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1. INTRUDUCTION

. report refers to the work of the project consul tant who has

cerpletea a short service agreenent lasting three months.

-~

cis ori. tally conceived in 1979 arisinc from a proposal
hy the World nan™ did not commence until Sepiember 1982 when the project adviser
took up his post. A large proportion of ihe country's export trade comprises
jute and jute procucts and the government wore concerned that much of this export
maret mirht he lost if the uality of the coods did: not inprove. To encourage
quality improvement the govarnment proposed that .an export certification scheme
we introducel and charped the Directorate of Inspec tion for Jute Goods with res-—

pensihility of implementing the decision.

A previous project p6p/73/043 ( S. L. leang ) had contributed to az impro-
vement in 2. C. methods by introducing standard methods to four mills as a pilot

scheme. Yo spread of the standard methods occurred and the seeding of these mills

proved to he ineffectual. This project was financed by UNIDO.




A Abstract

Iroject DF/EGD/79/030

Purpose : To assist the Directorate of lnspecticn for Jute Goods, under the Ministry
of Jute, to sect up quality control measures, to operate quality control
equipment in testing laboratories, and to establish appropriate standard

procedures for issuing 2xport Inspection Certificates.
The Mission was of three months duration to 3

- 1. Yecommend -juality control methods and standards for test eperations

in the laboratories;

2. Recommend a channel for technical comaunication between central testing

lahoratories and the manufacturiug industries;

3, Irepare instructions for process control iiethods to be used as a guide

to quality control measures;
4. nevelop systems for the standardisation of jute goods.

It is concluded that the main purpose can be contributed to marginally only
as the lahoratories are incomplete. Standards have heen recomnended but not
introduced and the Nirector.te has heen advisedto publish its standards to

gncourare uniformity of J. C. muthods among mills,

.~

The rucommenQations include the preparation of standard cloth faults
for gnality assessment with specimen definitions, the introduction of a
classification scheme with a discussion paper and the setting up of stan-
dard lahoratory methods based on practical trials of alapted foreign stan-

dards and after consultation with local industry.




B. Explanatory notes.

Puring the period of the short service agreement the exchange rate wvas
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Tn the text of this report reference is made to both me tric and British
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“vYgeal nnits nave been converted into one oOF other.. The industry

uses a mixture of the two systems and the government is moving towards the

introduction of metricaticn.
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ceouire definition are.

Yarn count ; X = weight in 1b of 1 spyndle ( 14,400 yds )

Yarn count ; X = weight in grammes of 10CO m.
Quality Ratio expressed as a percentage 3
1bf X 100
TTo/se
Carpet Racking Cloth.
yuality Control.
224G 1b ;1000 kg.
5D X 100
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mean

Tamarind Sed powders

Tamarind Kernel Fowder

Miles per hour.

Dacimetre.

Machine efficiency Actual out.put/muximum output.
Ticks per minute 3 Loom specde |
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11, RECOMMENDATIONS

ihe three recommendations made in this section are basic to the setting
up of the inspecticn system and have! pyggn communicated to the Director for
Inspection of Jute Geuvdse It was considered sood policy to keep the Director
informed of the progress and the recommendations which were likely to be in-
cluded in the final report and thereby maintain good relations between the in-
ternational staff and the national counterpart. As a result of this the first
recomrendation has been accepted by the counterpart as a progressive step in
preparine the ground Tor the intrcduction of compulsory certification and he
has agreed to put the vork in hand. Some specimen defini tions and descriptions
of cloth faults have been prepared as an ald to the stafl of the Directoratu.
As these were prepared subsequent to the recommendation being made they appear
thercfore tv repoat in Jdetail.the outlines of faults contsined in the recommen-

datlone

The second recomrendaiion was not welcoiwed by the Director and the discu-
ssion coport States the reasons for and againgg. The objections are understan—
dahle and no attempt has been made to press him into accepting a recommenda-
tion to which he is opposed. Neverthless it is considered essential that some
prosression in the introtuction of scheme be built into it to avoid the intro-
duction of slack standards to pre#ént interf2rence with exports during the ini-
tial period followed Ly a tightening of standards to improve quality. The scheme

should have this possible chanye incorporated from the start.

The third recomrcndation is very tentutive and no work in the laboratories
was possills as the ctapter on ihe laboratories explains. It is a further essen-
tial ingicii=at to the scheme of certification and requires a great deal of de-

tailed work to be Jone onm it




X. Sloth faults

It is recommended that a standard method of assessing fabric
quality in relation to veaving faults be introduced to avoid variations
be twveen inspectors. To do this it is suggested that the Inspectorate ob-
tain specimens of the various types of fault found in woven fabriés and
that these specimens along with a written description for.each become
the standards upon which all assessments are based. To preserve the sta-
ndards it is further suggested that they be paotographed and refroduccd
in facsimile for distribution to the three testing laboratories and to
other persons wvho might require to make use of them. In some cases a
nunber of examples shoving a fault in various grades of severity may be
used an? identified by a number to indicate severity.

Memhers of the inspectorate staff will require to be trained to
identify and record the various faults and by reference to acceptable
levels for the different tvpes of fabric will be able to classifly fabrics
into quality levels.

To implement this recommendation it might be necessary to manufacture
faults and to make them in different types of fabric. In assessing the
quality of the fabrics tables of permissible faults and their grades for
each type of fabric would require to be prepared in consultation with
industry and levels fixed for each class of quality within that type of
fabrice EoG.A. veft bar is a minor fault in CBEC but it detracts from the
appearance of the cloth and finished carpet while on the other hand a
gaw is a serious fault. It might he permissible therefore to permit, say,
10 per 100 m of the former and only 1 of the latter.Reed marked cloth is
serviceable but its appearance is impaired and again cloth would not be
rejeccted for this fault but may be down graded to a lower class if it
occurs over a substantial area of the fabric. In identifying low shotting
and gaws it is suggested that shots be measured over 10 em in the under-
shotted part and if the shots are within ¥ of the correct number no
undershotding is recorded, between % & ¥ undershotting has occurred and
beyond ¥ & gav has been formed. The levels of X, Y, & Z wvould be those
agrrecd after consultation with industry. Standard samples and photographs
shoving examples of the threc grades of undershotting shoéld be included

]
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in the standards. Brcken warp threads can bhe recorded in a similar
manner wvhere an occurrence would be defined as a location where one

or more ihreads are broken. By agreeing to a suitable number for each
of , say, four grades the sevarity of the fault may graded. Where the
varp ends have been darned in satisfactorily no fault would be recorded
hut for the purpose of qualily control it might be recorded. Photogra-
phic standards of the grades should be included vith the others.

To assist in the wvriting of standards sample definitions and dis-
criptions of some cloth faults have been prepared and are attached to
this repert as annex..f%.. . These show one method of defining and are
of fered on a tentative basis as some of the values chosen are arbitrary
and rejulrs to be confirmed or altered in the lipght of experience. It
is clear that a full definition of all the likely faults is required
as the present form issued by the inspectorate to inspection staff re-
cently is already giving rise to confusion, It is not enough to give
a fault a name and expect each inspector to make his own interpretion
of wvhat constitutes an occurrence of the named fault.

In conclusion it is recommended that the collection of specimens
of faults be commenced immediately and where specimens of known faults

are not available steps he taken to have these manufactured.
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R, Glgssification of jute foods

T The stated purpose. of the project is to set up ‘testing ladersteries
— for the purpese of issuing export cortificates to -1110 vhich have goodl
' ready or almost ready for dispateh to foreign buyets. To do ‘this the -
Contral Testing laboratories for Juts goods must prepere & series of. A
specifications against vhich the goods can be tasted to check vhether or )
not they confora, If the inspectorate finds that tbn goods do not.meet the
specifications requiresents no cortificate vill be issued but the uill may
apply again for s re-examination. Pailure of & second test vould mean that
-~ the goods are condemned for expert and must prosumable be used in the home

B sarke t,

At present .11"‘;0« for foreign buyoi-o are exported and enly s very
on.ll quantity is questiioned on the oubjoet of quality. It wvould not be in
the best interests of the country to njoct goods for export as tou!gu
oxehnngo wvould be lost and the company concerned wvould suffer.a redustion
of profiu. On tho other hand it is a vaste of time ud lonoy to sot up
these well oquippod laboratories vith a trained staff and expect thes tovs
test to specifications vhich have been set vith standerds vhich are o oasy
to pass that no rejections vould eccur nor vould thlu serve the yurpooo for
vhich the project vas originslly sterted, name 1y the improvement is genersl
of the quality of the qoodl producod hy the jute industry in Pengladesh,

‘It 48 rocomnondad therefore that a system of grading be introduced
vhereby the lpeifieuum wvill have tvo levels of tolerance. vrtuon into
thes vhich vill allos the inspectorate to issue gortiﬂutn ohovtu .
classification for the goods inspected, It is envisaged thet those goods
vhich sre equal to or hetter than the first level of tolerance vould de
first class, those vhich are belov the first level but are equal to or better
then the second level of tolersnce vould be second class vhile those belov
the second level of tolouu.co would be third class,

‘
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It is realised that the setting of these levels of tolerance will nbt
be easy as spreement vith manufacturers vill require to be sought and in the
applying of the classification considerable dispute might arise over indivi-
dual cases. Vith wood vill on the part of both the inspccturste and the manu-
facturer involved these differences can he resolved. The inspectorate must
at a1l times shov itself to he objective in its tests and vhere a second or
third class certificate is issued the reasons should be made known. To allov
the manufacturer to concentrate his efforts on the appropriate processes to

effect an improvement in the quality produced.

While no goods for export would be rejected for failure to pass the
standards of the inspectorate ( They may fail to Pass a customer®s standard) .
The i-suingvof a third class certificate should be a lu}fielont condemnation
to cause the manufacturer look long and carefully at his processing and porﬁ.pl

take a policy decision to aim for a higher classification im future.

