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and
"--^or .met;

This oroject wan approved on August 1978 and field work cerccenced in Feb. 
Following a Tripartite Meeting am ly March l^cl the project was extended to October

:h. However, fa1blowing a unilateral decision by External Resources Division, lavemcent
Bangladesh, the project waa terminated an j;1 December ',9<

Project Duration 

Final UNDP Budget

: our(b) years, tenCiCu months

approximately US $ 3U6cOCC assuming partial 
cancellations in 1?8b- budget

The project number of DF/BGD/Tj/Cbv waa changed to DF/BGD/Sl/OCb on 1 January
A. OBJECTIVES AND LOGIC CF PROJECT

a. DEV2LCPM3iT OBJECTT/E

The development objective to which this project was related, was to increase 
the domestic production of cotton textiles in Bangladesh and to reduce the 
reliance upon imports of cotton cloth. By increasing the quantity and reducing 
the production costs of cotton yams, the project was also expected to contri­
bute to an expansion of the handloom industry, thus increasing employment 
opportunities in rural areas.

b. HIKED LATE OBJECTIVES

ii To upgrade the levels of skill of selected 3TKC managerial and supervisory 
staff and. of skilled workers in a selected number of mills; 

ii; To establish central training and advisory services for BTKC mills; 
iii) To improve the quality of van and cloth produced by HTKC mills through 

the establishment of quality control and process control measures at all 
stages of production;

iv; To improve machine productivity in BTKC mills through the establishment 
of suitable preventative maintenance systems and repair services; 

v) To rationalise existing facilities for the production of textile mills 
machinery and spare parts in Bangladesh; 

v i z To improve BTKC mill workshops and to upgrade the skills of workshop 
personnel;
Following requests from the International Development AssociationCderld 
Bank; , the Tripartite Meeting of March 1931 agreed to the following 
additional objective.

vii, In connection with the Balancing, Modernisation and Rehabilitation
Program of Bangladesh Textile Mills Corp«ration(HTMCJ, financed by the 
International Development AssociatioaCWorld 3anky, experts in the fields 
af spinning, weaving and bleaching, dyeing and finishing will, plan, exec­
ute and monitor in close cooperation with the BMP Project Implementation



(a/ preparation cf bidding specifications for ¡machinery, equipment and 
spares;

('•) bid evaluatioa;
(c) scheduling af erectian and installation;
(d; trial runs and final discharge of the erector/supplier;
(e] fcllow-up and entry into commercial production; end
(f; the general planning, execution and monitoring of specific projects.

It should be noted that the delayed start of the 31-3? Program, October '1?2l, 
reant that only (a/ could be accomplished during the reduced life af the project.

LC-j^C CF ¿-BCuECT

Bangladesh's per capita consumption af cloth at abeut 5 yards per persas was 
cassidered ta be one af the lawest in the warld. The handloom weaving sectar 
net approximately 2/3rds of tatnl requirements far cloth in the country. Large- 
scale industrial production af spun yarn and textile fabrics was taking place 
in :ifty-fourCj^/ textile industry establishments in the public sectar. Nine(9) 
other rills were under construction.

.-vfter Bangladesh's War of Independence in 1971/71, the large-scale textile 
rills were nationalised and put under the control of the Bangladesh Textile 
Industries Ccrporation(3TIC}, later to become Bangladesh Textile Mills Cerpora- 
tion(3T’-.C/. In view of the large and unsatisfied demand for clcth in the domes­
tic economy and the need for the generation of employment in the rural areas, 
which would necessarily involve expansion of incomes and employment in the 
handloom weaving sector, it was considered that there was a great potential 
in particular for an increase in the supply cf y a m  for the use of handloom 
weavers. Development of the cotton textile industry/ in Bangladesh would, by 
increasing production of finished cloth in the textile mills themselves and in 
the handloom sector, provide a means for reduction in the amount of Bangladesh's 
large balance af pay*eat deficit.

Following the exodus of nest of the aemior management in the textile industry 
at the start of the Independence War, Bangladeshi nationals had necessarily 
to be substituted for these managers, but their lack of experience had hindered 
the efforts of the industry ts attain its pre-1971 levels of production and 
efficiency. However output of y a m  per spindle/6hift was 2.V+ ozs. in 1975/76.
In June 1976 only 51 percent of the installed spinning spindles were actually 
In operation.



Further constraints on efficient pruductiwn in the textil; industry had been 
the inadequacy of such of the machinery in the mills. Many ci the mills conta­
ined Machinery which was mot operating because it va6 cut-of-date and spare 
parts were me longer obtainable. Much of the remaining machinery was not maintain­
ed adequately because there was a lack of skilled operators to maintain the 
machiaery and because spare parts were ia short supply. Facilities for the lccal 
production ef spare parts and components for textile mill machinery were poor. 
There was an acute shortage ef trained staff at all levels in the industry, 
particularly at the levels ef supervisory and middle management personnel as well 
as technical personnel responsible for maintenance and repair of machinery. These 
responsible for the management of the industry had paid insufficient attention 
to training. Most workers and machine operators also came fren an agricultural 
background and still had considerable ties with their village communities 
which caused disruption of production at certain times of the year.

another constraint affecting the efficient operation cf the industry was the 
•weakness of the management information and control system, which resulted in 
considerable delay in the submission of mill performance data to the management 
end lack cf standardisation in the information presented.

3TMC had embarked on an extensive program for the construction cf new textile 
mills end the expansión of existing mills, concentrating mainly on the expansion 
c: spinning facilities in order tc increase the production of yam. Twelve ('ll; 
projects, involving an addition of two hundred end seventy five thousand 
(TTyCCCj spindles and two hundred six looms, were provided fer in the '¡975/76 

Annual Development Programme. Cf these, nine(j) were eirpectsd to have been 
completed in 1977 and the remainder ia 1b?$. Seven additional projects were 
being considered during the current financial year, involving an addition of 
one hundred thousand nine hundred and twelve( 'l0C$-12) spindles and three hundred
ninety-f«ur(35i+) looms.

In view of this planned expansion cf capacity in the textile industry, the need 
for training became even mere urgent. Existing training programs af 3EMC only 
covered the training of surplus unskilled labourers before their re-assignment 
to new mills. HTMC recognised the need for the implementation of a coordinated 
program of practical in-service training at all levels, including machine 
operators and lower middle and senior management personnel. Such a program should 
necessarily concentrate on in-country training because of the numbers involved, 
but there would also be a need for a certain number of overseas fellowships 
in order that Bangladeshi'a might acquire on-the-job training in certain fields



ani at certain l.evei®̂  igt v.hìcii —nc^uatrv ti<iiuia^ liCiiiticS -v 6 r s net 
available.

3THC considered that the first step in increasing production of y a m  would ke 
to increase tke extent of capacity utilisation in BTKC's spinning mills. In 
this connection, HTKC urgently needed to receive advice at the level of indivi­
dual trills, of measures which could he taken to improve the utilisation and 
the performance of the spinning facilities. This should cover particularly 
measures to improve the maintenance *f machinery and advice on the most suit­
able measures of production of spare parts. Also 3THC required UNDP assistance 
in implementing the recommendations of a prior study on the Corporation's 
spare parts requirements and possibilities for local production of spare parts.

A lar;;e part of Bangladesh's requirements of cloth was being met by imports.
The weaving mills needed assistance in devising measures to increase efficiency 
ar.d productivity, in order that they could increase output and loner costs in 
arder to compete with imports. Additionally, an increase in the range of 
attra:tive fabrics being produced by expanding facilities for dyeing, printing 
and finishing was required. Advice and training was needed on the most appro­
priate techniques in these fields.
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■-.grr/TTiaS CAH3ISD CUT AND CDIPlIS prcducsd 

a. CCTPDTS TAKGET3D

1. Training Program
A training program for 3TKC staff indicating the purposes cf the training, 
the content and structure of the training program, the number, qualifications 
and methods of selection of staff far training, tke method» of administering 
and staffing the program and the teaching facilities and methods to be used.

2. Training Implementation

The provision hy in-service training and skill upgrading of about ^50 skilled 
personnel and trained managerial staff hy the end of the project, abcut one 
third of whom would be management and accounting staff. The exact numbers 
and levels of people to he trained would depend on the recommendations of 
the UNDP Training Centre Adviser concerning the design and duration of courses 
at the Centre.

5« Cverseas Training

Abcut 55 senior and middle level personnel in the Corporation and the textile 
mills with overseas on-the-job training in cotton classing, textile economics 
ménagement, spinning, weaving, dyeing, finishing and maintenance.

d. Productivity

An increase in the productive efficiency cf the Corporation's mills to about 
5»5 ozs. per spindle shift and a sustained increase in the availability of 
y a m  to the handlocm industry.

. Quality and Process Control

Improved procedure» for quality control end process control at all stages of 
production, from raw material preparation to finishing.

6. Maintenance

Improved procedures for preventive maintenance in the mills and for the 
allocation of spare parts amongst the mills.

7. Machinery and Snare Parts

Analysis and recommendations outlining the textile mill machinery and spare 
parts coaaidered feasible for local production, the capital investment 
required and the likely annual market for each item.



0. «orKsJi*» Derej-oacent

Improved mill workshops ana provision fmr in-service training ana skill 
upgrading program*.

?. 3MR Program
The Provision of Technical appraisal Reports for all factories in the 
Balancing, Modernisation and Rehabilitation Program.

b. ACTIVITIES SCHEDULED

1. Training Program

i] Designation of 16 selected mills providing of the Corporation's 
total output.

ii.Analysis of levels and numbers of staff from selected mills and BTHC 
headquarters required to be trained at incountry training facilities,

iii]Carry out inventory of existing physical facilities for training personnel 
of the textile industry, including principally the Textile Institute, 

iv.'Design the physical facilities of the 3THC Training Centre, and prepare 
list of equipment requirements.

v] Examine available equipment in the country and order additienal training 
equipment needed to be installed at the Centre.

vi) Evaluate courses available at the Textile Institute and prepare curricula 
fcr courses at the 3TMC Training Centre.

vii^Assist in the redesign of courses at the Textile Institute in line with 
the needs of HTMC.

2. Training Implementation

i) Determination of selection procedures fcr those tc be trained, 
ii}Implementation of inceuntry training pro cram in BTHC Training Centre in 

cooperation with, the Textile Institute.

3. Overseas Training

i, Analysis of levels and numbers cf staff from selected mills and 3TMC head­
quarters for training overseas.

