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Explanatory notes

References to dollars ($) are tc United States dollars.

The monetary unit in Democratic Yemen is the dinar (YD), and there are
one thousand fils to a dinar. During the perind covered by *his repert she

value of the dinar in relatior to the dollar was YD 0.350 = $1.

A full stop (.) is used to indicate decimals and a comma (,) is used to

distinguisk thousands.
Use of 3 hyphen between dates (e.g. 1977-1973) indicates the ull perisd

involved, including the bYegirning and =nd vears, except for 1979 when the

period finisned in May at the emnd of the project.

The designations employed 2nd the presentation of the material in *his
document do not imply the expression of any opinion whaisocever on ihe part of
the Secretariat of the Unifed Nations concerming the legal status 57 any couniry,
territory, city or area or of its authorities, or concerning the delimitation

T its frontiers or boundaries.

O

Mention of firm names and commercial prcducts does not imply ine 2ndorsemens

of the United Nations Industrial Development Organization {UNIDO).




ASSTRACT

The United Nations Development Programme (UNDP) project "Producticr azd
Training Centre for the Mamurfacture of Leather Moswear and Leather Goeds"
(SM/PDY/76/015) was started iz Democratic Yamen in Pebruary 1977 and completed
in May 1979. The United Natiorns Industrial Develogment Crganization (UNIDO)

was the executing agency.

™e pain duties of the expert were %o supervise ke rumming of %ae oriZiral

Trainirg Captre, %5 develop it into a2 production umit for IootwWear, o improve -
managerial and technical 2xpertise and %o ctrepare 3 study on She J2asitilisy

of starting 2 zew centre Jor injecticn mculded faotwear.

pAr7 sersons were retralized. No training tocgk place in

graduate scurses were extended Irom Swo 30 three years.

The plarmed production figures for the years 1377-197S were nct reached
vecause 2f a skortage 57 labour and raw zaterizls, absente2elsm zpd lase

deliTery £ mackirery. IZowever, there was 2 steady increass in rroduciic

Y]

Smom 28, 127 zairs af fsotwear iz 1977 k0 an aszimated 120,0C0C in 19TC and

-/t
the Certre i3 now selling i%ts products 3t competisive maricss Srices,

1,

Manazerial 2nd technical s3arff zave beer 4raizned %0 operaie ke Centre

-

ané srocductisz resulis are satisfac3iory. As skortage 27 lateur is

w

w
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sroclam in Demccradic Temen it is zod recommended that anciher cenire for
injected mculded footwear ve opened in spite of 2 reddy market., If is

recommended 22t ar expert te zngazed for the next tWwo %0 faree years <o servs
in an advisory capacity for 3 pericd of u1p to three months sach year o0 solve

any future managerial or tecknical problems.
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INTRODUCTION

Project background

The Govermment of Democratic Yemen, in line with iis policy of 2xpanding ligh®
industry, decided to establish the Training Cenire for the Mamfacture of Leather
Footwear and Leather Goods. In September 1971 a request for assistance was
submitted to the United Nations Development Programme ( UNDP) and field operations
were approved in July 1972. The project manager at the 4ime drafted a oroject
document details of which were approved in May 1973 by the Govermment, UNDP
and the United Nations Industrial Development Organization (UNIDO), the lattar
being the executing agency. The duratiorn of the first phase of the project
was for a period of three years until June 1975 under project DP/PDY/71/514
but was later extended by 13 mcaths to the end of 1374.

In the initial period from July 1972 to June 1975, the UNDF/UNIDO
contribution was $305,000 and that of the Govermmen: was YD 97,000.
After the mid-term review when the project was extended for another 13 months,
the UNDP/UNIDO contribution was raised to $350,000 although final expenditure
orly amcunted to $336,543, whereas %he zovernment contridbution remained
staticnary.

One of ‘the reasons for starting the Centre was that raw materials for
upper and lining leather were to be supplied by the National Tamnery in
Sheikh Othaman, which was reactivated in 1972. It was estimated that skins
and hides of 120,000 head of livestock could be provided annually.

The second phase of the project {SM/PDY/75/015) was started in
February 1977 with the arrival in Aden of a new project manager, appointed for
an initial period of 13 months, extended for another 6 months until March
1979 and finally for a further two months until the end of May 1979. Annex I
gives the members of the project team.