Before approaching the menufactuvers it is recommended that the 1nfpocto-
rate prepare tentative standards with the tvo tolerance levels as a basis for

discussion and in this respect my previous recormendntion is relsvant,

The inspectorate has heen cellecting data on the performance of mills
and should he in a position to judge the levels which ars desirable. Hovever
'as the testing will.be done in the nev lahoratories vh;n they are ready it
would be politic to carry out a series of check ioats on mpterials in the nowv
laboratories, This serias of checks vill allowv the inspectorate to convert
the subjective knovledge wleaned over the years of its operation into

ohjective terms,




. Stundard test netlods.

1t .s recommended that a series of method$ of conducting the
various tests be arrived at and that these methods become the sian-—
durds for the staff of the inspectorate by which all tests will be
conducted. It is essential that testing in each of the three labora-
tories and by the different inspectors be consistent to give industry
the assurance of and confidence in the impartiality of the inspecto-
rate. It vill not he possible to fdevise these methods untii the lab-
oratories are operutional and it would be inadvisable to do so before
the threc assistants who are at present in the UK under training
return to Banrladesh, This would ensure that the techniques which
they have learncd would he incorporated into the standard methods,

In draving up these methods reference should bhe made to exist=
ing specifications and the methods described in publications such as
B. S. Handbook No 11, the ASik handbook and any other publication
that the project adviser recommends. At the writing of this report
these two handhooks were not available although oriders have been pl-
aced for them,wyhile it is rccommended that these hanihooks be con-
sulte? they should not be followed slavishly as many of the tests
do not refer specifically to jute or jute fabrics. Modification may
resuire to be made to take account of the peculiarities of jute and
the local conditions in the laboratories,

1t is also recommended that these methods of test be completed in
tentative form in the first pluce as they may require to Le revised
in the lipght of experience. Jf they ure numbered to identify the me~
thed and duted to indicate the lat:st edition the sigff would bhe
aware of the existing standard. It would be convenient to issue theese
standards in loose form and keep them in a ring hinder. '

AS this is a time consuming and meticulous %ask it is recommen=~
ded that the Mreector Aelesnto it to a senior member of his staff
while till retaining an overview of ius prorress. As the Director
hat in adlition to the inspection of jute goris for export been made

responsitle for grating of gaw jute it is unreasonable to expect him
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to carry out the Jay to day work iavelvede It may also centail spend-
ing pericds of time in the laboratories in Chittaronyg and Khulna whch
if eonductesd by the Direetor woull make contact with the Ministry

offices mare difficult for him,
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1I1.THE JUTE INTUSTRY

A. Raw materials and costs.

During the period of the short service mission the supply of raw
material to the jute industry wa$ in process of change from the old crop
of jute o the new crop and from the end of August 1933 to the early part
of S prember 1983, The prices of new jute rose steadily to an average price
of :-
White jute § 21 pdr 100 kg (Estad)

Tossa ¢e27 " " »

and inspite of a carry over of 1,350,000 bales wpouw mills were experiencing

difficulty in obtaining jute of the oorrect quality to continue vith the

.

normal bhatch.

prices for old stock for the three months April to June 3983 vere.

White Toss,
April $ 17.25 ¢ 18,30 per 100 kg.
May ¢ 17.28 $ 21,00 now
June ¢ 17.50 $ 2247 " "

This shows an increase of 17.# in vhite and 24/ in tossa jute prices of
the new prices over the old. A large purchase of jute by China is likely to
ensure that *he trend will not reverse even {f the supply of nev jute coming

on to the market increases.

In addition to the increase in rav material ihe industry has already

been turdencd with a 1% wage rise dating from March 1983

B. State of trade.

The specislist yarn market appears to be healthy and a number of nev.

mills have come into production vith the latest heing commissioned as recen~

tly as 31st August 1983,

The hessian and sacking mills are not so well of as the selling of

sacking has been slupgish and stocks in the country at 30th June stood at
23,757.3% tons & 10,657,809 in value. There are signs that this burden is



borrim Dmo b0 mowe hat 4 marler af =i11s bave  Switeled tu etloe pualities

whieh can Foomte aradnet orles inetoad of for stoeln.

The carve ! eills are oxpericncin, Tiffienlty inspive of the excellence

of their nrolact amd g vinorens seMlin: policy is jorhiaps requlred o get

¢

coooaiTls ac% to full predneiiou.

. . . ~

wowui L valnera’ Teoar 23 mrlls as ey are in lirect cunprtition

vith caarade Fitres am? have lest ont te ther iv e primary backing market.
noincrewse in Jute prices mivchd posi the secondary Vackine price above thal

: J i

of iis rival® ani nu impreverent in quelity can Gt a0t an alverse price difle-

sonen, T oducreasics protactivity and offeriaz ricst class woods these wills

.
'

may lelay ue ivroeads rade Ty vanvads ~ibres ant o ceneral uptarn in carjaet

sal s Uoourhout e wordd wonld e lp.

Txport of Jute coets fardng the vear eoadine Juns 199 wasmd
Hessiian 222,701 tens,
Caching 102,708 "
oo GG, U6T "
Tarn and Twine 28,0695 "
Ahers ]’27'\, "

which represents aboiu 0 of the (lutal jute crop.

Jisinvestment

Surine the year the Governuwent celarned a nunber mills to private owner-
ship and the Jdivision Yetween the private and public sectors at the end of
Aurust 1997 was i-

Publie 37 it

irivate “1. "
The jrivate scetor includes disinvested 1115 and the new yarn mills. In addi-
Lion however tlere ave a fow rills which are not at present functioning as manu-

racturine nni s,

( Figurss o tained from the Polleting of the jute division, Ministry of Induse

Lraer s ant Joruerce e
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V. MILL sUTVHY

Totreduetic-,

it cas not possible in the time available to carry oul a complete
CGaewvey o0 e Lil1eoan Sanelvlesh even 1€ it had been necessary to do so.
1, “act the wlviser had alrewdy lone L is in some Jdetail and the aim
‘herefoie vas to vain  an impression of the industrial practices and the
me Lhods of -uality eentrul excreised by the process supervisors and the
cervices offere? by *he quality control of ficrres te aid in this exerclse,
Coupla:d ~i-h the information leaned Trom the adviser and with reference
bo hiv interim report it was considered that an alcgquate insipht into
the pro*lems facing the inspretorate vhen export certification »as intro-
due-l wenld be cyined by a sample survey. Farticular attention wvas paid
to *he pality of the Finished products vith a view to the setting of
standarts in the testine Taboratories.

fhe start ‘o any real work on the project was lel.yed by the Tid-
Gl=-Vitr %olilay which diwneluling liw wookend Yasted from Sth ‘o 13th July
inelusivo. This meant that the Tirst group of mills in the Chittasony

arra were visited during the oeel 1T Lo 22nd July.

n, "iittagonyg arca.

Vine mills were visited in this arca varying fros specialist yarn
mills to carpet mills but as all mills were not visited it would he
unfair tu rive identities.

In encral the small yars mills are well run and have Yih stlandards
ol quality controls In one the jjuality control samples ar: taken from
Leh!ing on the frame wgtn random numbers to ensure th -t the whole frume

Coveie ! over 4 prriod of time and no personal bias exiitse The samples are

taken®  ach rrom G butians o cive 10 samples cach of S0 m which are we -

i

ct i aava b lly o owrive the meanocount, ctandar! Jleviation over the 30

Fea i arel Lo corrisponting Ay Aich in the record:s wxamined was les-

AN L. TR s pepreents w toerd mality control system as i* embraces *hoe
tptepen toRtin rnd i thin Yohhin variations an? realings less than 37 are
considered te ' ovoary ~cool. The valu-s are cor~ected Tor moisture hased on

vrrsf/-re.! [--.),]"X'Y"‘S of the Sﬂmpl’l‘S.
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By contrast a mill working on mixod hessian and sacking hasced
the juality ccntrol on samples taken from framrs at ranlom but without
tsine random noueter tables, FPive bot'ins are selected form each frame,
fUovar s are reeled from each and weigned to calculate the averaye COULLL »
Five ~1s of these hobbins are used ‘o produce the mean count, the stan-
dard deviation and the V7o As this 15 o CV 7" of means it can be expecte!
to o low hut as *ho recoris show 1t te e less than 1.07 it throws the
whole susiem in deu' to The auality of the fahric produced in gencral from
these mixed mills is low but is aprarently aleiuate to satisry the custo-
mer. The varn i> spun from low grade jute with cuttines Torming a propor-
tion of the hatche This Joes not always mean poor spinning conditions aml
sne mill app-sse? to enjoy adequate spinning conditionse The heaming and
weaving maclinery 15 renerally in peor repair with frequent loom stoppa:us.

The 7PC mills use a betier quality of jut: than the hessian and sack-
ing ills and produce varn with oa Hicher quality ratio as a result. In one:
mill nowever the yarn had excessive slutg caused by puor apron drafting
at the spinninre In another mill the fabric had an excessive number of woft
Voars and reod marking. The carpet factories visted use <ood quality jute
bat the levelaess of the varn in one was poor. This did not detract from
the finished carpets as the cul phle lisguis:s slubte-  irn and when used
in the 'ody of the carpet there was no upparent urtancee ihe
Ceie s ol dve.my and prep.ring the pile yarn 4 1o Cne mill used stock

1 Wlanding during spinning ~ith blearhing carrird out for ale

dyeing an
colours only. Another mill used spun and twisted varns in hank form and S
ecached all the varn prior to dyeinr, The second method produces more brills
jant colorrs "t with a meatsr risk of hank to hank variation,

e e mast e tralitional ang oonly oone Noderr” Teadon wa® Secn.
One mill had a4 overv well eoaipiod Tabsratery which was rarely usets The
quality control methicds are similar to many others.s A vcoup of bobbins are
selectad at random and a lensth remove? ®rom cach to makef up 904 yds,

The weirht in onunees of this lunrth is equal 1o the 1b/sp.