:i,Determination of selection procedures for those to be trained, 
iii) Implementation of overseas training program.
iv.Cn-the-job training programs by fellows, with the assistance of the UNDP 

nuvisers concerned, after their return from training overseas.

Productivity j. Quality ana Process Control. 6. Maintenance

i. Designation of 16 selected mills providing about 401 of the Corporation's 
total output.



iiybexectian ai 1** counterparts ¿Vtu: UT'.C f,.r " productivity m i  ccir.tîr.i::? 
advisory group* ".

ill)Initial survey by productivity and maintenance advisory teams or factors 
affecting production, and quality control in the rills.

iv^Advise •* «ensures to increase productivity and improve quality control 
in the mills. This would include

- Establishment of suitable methods of preventive maintenance in the 
selected mills.

- Advise on ways of improving machine productivity and output per person 
in spinning and weaving sections, including availability of sufficient 
stocks of suitable types of raw cotton, avoidance of machine shutdowns 
due to breakages in yam, increases in operating speeds so that machines 
run according to design capacity, improvements in lighting and climate 
control, recommendations on minimum quality standards for each y a m  
count, on ways of improving machine utilisation in the weaving sections 
to achieve uniform quality, and advice on improvements in existing tech­
niques of bleaching, dyeing and finishing and on the appropriate techno­
logy for new bleaching, dyeing and finishing facilities.

- On-the-job training for mill managers and operative personnel in 
preventive maintenance systems and in spinning and weaving techniques.

- Follow-up visits by productivity and maintenance advisory teams to the 
selected mills to assess results of advice given and training received.

- Preparation of program af visits by productivity and maintenance and 
advisory teams to other mills in Bangladesh.

7, Machinery and Spare Farts

i) Study reports and recommendations made by textile mill machinery consul­
tant under tie CNDP project BuD/f^/QCl "Linkage Studies in Engineering 
Industries".

ii) Assessment of existing capabilities for the production of mill machinery 
and spare parts both within the textile industry and in factories outside 
the Textile Mills Corporation, including particularly engineering factor­
ies under the responsibility of the Bangladesh Steel and Engineering 
Corporation and the production facilities for Jute Mills spare parts 
'under the Jute Mills Corporation.

in^Assessment of major items of machinery and spare parts which can be 
produced in Bangladesh.



iv)Advise «a ^ke mast eceaeaical aad practical aaaaa af preduciag tkese 
items takiag lato accauat existiag facilities.

v)Iapleaeatatiea af receaaeadatieas.

8. Werkakes Develepaaat

i) Cer.duct a survey af tka íkfiaeeriag Iadustries Limited, tke preseat 
Ceatral Werkakep af HTMC, receaasaded kalaaciag af aackiaery requireaeats 
aad atker facilities, suck as feuadry, aeuldiag, kaat treataeat aad
raw material usage.

ii) Advise aa aederaisatiea af existiag sdll werkakeps aad tka estaklisk- 
aaat af werkakeps ia sills wkara aaae exist at prasaat.

iii) Develep a teeliag caatrel system.
iv) Te iacraasa tka skill aad teckaical kaaw-kaw af werkakep parseaaal 

ky develepiag aad upgradiag af staff far all werkakeps.

Prepare kaoic eagiaeeriag aad werkakep practice cearses far part af
tke textile fitter traiaiag pregraa at tke 3TMC Traiaiag Caatra.

9. 3.M.R. Precraa

i) Aaalysiag tka caaditiaa af all aackiaery, deteraiaiag spare parts 
aad aederaisatiea raquireaeats.

ii) Balaaciag af dapartaeatal autputs ta ackieve prapased calculated 
preductiea.

c. OOTPJTS PRODUCID

1. Traiaiag Precraa

i) Origiaally mixteas (16) Bills were desigaated far preject wark
(Appaadix-I), ketk far traiaiag pregraa* aad eperatieaal assistaace.
Tkis was lacraasad ky a furtker eigkteea (18) mills far spiaaiag 
traiaiag ia April 19&2, as tkere was iasufficieat kicker level 
aaaageaeat perseasel availakle ia tke sixteea (16) aills far saaa 
repeat cearses.

ii}Aa aaalysis af levels aad aaakers af staff free all aills requiriag 
traiaiaf ar retraiaiag, at iaceustry facilities is skews ia Takle 1 
aa aaxt page.
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TABLE
Tr«~i»'i»c Requiroaeata

Teckaolofists/ Supervisors/ Jobbers/ Operatives Total
Tockaiciaas Fereaea. etc. Fitters

Spiaaiaf 1753 1594 1784 16750 21881

Weaviaf 515 570 863 2550 4448
Dyeiaf, 
Priatiaf & 
Fiaiakiaf 70 214 41 325
Total & 2 L 2688 19300 26704

i

Disceuatiaf tke auaber at «««rater level, a t«tal «f 7404 aaaafeaeat ask 
skiliek perseaael aeekek traiaiaf facilities ever tke a ext five years. 
Accerkiafly a prefraa «f traiaiaf f«r tk« БГМС Traiaiaf Cemtre, t« aeet 
tkis keaaak, was draw» up."
iii) Aa iaveatery «f existiaf physical facilities f«r traiaiaf peraeaael 

•f tke textile iakuatry как kisclesek tkat tke ealy veaue fer textile 
technician/techaelefist traiaiaf was tke Dhaka Cellefe ef Textile 
Techaelefy. Tke traiaiaf ef craft level aak juaier uaaafMieat peepie, 
except fer aaaafeaeat subjects ia geaeral at tke Maaafeaeat Developaeat 
Ceatre, was aea-existaat aak eperative traiaiaf was alse at a lew level 
aak act iakuatry erieatek.

iv) Tke physical features ef tke BTMC Traiaiaf Ceatre at Savar, were kesifaek 
as three sectieas:-
Sevea(7) werkskeps aak lakerateries ceveriaf 14,400 sq.ft. These iaclukek 
tke Ceatral Testiaf Lakerateries ef ВГМС which they как kecikek to traasfer 
aak iacerperate ia tke BTMC Traiaiaf Ceatre;

F«ur(4) classreeas aak tw«(2) ceaaea reeas, tetalliaf 3375 sq.ft; 
Hostel aak akaiaistratiea areas tetalliaf 28,300 sq.ft.:
Tall ketails are akewa ia appeakix-3

Mackiaery aak equipaeat fer tke Traisisf Ceatre was estiaatek te cost areuak 
C5 $ 1,046,321. However, as tke bulk ef heavy preceaaiaf aachiaery caulk he 
traasferrek free iakuatry, a rekactiea ia tke cost ef aachiaery ef US $ 
671,900, at 1980 prices, was possible.

As a result, akkitieaal aachiaery aak equipaeat was te be suppliek by 
Ш Е С  as skews ia Table 2.

1. Mr. J. Weelfeakea's Report No. 1 "Maapower Neeks ia tke BTMC"
2. Mr. J. keelfeakea'a Report No. 2 "The BTMC Traiaiaf Ceatre"
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TABLE - 2

Hachiaery & Equigwat Aaerex. Cest
Testiag aad Quality Ceatrel Laberatery US $ 90,000
Spiaaiag Werkahep 26,650

Weaviag Werkahep 39,100

Erectiea Beea 4,600
Beach Fittiag & Machiae ahep 23,000

Cheaical Laberatery 13,091
Dyeiag Werkahep 83,880

Fabric Testiag Laberatery 14,300
Cettea Classiag Beea(Chittageag) 80,000

Tetal: US % 374,621

Full details are gives ia appeadix-4

▼) Fellewiag exaaiaatiea ef textile paecessiag aachiaery available ia the 
iadustry, a selectiea was aade ef represeatative pieces far traasfer te 
the Traiaiag Ceatre. These are shews ia appeadix-5*

All equipaeat was erdered aad has beea, er is, beiag delivered, except far 
S 91,196 werth which was scheduled fer 1984 budget. These items are shews 
ia appeadix-6.

vi) Fellewiag evaluatiea ef the ceurses available at the Callage ef Textile 
Techaelegy, it was realised that evea whea fully staffed,(ealy 46# ef 
lecturiag staff aad 74# ef iastructer/deaeastrater staff were ia pact at 
the tiae ef the survey), the Cellege fell a leag way shert ef aeetiag
the seeds ef BTMC ia the previsiea ef sufficieat auabers ef well educated

3
aad traiaed peraeaael te fill juaier maaageaeat vacaacies.

Accerdiagly, curricula fer ferfcy-five(45) ceurse subjects were drawa-up, which
weuld be develeped by the iadividual traiaiag advisers. These are shews ia

U
appeadix-7.

vii) Assistaace was gives te the Cellege ef Textile Techaelegy ia aaeadiag 
existiag syllabus aad receaaeadatieas te cut eut irrelevaat ceurse material 
er readjustaeat ef tiae speat ea certala subjects. A auaber ef ether 
detailed receaaeadatieas were aade/

3* Hr. J. Weelfeadea's Bepert Re. 3 "The Cellege ef Textile Techaelegy"
4. Hr. J. Weelfeadea's Bepert Ne. 2 "The BTMC Traiaiag Ceatre"
5- Hr. J. Weelfeadea ep. cit.
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2. Traiaiag laeleaaatatiea

i) Tke ceurses were devised witk tke ekject ef teackiag fact* 17 aid a am mg o- 
ueat perseaael tk* aecessary teckaical skill a; teckaelegical kaevledge; 
quality aspects; c*atr*l procedures aad; im geaeral, kew te rum tke sectiem 
•r departaeat; iacludiag a kigk practical ceateat. It was decided tkat
tke first preseatatiea ef may particular c*urse weuld ke t* Masters(Maaa- 
gers) resp*asikle fer tkat particular departaeat. Secemd presemtatiem weuld 
ke fer Asaiatamt Masters aad Skifts-ia-Ckarge, tkea Superriser level aad 
se *a dewa tke aaaageaeat level t* Fereaea, Jekkers, Fitters aad craft- 
level eapleyees. Vkem aaakers peraitted, "sired" groups weuld aet ke 
traiaed tegetker se as aet t* uaderaiae tke status ef seaier perseaael.

ii) C*urses were prepared ky tke tkr^e traiaiag advisers ia Eaglisk, te ke 
traaalated late Beagali ky tke ceuaterparts.