The financial coptribution by the Government during the second phase of
the project from February 1977 to May 1979 was YD 107,000 (approximately
$306,000) which included YD 10,000 for insurance, clearance, etc. The total
contribution by UNDP/UNIDO was $207,685 made up of $54,437 for 1977,
$119,743 for 1978 and $33,505 for 1979.




During the second phase the Centre was extended to include production and
training, and a building in the industrial area of Ma'alla, Aden, was provided
by the Govermment. A number of improvements were carried out to allow better
storage facilities, and four adjacent buildings were rented, one of which was
to serve as a retail outlet. The existing facilities are adequate for the
production of up to 1,000 pairs of shoes, boots and sandals per day. Land
bordering on the present factory with an area of 1,494 m2 would prove ideal
if future plans for an injection moulding plant and storage rooms for raw
materials and finished products were approved.

Qbjectives

The immediate objectives of the project were as follows:

(a) To continue the activity of the Training Centre for the
Manufacture of Leather Footwear and Leatner Goods;

(b) To extend the functicns of the Centre by manufacturing women's footwear
and injection moulded footwear;

(¢) To train supervisory, technical and managerial staff in modern
technology;

(d) To introduce modern techniques, methods, «nd processes anc train
personnel to handle equipment used in the manufacture of women's and injection
moulded footwear, as well as other leather products;

(e) To organize and manage production, quality comfrcl and training;

(£) To prepare a feasibility study on the possibility of opening a
new centre for injection moulded leather footwear.

The reason for extending the Centre to include the manufacture of footwear
and leather zoods was to cover training and operating expenses. Raw materials for
upper leather and leather lining would be provided by the state-—owned National
Tannery, and all materials and accessories would ve purchased locally or imported
by the Govermment.

The main objectives of phase I and II of the project were to train
personnel to a higher level of skill and productivity to meet the needs of the
local market for men's, women's.and children's footwear and to enable the country
t0 become self-sufficient in the production of leather footwear and leather

goods, The success achieved can be seen by the decrease in imported children's
and men's footwear between the years 1977 and 1979, as shown in table 1.




Table 1. Footwear imports, 1975-1979

(Pairs
Type 1975-1976 1977-1973 1979
Children's 93 500 48 000 -
Women's 200 Q00 102 000 125 €00
Boy's 190 000 94 000 100 Q0C
Men's 19 265 - -

¥aterial costs vary vetween 30% and 50% and considerable saving in foreign
currency can be achieved by producing locally manufactured gzocds, in fact, up

to $1.5 million yearly, based on a daily output of 1,000 pairs of footwear per day.
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RECOMMENDATIONS

1. Six graduate technicians from Ma' alla Technical College should be trained, four
in the cutting, closing, lasting and botiom stock departments and two o work
in conjunction with the production manager and his assistant. This would enable

them tc assume important technical positioms in the plant within two years.

2. The Centre would have reached the 1978 production target had sufficient
manpower bean available. Since lack of manpower is a general jroblem, the
Government should not establish another Centre for the produciion of injection
moulded footwear at present. Should the labour position improve in future
years the situation should be re-evaluated as there is a ready market in the
country for this type of fooiwear.

3. Managerial, administrative and technical staff have been trained to a leval
where they can operate the Centre without outside assistance, and the mechanic
is sufficiently experienced to emsure that all machines and equipment are
operational. During the duration of the project constant changes in personnel
occurred but it is recommended that ir future personnel remair in their present
positions to give them more security and a feeling of responsibility,

thereby maintaining a high quality level,

4. New working hours are recommended for the factory to overcome %he difficulty
of late arrivals in the morming and to increase production level in the after-
noon hours. Work should start at 7,30 a.m. and finish at 3.30 p.m., with a
half-hour break at 11.30 a.m.

5. An internmational exhibition cf shoe production took place in Pirmasens
(Pederal Republic of Germany) in May 1979. It is held every three years and
it is strongly recommended that the Centre take part in order to keep up with

the latest information from leading footwear manufacturers on machines,
materials and processes.

6. At present employees have four weeks annual leave which can be taken at
any time throughout the year., This means that on average 3% of the labour
force is absent at one time and it is recommended that the Centre close down
completely for one month, either June, July or August, except for some
maintenance and storekeeping staff who could take leave at a later date.