~, Vielay Lven.
JEL LS S LRARLEA

Sleven =ills were viiagted in this arva coveriny specializt yarns o

Aol bt it e morpet milles Tike Chiteacong the specialist varn mills are




nsin~ all cut jute of rovod ynality and the spinning performance is
venerally covde The quality control tests vary from using 10 indivi-
1, 1 readings tovine 1 7V count of 1 ¥ _ 4,87 to 60 tests each
0" 90 varls. Showinz a CVY rount of 1.5 “ . Both based on individual

raustin-.  and not meanse
The heesian an’ sacking mills shov a much peorer perflormance hut

uso lower quality jute ;senerally uncut and the batch containing cutt

ines. The juality conlrol tosts were withou! exception based on groups
of tutting selectrd to male up 900 yds weirched, corrected for mouisture

an?' the count cilculated. In some cas:s 'he bobbins from several frames

~

. 4
woerd ool Lu oarcive anv oa LV counte.
C

The CBC mills varied very widely in the quality of yarn an! cloth

ol T, Inoone mill ssing ool juality ool jute the preparation was

.
vory peor clving poor spinnine with many en’s down. The beaming and
wea inh- were pour in guality with slubby yarns ani many "Loose Runners”

The it ef 95 7 was poor when the juality of the jute used

b fae voavingTte
was considerede [he quality control in each case was well organiscd but
using vroups of bobhins “hich nask the between bobbin variations. Onc mill

used a 17 addition of sturch (TSP) and the loom performance was good with

few bhroken or missing ends,
n, Dhakn areu

In the Khulna arca many CBC mills were visited and few hessian and

sacking mills in Dhaka the reverse was true.
In these hessian and sacking mills generally the conlition of the

fachinery ani the quality is poere fhe quality control methods varied

more widely than in the other arcas. One mill used 3 tests each of 6

ol tins to rive 18 test resalils which were used to pive the mean and

standard deviation., Another used 5 tests of 3 bhoh'ins to rive 25 test
results bile others usad the morn common method of s2lectins 5 or 6

bobl-ins %o ~akv up 900 yds. anl usine the m:an count calculated in this

way to cive an ovirall mean and standard deviations The yarn knots in

|
fase 0ill0 vere poor as many uied the knotter on roll winder., Winders

¥

oty badly fled wers common and in one mill the pour: wt hnots evar eXper=
|

fenced were Deing usede e dressing beamine and weaving were of average

o



guality Yut oinoon #ill the shuttles were in need of repaiv or replacement

™o TPC Lills were producing varn of roed juality hut had a numt-r of
woarii s “aultse In oone mill frecuent snarls could have been caused by the
hlunt nosed cops heine wound.

The specialist yarn mills wor: like the other arcas producing peod yarn
by nsine 4 combination of scelecting pood jute, keeping machinery in reaso-
nable repair and applying strict quality controul measures in spinning and
windini.

In this area nine mills were visited .

Z. Conre

In cvery case the hospitality extended by the senior staf? of the mills
vas uf the hirshese vrder. The Bangqladesh Jute Mills Corporation was particu-
larly uelpful to the extent of heusine the expert while in Khulna in ad.litiun
o iakine him welcome at the mills undar its jurisdiction. In return for
thi- hospitality the expert offored aldvice and ruidance in the use of quality
control technigues vhen 1t was requesteds This advice and help extended o

the actual prucessing.




i up from two lnputse UNi g0 supplies the

The egeplote projoct 15 haae

aquiptent, atvien 15 Setting up Lhe cortification schewe an'l training fellowships
and i HusL o pevars At osappiies e shpee Luil linggs cowplete with services and

. . N hi -~ Ny,
fopmishie et and the person eir 1o rEn e oschenee.

oot e of writlng this repert the lahoraiories are not ready for occu-

To# o the eyuipient i8 1n store in tie couatry awaiting insta-

fa?.»iuu aaboabuoest

1ation in the buililings. The two engineers who Lave buen on a fellowship for two

Fonths hav: just returned Trom U K where they received training in the care and

mainlenaace of sowe ¢l the more complex pieces of equipment.

" completion late of the huilldings was estimated to be December 19382 and
} 14

this estirate sulseiuently altered to March 199 and ayrain altered to July 1983.

o . . - - . . . - )
[ne expert arrived 1n Jaiy *o find that the fabric of the bLuildings was complete

but no Turnishines or services were available.

|
VO

en completed at Fhulna and Dhaka and the

“inee tten th Turnishines have

S

Thittagony fornishings are expectad to e corplete to wilhin a short tinee.

feom temporacy con.ecticns bo power is available atl tie three labo-

Apart
sfforts Ly (i Dirvctoerate of lizjpec tion Tor Jute

oy

vaturivs snspliie of vigorows

Gools. water is availa®le at e Dhala laboratory hut difriculty is hLeing experi-

enced at khulna an? Chitiagonge

A5 a result of this situaticn no worik was undertakesn at the laboratories.

The Lhree assistant directors o will Le ia charge of the laboratories

.

left Dhnba fur UK on St sugust 197 to take up fellowsLips and are not exjecled

to return antil varly decerher 1253 when they will have cowpleted their training.

The laboraterics buildings etand each in its own ground witlih a surroundiny

wall. ey are identical in layout and u moce than adequate to house the equipment

and sta”’ both exncntive and alministrative. They have been sited convenient te

aroups of mills in the three areds hat visits to the more remote mills will invo-

1oL L faspecturs in vravel over considerable distancese Although no greater

{han al presonic
|




vi. TIE wCRKSTICPS.

These were uadertaken to lay the bkasis of communication hetween the
insfectorate and ‘he pe-sons who would le involved in manufacturing the
sovds to me~t the requirements for export and these in the juality cont-
rol lahoratories who would be applying in-process chacks to ensure that
the cods are up to Standari.

The material jresented "y the project adviser and the expert on
miss1on was of a very practical naturc and wvas based on the impressions
mained by visitine mills in the country. The texts of the presentation
hy the expert are included as annex to this roport and some specimen ju-
esticns are included.

It is clear from the latter that the project supervisers and the
juality control persennel ars secking standard values for practically
every facet of manufacture to which they can aim and upon which they can
rely for znswering cvery problem which might arise, They are dissatisfied
with answers which involve the use of personal selection or judgement and
Gany are unaware of the basic cause and effect situations in the proce-
ssiny of the material,

“his attitude is more prevalent in the nationalised secter where the
person on the shop floer has a number of levels of supe: sion above him
and therefore feols inhibited in exercising amy personal judgement,

The workshops were ocrsinised in the three arcas coinciding with the
locations of the three laboratordes namely Dhaka, Chittagong and Khulna.
The procsrwmme Cor one of these areas is included as annex esdeess and the
others followed the same pattorn. the intention was to hold the first in
Dhaka on 17th/18th Aupust, the second in Chittarong on 23rd/24th Aupust
and the third in Fhulna on 30th/31st Aupust. The Chittapgony wockshop was
held eventually on 6th/Tth September as the weather on the oririnal dute

prevented the transport of the speakers to Chittarong. It is a common haz-

ard of th: monsoon scason to expericnce heavy rainfall but on this occasion

it was reported that 14 inches (356 mm) of rain fell in a 24 hour period in

the Chittagong urea causing scevere flooding and disrupting traffic to and

from the arca.



The oripinal plan vas to divide the topices betwecn the adviser, the

expert and tvo of the inspectorate staff bhut through discussion it was
decided to make use of the wider experience of the adviser and expert and
+he suhject matter was divided between these two with the emphasis being
on the practical aspects of processing forquality coupled with practical
sampling and testing procedures. Using the two experts only as speakers
made the allocation of the lecture material simpler and unneccssary dupli-
cation was avcided. Inspite of this simplification the discussion and pre-
paration took a rreat deal of time.

The workshops covered all aspects of manufacture as the project advi-
ser has experience of jule spinning while the expert is experienced in
cloth manufacture., This blend of exp-rience coupled with a wide knovledye
of textiles offered a special opportunity to those present to have their
question answered in theoretical and practical terms.

The attendance at the workshops was reasonable in the case of Dhaka
and Khulna hbut less so in Chittagonge. The reason for the last named wvas
perhaps because of the enforced change of date. It vas in Chittagong how~
ever that the visitinp Minister of Manpover and Lahour sawv fit to interr~
upt his procramme to visit the wvorkshop and offer some worlls of advice
and encourarement to those participating as well as expressing his govern-
ments appreciation of the assistance UNIDO vas providing in fitting out
the testing lahoratories and making available the serviees of two experts
to instruct and ymide the persunnel in these laboratorics and in the

industry itself, T.ie ~isil wud wrl? voported in the Yational pressy osee

Ao T and un BawledeSd  Televisicu,
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Arnex - 1

Discussion of Recommendations

Report of meeting held at the office of the Inspectorate for Jute Goods

on 27th August 1983.

Present - M. S. lIl. khan Director
S. M. Hoque Deputy Director
R. R. Atkinson Project Adviser, UNIDO
E. J. Gordon Expert on mission, UNIDO

The meeting was called by Mr. Gordon Lo discuss the recommendations

made to the inspectorate on 14th and 24th August 1983.

Recommendation of 14th August 1983,

It wvas explained that no standards exist which detailed faults in
cloth hat in the interests of uniformity between inspectors and the asse-
ssing of cloth for faults it was recommended that standards be adopted.
1t vas accepted that the recommendation was practicable and the Director
agreed to institute action in collectimy or manufacturing specimens of
the various faults. These specimens would be assessed for severity before
selectine those to form the basis of standards. In this respect Mr. Gordon
said that he vas preparing a number of definitions and descriptions of
cloth faults related to jute fabrics as much of the literature described
faul ts applicable to other branches of the textile industry. Those cover-
ed so far using similar names of those on the Inspectorate check list
are undershotting, weft bars, missing weft, broken warp, missing warp and
reed marking. Before arriving at standards the director agreed that con-
sultation would take place with interested parties to seck their views.
The Dircctor pointed out that the work of collecting the specimens would
have to he done in addition to other work and activities in which the staff
of the Inspectorate is engaged. This would take a few months and the Director
expressed the opinion that it would be completed befcre Mr.Gordon returned
to Nanvladesh Tor the second part of his mission. He also expressed the opi-

nion that as the completion of the laboratories was taking such a long time

the nrojeet would requre to be extended in time.




necormendaticon of 24th Aaugust 1983.