Tw* kuadred aad eigkty-eigkt(288) caurses were preseated: 161 fer aaaageaeat 
perseaael aad; 127 fer skilled werkers; resultiag ia tke equivaleat ef 1250 
traiaed aaaagerial staff aad skilled perseaael as skews ia Takle 3 -

TABLE - 3 
Perseaael Traiaed

Tetal______Spiaaiag Weaviag Dyeiag, Prim time & Fiaiskiag
Maaageaeat
Ife. ef ceurses preseated 161 80 50 31
Tetal auaker ef aaa-days 30254 1723^ 3757 9263
Tetal auaker atteaded 2732 1790 464 478
N*. days fer full series 
ef regular ceurses _ 50 51 109
Equivaleat auaker traiaed 
ia full series ef ceurses 504 3^5 7k 85
Skilled Werkers
Ne, ef ceurses preseated 127 35 25 67
Tetal auaker ef aaa-days 17593 9V17 2077 6088
Total auaker atteaded 3361 1629 216 1516
Ife. days fer full series 
ef regular ceurses • 23 29 23
Equivaleat auaker traiaed 
ia full series ef ceurses 7k6 409 72 . 265
All Perseaael
Equivaleat auaker traiaed 1250 75k 146 350



First caursaa were fires is Eaflish by the ahriser with the cauaterparts assist- 
isf. The aaxt as# ar twa caursea were fires by the cauaterparts is Saflish ash 
Besfali as apprapriate with, this tise, the ahriser assiatisf. All refular trala­
la f cearaes «ere baisf fires salely by the causterparta priar ta the prefect's
tersisatias.
As the Cailefe af Textile Techsalafy was sat is a paaitias ta rus the caursea far 
3TMC peraassel, causterpart staff were traasferreh fras BTMC factaries ta the 
Textile Ishustry Develepaeat Ceatre(TIDC) ta be traiaeh by the ahrisers as teach­
ers at the BTMC Traisisf Cestre. A Priscipal af the Cestre ash three causterparta 
ta each ahriser, were appeiateh. Ahequate aas-sasths were mahe arailable ta traia 
thea ta a hifh stasharh, capable af replacisf the traisisf ahrisers. Details af 
their serrices are chaws is Table k.

TABLE - 4

Causterpart Jaiseh Ahriser cascluheh wark assifs- 
aest ar causterpart left

Serrice

a. Traisisf Cestre
Friacisal
M. Ahsah Mar. 80 Oct. 82 2 Trs.8 aths.
M. Mahaaah Dec. 82 Feb. 83 3 aths.
A.K.M.M. Hussais Mar. 83 Nar. 83 9 aths.
Mh.A.M. Mahaaah Dec. 83 Dec. 83 1 ath.

b. Ssissisf Departaeat
N. Ahaeh Feb. 80 Dec. 83 3 Yrs.11 aths
M. Rahaaa Nar. 79 Dec. 83 k " 2 "
S. Islaa Feb. 81 Dec. 83 2 " 10 "

c. Wearisf Departaeat
G.H. Chawhhury Jas. 80 Feb. 83 3 Yrs. 2 aths
N. Jahaafir Jaa. 80 Feb. 83 3 " 2 "
M. Rahiaruhhis Jus. 8'l Feb. 83 1 Yr. 9 "

h. Dyeisf, Pristisf 
ash Fisishisf
A.K.M.S. Huha Oct. 79
A. Taher Dec. 79
Tefazzal Hussais July 81
A.K. Say Feb. 82

Mar. 83 
N«r. 82 
Dec. 81 
Mar. 83

3 Yrs. 9 aths
3 Yrs.
6 aths.
1 Ir. 2 aths

It sheulh be seteh that althsufh Mr. Mh. A.M. Mahaaah, presest Briacipal, has 
•sly ase aaath's serrica, he hah bees as the "Operatians" sihe af TIDC siace 
April 1981 ash hah assistah traisisf staff as a saabar af accasiass.



In addition to courses six(6) seninars were held te acquaint nanagement perseaael
witk specific aajer problems. A total of 317 persons attended these seminars.
Details are shewn in appendix-9*

3- Overseas Training
i) Consultants of the Eeyal Textile Mills, Nijverdal - Ten Cate N.V., The 

Netherlands, had analised the levels and nuahers of staff in selected Bills 
and HTMC headquarters and agreed to provide training overseas for thirty- 
six(36) personnel in the technologies, econo^.cs and statistics related
to the cotton textile industry.

ii) All persons selected held a textile qualification, usually Diploma of the 
Bangladesh College of Textile Technology, and could speak, read and write 
English at an acceptable standard, although special classes in English 
were required for the final group. At least five years HTMC services was 
recommended, although again, for the final group this requireaent was 
relaxed. The level of aanagoaeat position was usually that of Manager 
(Spinning Master, Weaving Master or Dyeing Master). As sufficient persons 
could not he found for the final group, Assistant Manager and Shift-in- 
Charge levels were permitted. Selection was Bade after interviews by 
senior aembers of BTMC and UNIDO team advisers. Six(6) fellowships were 
awarded to other personnel to iaprovo their perforaance in a specific job.

iii) The participants for Ten-Cate, were divided into three groups and spent 
five months each in the aills of the Eeyal Textile Mills and their assoc­
iates and at the Polytechnical College "DeMaere" in Enschede. The conposi- 
tion and fellowship dates ef each of the three groups are shewn in
Table 5-

TABLE - 5
fellowship Groups - Ten Cate

Dates Total_____Spinners Weavers Dyers & finishers
1. Dec.79-Apr.80 1h 10 2 2
2. Dec.80-Apr.8l 10 k 3 3
3. Dec.8l-Apr.82 10 J L . J L 2

-Jit 8 _ L

Other fellowships were provided for training overseas as shown in Table 6.



TABLE -  6

Other Fellowships
Subject Place Dates Duration
1. Statistics it textile 

physical/chemical 
testing.

Apr.82 - Sept. 82 6-Benths

2. Statistics & textile 
physical testing

Bgypt Apr. 82 - Sept. 82 6-menthe

3. Statistics 8c textile 
physical testing

Be?* Apr.82 - June 82 3-menths

*+. Spinning technology U.K. Sept.8,.- Mar. 83 6-meatks
5. Wearing technology D.K. Sept.82- Mar. 83 6-montks
6. Dyeing, printing 

aak finishing
technology

U.K. Sept.83- Mar. 8^ 6-meaths

Full ketails of all fellowships are ta ke fauak ia tke 6-maatkly Project
Progress Heperts.

iv)Fellowing returm af each group of fellaws fraa The Netherlands attempts 
were make by tke akrieers to set-up an en-the-jek training programs ta 
ke camkuctek ky tke iakivikual Fellow for kis sukerkinates. Ha success 
was achierek.

k. Prokuctivity, 5» Quality aak Process Caatral 6. Maiateaaace

i) Tke sixteen(l6) Bills kesignatek for the traiming program were also usek 
for tke "Operatiaas" program aak are shawm ia appendix-1.

ii) Eleven cauaterparta were traasferrek from BTMC factories to the Textile 
Inkustry Development Ceatre far tke feur "Operatiaas" akrisers, witk tke 
objective af tkem replacing the akvisers ia the loag tern (approximately 
three years time). Details af their services are skowa ia Takle 7.
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Oaeratieaa Cauaterparts
Cauaterpart Jaiaed Adviser caacluded work Service

assicaaeat ar cauaterpart left
a. Spiaaiag-I

Md.A.M.Makaaad April 81 Nev.83 2 Yrs. 8 mtks.
T.K.Biswas Sejt. 81 Apr. 82 8 mtks.
J. K. Kuadu Feb. 82 Dec. 83 1 Yr. 10 atka.
A.Haskea De 82 Dec.83 1 Yr. 1 atk.

b. Spiaaiag-II
E.Haque Dec. 81 Dec. 83 2 Yrs.1 atk.
H.Janaluddia Dec. 81 Dec.83 2 Yrs.1 atk.
N.Mahaaaad Dec. 81 Dec.83 2 Yrs.1 atk.

c. Weariat
S.B.Das Gupta Dec. 79 Dec.80 1 Yr. 1 atk.
S.C.Paul Mar. 80 Sep. 83 3 Yrs.7 atks.
A.B.H.Heque May 80 Sep. 83 3 Yrs.5 atks.
A.B.M.Jalaluddia Kkaa Seat. 81 Sep. 83 2 Yrs.1 atk.

d. Fiaiskiar
Kazi S. Iqbal Dec. 79 Jam.80 2 atks.
A.N.Raskid Kkaa Dec. 79 Jaa.-83 3 Yrs. 2 atks.
A.Awal May 81 Jam. 83 1 Yr. 9 atks.

iii)Iaitial surreys were carried aut by eack operatioas adviser aad kis
couaterparts.

Sixteea(l6) apiaaiag «illa, sixteea(l6) weaviag factaries aad seveateea(1?) 
dyeiag, priatiag aad fiaiskiag umita were surveyed witk special atteatiam 
beiag gives ta:-

a) caaditiaa af aackiaery aad equipaeat
b) pracessiag methaás
c) praductiaa balaace
d) Material quality staadards
e) Haimtemamce schedules amé degree af iapleaeatatiaa
f) ia-plaat traiaiag facilities

Мажу reasaas far tke law level af praductiaa aad iaadequate quality caatral 
were idamtified. Hajar reasaas beiag, uaa( atkers; tke lack af appreciatiaa 
by Maaajers, batк teckaical aad aaa-teckaical, ef tke prabless; tke skartage 
of practical textile teckaiciaas, aaaagerial aad aaiateaaace; tke resultaat 
rua-dawa ia aackiaery staadards - iacerrect aackiae aettiags, warm parts;
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shariage of spare ports a >  essestisl auxiliary items; seer “ark erect-ice* 
u d  factory discipliae aad; tke very wide raage ef ceuats beiag nu i  ia 
relatiea te tke average caaat tke aill was set-up te gpia, puttiag tke 
various bepartmeats eut ef kalaace aad se uader-utilisiag aea aad machiaery.