They could grease and check all motors, change clutches where necessary,
overhaul all machinery and take stock. Painting and repair work could also bve
attended to.,




7. The shoe industry is a corstantly changing indusiry as far as lasts, styles,
upper and bottom materials and componenis are concerned. New machines and

equipment are continually being marketed and it is absolutely essential that
management keep up with the latest developments in their field. It is therefore
recommended that the manager and the production manager or his assistant visit
shoe centres abroad at periodic intervals to study all types of materials,
machines, processes, production card systems etc. The present assistant
production manager should be granted a fellowship for at least a year's train-
ing abroad. Initial contact has already taken place with firms in the United
Kingdom where he could study production metheds on various machines, card systems, and
enhance his mechanical mowledge. A training course for sewing machine mechanics
is also recomrended, preferably at the Pfaff factory in the Federal Repudlic of
Germany as well as a course for other footwear machinery at British United Shoe

Machine Company in the United Kingdom, both of which would improve the mechanical
standards at the Centre.

8., The pattern cutting department has only one competent patterm maker and it is
recommended that as soon as anmother Engiish or Italian speaking candidate i3

found he be sent on a three month fellowship to Ars Sutoria in Italy.

9, It is recommended that the Govermment, either through private concerms or
UNIDO, engage a shoe manufacturing expert to serve in an advisory capacity fov
at least 3 months per year to solve any future managerial or jechnical proovlems.
This person should be practically and technically familiar with all types of
machines.

10. Temperatures in the factory rise to 45°C during the summer mcnths, one of the
causes being the present iron roofing which leaks in several places and is in
need of extensive repair. It is recommended that instead of costly repairs

it be replaced with new aluminium sheeting to reflect the heat,

11. Good fluorescent lighting should be installed in the Centre as soon as
possible,




I. FINDINGS

Organization

The figure outlines management, administration and technical departments

and table 2 lists administrative personmnel from 1977 to 1979. .

period, absenteeism ranged from 10% to 25%.

Table 2,

During the

Administrative personnel, 1377-1979

Position

Name

Period employed

General Manager
General Manager
Assistant Manager
Production Manager
Assistant Production

Manager

Accountant

Accountant

Commercial Supervisor
Administration Officer
Administration Gfficer

Storekeeper
3torekeeper
Storekeeper
Storekeeper
Clerk

Clerk

Clerk

Clerk

Clerk
Secretary

Abdulla Bin Taweel
Padhle Hasson Yehia
Abdul Bazack Mohyddin
3aeed Mansoor

Ismail M. Abdulkarim
Abas Abdul Rehman
Abmed Farea Hizam
Ahmed Mohamed Musleh
Anmed Nagi Saeed
Ahmed Mohamed Hussein

Hasson Mogbel

Hamed Jaber Fadhle

Abdul Hamid Moh'd Taresh
Mohamed Cmer Jobeh

Amal Tbrahim Saleh

Adel Abdulla Maroof
Ismahaa Hussein Abdulla
Hamed Jaber Fadhle
Aneesa Saeed Abdulla
Intisar Abmed Joman

July 1976 - August 1977
August 1977

August 1377

July 1974

October 1977

January 1977 - Juze 1977
July 1377

May 1974

January 1977 - June 1977
June 1377 - June 1973
November 1573

January 1977 - March 1977
April 1977 = Qctober 1977
Octover 1977 -~ June 1973
August 1973

December 1973

April 1975

October 1975

Qctober 1977

December 1976

February 1976

Job descriptions for persomnel in managerial and supervizory positions

were prepared giving clear guidelines of the responsibility and authority

accorded each position.

Purchase of machines and materials wvas supervised by the assistant

manager and the commercial supervisor and inwlved clearing import papers

related to0 shipments a3 well as letters of credit,

This section was run

efficiently and mention should be made of the assistance given by the Ministry
of industry and the co=ope.ation shown by the chairman of the Centre.
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Management, administration and technical departments

Chairman

Board of Directcrs

Assistant General manager Secretary
manager
| l [ |

Store Commercial| | Adminis- Accounts Production Assistant production

room section tration section manager mwanager
section

Pattern cutting Mechanic
department

Cutting Closing Sandal lasting] |Bottom cutting| |Shoe and boot Shoe
department department and making department lasting and room

department

making depart-
ment
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During 1977-1972 criticism of the account section emanated from the
audit department of the Ministry of Industry with particular regard to payments
and T™ockkeeping and in May 1979 the ainistry decided to introduce new accournting
crocedures, This explains why no balance sheet was produced in spite of repeated
requests 3y the project manager in order to assess the irue financial position
of the Centre at %the end of the project.