Ve. Gordun reiterated the reasons for recontending a system of classi-

fication of jute -vods for certification purposes narely that at present no

oodS ar? coiected, it would not be in the best interests of the couitry to
g o r Y

re ject goods fur o xport as foreign earnings would be lost and companies would

suffer aloss 3. pro its. The Director lisagreed with this view as tle compul -

sory minimum price Fixed hy the goveraseat would mean that all goods would .be

offered at the same jrice thereby wakd ng classific="’ . saninzlesse lie expla-

ined that mills were permitted to negotiate premimuns on the miniwmum with cer-

tain custorers who were prepared to pay extra for the assurance of quality. The

expert pointed oul that .a ,pals/fail test would mean tihat the standards would

require to e slack or the rejection rate, at least initially, would be high

arY one a standard was set it would be difficult to change jt. The expert

expressed the opinion that slack staudards would not bring about a general

jmprovenent in quality and indeed might be counter productive. The Director

ted that assessuents should

agreed with that part of recoumendation which sta

he objective as far a% possible.




3,

BGD/79/030 RS RATS :

The following are tentative definitions and descriptions of some cloth

faUILS.

Cloth - A fabric wvoven with warp threads and weft threads at approximately

rigzht angles to one another and interlaced in regular order.
1. Grading of cloth faults (tentative)

A. Undershotting

Undershotting = A part of the woven cloth where the weft thread count is

less than that specified when counted over 100 mm.

weft thread counts which fall on or wvithin the following tolerance limits
when counted over 100 mm al the undershotted part shal} be deemed to

conform to the sjvcification,

Tolerance limit

Caryet Backing Cloth -3
liessian -3
Sacking - 6%
Tar pauling -6%

Weft thredd counts which fall outwith the tolerance limits shown at
A2 but lie on or within the following limits when counted over 100 mm
at the undershotted part shall be deemed to be undershotted and shall

we recorled as a cloth fault.

Limit
Carpet Backing Cloth -6
lessian -6%
3ac i -9
Yarpauling - 91

woft threal counts which fall outwith the limits shown at A3 when
counted over 100 mm at the undershotted paurt shall be deemed to be a

gaw and shall be recorded as a cloth fault.

NB, Por the purpose of counting the undershotted part the 100 mm gauge
shall be placed on the cloth in such a way that the counting is done
anlong a line perpendicular to the weft threads and the undershotted

part liés in the centre of the 100 mm gauges
|




1.

2.

3.

4o
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Be Weft bhar

Veft bar — A part of the woven cloth vhere the weft thread count is

rreater than that specified when counted over 100 mm,

Veftl thread counts vhich fall on or within the folloving tolerance limits

vhen counted over 100mm at the weft bar shall be deemed to conform toithe

specification,
Tolerance limits
Carpet Backing Cloth + 3%
Hessian + 5% '
Sacking . 1%
Tar pauling 3y 6%

veft thread counts wvhich fall outwith the tolerance limits shown at B2
vhen counted over 100 mm at the veft bar shall be deemed to be a weft bar
and shall be recorded as a cloth fault.

NBp For the purpese of counting the weft bar the 100 mm gauge shall be
placed on the cloth in such a vay that the counting is done along =a
line perpendicular to the veft threads and the weft bar lies in the centre

of the 100 mm gaugee.

NB. Weft bars are easily detected in cloths which have low weft cover
factors. where the weft cover factor is 0,40 or greater weft bars will
either be d#fficult to detect or their occurrence will be impossible. High

cover factors are found in sacking and tarpauling cloth,
The cover factor is calculated by the folloving formulae

Cover fartor = A/ Tex x Thrcudn[dm
2670

The maximum in this case 18 unity (1.0)

Vhere undershotting, gaws or wveft bars occur within 100 mm of each other

they shall be recorded as a single cloth fault. .

NB, Where an irregularity has occurred in the loom uptake mechanism a

weft bar may be formed adjacent to a gaw or undershotted part.
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B, Missing varp
LIS Missing varp - One or more warp threads missing from the cloth causing’
the repularity of the interlacement or the regularity of the wvarp spacing
- to he interrupted.

NB. In plain weave two adjacent varp threads will follow the same pattern

of interlacement and in twill weaves the twill lines will be broken.

2. Where one or more warp threads are missing for SO mm or less it shall be

deemed to be a broken warp and be dealt with under D2 or IB.

3. Vhere one or more warp threads are missing for more than .50 mm it shall

be deemed to be missing warp and ‘be recorded as a cloth fault.

NB. In douhle warp cloths wvhere one thread of the pair which is drawn
throush one mafl eve is missing it shall not be decmed to be a cloth

fanlt but may be recorded.

F. Reed Marking

1. Reed marking — The irregular spacing of warp threads caused by the reed.

2. Where the warp spacing is irregular such that a ypoup of warp threads
appears adjacent to a space caused by bent or misplaced reed wires and
that the grouping occurg.at fewer than fiwe pluces per 1000 mm of width

it shall not be deemed to be a fault but may be recorded.

3. vhere the warp spucing is irregular such that a group of warp threads
appears adjacent to a Space caused by bent or misplaced reed wires and
thati grouping occurs at five places or more per 1000 mm of width it shall
be deemed to be a fault and be recorded as a cloth fault.

XB. For widths other than 1000 mm the number of occurrences for F2 and
P shall be calculated by proportion.

4, Where the warp threads are lying in groups wvhich coincide with the order
of drawinp the threads throurh the reed and this grouping extends for
more than one quarter of the width of the cloth it shall be decmed to be

recd marking and he recorded as a cloth fault.




In P4 where the length exceeds 5 m of continuous reed marking it shall

be deemed to he continuous reed marking and be recorded as a €loth

fault

*




1. JInaucural session

Jnality coentrel is pot ‘estinc and it is pot sta*istics althourh it
may omplov hath of these gs technijues in 1ts opera‘ion.

gualiry cont-ol is pRacti sed by well trained and cconsicntious orkers
ander e Heeivrliag of ceod supervisces wnoe fnve Leon instructs? by mana-

[} o 1

yopert 6 reeoe i g by e have e hoowlooloe gl oeng rtise wo oachtew

A le Ml . el b t'-;“tm’.
t o

departaen? 1s fhnatl par® ol e process suprrvision
team which cullects inlormution on materials and processine by sampling,
testing anl lirect observation anl presents it in digested torm v the pro-
cess supervisors. In some cases the information is required quickly buu in
others u more detailed analysis is rejguirede.

Quality countrol actron is taken by Lhe process supervisors, if regul-
red, as they are the only peopls: whu know the process details and the ways
in hich chanies aay he made.

Manacement mu-t aceept 'he responsibility of setting the specification
for the products. A sf ~ification shonl! contain all the relevant details
to 2nahle manufacture to prucecd but shonld alse contaln realistic tolera-
nees within which the precess department can work, Manayrement takes policy
dQecisions on the level of quality it would like ‘%o achiceve for the reputa-

tion of the company and the level acceptatle by its customers.

Commercial standards. Very often these are not written down standards but

nave ‘een arrived at s a result of the experience of the sales staff.
Ther: is nou point in sayinr to the production dejurtment that they must
produce jerfect voods because that is what the customer requests. The sales
stal f knows that the customer has accepted deliveries at a level lower than
perfection, has made complaints when the level is too low and may have had
claims for a price reduction granted because of low (quality. Based on this

experivnce an acceptable quality level can be arrived at.

Mill standards. These must he more precise than the commercial standard

but reflect it., The mill standards should contain details such as width of
cloth, ends and shots, count of yarn, quality of raw marerial and so on.

In addition however the toleranccs and the acceptable level of faults sho-

uld also be indicated.
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Technical standards. These are standards which are guoted in machine .

makers handbooks and guides and in scientific papers submi tted to learned
socicties. They indicate the maximum level of achievement in the current
state of knowledpe and expertise. They uswally refer to experimental con=—
ditions which cennot be matched in a mill and as & result cannot be schie-
ved. They should be noted and used as an ideal the reaching of which eff-
orts should be made but the products cannot be rejected because they do
not approach the levels indicated in such standards.

whatever the standard it must be agreed to by the processing depart-
ment staff memhors who convert it into practical instructions and commu-
nicated to the quality control department which requires to plan sampling,

trstine and a method of reportinr.

Communications. There should be full communication between departments

both oral and written. A good dialopuc requires that both parties speak
the same language to prevent misunderstandings. EG "out of control”™ or "off
count but in control” have certain meanings to me but do they mean anything

to you ?

Personality clashes must be avoided and cach must realise that his contri-
bution is equal to that of his colleagues :‘Not more important nor yet less
important. Is the goalkee per who saves an othervise certain goal less im-—
portant than the forward who scores one 7 Both are members of the team and
if it were not for the former the efforts of the latter would have been
set at nought,

In closing I would like to stress again that quality is achieved on

the shop floor, not in the quality control department and certainly not

in the board room.
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2, lu-procecs quality couiruvl

Cop windine is a source of stoplages in weuwing and faulty cloth
and stems from badly made cops and poorly maintained machines. To avoid
trouble cops must be wound to the correct size in diameter and length.
The shupe is important ﬁs the nosc should be about 3 mm longer than the
diameter an! should be sharp in outline, Phis shape is achieved by cn-
suring that the reciprocating puide lays the new coil on the bare spindle
on each traverse and not on top of the previous coil, If the cop is
blunt nosed there is a tendency for the weft yarn to slough off vhen the
shuttle enters the shuttle hox. On the next pick the coil of yarn comes
out of the shuttle in a teneled form making a "SNAPL" in the cloth. This
snarls frequently appear about the same distance fcom ome selvedye forming
a Yine alons the lenith of the c¢loth,.

Cops which ar: lwo larpe may cause split shut:l

> when weimy forced
into the shut*le well. A shuttle is aceelerated to atout 22/25 MPH and
hrontht 1o a halt 160 times every minute of running time in u 37 inches R.S.
loom. The punishment it has to absorb is therefore very high. Cops which

are too small are slack in the shuttle and move with each pick therby trapp-
ing and breaking the e ft.

Cop spintles shoenld be smooth and mndamagr:d or cut wveft will result

hen Ao®Tine occurs. If the winder Jdoos not release the starting end from

-
o
(e

cap before doffin; the cop the end will be drawn into the centre of
the cop and the weaver in finding the end pulls the hase off the cop caus-
ing wvaste.