Additieaal facters reduciag output aad quality were head-office respeasibilities 
suck as purchase ef raw cettea; aaay mills raa completely eut of cettea; 
ceuats aad quality were chaaged frequeatly; grades supplied were aet always 
suitable far tke ceaats plaaaed aad aaaagememt would try te spia kigker 
ceuats tkaa tke cettea was suited far, resultiag ix aery kigk ead breakage 
rates at riag spiaaiag aad ceasiderably overloaded operatives. Power-cuts 
aad excessive abseateeisa, were a further cause of lost productioa.

i t)Advice oa measures to iacrease productivity aad improve quality may be 
summarised as follows:-

a) Spiuaiac Oueratioas Advisers

Coasultaacy work was carried eut ia k j spiaaiag mills over tke three 
years assigameat period. Oa tke basis of available resources recommemd- 
atieas were made to achieve short term aad loager term improvemeats.
Tke improvemeats the advisers attempted to iaplemeat met with varyiag 
degrees of success.

1) Productioa balaace based oa acceptable teckaological staadards
2) Maiateaaace schedules
3) baste reductioa
4) Larger aixisgs, based oa sicroaaire aad Preasley results, with 

comtrolled additioa of waste.
3) Lubricatioa spocificatioas aad supplies.
6) Teckaological improvemeats which caa he subdivided iato:-

Blowrooa

A redactioa ia C,V% ia scutcher laps aad also to effect improvemeats ia 
cleaaiag efficieacies ky ideatifyiag problems asd correctiag.

lasistaace oa a lap weighiag taleraace boiag observed with adequate distri­
butism about tke meaa.

Cardime

Nep couatiag as a basis for settiag, atrippiag aad griadiag of cards.
Gauge settiags aad productioa rates.
Sliver weight staadards aad stsadardisatiaa af piaioas ketweea cards. 
Reccmmeadatioas oa wire specificatioas aad aaiateaaace pracedures.



Drawing

Improved setting at an dar «La
Railor duffing schedules 
Setting af cailer assaaU.es
Stan satian effectiTeness
Slirer testing procedures and establishment af acceptable sliver weights 
Evaluatian af locally produced drawing fraae cats

Lap Fanner

Step satian effectiTeness 

Camber
Improved settings
Recommendations far the replacement af tap combs, cylindered needling, 
detaching rollers etc. where necessary.

Simplex Machines(Speed Fraae)

Setting af drafting systems and overall maintenance through roller buffing, 
apron replaceaent and tap roller weighing checks.
Rationalisation af twist levels relaten ta ring fraae break draft.
Changes ta settings and pinions ta effect improvements in bobbin build.

Ring Frame

Improved settings and draft distribution
Implementation af maintenance and roller buffing schedules 
3sbain build and traveller selection
Development af improved spindle tapes incorporating nylon or polyester 

Winding

Clearers and yarn devices 
Correction ta package build
Knotting, including provision af mechanical knatters where possible 

Reeling

Measured length
7) At the request af the Chairman of the HTMC the advisers undertook direct 

responsibility for the inplementatian of their technical and production 
recommendations in five designated aills OTer a three-aeaths period. The 
production and quality achievements in these mills aver the peried were 
very impressive.



8) Felyester/Cettea spiani»* was successfully pioneered i» tkree different 
spiami»* units «ad advice given sa further processing.

9) A» investigative report iats the possible diversificati»» ef « wersted 
spiami»* plaat.

10) Repert •» the alternative aetheds ef yarn preductiea «ad their applicabi-
lity te the HTMC.

11) Analytical repert ea the causes ef lew preductiea vithia the HTMC.

12) Detailed surrey ef fire "sick" aills «ad recommendations fer improvements.

13) Advice ea the specificatiea ef testi»* equipment fer Chitta*en* Zonal 
testin* laherateries.

14) Adrice ea the spiami»* equipaeat aeeded fer the Traimi»* Centre, Sarar.

h) Veariag Operaiiena Advisers

1) Prehleas ceaaea te seat ef the mills visited were peiated «ut with 
recommendations made fer their cerrectiea.

2) Arrangements were made with lecal spares manufacturers te preduce essential 
spares in aa attempt te restart idle preparati»» and weaving machinery.

3) Trials were carried eut with these parts and medificatiens suggested where 
necessary, based ea a performance evaluation.

¿0 A weaving mill was selected as a pilot unit te implement recommendations 
fer preparatory processing-warping, sizing, pira winding and drawing-in 
and the automatic p i n  change mechaaisws on 120 looms put into working 
order. This resulted in a production increase ef the order ef 20&.

3 ) Survey ef two specialised weaving units te determine possibility ef diver­
sifications.

6) In-plant training fer loem tuners and weavers in eleven weaving units.

7) Recommendations given fer the reorganisation ef the preparation depart­
ment in seven weaving aills.

8) Sizing trials with Polyester/Cetton successfully carried eut in two mills.

9) Recommendations given te lecal manufacturers te improve the quality ef 
locally manufactured healdsaand shuttles.

10) Geaeral recommendations given fer suitable lubricant and lubrications 
schedules.
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12)Visited several Hand Loom areas anà made recommendations for yara sizing.

13) Arranged laçai manufacture of wood accessories from Bangladesh tinker, with 
encouraging results.

14 Assistance given ta BGSIE im setting-up a preparation aad weaving 
research unit.

c) Dyeing, Printing aad Finishing Oaeratioms Adviser

1) A reporting system «as established for the monthly collection af the 
following data from the finishing units -

Monthly production report 
Monthly quality report 
Monthly consumption af chemicals & 
dyestuffs related te production

2) Preliminary survey of the present production capacity against potential 
capacity. Seme machinery for balancing and modernisation was suggested
in this context.

3) Efforts were made to use old stocks of dyes and a central follow-up data 
system was established to evaluate monthly production quantities and 
quality.

40 Specifications were given for processing materials, and advice on requisi­
tions for dyestuffs and chemicals for one year's usage, was given te the 
3TMC tender committee.

5) Details were given for balancing and modernisation of existing finishing 
units and machinery required for doubling output and improving work methods.

6) Defects in processing nothods were located and consultancy services wore 
provided on a continuous basis.

7) Improvements were effected in Dyeing & Finishing resulting in:
: an increase in absorbancy of prepared fabric during desizing and 
boiling stages.

: better utilisation of padded naphtolated ground Vy printing and then 
developing by padding techniques.

: development of selected designs and printing and dnplex prints.
: utilisation of idle mercerising capacity.
: introduction of pad-jig dyeing techniques and utilisation of idle
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pad-not IXU6 Ul<i M W  l üntuxBc •
: revised desizing recipes.
: economics la tke use of dyes and chemicals.
: general réintroduction of idle capacity.

8) Successful trials were undertaken to produce "bumt-out" priats and carrier 
dyeing ef cetten/palyester kleads.

9) Tke facilities within BTMC were studied for tke dyeing and printing ef cotton/ 
polyester sad suggestions aade fer future production. Trials on tke dyeing
ef cottea polyester fabrics were conducted in Olympia Textile Mills sad ia 
tke laboratories of tke Jute Research Institute.

,0)A study was prepared, to facilitate expansion ia tke field of Hand Screen 
Printing; into metkods of preparation aad; tke design of screens and 
printing tables.

1l)Prepared specification for tke local manufacture of a printed fabric steamer.

12.'Introduction of pad-steaa dyeing techniques using cottea Tat colours; dyeing 
aad water repelleacy of umbrella fabrics; finishing of export poplin; prod­
uction of cheese cloth and; revision of dyeing recipes.

13)Assessaent of tke potential usage of idle yarn dyeing capacity by tke 
Haadleom Board.

^Preparation of specifications aad analytical acid tests for chemicals aad 
dyestuffs. Proposals aade for in-plaat testing during desiziag, scouring 
and bleaching operations.

15)Advised on tke specification of equipment needed xn tke chemical and 
dyeing laboratories and workshop for tke Savar Training Centre.

t ) While the Operations Counterparts were involved in tke above activities, 
factory personnel at all levels received on tke spot training so that they 
tkenselves could apply tke knowledge to other machines u d  processes. A 
continuous follow-up of recommendations given and assistance in their 
continued implementation, with tke co-eperatien of management, applied at 
all times.

7* Machinery and Spare Part<>

ij The textile machinery aspects of tke report prepared by Project BGD/75/C02, 
"Linkage Studies in Engineering Industries", was developed further and in 
considerable detail by tke Textile Mill Machinery and Spare Parts Adviser 
assisted ky two counterparts whose service is shown in Table 8.



TABLE - S
Machinery & Spare Parts Counterparts

Counterpart Joined Adviser csmcluded
work assignment

Ahdul Hye Jss.80 Sept.80
Rafiqul Alas Mazundar Jan.80 Sept.80

Service

9 months 
9 months

ii) The practicalities of producing apare parts aad later, machinery, were 
examiaed in s i r t e a n í BTMT, factory workshops, six(6) major engineering 
enterprises aad a number • ! private engineering workshops. The capacity
of the Bangladesh Jute Mills Corporation's workshops was totally inadequate 
for than to consider supplying the textile industry with spare parts or 
to manufacture textile nachinery.

iii) It was calculated that approximately ^,996,600 spare parts were consumed 
by HTMC mills in a year, of which 72$ were imparted. The US Dollar values
' eing $ 8,089,300 imported and 9 1,90^,000 manufactured locally. To provide 
for expansion and replacement of old machinery, it was considered that 200 
ring; spinning frames, 160 reeling machines and 150 other units could be 
manufactured locally each year, provided adequate capacity was available.

iv) Recommendations were made to modernise and expand HTMC workshops and create 
new ones where none existed, into: mini; medium, composite; specialised and; 
central, according to the size of the factory. Also the present Engineering 
Industries Limited, central workshop of HTMC, should be upgraded and 
developed as a modern workshop. It was also suggested that the more sophis­
ticated spare parts could also be supplied by the major engineering enter­
prises, while production of textile machinery should be the province of the 
Bangladesh Machine Tools Factory.

v) Under the Balancing, Modernisation and Rehabilitation Program to be financed 
by World Bank, proposals were drawn-up for modernisation of twenty-one(21) 
BTMC workshops and the Central Workshop for the manufacture ef spare parts. 
Production of reeling frames has started at BMTF and experiments have 
comnenced in ring-frame assembly.

