costs 1%3.%9 US cents per kg clean
N
= 4.68 US cents per kg greasy

The cost for scouring compare: favourably with the wool scouring
charges of Gubb & Inggs Ltd., ot Uitenhage, SACT. Their
charges for scouring wool as chown in their Tariff No. 18, of

1 September 1974 iss

For wool yielding up to 5% 8.40 A cents per Kg greasy
= 11.00 US cents per kg greasy

However, as many of the cost foctors used in the above calculations
are estimates it would be neccosary to carry out a more accurate

costing before any decision conld be made to proceed on these lines.

Pleage observe that no labour for sorting is included in costs

mentioned above.
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4. Top making

Of the 1.4 M kg clean wool, 0.} M kg is suitable for the
manufacture of tops which migl s be exported. We give below
a rough idea of the costs etc. involved:




Top making. 400,000 kg wool .‘or top making

Production 140 kg/h. Whi h is the smallest industrial unit
we .ecommend .

1 shift - 250,000 kg
2 shifts - 500,000 kg
3 shifts - 750,000 kg

Total cost of machinery and & -iliaries
2 520,000 + 203 # 640,00,

Cost of machinery and auxilicz-—.es - Top making viant (from scoured wonl)

s M. of | Machine Total | Cost of
Description : T cq :
. me - iines | price | machine | auxilia-| Notes
Us ¥ price USH ries USE
1. Storing of scoured wool
2. Wheeled hand carriage 3 100 300
3. Opening machine 1 23,400 275,400
4. Carding 2 120,000 24,000 1,000 30 cans
1200 x 1000mi
5. Gilling GN%=15 17,900 114900
GN5~15 17,900 1°f 4900
GN5-20 17,900 | 17,900
300 cang
10001900 x 600 1
6. Combing PB27IC 8 19,000 | 150,000
7. Gilling GN5-15 17,900 17,900
GN9=24 21,800 21,800
. 4,000 20 container:
o . wheels for
8. Shelves in storage 8,000 handling znd
transport of
. bobbin to
507,100 | 22,000 storage.
Total floor area 2,400 m2 ’
Cost of building incl, aircorditioning etc. 3370,000
Number of workers (incl. 1 menager) 15 = 25 (15 is European
standard)
Power about 60 kW
Light about 90 kW
Air conditioning about 90 kW

§24o KW




5e Fine woollen yarns

About 0.6 M kg of the clean wral is suitable for the manufacture
of fine woollen yarns in Nm !'7 - 20 and it might be worthwhile
investigating the feasibility >f producing such yarns. It is
possible that there is a mark~t for these either within the SACU
or outside it. Semi-worste! spinning is likely to be more
economic than traditional woo'!len methods for the production of
gsuch fine counts. A comparison between the two systems is

given below:



Comparison of woollen and seni-worsted system of spinning

0.6 M kg/year wool for fine wrllen yarn
No 16, 5400 h (3 shifts), 110 kg/n

0.4 Mkg/year wool

No 6, 5400 h (3 shifts), i4 kg/h

. Woo!len system semi-worsted
Capital expenditure 190 US ¢ 1000 US ¢
Blending +125 . 103
Carding 125 «250
Gilling - «2%4
Nm 16 855 855
Spinning . ¢ 135 .135
"+240 1.577
= |
2100 me 2
Building 00 m 3400 m
Power £T5 kW 610 kW
People employed 24 25
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€. Coarger woollen yarns

The remainder of the clean wol, about 0.4 M kg, is suitable for
the coarser woollen yarns us«’' in ladies dresses, coatings, etec.
Possibly this wool could be i into yarn in Lesotho or alternatively

it could be exported as is nc. the case.
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