1 sce in some mills the winder stacking the cops carefully in a hox
while in others the cops are thrown into a box. In the interests of good
bousokewping the former method in recommended,

In indirect warping the okject is to assemble a numher of hack beums,
or reels behind the Aressing machine each with a projortion of the warp
ende wound on them. Thus in 4 4 m wide eloth with 35th/dm the total ends
woulld he akout 1400 vich if spaced over 4 heams gives 3150 ends or over

€ hoams cives 280 ends.
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The fower the ends the longer the length availatle hut if the ends
are too far apart the beam Ve come S ridpged and the ends may become tkapped
in the hollews,

The method of assembly rejuires the use of a stop motion as missing
enls cannot hr tied on in the same way as those in direct warping,The
brake must stcp the machine before the end has been wound on to the beam
and this demands that the leamine head be placed at some destance from
the bank.

Stop motions should bLe kept in pood repair and be working efficiently
or "eams with missing ends will be produced.

The method of asscmbly is based on tag-ending of the mew spool to the
previocus one. I this is not done unnecessary stoppages occure. It is argued
‘hat many breaks ocecur at the change from onc supply package to another
hence tag—nding is a failure hut 1 can assure you that there arec many
more transfers occur without a brcak. It is sometimes claimed that the
rzserve packare accunulates cad’lis -hich is carried on to the beam at tha-
nsfer. IF the bank is supplied wvith fans and these are kept working this
is not a problem.

A good check on yarn prrlormance is obtained if the breakage rate on
the He So warper is recorded. 1f this is checked from time to time and the
reason for the stoppage recorded the information can be used to reduce or
eliminate the causes of stoppares.

The speed of the machine should be that which gives the hest production.
1f the breakape rate per length wound is taken at a number of speedé the
information can hc used to find the optimt;i speed. The H.S. warper must keep
pace with the dressing which if it is running at 22 m/minat 80% B with 4
back heams requires that the H.S. Warper runs at 176 m/min at 40% E or
240 m/min at 307 E. These ef"iciency figures are not unusual with high
breakage rates experienced. The higher the speed the greater the braking
Jdistance required.

Drossing of yarns by the applieation of a starch or gum to the warp
yarn as ‘ists weaving by laying the protroding hairs and giving the yarn a
smoother shape. It may add strength to the yarn but as most jute yarns are

stronger than many yarns which are woven successfully the addition of

# rencth is not of first importance. Jute yarns brea'k hecause they are




ecolatively anextensible and For mauy reasoens other than strensth. If

a clean open shed is to be formed in the loom the hairy yarn must he
modificd tu streamline its shapee. A hiteh viscosity starch viiich forms
a coaling un the yarn into which the protryling fibres can be laid and
held i= the lest type. ilence raw starches are favoured. They must have
sufficicnt adhesion te prevent dusting off too realily. The BJTRA reco-
mmended a penetration of one fif th the yarn radjuse Both TSP and TKP
have a high viscosity and pood adhesion according to the BJR] hence the
satisfactory cesults obtained with low application rates. I would have
expecrtud a 5" adidition by weight of maize corn starch and BJRI suy est
that 4 7 by weight of TSP should be adced but many wills are wraving
satisfactorily with 23 # of TSP an! 1 would leave well enough alone.

1 weolid sus ost however that <tarch hatehes shoewmld be used the day
they e moale and ot carried ove: o tho next Jdaye Starch retains its
propertics for o ertain lonetn of time and either vels into a <0lid or
if an enzyme is presont reverts to a solution, I am not familiar ~ith
TSP and cannot ot ity covhed life as a starche

fleanliness in starch preparation is cuasential as chance enzymes
presen’ uy render a latch unasable in a short timeo 1 sew some very
poorly wrintaia i tarch plants during my visits to mil.s. Adling in
antiseptic el s salicylic acid or wetallie salts may inhibit wildew
but will not protrct starch Trom =2nzyme devradations Adding tallow or wax
emul<ion o the size helps to lubricate the passaye of yarn throuygh the
locm Wy Soating the bach rest, droppers, mail eyes, recd wires and breast
rail w1th a lay r of lubricant. When making up a Starch mix the metrkc
systom expresses the Loncentration in o/1. Thus a 2,7 cuncentration is
cay TS Iboin 200 pallons of lijuor which ix equivalent VO 33 kg in 1320 1
o: Yiynor or 25 s/,

Cooking 'y sing an opun steam pipe is the e.:i2st vay to prepare the
starch ann provided the total Aquantity is not reache! uritil all the conden=
site hes leen absoricd excessive dilution i11 not occur. Hich speed stirr-

inr or jadile stirrine is satisfactory bu' i'2 #.2 ¢ en1 to 'r. dorm the

initial viscosity much gnicker. This is not importunt with TSP prepurations.
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Many mills use the lick-up method of application while others use -
the immersion mothod. There is little to é&hoose between them as coating
oceurs at the squeeze roller in the presence of the starch paste. Pressing
is important as the excess paste must be removed and limited penetration
encourased. The pressure used is not important as it makes very little Qiff-
erence to ‘he pick-up rate hut the roller must be cven throughout the width
of warp and pressurce applied egnally to hoth arbors.

wot splitting i< an advantae over Ary splittine as it lays the ouler
hairs befors dryving thereby civing a Lbotter finish on the yara. In a 4 beam
set ‘tiee. spli‘ting rols can “e inserted for both wet and dry splitting.

IF space 15 limited a' least one rod is better than none.

Quildine ot the b:am should Ye done with a hivher tension and pressure
on the layers nearer te the Foam tuhe to prevent crushing but the whole LlLuean
mu~t Lo hard to nrrevent th: ends sinkine into the hzam under tension. It
is Tortunate thyt maciine desicn brinos this about by accident as the torguQ
on the swell diameter is orroater than on the larpe diameter. This i» why the -
Priction un the Irivine plate is iancreased as the beam £ills. And on modern
fachine s this is lone automatically. In dircet beaming constant vigilance is
necessary to prevent missing ends and in this respect rood spools with no
cobwebbine and few knots are preferred.

The cortrol of moisture in beams is not a feature of any of the mills
which 1 visited and T woald sug:est that any method be kept as simple as
possible. 1f the finished cloth has an accepiable moisture regain level
and this varies 1in specifications from 16 for CBC to 22 4 for sacking
it is best to retain the existing level. If the moisture is measured at
the dressing and by trial and error a satisfactory regain level is arx_iicl
at the drying rate of the machine can be adjuysted by altering the speed
to maintain this level, 1f the warp is changed the machine speed can be cha~
nged to maintain the same drying rate.

[he drying rate can be expressed in kg/min thus in a warp with 45th/dm
4 m wide with 260 -tex yarn running at 20 m/min the drying rate is 9.36 kg/min.

The drying rate is influenced by the efficiency of the machine and the

steam supply. The removal of condensate and air from the cylinders and steam
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trapping must he 2® " cicnt, The cylinders should have no variations
in the surface anl the yarn tension should be suffirent to ensure
intimate euntict with the eylinder surfacc.

Loums an? fittincs must te kept in rood repair if weaving fanlis
are to ho avaidel. The hearinss shuld not show exeassive wear partieu-
Tarlv those relatel by the peeipree ting paric, the crank sha®t, rock-

int shaft and connectane rels.

Phe < artleorae choul? vt Yoo worn ok piticde
. RS RERRVEY e swe Yl oshould o in gosw conlilion wn? the
FYSTRNVILD | NN springs u i be ol Sha sl LVOr L Ladi of tie
watrle and protoc U iheo. il

Pams and recds roraods reqaire o e s rviced 1ng 1 auvted that the
venvral practice is to Lnot a new web on tu the previous one. This means
that the same reed and cams ire used over and over without receiving
attention. It is good practice to redraw the web from time to time and
remove the reed and cams for servicinge 1 have seen plenty of reed
marking caused by bent reed wires.

As shuttles receive very hard wear they should be inspec ted regu-
larly and repaired when necessatye Drag sprinps require to be replaced,
cover pins and covers cheened an! catches Lept in repaire Suttles on
hand changing loons should ™ paived hut 1 have observed many weavers
using only one ehittle and the reason piven i< the 'ifficulty experien-
ced in petting replaceinents.

Loom tunine is 1lso impor tant 1o obtain r00d tuality clothe Shedding
early te ‘vat-up on a crossed shed to avoid reed marking, trimming the
healds to ensure tha' the lottom shed rests on the race, raising the back
rest an’ positioning the lease rods corrcctly are all comnon pvints of
frounles Picking into an open shed to avoid selvelve damage and picking
just hard ¢nourh to cnsure than the shuttle enters the opposite hox with-
out reboundinge The aljusiment of the box front, check straps and buf fers
contributes to the smooth pickiny and thereby reduces the risk of a smash.

Sometimes sclvedues are drayged in hecause of irregular yarn or a

malfunction of the shuttle tension. The cure if it 1s persistent is late

use reed marking and a choice must he made of the

shedding which may cu
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lesser of two evils,

The ¢soneral aim should “e to avoid cloth faults and to this end a
stuiy o loom stoppascs along similar lines to the Il.S. Warper stuly
will help to highlight the main causes ani the frequency of stoppages.
Armed with this information the supervisor can tackie the problem of
removing the causes starting with the most frequent. On some occasions
the cure is simply a case of discipline ani on others a case of
training.

As mentioned in my remarks to management the specification must
te known beforehand and should contain tolerances. You must ensure
that the cloth is made to specification by ehecking when a néwly drawn
web is started there ater sample realings of cloth width to check the
correct setiin: of the letv=off motion and examination for the presence
of reod markiny 1s sufficient.

It production is to be maintained and improved stoppages must he
avoided, Shortages of beams or weft are obvious unes but werp breaks,
jmashes, weft breaks and scobs which require pick backs are examples
of and scobs which require pick backs are examples of stoppages which
are less obvious. If an analysis of the stoppages is carried out it
will show where Lhe lost production goes. And account for the low
efficiency or activity. The 1b/hour of loom production is a favourite
me thod of indica‘ing production and with so few sorts of cloth being
woven in th: country it is a Tigure which can be compared mill to mill.
It masre inefficiency in some respects as the accepted norm is low.