8. Workshop Development

i) The initial survey ef the ihgineering Industries Ltd., Central Workahop of 
HTMC revealed many deficiencies: layout of machinery was peer in that 
machines which create heavy vibrations were set next to lathes; machine 
tools were often ^0-50 years old, with consequent loss of precision; light­
ing was totally inadequate for fine work; electric wiring was dangerous;



expose# connections; floors uneven an# full of sales as# leaky roofs, 
worker drill was of a low level and preventive maintenance schemes 
nen-existant. Similar surveys im twenty-five(25) factory workshops 
also revealed, in addition, that machine operators could not read blue­
prints or uso calipers and micrometers. Cleanliness and housekeeping 
was poor.

ii)Hachinery and tooling requirements for all sizes of factory workshops were 
drawn-up and maintenance requirements detailed. Reconditioning requirements 
of existing machinery and equipment were listed so that reasonable quantities 
of an acceptable quality of spare parts for the factories own use could be 
made, after implementation of the recommendations.

iiideveloping tooling control systems proved difficult as none af the work­
shops was equipped with the right tools and the few existing tools were 
usually worn out.

iv) A very wide range of tools and equipment costing around S 2^,170 was 
ordered by UNIDO for delivery when the workshops at the BTMC Training Centre 
at Savar would be ready. Although fitting out of the workshops were not 
completed by the end of the project(December 19§3) the equipment wan 
scheduled to arrive in February 198 *̂

v) A comprehensive workshop manual was compiled to be used in retraining tne 
workshop operators, utilising the shove equipment. Two counterparts have 
been trained ta conduct this training. BTMC had difficulty in releasing 
the second counterpart for the adviser, with the consequent loss of train­
ing time. Their service is shown in Table 9»

TABLE - 9

Counterpart Jained Adviser concluded 
training assignment

Service

M. Nazrul lalas Apr.82 Feb.8^ 1 Ir. months.
3.S. Hosaain Sap. 83 Feb.8^ 6 months.

9. Balancing, Modernisatian and Rehahilitation(BMR) Program

?ifty-twe(52) Feasibility Studies in the spinning, weaving and dyeing, printing 
and finshing units of BTMC mills and in the private sectar were conducted in 
which the condition of all machinery was analised. Spare parts, replacements 
and additianal machinery requirements ta bring the output levels upto the 
optimum were determined and the balance of departmental production levels were 
calculated. In addition, proposals were made for re-equiping of twenty-one(21) 
factory workshops and the Central Engineering factary of BTMC.



This was considered as part of the consultancy training ot the operations 
counterparts.

C. ACHISVHiSrr OF IMMEDIATE OBJECTIVES 

1. Upgrading the Levels a f S k ill

i) A target af ^5® skilled personnel and trailed managerial staff ay the end
of the project was the target set in the project dacuaent. This was comfortably 
exceeded in that 7 ^  skilled operators and Managerial personnel completed 
a full series of canrses in their field, a total of 1250 persons, thus exceed­
ing the target by 1?8^. For exanple the spinning management personnel would 
have attended a course on a) opening and cleaning, b) carding and drawing, 
c) simplex, d) ring spinning, e) coahing and f) production control. Skilled 
operators in the Finishing Sector would have covered the series of courses in 
a) preparation for dyeing, (b) dyeing, c) printing and d) finishing.

ii) In addition, at the request of the Chairman, 3TKC further specialised courses 
were prepared and have started.
(a) a course for Spinning Operative Instructors
(b) two courses sf 12-months duration each in textile technology for 
forty-fourth) Higher School Certificate science graduates. This consists of 
20 days class-room work alternating with 30 days in-factory practical werk, 
for one year. Two assistant spinning masters were transferred from factories 
to assist the Spinning Training Adviser in this program, however, after 
hmcnths of operation the Adviser has left the program on completion of his 
assignment and ane af the caunterparts left shortly after. A similar program 
prepared for training fifty(50) Secondary School Certificate science students 
has net started yet.

iii) Furthar training continues to he given hy the Spinning and Weaving Training 
Counterparts, although no courses have been presented by the two Training 
Caunterparta of Dyeing, Printing and Finishing since the Adviser completed 
his assignment in March, 1933»

iv) Whila thirty-five(35) fellowships were tenable at Ten-Cate only thirty-four(3i+) 
were filled. Special classes in Snglinh were required for the third group and 
ten(10) qualified for eleven(H) vacanciea. The follow-up program of the 
fellows should have resulted in them running classes for their subordinates
to pass on their newly acquired knowledge.



Tkis part of their program w u  a failure, in that none of them undertook 
this teaching. Reasons given included:

a) factary management did not permit them time off from the normal 
duties to run classes.

h) they had net been trained to teach or prepare courses.
c) their Ten-Cate training was for a sophisticated European textile 

industry, quite different from their local problems.
d) the training program of TIDC superceeded their program.

The other fellowships upto 1983 were successfully completed except one for 
.he Head of Weaving Operations TIDC which was cancelled by the Government 
at a late stage in the arrangements. Fellowships in the 1984 program have 
not been arranged. They should have been of six months duration each:

Principal of Training Centre
Head of Operations
Two Senior Counterparts of Spilling Operations departments.

2a.Establishment of Central Training Services

i) Building of BTMC Training Centre at Savar commenced early in 1980 and the 
buildings were completed towards the end of 1983» some 2k years behind 
schedule. While a power supply is available, no machinery or equipment is 
connected. Gas, water and drainage facilities in the laboratories have not 
yet been provided. Of the twenty-tvo(22) machines approved for transfer from 
"he factories only five(5) have been delivered. Forty-nine(49) items of 
equipment supplied by dflDO over the past three and a half years(3№) were 
transferred and stored in the Centre in December 1983- Nineteen(l9) items 
are on their way from suppliers. Equipment for the chemical laboratories was 
to hive beem supplied lecaily in 1984, when the laboratories were ready for 
use. Ala# three(3) items were scheduled for purchase from local«sources in 
198V whaa the workshops were operational. Tools and guages were to he supplied 
during 1984 following the machinery transfer from the BTMC mills. Four(4) 
items have not been supplied as no offers have been received from suppliers.

ii) All the forty-five(45) course subjects shown in appendix-7 were incorporated 
in the training course program, with the exception of the three(3) subjects:

Inorganic and Physical Chemistry
Physics
Organic Chemistry

These were scheduled for preparation by the Dyeing, Printing and Finishing 
Counterparts.



2b.Establishment of Advisory Services

i) Tie counterparts working with the Operations Advisers were to form the advisory 
services persannel attached to the Operations Directorate of 3TMC. It was 
considered that to develop them up to consultant level required a minimum of 
three years trainingthis was one of the reasons for the projects extension
to October 198*0 » This length of training was achieved with two(2) of the 
Weaving Operations Counterparts and oned) of the Dyeing, Printing and Finish­
ing Counterparts, hut with none sf the six(6) Spinning Operations Counterparts, 
as their advisers’ assignments were terminated prematurely. On average, the 
training of the Spinning Operations Counterparts was almost two(2) years.

ii) While it was considered that the provision of three(3) counterparts for each 
adviser would caver normal manpower wastage, the denationalisation of about 
bOji of BTMC mills in 1983 created a private sector prepared to pay high
for experienced capable technologists. Naturally, technologists with special­
ised training from expatriates, i.e. TIDC counterparts, were approached. The 
Head of TIDC and all the counterparts of the Dyeing, Printing and Finishing 
Operations department left for better paid jobs in the private sector. It is 
expected that sore counterparts will consider leaving.

3. Improvement of Quality

Many of the activities and recommendations enumerated in section-B, sub-sectionC, 
"Outputs Produced, paragraphs 4,5,6, items iv-a,b and c, were directed towards 
improvement of yam and fabric also. There is very little quality control equip­
ment installed in the mills, resulting in inadequate frequency and variety of 
testing. A standardised system of quality control and testing was established for 
all spinning mill departments. Special tests taken before and after recommendations 
were implemented invariably nhowed considerable quality improvement in all aspects. 
While methods of control at each stage of processing were established, it was 
sometimes found on follow-up visits, that supervision had allowed these procedures 
to lapse. As the quality control staff in the mills has a low status, usually 
being more recorders of data, there is no independent follow-up ef quality 
deficiencies noted. In general, however, as a result of the training programs 
and action by the TIDC operatians personnel, an improved awareness of quality 
can be seen.

4. Iaprovememt of Productivity

i) In a similar manner to the quality aspect, recamnendations also led to increased 
output, but improvements with their necessary discipliae were not always continued.



The degree of both quality and productivity implementation and continuity 
varied from sill te sill-, often depending on the degree of interest taken 
by top management. Best results were obtained from the spinning sector. It is 
significant that during the three months period when the three spinning 
advisers were directly responsible for implementing their recommendations in 
five mills, production increases up to ~Otj were achieved.

ii) While the output in 0ГМС mills has been nowhere near the 3*5 oz. per spindle/ 
shift set in the project document,(an impractical improvement of output 
per running spindle as shown in Mr. 3. Jackson's final report), the production 
did increase by 7^. However many of the advisers' recommendations led to idle 
spindles being put back into production again, consequently production based 
on the number of spindles available(installed), showed an improvement of 19$.

iii) While in many cases maintenance schemes were started or improved, it is nst 
considered that the optimum benefit could be attained due to the very peer 
condition of the factory workshops.

5. Local Production of Machinery and Spare Parts

While production of textile mill machinery of various kinds has started at the 
Bangladesh Machine Tools Factory, much development work remains to be done. With­
out much of the factory workshops' equipment and machines being replaced and, 
in the case of the Central Workshop, considerable expansion undertaken, little 
improvement in the quantity and quality of spare parts has been possible. This 
is an expensive and long-term project.

6. lauroved ЕГГМС Factory Workshops
As noted above very little improvements can be made without replacement of 
machinery and equipment. However, while nc training courses in "Workshop Practice" 
have been held for up-grading the skills of workshop operatives, course material 
and trained counterpart» are available. With the expected arrival of the UNIDO 
workshop equipment and tools, provided the Training Centre Workshop is furnished, 
an early «tart to training is expected.

7. 3alancing. Modernisation and Rehabilitation Program

i) Eighty-five(83) Feasibxlity Studies should have been compiled. Seventy-feuri?^) 
were completed leaving eleven(1l) to be undertaken by the Operations Counterparts 
on their own. The premature departure of the advisers has delayed the conpletion 
of this phase of the World Bank's schedule for the private sector.

ii) Combined with this, delays in the program cf HTMC's Implementation Cell has 
meant that the remainder of their schedule i.e. bid evaluation; trial runs;
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follow-up and entry into commercial production etc. cannot be undertaken with 
the adviser's assistance.