E5 A 76 cm R.S. loom at 170 PIM on 76 ends/dm of 276 tex and
31 picks/dm of 118U tex «ill at 1009 efficiency produce 13.4 kg (31 1h)
of cloth por hour. Thus. 14 lb/hour = 457 Activity

18 1b/hour 58 % "
22 1b/hour 717 "
{The Poae report on Alamjee Jute Mills set a target of 22.8 1b/hour)

In finishing hessian and sacking some mills damp the cloth while
ol s do note Calenduring is sometiwes [one hol and somelimes cold.

turks varlicr 1 male no rofercpce . To finishing hot I 1id say

Inny &
that if *the "inal regain is sarisfactory you should note the conditions




and preserve them, Note the rerain of yarn in spool and cop, regain of
dressed beans and oi woven clothe The meisture reyain can be adjusted
durins finishing by intelligent use of damping. flov calendering will
drive off ahout 5% of moisture at 22/24 ¢ R but only about 2 7 at 12 %R
as the Arier the yarn the morc heat input is required to drive off
moisture and the calender has a constant heat capacity. This means that
for hot calendering you may require to add moisture in the damper cold
calendering may require no added moisture. I1f the finished cloth is very
wet cut down on water added at the damper and vice versa.

wnishing e fore and after damping and arain after calendering will
show whe thor roisture is reauirsd and if the amount atted is adejuate.

The most “renuant cause of stoppages in warping and weaving is knots.
Bither muo? knots haly tied or poor knots. To let yon sec the types of
knats 1 have propared samples an? have illustrated them the only knot I
e’ a1low 1. the woave=s Mpo: oas it is small and lies on the varn. The
cindore kpot Yiec on o oh o worn Tt s lareer oanu e o osma’? protrodine
loop whon -3l tind i o Tappo nntidy one Awn poorly tieds The helf
iten oa T by eallo i tied en the kootier attached to aany cind rs
and 1n e poor st hooo as itoas Yares and Yies alongss le tne yarn
offoriny an obsStacly o smeo ta posvapn thruagh guides, recd und sail
\.‘)’05.

1n susiarising I have stated the obvious in most cases and 1 am Sure
all of you know what needs to be done. The knowledge is there all that is
required is constant vigilance, checking, analysin,;,disciplining, retrain-
ing and where deservaed cormuiending.

The analysis 1 have mentioned can be done as studies of I hour duration
o a nwiber of vceasions and the results summarised before any action is
taken. Subscjuent studies can then be carried out measure trends. These
studies may be Jone by the juality control personncl who with some practice

shonld tecone adept at identiTvine the fanlts and analysing tue results,

(This talk was illustrated using an 0.H.P.)
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4. Laboratury Management

The procedures for carrying out all the tests in a quality control
lahoratory should be written down and contained in a handbook or loose
Yeaf hinder.

Zach memter of the quality control staff should be capable of carr-
ving out all of the tests which are described but the various tasks would
he nllocated by the chief quelity control of ficer to spread the load
evenly over the staff.

Each person should know his daily task without requiring to await
instruction and a back-up arrangement should exist for each of ficer to
avoid loss of information because of absemce. The chief quality control
officer should make special arrangements with tesu waich are time depen-
dent, BG the 24-hour test of emulsion stability, to ensure that the re-
sults are not nullified by failure on the part of the officer to complete
the test on time. -

Each test shonld have a consecutive number which appears on summary
sheets to enable the varions tests to he traced in the records. In this
respret standard test forms ensure that the officer carries out all the
A.-tails of a test as he is required to fill in all the spaces in the forT
and an omission is rasily checked. }

The summary sheets should contain only that information which is ‘
neednd to make u judrement on vhether the process is"in control"”, "out of
control” or whethor it meets the specification criteria.

Record shoets may he use? to show a nusher of summarics in dige. .ed
Porm in orler to note trends in the product and in this respect charts are
particnlarly helpful. Charts must '»» complete and up-to-date or they may
prove to be mere of a hindrance than a help.

It is often useful to ruiain a reference sample of the material under
test in case sny question ariscs regarding the test resul ts,These samples
need not e retained for any longer than is necessary to ensure confirma-
tion of the rusults should 4t prove necessary to do so.

Working sheets likewise should not be retained for long periods. It
is sufficd-nt to keep summary shcets vi thout having the problems of storing

a large number of detailed working sheets. An intelligent appraisal of the

number of times to which a record or worksheet is referred should give an




indication of the length of time they should be retained.

Reporting procedures should be carefully worked out to ensure than
without delay the information reoguired is passed to the person vwho is
required to take corrective action if reyuired. The chief quality control
of ficer should not be accumulating information awaiting an inquiry [rom
the process personnel. The service of fered should cover the means of com-

munication vither by written or oral wmeans.

Training

Just as machines aré calibrated and kept in repair So too must per-
sonnel be trained and checked upon to ensure that they do not develop
unwvelcome methods of testing which are different from these laid down in
the standard handbhook. It is possible in some cases to have the same test
done separately by two persons and check the gﬁsults to see if they vary
significantly. It is also possible to have the same test conduc ted by the
same person at different times to check consistency of the tester. This
can be done in tests which are not destructive such as inspectiom of cloth
for Paults "ut is not possible in destructive tests such as tensile stren-
gth of yarn as the variability of the material would mask any variability
of the testers. In the latter cases the chief quality control officer woqld
have to rely on his own experience in observing his staff at vork, If the

initial training is done thoroughly deviations from the standard methods

should be rare,
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I W1 v R pev oss cuntrol personsed e subject ol stadying
Breahame rat ¢ owas touche b onoand 1t was swyested thai it mirht te a tashk -

Which the & stalffeguld ovlertaibes The three studies. mentioned were

B, - bSarpin: stuppares anl causes
—uod stoppa-s and caases

ta.ric faults

e glservation of the

™ tocnl e 18 sirilar dnocach ease and involves

Sehice potTereaacs Toroat hoar at a tine or the examination of a nusher of

pive o or rolls of cluth Tor tue faults. Some training in the recognition of

e Taults or 4 reason Tor Yhe stoppale 18 necessary. A chart as illustra-

i jropared an’ Cwws the esscubial inforration gbout the process, carri-

5 4 serial e tor for ddentificaticu aid recording and has spaces for a des-
eriptica of the occurrence awd the uusiber thereofe The descriptions shown are

corion causes and in addition a space for unkoown causes i3 provided. all the -
SlOppa. +» must be recorded to obtain the breakape rate und to juess the reason
wo 1! pive . Talsc picture hence unknown cause is allowed for. The section pro-
"a'ly COnlai.> Stupgares caused by those naied but the evideace reguired to
fdentify theo nas Teen Jest and as each of the c.uses is reidiced Ly improved

processiny the nosber of unknowns will fall by proegortioi.

e intornation “ros the stuly sheet is transferred Lo a sunmary sheet

s iltuste o More g nupher of studies can be shown side by side. The brea-

“a o rate 1% tased in this caoe on 20C ends and 10,0006 m length. 1€ each stu-
'y drresjoctive of its lencth is hy proportién converted to this hase a dircct -

comparison ¢.un be male,

1€ loon -tupjaves are stuldied *he same yprocedure is followed but some of

Lhe caoses will "o Yifferent and the common lase may e expressed in stops jer

1

10,000 pieks per 200 warp ends, A tire "asc s unsatislactory as the loom sp-

enls viry. I ured “orocloth Tanlts e chart would e similur “ut wmore desc-

Pic o ol Yo ore a7 It s expected that a conprehiensive list with defi-

Dy

Sitie s oadd Toserdptio oo o cloth Tanlis will be preparcd by the inspectorate

for Jule ‘ool
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If a web is knotted on to the previous one it is unlikely that

there will be anythine wrong with il. Any chanxe in thie number of warp
ends wonuld be apparent if the tior was short of enls or had a number leflt
over. As the reed is unchangred it mst he correct and Lhe warp threads/mH
wvill also *¢ correct. If the shotting pinion has not Loen changed the only
pessible reor 15 wrooy welt which is a risk at all tines. A newly started
wel: must oo chiechen aganst the specification and this shonld v lone as
routine. Loon chucks at viheo tioes right be doue o inspect for recdrar=

%iny anl meastwe the dotn widta to check on the let=of f motivn.

If o 7 sample of loows is chec’2d o a randoi number hasis this will
indiicate whether the checit iy wer thwbile. If a high proportica of faults

ap;rears the jrocess control must be infurmed and the saimple sice adjusted.

Fabric welsit imay be checked ou a 100, basis or a Sample basis. Ivo
factors mi-tt lotermine which, nanely time availalle and the number of pie-
ces or rolls invelved. 1f a sample check is used the weight of each should
be corrected for moistire an! length to bring it to a standard. Calculate
B oo .3 ht of . sample pieces. Caleulate the standard deviation by

the lone motted, Then th standarl errcr {==) of the rean is ohtained.

2D

ST of mean »
473‘
Ten t = Noridnal weicht - s _weight
~onsult t ta'les for Y Yoy oand elech at 10 level. IT difference is

greater then the 'alh is litely to e of £ weigrht.

™e no inal wei %t can te obiained Trot the specificaiion and is

scieties riven with tolerances.

1S 1900/1069 uvives -~ 5%
1S 2818(Pt T1) mives = 8 -~ 24

In the first case on a 2717/sqm 4m wide rabric 800m in length the roll wei~

ot (Corrected) would be 8ATkg + k.. A similar tolerance on the yarn would

with a counrt of 7.5 1b/sp be + 0.31h/sp. This is not a difficult task for a
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well run 72ill. T have ignored the r-lative size of the samples. In the
second case the mean weiprht would be taken as 843 kg 3 43 thus giving the
same tolerance as 867 kg + 69 kg - 17 ke It is easier to aimfor a mid
point and allow the normal scatter. abomt the mean than try to create a bia-

ssed scatter.

Complementary to usinrs statistical mothods a chart using a running
averapre mi-ht he used to darp Some of the more violent fluctuations which
oceur i1 irndividual readings and show up tronds more readily. The illustra-

tion shows this offect in numerical and rraphic forn.

1 wonld supseest that.each technique should be considered and the one
sust suitel to tie ciren stunces adoptede It may not bLe necessary to conti-
pue tesws or ¢! chs on a perdancat Lasis and if it has served its purpose

discontinue it. Tests can be restorced at any time.