UTILISATION OF PROJECT RESULTS 

Upgrading the Level of Skills
i) An adequate number of training counterparts have been developed over the 

advisers' tenure, the average length of service being almost three(3) years, 
with five counterparts having well over this duration. Having already trained 
1250 persons in their full series of regular courses, the counterparts teaching 
experience is considerable. Regular consultations with the Operations Director­
ate ensure that the future training program meets the requirements of B.T.M.C. 
management.

ii) Although three(3) courses renain to be written by the Dyeing, Printing and 
Finishing Counterparts and their teaching program restarted, it is expected 
that when the Senior Counterpart returns from fellowships in June 198^ that 
this will be undertaken.

iii) While seven(7) mechanical instructors should have been appointed to install 
the BTMC machinery transferred from the factories aid to run, maintain and 
instruct course participants in its usage, we assume, that as the factory 
personnel are erecting the five machines transferred to date, the appointment 
>f the mechanical instructors will take place at a later date.

ia.Establishment of Central Training Services

i) It is disappointing that the equipment provided hy UNIDO is not being used.
By new the entire Central Testing department of НГМС should have been trans­
ferred to Savar; nil equipment connected to electric and water supplies and; 
a wider testing service being provided to BTMC factories. In additioi, course 
participants shonld have been able to receive training on the equipment.

ii) The Cottnn Classing Room in Chittagong has not yet been completed and no 
testing equipment has been installed in temporary premises as we suggested, 
consequently a program sf testing sample bales from incoming shipments cannot 
be started.

iii) As noted earlier, little remains to be prepared of the cnaplete regular 
training course subjects, While a number of additional subjects have also 
been covered, it is not envisaged that no further development will take place. 
As time permits the Counterparts will develop more advanced aspects of subjects 
now being taught, based on their experience of the level of achievement being
attained by BTMC personnel.

В
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Zb.Establishment of Advisory Services

i) It is unfortunate that the Spinning Operations Counterparts could not have 
received tke further tea months training, agreed to at the Tripartite Meeting 
in 1981, to develop thee to a higher level. Also the cancellation of the 
weaving fellowship for late 1983 and loss of spinning fellowships for late 
1984 will have an adverse effect on these individuals all round development. 
However, in general, they have considerably imporved their technical competence 
and investigative techniques while working with the advisers. BTMC Operations 
Directorate is using them as intended, that is, in analising reasons for poor 
industrial performance, proposing solutions and assisting management in carry­
ing out the reconmendations.

ii) Some loss of these counterparts to the private sector, with their higher 
rates of pay, is inevitable, all the Dyeing, Printing and Finishing Operations 
counterparts having already gone.

3» Improvement of Quality

i) With the provision of the UNIDO testing and quality control equipment to the 
BTMC Training Centre at Savar,if installed, all course participants could be 
given a better appreciation of the quality aspects relevant to their subject. 
The training of three Q.C. staff overseas through UNIDO fellowship provides 
additional specialists for this purpose also. The provision of certain speci­
alised equipment should now enable individual faulty machine components to 
be identified by suitable trained personnel.

ii} Installation of the fibre testing equipment.and bale inventory computer in a 
Cotton Classing Room in Chittagong should enable BTMC to categorise the 
majority of its imported bales prior to delivery to the mills. This will 
enable the milla to put down the optimum mix, thus giving a higher qualify 
throughout subsequent processing.

Improvement of Productivity

i) Use of the Operations Counterparts by HTMC, will in itself raise the level 
of productivity. Hawever the degree of implementation of productivity 
improvements may be expected to vary widely, depending on the backing the 
counterparts get from mill management and BTMC head office personnel in 
implementation and follow-up.

iiJThe greater technical and supervisory knowledge acquired through course 
attendance at the BTMC Training Centre will also lead to a gradual improve­
ment in output levels.



Local Production of Machinery and Spare Parts

Production of textile mill machinery has commenced in the Bangladesh 
Machine Tools Factory and is expected to slowly increase in numbers and 
variety of machines in the years ahead. While contacts were made with 
local suppliers, their products evaluated and the results passed on to 
3TMC, it remains for HTMC to continue this process and to make definite 
recommendations to their factories when improved suppliers are found.

Improved BTMC Factory Workshop

i; Little priority appears to have been given in the past to improving 
workshop facilities. With the information provided by the Adviser,
BTMC new knows sxactly the machinery requirements for each factory work­
shop and its Central Workshop. Facilities will also be available shortly 
at BTMC Training Centre, Savar and also trained counterparts, to retrain 
present staff and new entrants in workshop practices, to improve the 
skills required for repairs and production of better quality of spare 
parts.

Balancing, Modernisation and Rehabilitation Program

Following training from the advisers, the counterparts have continued indepen­
dently analising the condition of additional factories and producing Feasibi­
lity Studies of a level acceptable tc the World Bank. This also provides 
BTMC with additional staff who can plan extensions of existing factories and 
new factory developments,

FINDINGS

Counterparts
The provision and maintenance of an adequate number of counterparts of a suit­
able calibre, is essential for successful replacement of the advisers on 
schedule. While one or sometimes two were usually provided soon after the 
adviser joined, it was often around a year before the third counterpart in the 
team was provided. In the case of the Workshop Engineering Adviser his 
second counterpart was appointed only six months before the adviser's assign­
ment terminated. Similarly, replacements for counterparts who resigned could 
take-up to nine months. The reasons for this was the difficulties created 
for BTMC Operations Directorate who had to find replacements for them in the 
factories from which they would be withdrawn. Only three counterparts were 
returned to HTMC as not being suitable calibre for the post.



While the terms and conditions of service of the counterparts are outside 
the scope of the project's terns of reference, it should be mentiuned that 
*11 the advisers were concerned about the possible effects on the counter­
parts werk. When transferred to TUXJ the counterparts lost a number of fringe 
benefits available to them in the factory(loss of tonus was one). Being 
outside the minstream of operations it was difficult to promote them to fill 
a vacancy within the factories. Only four out of twenty-four were promoted 
over a four years period ETMC's rules and regulations also prohibited any 
special payments or allowances to them. It says much for the character of 
the counterparts that for the good of BTKC and their own individual develop­
ment, they have accepted these constraints yet performed so successfully.

BTMC Training Centre

Late completion of the Training Centre at Savar, created a number of difficul­
ties in the project's plan of work. During the Tripartite Meeting in March, 
1981 it was stated that the Centre would be ready by May of that year. Wark 
still remains to be completed. The resultant delay necessitated other tempor­
ary locations being used for classroom work; delivery of equipment rescheduled; 
UNIDO advisers not being available to assist in installing equipment during the 
running-in period and; postponement of the transfer of the Central Testing 
Laboratories. Similarly, the delay in building the Cotton Classing Room in 
Chittagong has meant that the o.dvisers have not been able to set up the equip­
ment there and develop an integrated system of bale control.

Course Attendance

While it is unreasoaable to expect 100$ attendance on courses by management 
and supervisory personnel, attendance could have been better. Although both 
General Managers and Departmental Managers of factories were usually advised 
well in advance of course dates and requested to send one or two specific 
individuals or a substitute, a few courses had to be cancelled through insuff­
icient attendance. Percentage of attendance for management personnel was 
a) Spinning-80^, b) Weaving 65$ c) Dyeing, Printing and Finishing 75$ •

Operator Training

Although training was given to the more skilled personnel and a Management 
Development Centra is available in Dhaka for management personnel, a distinct 
gap was noticed in the training of machine operators. Mo formal training 
scheme using instructors trained in teaching methods exists. While this type
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of program, was outside the teres of reference of the project, it would have 
considerably improved product quality and output. However a comprehensive 
scheme was prepared by the Spinning Training Adviser, but net taken up by the 
EfTMC.

5- Fellowships

It is considered that fellowships should be awarded to senior counterpart 
staff at, or near, the end of the ad-riser's assignment. This e n s u r e s that 
they have the maximum exposure to the advisers program for their development 
and thnt weaknesses are identified and an appropriate fellowship tailored to 
rectify these weaknesses and develop the counterpart for more advanced require­
ments of his post at a later date.

While the fellowships undertaken at Ten-Cate undoubtedly enabled the partici­
pants to improve their technical knowledge and obtain an idea of how a textile 
industry should be managed, something of a more intermediate level dealing with 
less sophisticated operating factories and their problems, would also have been 
advantageous. While the fellows themselves benefitted from these fellowships 
and their work performance improved, very little has been passed on by them to 
subordinates. This aspect does not appear to be a practical expectation.

6. Implementation of Recommendations
This varied considerably from mill to mill, depending, we feel, on the level of 
support from top management. While some welcomed the Operations Advisers and 
counterparts as extra help to improve the factories'performance, a few, while 
paying"lip service" to the idea, were «low to take effective action. Without 
support from top management lower levels cf management did net always see the 
need for implementing changes with the resultant extra work for themselves. Often 
too, the question of labour control v;as a deterent to change.

7. Factory Workshops

Much needs to be done in raising the standard cf personnel, machinery and equip­
ment of factory workshops. HTMC has considerable difficulty in obtaining quali­
fied engineers in competition with the private sector.

Advantage can he taken of the BKR program, financed through World Bank, to 
purchase new machineiy and equipment and thus solve part cf the problems.
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Counterparts

Retention of preseat counterpart staff is essential for the continuation of 
both the training program and operation advisory services. Their specialist 
knowledge should be recognised by adequate rewards, whether financial, promo­
tional or fring benefits, otherwise many will request a return to factory work 
or be lost to the private sector. Sapid replacement should be made whenever a 
counterpart leaves the training centre or operations program, in order to pass 
on as much as possible of the Adviser's training.

HTMC Training Centre

A determined effort should be made to completely finish the outstanding inter­
ior work at the Training Centre; aircondition the physical testing laboratory; 
instal the DNIDO equipment; transfer entirely the Central Testing Laboratory and 
personnel and; provide the necessary housing facilities for them and the train­
ing and clerical staff. Also the outstanding machinery due to be supplied by 
HTMC factories should be transferred quickly and the mechanical staff to run 
and maintain them, hired.

Cotton Classing Room, Chittagong

This also needs to be completed; airconditioned; equipment set-up and; staff 
provide on a three-shift basis.

Course Attendance

In conjunction with Operations Directorate a course program at least three 
months ahead should always be available, together with the names of designated 
participants. Managements should have agreed to their attendance and made 
arrangements to cover for their absence.

Operative Training

To improve quality, so essential for export goods, each spinning and weaving 
unit should have its ewm small school rua by its own trained instructor, usually 
a literate mechanic or operator. Higher level personnel are needed to coordinate 
the training programs among the various mills. Retraining of present personnel 
might be the first stage, followed by the developmemt of a trained reserve pool 
of workers (badli system). A plan for this was submitted to BTMC in 1980,while 
detailed spinning and weaving operative training courses were prepared in 1983.



Implementation cf Operational Recommendations

While the operati»»* counterparts as a ¿roup are quite competent in analysing 
problems aid recommending courses cf action, their rank in general, within 
HTMC being fairly low is aot donducive to recommendations being readily accep­
ted by higher graded management. Only if a dynamic,high level manager heads up 
this group within Operations Directorate and folicws-up constantly their 
implementation will recommendations be adopted.

Factory Workshop

While it is not expected that HTMC can overcome its shortage of engineers and 
provide one for every workshop, they should concentrate on upgrading their 
present staff and training additional and replacement personnel. Persons res­
ponsible for recruitment should form a close relationship with the many train­
ing institutes teaching workshop skills, a number of which give two or three 
years cf training to young men and then try to place them in industry.
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AFFEHDIX - 1

DESIGNATED MUÍS INSTALLED SPINDLES HSTALL^_L0CM5

1. Dhaka Cattan M ills  Ltd.
Pastagela, Dhaka -  4

2. Luxsi Narayan Cattao M ills  L td .........
Gadnyle, Narayanganj.

3. Dhakeswari Cattam M ills  Na.1 
Gadnyle, Narayanganj.

4 . Dhakeswari Cattam M ills  Ns.2 
Gsdayls, Marayanganj.

5. la h ia i M ills  L td ., ........
Kushtia.

6 . Adarsha Cattan Spg.L Wrg. M ills  Ltd.
Lakhankhela, ........
Chittagsng.

7. Matianal Cattam M ills  L td .,
la lis h a r , ........
Chittagsng.

8. Chittaranjan Cattan M ills  L td .,
Gadnyle, ........
Narayanganj.

9. Ibrahim Cattan M ills  L td .,
la th azari laad, ........
Chittagsng.

10. Paharta li T e x t ile  & Ia s ie ry  M ills ,
Paharta li, ........
Chittagsng.

11. Kahinsar Spinning M ills ,
Mayarhat, ........
Sarar, Dhaka.

12. Zaanat T e x t ile  M ills  L td .,
Tengi, ........
Dhaka.

13* Muslin Cattan M ills  L td .,
Kaligamj, Dhaka.

14. Olyspia T ex t ile  M ills  L td ., ........
Tangl,
Dhaka.

15. Ahmed lawany T e x t ile  M ills  L td .,
Desra, Dhaka. ....

1 6 . Gawsia T e x t ile  Spg. M ills  L td .,
Kurapara, ........
Dhaka.

14200

15172

12096

178^

17068

13012

19804

12400

304o©

25056

24694

45400

39416

23920

206

310

510

420

537

145

218

395

176

476

430

496

334

212



APPENDI! -  2

ADDIIIOIIAl SESIGMATSD HILLS IHSTALLSB SPINDLES INSTALLE!) LOOKS

1. À l-haj T e r t i la  M ilia 272#* 176

2. A*±a T e x t ile  M ilia 18*100 -

3. A a ia tic  Cettea M ilia 26608 207

¡4-, Chaad T e x t ile  M ilia 29800 205

5 . Chittafemc T e x t ile  M ilia 37200 55«

6 . Calice Cettea M ilia 1 2 W0 -

7. Chisty T e x t ile  M ilia 15120 -

8 . Gealuade T e x t ile  M ilia 12528 -

12400 172

1 0 . Ibrah ia T e x t ile  M ilia 12400 1 VC

12448 97

12. Megfaaa T e x t ile  M ilia 1 5 1 2 0 17 6

13. Maiaaaati T e x t ile  M ille 12400 -

1 *f. Olyapia T e x t ile  M ilia 32736 36*»

1 3 . Paha r ta l i  T e x t ile  M ilia 30400 *76

1 6 . Quaderia T e x t ile  M ilia 1520 0 -

l7 » S era jfaa j T e x t ile  M ille 12400 -

1 8 . S tara ia T e x t ile  M ille 12*400 176



BT.MC TRAINING CENTRE - SAVAR
FLOOR AREA

enclosed ‘rea = 2 k j . 2 0. s c . f t.

floor space of buildings and passage ways, etc. = 53725 sq.ft.

available for future extensions — 1790C sq.ft.

A. ADMINISTRATIVE BLOCK
a. GROUND FLOOR.

1. Office = 900 sq. ft
2. Toilet = 50

3- Store - 10c I I

9. Principal - 900 I I

5* Toilet - 5C "
0. Vice Principal - 900 I f

n  ( • Lobby - 600
A • Teachers Room - 600 tl

9. Toilet - 180 ft

I0. Store - 120 ! ’

II... Corridor - 300 I I

2. Stair - 150

3850 sq.ft.

'  - r  — t iiito- FLOOR

1. Conference - 1 ,800 sq.ft
2. Verandah - 200 (1

3. Library - 9CC
9. Toilet - 50 It

5* Store = 200 ft
6* Toilet = 50 "
n Corridor = 150 «1

3,350 sq.ft



APFSMDIX -  3 (CONTD)

CLASS BOOM «LOCK 
QBOPKD FLOP!

1. Comma*  Boon M i+75 S ft.

2 . Class Boob - 500 tt

3. Class Boob s 500 ft

k . Lecture Hall a 1000 ft

5. Toila t a 300 ft

6 . Corridor = 1100 ff

7. Stair a 150 tf

1+025 S f t .

WQBK SHOP BLOCK

GROUND FLOOfi

1 . Spinning Workshop = 2 k x ) S f t .

2 . Wearing Workshop s 2000 ft

3. Erection Boob a 21+00 ft

If. T o ile t a 200 ft

5. Store a 200 ft

6 . Stair 7 200 ft

7. Bench F ittin g  & Machine Shop s 1600 n

8 . Testing and Fabric Analysis plus 
BTMC Textile  Laboratory

a 2800 ft

9. To ile t - 204 ff

10.» B oiler Boom = 1+50 ft

1 1 . Dying, Printing It Finishing Workshop 
plus

BTMC, Dying T ria l Laboratory a 1600 ff

1 2 . Textile  Cheaistry Laboratory 
plus

BTMC, Dying T r ia l Laboratory
a 1600 tf

13. Corridor = 3900 ff

19500 S ft.

14. Connecting Corridor 1850 tf

HOSTH.

1 . to  Double -  Bedded Boobs, 5 Floors = 13200 S ft.

2 . Dining and Kitchen Area = 2800 ft

3. Common Room a 900 tf

If. Corridor a 1+200 tf

21100 S ft.



Equipment te  be supplied by UlUOJQ

a) Cotton Classing 8—  -  Chittagong 

Drying «vea

2 Portable Moisture Meters

Caab serter

Miscrescape

Micrenalre a ir - fla w  tes te r

Fibre bundle ten s ile  te s te r  (P ress ley )

Trash Aaslyser 

Fibregraph (d ig i t a l )  

la lance ( f in e )

Balance (p rec is ian )

Miscellaneous

b) Central Testing & Quality Central Laberatery
(Add itianal ta ex is tin g  equipment)

Drying Oren 

Wrap ree ls

Fabric sample teoplate & Balance

Twist Tester

Evenness tes ter

S ingle thread tes ter aanual

Balance -  Tarn

Balance Fine

Wrapping blade

Micrescape

Small -  sample scale and balance 

B a ll is t ic  strength tes te r  

Crimp tes te r

Moisture aeters (portab le )

2 S ling hygrometers 

Counting glasses 

Line gratings 

Abrasion tes te r  

P i l l in g  tes te r  

Grease recovery 

Iydrastatic-head tes te r

APPENDIX
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Grey scales 

Lauadereaeter 

Ph Meter 

MisceUaneeus

Tr«<a^ng Centre -  Батат 

Spinning Werkshep

Lap Parser 

Sealing

Teels, gauges, e tc .

Weaving Werkshep

2-Iead P irn  Winder 

Sectienal Warper/W. Creel 

Drawing Prases 

Teels, gauges, e tc .

Brectien Rees 

2 lead P irn Winder

leach P it t in g  & Machine Shep

Sanches far F it t in g  verk

Vices

Students' Lathee 

Bench D r ills  

Bench Grinder 

Backsaw aachine 

Metal rack 

Teels, ganges, e tc .

Chemical Laheratery

Cheaical Benches 

Lab D is t i l le r  

Mixer

Cheaical Balance



Celeur Matching cabinet 

Viscemeter

Creckmeter 

Stain less s te e l ware 

Ph. meter

Other miscellaneeus items

Dyeing Werkshep

Steam S e ile r

Lab. Aute MT/IP

Lab. lank Dyeing Machine

Lab. Winch Dyeing machine

Lab. MT/IP Paekafe Dyeing machine

Lab. Centrifuge

Iea tin ^ u ry in g  Owen

Lab. Universal Dyeing a/c.

Lab. tve celeur prin ting  m/c. 
Water Seftener 

Lab. Steamer 

Lab. Padder

ITMC Laberatery -  Savar

Wash Wheel

Flamepreef Tester

le t  Press

Fading Tester

Analytica l Salance

Other 3mall items

Miner items e f  equipment



3TKC Textile Machinery and Equipment 
to be transferred from Kills te Train­
ing Centre, ¿avar, Dhaka.

a* Chittaran.jnn
1. Finisher Scutcher, Toyoda, 1951

Quantity
1

b. Olympia
1. Carding Machiae, flexible wire, Ishekawa, 1?6j 1
2. Carding Machine, metallic wire, Ishekawa, 19&3 1
3. Carding Machine, 10" caa size, QKK-1954 1
4. Draw Frames, GKK 195^ Model 2
3- Simplex Machiae, Peadulum drafting, QKK-195^ 1
6. Sliver Lap Machiae, OKK 195^ 1
7. Ribbon Lap Machiae, OKK 195^ 1
8. Combers, Howa 2
9- Twisting Frame, OKK 195^ 1
10. Cone Winder, Universal 1

(») 90 cans, i6"x 42" size
(ь; 5C cans, 10" x 3°" size

40 simplex bobbins
id) 10ci doubler ring tubes
(e' 26 comber cans 12" x 36" size
! f' '4 x / 4C cone centres (Paper/Plastic

c. Zeenat
1. Roving Frame, Ingostadt, 1954, together with 1

4C bobbins.

d. Anaed Bawaay
1. Platts 1955 Msdel Ring Frames with Sussaa 2

Drafting System.
2. automatic Tappet Lccms, Sakamote, complete with

pirn changiag mechanism and mechanisms for weaving  ̂
drill, twills and sateens.