It is 'if"icult to recowrend juality control checks for sising which
would i of any assistance. Process control certainly. If a refrectometer is
available the concentration of the starch can “e checked by removing a sample
from thw starch hox. The consistency of preparation from batch to batch can
Yhe exarined or *he exteat of Jilution which occurs during the life of a bat-

eh wonld alsu e useful but not recomrended as a routine test.

voisture content of the Aried yarn is another test which might be done
and done on a routine basis. If at the completion of a beam .SUme of the thrums
are removed they can be dried in an oven and the regain calculated. If in addi-
tion samples are selected at intervals across the width of the warp the drying

consistency can he checled.

In addition to the moisture in beams it is necessary to keep a record of
regain of Pinishud goods. If this is taken just prior to bailing the regain
sho'1d uot change 'y very much thereafter. Specifications quote 16 %8 for CBC
and as high as 227 i for saching. The maximum Tigure for safety is usual 1y

18 R where dressed yarn is present but undressed sacking can probably stund
P

a higher Taigure.




IC taaping is Jdone 1t 1s worthwhile to checlk the weisture addition
e um tlne tu Uine Ty owel S vome pleces before and after Janping to cal-
culabe toe wiittica poo ool 0 wiynt. This is a chech on the wachline per=—

Porrunce. A Stidlai casroise € TLoone at Y caleader aad the nwisture

pattern in finistr-oo an e et list e For ea ! juality.

The sw are tle types of obsorvations, tests andl cheehs which wight be

undertatcn by the juality coatrel personiel in fabric —anufacture and

finishino,




4. Laboratory tests - weaving,

Tensile strength of cloth can be tested either by the strip me thod

or the grab method. The strip test must be done according to the specifi- -
cation but the techiniyue of placing the strips in the grips of the testing
mgchine is important and the widep the strip the more difficult it is to
avoid variations arising from poor technijque. The strip should be inserted

in the upper grip with no tension applied and hanging vertically. The ten-
sion on the strip is applied using a clip as wide as the strip and attaching
of standardi weivht to it hefore cldosing the lower gieip. The clip can then be
removed. As jute is relatively inextensible the application of a standard
weirkt is not irportant hut applying tension by eripping it at one point dis-
torts the sample and rives a lower hreakink strength than it should. The len-
~th a® e strip she 17 be sufficient to include the distance between the
~rips fhe Yepth of the two clamps and another SO0 mm to allew for manipula-

tion o the sample above and telow the yrips.

The fringe size may be speci”ied but should contain at least 5 threads
which are continuous throughout the length of the strip. It is convenient to
" when teasing out the “ringe to use a board with two pins driven through as
shown. The Jistance tetuveen the pins is equal to the width of strip specified.
Markin~ falric for cutting into strips is easily achieved if a chisel point is
made on the wix pencil and is Arawn along a line hetween adjacent thrcads of

wari or weft.

The capacity of the machine should be such that the load recorded should
1ie «~ithin 107 - 907 of the {total scale deflection. The degree of accuracy
of the scals shold e as specified and should not be less than O.1 %, If the
load measured is s 411 the accuracy may be reduced and if 1C 7 of the scale
with a4 total d-"Voruion 7200 % i, steps of 0,2 % is us>d the accuracy is
not 0.1 7 but really 1.0 . Tor that load.

In the rrab tethed the grips have a raiscd square 25 X 25 @ on one

fFace and a "lat face opjosed to it. The cloth is therefore gripped over this
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small spuare only. T spnple i ot to sive, "1t has no fringe, clauped
in the upjer an? oo v orips A the Yoad applic? until it “reaks. The

Indian standard for juts rotes

inches “etween orips and uh

and the ~ral test is Sven in the IS standard.
fra' test vala- Strip test value
- 3.1
The NS 313 { Ft 1}

for the strip test and 350G mm/rin {12 inelics) for

stanlards alandoned these speeds in favour of 10C

sistent results and weuld probably use TRL or ME

a sample size of A M1 inches with 3
¢ relationship between the 1 inctes wide strip

197~ indicates speuds of 460 mn/rin (18 inches)

the grab test. Dritish
nm/min te rive more con-

type testing machines.

To nonnt 4 D rpads per BN with seascaable cousistency the counting
raure storld he placed ov sha elotl, with its LU eqge at the U edge ol a
thro v, The space ol seeads are connted (S palis a o til the W oeame of
+ ey wgume i€ reac V. If the last gmit conprising a Spuce and turead is

igrovilete tho propordicr. s civijegted and 1T or as a whole nnit if more
Poae ot e Corer ot 17 Tess, Alternatavely o0 past unit can he counnted
as @ al” o it 1 sv. oappor i1l Ye o =oall oas ttae it conts are
e bV N Lvy AR A (B} N AT Y 4 R i _‘/].\., ! Al ',‘mmt A Yo
. . 1 AR N S A Sostorara te take at
Yo, =t et o, -, B L T A o t -4 s
b s R o N e
e RN PNV SR MRS SRR S A st i bl ratury e
the ra ;e wonld e ovory soalle Tt is metter lane in the finishing Aepatt-
mente. .
The .mass per Sinare motro ig vest tostad with as lavye an area as

possitle and weul e done away

on a oaople use o largest arc

ag tho caleulation of the arca

Prom the laburatoery. I€ i nust tested
a aviilablo Put trim it to form a recctangle

is easier.

Souni L are fron cloth 15 trsted by entting a flap in the cloth as
ili ! : it it i . i
i1%7us raie 1 owith the Joene sioe a convenient Tenth and parallel to warp or
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veft. ‘ale o fringe in the Yong edre by pulling out a few threads and
Jdiseardine thene emove one ond of a thread and place in the clamp of the
erimp tester of Luld it on the steel rule at the zero nark. Take the other
and and rigpiag 1V o jrevent loss of twist prli the thread from the flap
and dinsort it in the mova'le elamp in the tester or stretch it along the
steel rule. The crimp tester is necessary for oxtensihle varns but jute may
Yo qume on a ctopl ruln,

™o erivg is calenlated.

rivp @ = Unerimged lenoth — erirjed lenpth
reirped lonsth

neice A mean of 10 threads oxtracted and measared in this way. To ol'tain
the ~ouni anotier S ttreads are added to the 16 and wveighdd correct teo
Vel $o The leanth of the 310C uncrimped threads is used and the connt ohta-
jned hy Jrojertioun.

Mass () X 106CC
Uneriryed lenpth (m)

To test ba~s in the laboratory each bag should he weighed, measured,
The stitch s jer ™ counted and the sewing thread identified. Measure the
bag once in the centre of the short side to get the length and once in the
centre of the lon: side to gel the width. The impor tant measurement is that
ieh exclides e seans as this wives the effective size. To calculate the

colurme ~hich o har «ill bhold this forrnla may be used.

. ( 0,772 4 1.012) ? cv. CM.

vo= T =0
v oo Volume
T . Tyside longth

¢.007 1s a ratio width/length and

may lie hetween .5 and 0,3,

m, tre lenvtn must he adled allowances for hemming, seaming and clusing before

the %ar 15 Ccrite




The scams mar v assessed hy countine the stit‘ches in the length and

vidth and expressines *her in stitches jor M. The strenrth is obtained by
using the 7 I " test cut as illustrated with o strip 5O ce vide and the sean
100 mr wile. One strip is placed in the upper grip of the strength tester
and other in ‘he lYower vorip. The strength recorded must “e qualified to in-
dicate whether tho seam or the cloth ruptured. The scam should be strong

enough to wi*hstand the lowd miet in use ard if it reptures at a load far

below that of the cloth it is unsatisfactory.




Annex - 1

Laloraory tests = weavine,

Juestion

What (ol fous cover taclor play in finishing and how can it be measured ?

ANSwer

Finishing is aimed at inmproving cover hut the calculation of the cover
factor plays mo part in this and is a theoretical value. BJJRA produced an
instrument for measuring cloth cover using the Jrincipal of the selenium

cell. It wacs used experimentally but never developed on a commercial basis.
Juestion

What is the " Standard ™ size of specimen "or (a) crab test and {b) stri
P P

st T
nswer

The specification ¢ives this information and with jute fabrics the grab
test uses A X 4 inches (300 X 200 mm ) and the strip test specifies. either

2 or 4 inches ( SC or 10C mm ) fringed with 8 inches (200 mm ) between grips.
Question

Is there any o thod or formula to estimate the strensth of a fabric knowing

the counts and Q.. of the yarn ?
Answer

A number of yuestions on similar l§nes have becn asked and the answer "No”".
There is certainly no formula but if you have enough data on your present
cloth strength it is possible to estimate the breaking load on a new cons-

tructione.




Suestion

Should the Ccasuresent of ay sizes be made iucluding op excludiny the seam ?

Answer

Some specifica’io & juoty overall sizes which include svams others do not.
The vital size -+ ich Todormines She capaciiy is il onv exluding the Seam and

in the absence of @ cle.r indication tnis is the one waich 1 would use.
Question

Should a Mav te censiderd sub=s tundarl if the seas .derth is T/8 mm when it

is specitie! 10/12 am 2
_ Answver

It would not toot e %y Lification and should be rojected. In Soie scams the
width is nouv critical for sxample M7 seam foll over aud counter laid but in
others it is. Plain on a Taw edge requires a wide scan and overhead and "heracles"”

sometimes have a minimui width specified.