3- Dabby Mechanisms, 16 shaft. 4

e. Bangladesh
1. Builder Motion for Speed Frame 1
2. Automatic Tappet Looms, Toyoda,complete with 

warp stop motion and pirn changiag mechanism
f . N a t i o n al

1.  Non-Automatic Looms, Henry - i v e s e y ,  Loose reed  
and o v e r  n i c k . . .

2



a p p e n d ix

EQUIPMENT SCHEDULE FOR 1989 BUDGET 
___________ (NOT ORDERED)

Reeling machine 3,800

Spinning warkshap, taals and guazes 19,100

Weaving warkshap, taals and guazes 12,900

Pirn winders 9,200

Sectianal warper 21,000

Drawing-in frames 600

Stainless steel-ware 5,170

Chemical labaratary glassware, etc. 6,066

Labaratary twa-calaur printing m / z . 13,360

91,196



■An. > 1 U FOR 3.T.M.C. 'RAINING CZNTRn

Textile subject { SwD) 1 effective supervision
C s ) 2 Blending, Opening & Cleaning
( o) 3 Carding
v S ; Draining and Rovint:
V. C / y Combing
/ - % s. o J 6 Spinning and Tvisting
Uw) 7 Winding and Heeling
(S) 8 Spinning Calculations
(swc) 9 Raw Materials
vSW) 10 Mathematics
, 3 <■ J 11 Textile Science
\ sw) 12 Textile Mechanics
N. 3W) 13 Textile Statistics
(3) 1<+ Textile Testing ^Fibres & Yarn)
(3) 15 General Textiles for Spinning Personnel
3; 16 Weaving Knowledge for Spinning Personnel

( 3) 17 Advanced Spinning Knowledge
vW) 18 Y a m  Preparation for weaving
(W) 19 Weaving
(W) 20 Fabric Structures (Woven)
(W) 21 Weaving Calculations
(W) 22 Textile Testing (Yarn/Fabrics)
(w) 23 Fabric Analysis
(W) 2k General Textiles for Weaving Personnel
(w) 25 Fabric Structures and Analysis
(W) 26 Advanced Weaving Knowledge
( D ) 27 Inorganic and Physical Chemistry
( D ) 28 Physics
(D) 2Q Chemistry Organic
\D) 30 Textile Bleaching
(d ) 31 Textile Dyeing
i.D) 32 Textile Printing
V 3) n Textile Finishing
. J ) Ju Inorganic and Physical Chemistry



APPENDIX -7 (COffTD)

Textile  subject (D) 35 Organic Chemistry

(D) 36 Chemical Textile  Testing

(D) 37 Textile  Chemistry

(D) 38 Advanced Textile  fyeing

(D) 39 Advanced Textile  Printing

(D) 4o Advanced T ex tile  fin ish ing

(D) 4i Colour Physics and Chemistry o f Dyes

(N) 42 Basic Engineering Knowledge

(M) 43 Engineering Workshop Practice

(M) 44 Engineering Drawing

(N) ^5 Science and Calculations

Note S 

W 
D 

H

subject fo r  spinning personnel 

"  "  wearing "

"  "  dyeing, printing and fin ishing personnel

"  "  mechanical "



a p p e n d ix  -

TRAINING COURSE PRESENTATION

¡eursa Ne. e f times Attendance
held Called Attended %

. SPINNING

- Mafia* «neat

a. Opening & cleaning 20 633 521 82

b. Carding & drawing 16 536 474 88

c. Simplex 18 431 283 66
d. Ring spinning 16 396 326 82
e. Cembing 1 20 11 55
f . Health & safety 2 44 19 43
g* Preductien central 1 20 13 65
h. Factery management 

fa r  Chief Executives 4 98 89 91
i . T e x t ile  technelegy 

fa r  Labaur leaders
2 54 54 100

80 2232 1790 80

S k illed  Werkers

a. Opening & cleaning 7 416
b. Carding Sc drawing 9 428
c. Simplex 7 393
d. Ring spinning 12 392

35 1629

T e ta l:- 115 3419 89

May-
da^e

5210

4740
2830
3260
110

57
65

890

162

17,324

2496
2996
1965
I960

9417

26741



2 '«SAVING
- Manairenent
a. Pirn winding & warping 9 93 79 85 395
b. Pirn winding, warping 

Sc sizing 5 85 S J ¿5
c. Sizing 5 85 69 76 25c
d. Fabric defects, clath 

inspection, process 
control, shuttles & 
their maintenance

a 131 77 59 522

e. Loom maintenance and 
settings.

7 33 31 99 165

f. Fabric structure 7 115 3i 70 1122
g. Jacquards & calculations /•c 115 99 93 335
h. Fabric structure- 

Jacquards 3 59 28 98 926

30 719 169 65 3757

Skilled Workers

a. Sakamoto automatic 
looms weft motions

12 132 103 78 1199

b. Sakamoto automatic
looms-primary motions k 99 36 32 905

c, Loos maintenance & 
settings 9 103 77 75 9?8

25 279 216 77 2077

TOTAL:- 75 993 6«0 63 5839



3. DYEING, PRINTING & FINISHING

- Management
a. Bleaching & Mercerisatian 8 130 121 93 2268
b. Dyeing Technelagy (I) 6 130 104 80 2201
c. " " (II) 5 108 7 k 69 1539
d. Printing Technalagy(I) 5 108 85 79 1660
e. " " (ID 5 108 7 k 69 1395
f. Finishing Technelagy 2 54 20 37 20C

31 638 478 7 5 9263

Skilled Werkers
a* Preparatien far Dyeing 31 - 457 2742
b. Dyeing 23 - 377 2262
c. Printing 6 - 97 5Ì10
d. Finishing 9 - 107 535

67 1541 1038 67 b038
™ weighted

average
TOTAL:- □OO

' 2179 1516 70 15351

Grand Total

Management 161 3584 2732 76 30254
Skilled Worker 127 3U 9 2383 34 1-593

TOTAL:- 288 ^033 5615 80 ~5t^ 7



APPENDIX -  9

S E M I N A R S

Subject Duration Date No. of Participant*
attended

1. P e te a t ia l i t ie *  and prospects

* f  the le c a l t e x t i le  fin ish in g  

industry.

1 day No t . '79 38

2. Weaving-Preliminary survey # f 

16 selected  m ills  in BTMC

1 day Jun.'80 100

3. Spinning tra in ing program 

- General Managers

1 day J u l . '80 10

k. D if f ic u lt ie s  in dyeing and 

fin ish in g  m ills

1 day May.'81 3^

5. Cottoiv'Polyester processing 2 days Nav.'81 1 1 5

6. Spinning -  Rale e f  labour 1 day Dec. '31 20
leader*

TOTAL 317



СТШХ) Personnel in Project

AFP2CIX -

>rt Mo. Post Description Tiase i Nationality Arrival Decanted Service

02 Training Centre Adviser J. Xoclfenden,
UK

Nov. Арг.’ЗС s0 momthc

С Т Shied Technical Adviser 0. Hslstead, Sep.1“9 Feb.'89 9 yrs.6 nts.

:9 Spinning Adviser(Trg) ?.. Flaherty,
' * V

Feb. ’3C Feb.'59 u yrs.

05 Spinning Adviser 3. Jackso»,yy
Apr•’- Mar.'89 7 yrs.

DP Spinning Adviser ?.. Aahtcn, Aug.'S* Feo. '89 2 yrs. 7 nth

07 leaving AdviserOTrg) Э. Jayaw surd ana, 
Sri Lanka

Mar.'80 Mar.'33 7 yrs.

ч. ■-/ Veavifl* Adviser J m siednorci |
OK.

Cct. '79 Sept ' 83 I.-f yrs.

09 Bleaching, Dyeing 1 
finishing Adviser(Trg)

rt • i'j e <'<3. —1C | 
1 С ц

rtll» * * / d Mar.'83 3 yrs.3 ath

Bleaching, Dyeing 1 
Finishing Adviser

A « о о rt c hns л,̂п | 
Zsy-t.

Feb.'79 Jan.'3j 1 yrs.

г: • Textile .‘hill Machinery 
аде coare Farts Adviser

л. r.dwzyusiviу
Гoland#

Сс-.'ТЭ Sep.'80 1 yr.

* С. ф Workshop Zn^iaeering 
Adviser

G.F.-ran Dantvliet, 
The Netherlands

Dec.13l Feb. '29 9 угз.2 nt;;

±



APPENDIX-11
LOCALLY RECRUITED PERSONNEL

SI.No. Name of Staff members Designation Date of Joining Date Departed Total Service

1. J. C. BARMAN Senior Secretary 01.12.1979 30.9.1981 1 Yr. 10 months

2. M. IMDADUL HAQUE Senior Secretary 10.11.1981 29.2.198** 2 Yrs. ** months

3- MOHAMMAD NISAR Clerk/Typist 16.07.1979 29.2.198** ** Yro. 8 months

b . M. LUTPOR RAHMAN Clerk/Typist 01.01.1980 3 0 . 1 9 8 0 ** Months

5. MD. HESHAMUDDIN Clerk/Typist 01.07.1980 29.2.198** 3 Yrs. 8 months

6. SK. KARAM HUSSAIN Driver 01.07.1979 29.2.198** ** Yrs. 8 months

7. ABDUR RAHIM Driver 01.09.1979 30.11.1983 ** Yrs. 3 months

8. HQUYETUDDIN KHAN Driver 01.11.1979 29.2.198^ ** Yrs. b months

9. SHAHID MIAH Driver 01.12.1979 30.11.1983 ** Yrs.

10. IDRIS MIAH Driver 01.12.1979 31o12.1983 ** Yrs. 1 month

11. MD. MUJIBUL HA^UE Driver 11.11.1981 31.12.1983 2 Yrs. 2 months

12. MD. NAWSHER ALI Driver 26.02.1980 06.2.1983 2 Yrs. 10 months

13. MD. KHALILUR RAHMAN Driver 16.01.1980 Vw
* C • c \D C
o ro 2 Yrs. 11 months