Juestion

Vhat Je you sug esih the average Scal sfficiency should be [or a yood bayg ?
ANSwer

The seam/cloth Strength ~i1tio should be ¢ual io or greater that: 1.0 in my openion

Lut I have seon L juotied a¥ low as 0,75 in specilic.tions.
Nues tion

Cop lengrihs FoutaSu wo e ib cpansit to the huyer. what! allowance gaould be

made for this ”




Answer

1 have ne ivformation on this problem anl I sugrest you 18! your custouer to

let you koo U lenyth on receipt and adjust aceordingly. The reyain should

e lept constant ttroughcut one Aelivery and from one delivery to another to

provent variation in e chanes of lengthe
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. ae U1 e teessin s beaaing and weaving.
Shop Clor. [ aiiin oeiitt 1y Aressi © -

Question

Having both traditional and modern cylinder dressing machines using steam
pressures in the range 30-80 lb/sq.ins. and producing beams from 26 in.
to 83 ine widthe What should the limits of steam pressure be for (a) narrow

and (b) vide beams?
Answer

In machines with copper covered cylinders the steam pressure should oat
exceed 30 1b/sq.ine but modern s/s small diameter cylinders can vithstand
much higher pressures, Consult the makers handbook for the limit on the

modern machine,

Question

¥here no meter for steam exists how can it be Je termined that the beam

produced is dry or wet 7

Answer

A meter which records steam pressure is no help in this respect but if
the steam consumed can he metered it might help., A better way is to use
a moisture meter to check the repain of the dressed beam or remove samp-
les and take them to cryness in a drying ovem. The rate of 1b per hour
of yarn produced can be calculated when the moisture regain is satisfac~

tory and this can be used.s standard for all qualities.




Question

1s starch necessary in ¢! oz CNC when using a good quality batch ?

AnSwi

17 the yarn produced “rom the good quality batch has a Figh JR it might be
jossible o omid “eazzi ove 1 have seen at leas! one mill Adoing this apparen<

tly sucees<inlly it 1 su-~vest that yotu take a carefull broalh study at the

locrs as. Ctare - trwovargs 3f ven jntend *c compare both meilods.

~cuestion

*hat shonl? the minirum QR and AV ¥ he to cnsure a weaving efficiency of

75 # on sulvers ?
Answer

A R in uxcess of 10584 and a cve of 3% using at least 30 individual tests
wculd be lihe limits recomnended but I cuunot relate either 2R or cv% to loom

efficiencys
Juestion

1f instead of using starch would not an increase in yarn twist give better

weavine cenditions ?
Answer

1 doubt if it woull ~ive improved weaving hut extra twist woull make the

varn more costly.
Juestion

Is it hetter to usc roisture content or reprain when checking moisture at the

various Trocesses 7

1f it is to cstahlish a moisture pattern either would do but reyain is prefe-

red as it is based on the net fibre content,



Nuestion

How many minor fanlts of various tvpes are allowable in CRC ?

Answer

Minor fault!s have not heen An®ined and the acceptable level has not been
Aecided. Th. Mirectorate are verking on the Tormer anl no doubt the latter

will fallowafter.
Juestion

L tolor. e of = 8 e et b s nis for rolls ur . cloth sunple ?

ANSwer

The specifications juet.? refor te rolls which 1s forlunate Pur *le weuVere.
a small sarple wondl to suhicet te a much mreatnr vi.riation thar a sanple as

larme as a roll.
Nuestion

Yow can the standard moistnre regain or co-tent be fixed at different stages
in processinzs ?

Ansver

1 do nct *hinl LU peats G e 11insted a! 1j fforent jrocesses unless moisture

is critical to that jaruicilar [rocess anl tere are oo "standard” reygains

%

fenele b, I coot proerises thers iS s Tanio of wtonu 3 = 47 wiviin whieh it

is posaihle to vor! -ffectively Lut nach process s Yosonsioore 1 soparatel)

when arrivio  al (e 7 oplisem RERE NS ST

Tuestio:

1 or renov ol 7

. ,
low canh scab s be 1o

Andwoer

Seubs OF LUl vt oot e Uy arr dn tue clulle They should bu

Ty oocoud yavis andl warp prejaration anl hy oud loovs aljustment.

o

jrevenled
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Juestion

Vhat will be the standard treaking strength for 1C02/40 inch hessian with

S 1b/sp warp and 10 1b/sp welft with all long jute in the former and 10%

cutting in the latter 7

answer

*Standard" breaking strengths do aot exist. Specifications give the test de-

tails and the sinimam load at breaking pointe. There are many factors invol-

vod in esticating the reaking load bLutl relying un experience and méking a
the tepion of

very Capid cadculation the sinimwi breaking loads wo:ild te in

112 I0F warp and 138 IRF welt on a Scem X 20 com strip. she YR assumed are 3857

warp ant Tv “ weft.




In proves: o .a tir v trol

Question

The standard density of packing goods for export is 3.5 cue m / 1000 kg
and is accepted by the international market. Buyers are favouring mills
which can pack to higher densities to save freight. How can the standard

density by incrensed; In rolls and bales,
Ansver

In rolls two factors control density namely the cloth tansion and roll
pressure during rolling the former having the greatest influence, By inc-—
reasing hotﬁ the density will increase but exeessive tension will bring
about the risk of tearing the cloth. In bales finished cloth will pack
denser than unfinished but as many of the bales contain sewn bags this
has litile effect, Experiment with the assembly of the bundles of baps
making up the bale micht help btut increasing the pressure in the baling
press is likely to damage the voods. The density quoted is about 0.29g/cc
which is very low in my opinion. A ficure of O0,65gz/cc stirs in my memory

but T would have to check it,
Juestion

To avoid mildew in hessian and CBC beams what percentage of moisture reg-—

ain shoulld be qimed ot in 1. The dry seuson and 1i. Ibe wer season 9
ADSwer

In i and ii the limit J would recommend is 187 gud in Dundee any fi~-
gure above this would »e liable to encourage mildew. ln Bangladesh I have
seen only one cause of mildew staining and in many mill the M.R. bas heen
22% or more. 1t may be that the tamarind seed staurch is a poor foodstauff
compared with say maize corn starch or the local spores require higher

levels of moisture than those in UK,
Question

What is the minimum strength required to avoid breakage when the shed is

fully open. {a) in hessian and (b) in cCBC?
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Ansver

The weaving tension in amy loom is lower than that required to break
normal jute yarns from 7.%/sp upwvards. The minimum stength even in a
yarn vith a QR of S0% is more than adequate to survive weavinge Warp
breaks result from knots, spl}ces, slubs, roots, poor loom adjustment

faulty reeds and shuttles and notfrom low yarn strength.
Question

W¥hat should the QR of yarn be after dressing »and beaming %
Ansver

A good starch dressing will increase the yarn tensile strength by up to
14 % and the count by about 2-3 %, Hence an 8 1b/sp yarn with a OR of
100 % would have this raised to about 111 %,

Question
Does the hardness of water affect starch preparation ?
Answver

It may have a slight effect but not enough to require adjustments 1.n the

recipe or cooking time and temperature,
Question

Vhat should the duration of starch cooking be and is excessive cooking

deterimental to viscosity and adhesiveness?®
Answer

Cooking time is not so important as cooking temperature. Normal starches
swell in wvater and as the temperature rises they reach the bursting tem—
perature when the starch mix thickans and becomes very viscous. With time
and agitation the viscosity falls toa stable level, The time varies with
amount of heat available and type of agitation, H, 5., stirrer or paddle,
Excessive cooking is not advisedgs it is wasting energy although it will
not affect the property of the starch unless by dilution.," if an open steam
pipe is used.
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Question

Vhat sSteam pressure is required to run a dressing machine at say

yards/minute with $400 ends?

Answer

The steam pressure will influence the temperature but the drying rate

is pgoverned by the guantity of steam available. Assume the yarn to be
731b/sp then 2187 1b/hour of yarn will be the drying rate. In an efPi-
cient cylinder machine the ratio of steam/yarn is about 1.6 therefore.

The boiler out pot must Le at l-ast 35001b of steam per hour.
Juestion

Does the Aif<erence in nachine speed affect the starch pick-up dueto the

shorter time of imrersion ?
Answer

The pick-up rat: is not influenced to any greai extent by the normal speed

changes in dressing.

. Question
Vhat should be the standard viscosity of starch be?
Answer

There is 70 standard viscosity that 1 am aware of and most mill arrive
at the rccipe which suits by a mixture of applied knowledge and trial

and error without measuring viscosity.
Quostion

Are there any instruments available to measure starch viscosity? If

80 please discuss their use,
Answer

Viscosity can bhe measured by a numher of lahoratory methods but no ins~
trument is available to do this. I would not advise the introduction

of viscosity checking as a normal ,C exercise,
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10.00 a. m, ¢ Chairman : Mr, A. Hekim Mia,
BJMC Zonal General Manager, Chittagong.

Welcome address by Mr. M. S, Huq Khan,
Director of Inspection for Jute Goods,
Dhaka.

Speech by (1) Mr. E. J. Gordon,
" # (2) Mr. R. R. Atkinson, .

" " (3) Mr. T. D. Mitra,General Manager,
M/s.Amin Jute Mills Ltd.

Inauguration speech by Mr. M.A.R. Talukder,
Director,( Quality Control ) BJMC, Dhaka,

10,30 a. m, a
to "Tea - Break.
11,00 a, m, @ .
Working Session - Chaired by M, S. Huq Khan,
11.00 a. me§} In=-Procecs Quality Control in Spinning and
to H Winding by Mr. R. R. Atkinson,

12.30 Pe mo“
12,30 peme = 2,00 Pellle

Ianch Break,

. 2,00 peme = 3,30 p.m, In-Process Quality Control in Dressing,

Beaming & Weaving By Mr. E. J. Gordon.
3,30 pems = #4.00 pem.

Sumcrry by the Chairman - Mr.M.S. Huq Khan.
Workingz Session Chaired by Mr, M,S., Huq Khan,

9,30 ae Me = 10,30 aeme ¢ Shop Floor Quality Control in Spinning-
Winding by Mr. R. R. Atkinson,

10030&. m..- 11.00 aomO

Shop loor Quality Control in Beaming and
weﬂVing by Mr, E..J. Gordon,

12,00 noon = 1,00 p.m. Laboratory Tests - Spinning
) . by Mr. R. R. Atkinson,

1,00 peme = 2,00 peme s Lunch Break.
2,00 Pelly = 3,00 Pelle

Laboratory Tests - Weaving
by Mr. E. J. Gordon.

3,00 p.ms = 4,00 pe.m, ¢ Lab retory Managenent
. by M/s. E. J. Gordon and R. R, Atkinson,

Surmary -~ by the Chairman,
Mr. 1. S. Huq Khane.

e

4,00 peme

4,30 pe.m.

Vote of thanks by one of the Participants.
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