The number of administrative personnel was excessive. It could 2e reduced

greatly oy increasing =fTisisncy and combining jots,

In 1372 she a2ssistant droduction manager ‘tcck charge of production
rlanning. T¢ 1mpnove fauliy registration, 2 zore competent person was
appointed in October of the same year 1o record incoming orders zand daily

sroduction figures of fthe various departments.

Mary changes of storekeepers proved necessary (see table 2). Because
of failure or incorrect registration of incoming and outgoing materials
confusion resulited ard not uniil .agust 1972 when 2 new storekeeper and an

assistant were appcinited iid registering improve,

Thea lack 27 frcducsicn supervisers and, ¢ 2n £73n greater axTens, oI
quality comirollers was felt throughcut the second thase oI She drsject.

Or numerous sccasions she dreject marager requested that the Ministry 27 Indusiry

'3
[(]
<t
5
®

recruit graduates Srom the Ma'alla Technical College in Aden %0 odvi
difficulties f2ced 5y the Centre in maintaining 3 uniform quality level of

> Rl

sroeductisn. At l1223% 3ix graduates were needed o ve itrained Ilor qualisy
control and for technical supervisory positions. Unfortunately recruitment
did not materialize mainly vecause in 1273 courses at the college wers extendad

frem two 0 three years,

The need for trained *technicians was made clear to the Minister of Industry
at the s7ficial ogening of the Centre on 10 October 1973, as well as to his

successor during the latter's visit to the Centre on 14 January 1579.

The production manager, in close co-operation with the project manager
worked on all phases of shoe production including specialized training in
pattern cuttin,. Unfortunately ill-health necessitated his hospitalization for
aore than six months during 1973 and 1979 and for another two months in the
United Xinadom while attending a training course,

A new electrician was appointed in Octobar 1977. He showed great interest in
all phases of sroduction and by working many hours overtime reached a level of
technical competence which enabled him tc become an assistant production

manager oy 1979,




Some changes occurred 1n supervisory positions. In the upper lsather cutting

jepartment the supervisor resigned in January 1978 and it was nine months before
a replacement could be found and trained; &ne currently holds the position.

The otottom cutting and closing departments retained their supervisors throughout
second phase of the project and a supervisor was appointed when the sandal
section was established in January 1973. In the lasting and making section
hoth the supervisor and his assistant were called up for military service in

February 1979 as were the mechanic and the pattern cutter.

Mcost of the peovle employed im a supervisory capacity are well trained cut
they are naving to tasge 2 mere active part in production decause of the acule

sanortage 35 ladour,

Employment

The Miristry of Labour was respomsibdle for directing the labcur force but
since 1977 difficulty was experienced in obtaining suitaole personnel fcr a
number of specialized jobs, e.Z., upper ls2ather cuiiting, certain closing
sperations and specific jots in %he lasting and making department. The result
was that the Centre had little choice in selecting candidates to fil1 vacanciss.
In 1372 %he situatisn had deterisrated $o such an axtent thad new macainery

could not ve fully utilized.

As 3 last resort ithe triscn zuthoriiies were contacted and they agreed %o
inmates working at the Centre on condition that they were escorted to and from
Work oy the Centre's staff, 3Ilaven started iz May 1973 2nd most were trained
in sandal groducticn. They Wwere well accepted oy the other workers and in most
cases carrisd out taeir duties competently in spite of the fact that few had
nad any orevious sxperience, However, the Government periodically granted
amnesty %0 prisoners and although the agreement had been that the Centre would
ve given persons with at least tWo %o three year sentences %o ensure continuiiy,

the result was that, on average, few inmates remained for more than 2 few months.

The varying number of personnel proved to be a continual problem throughout
the duration of the project. There were 132 employees in January 1977 as against
103 in March 1979, as table 3 shows.

The planned labour force and production for 1973 are shown in table 4, and
the actual production figures to 1977-1979 are listed in table 5. The plan was
vasod on the assumption that all machinery and equipment listed on 1 August 1977
was installed and operational, Most of the machinery ordered had arrived by
Octover 1373 but by “hen there was a shortage of between 40-50 employses
resul+ing in the estimated production target not veing reached., This situation
remained unchanged at the snd of the project in May 1979.




Table 3.

Personnel employed and total monthly wages paid

during 1977-1979

Personnel

Nonth Total wages
Administration Management Technical Total {7D)
271
January 23 7 102 132 2 988
February 27 7 100 134 2 383
March 21 7 114 142 2 956
April 23 7 102 137 2 905
May 27 7 92 126 2 912
June 25 7 33 120 2 714
July 25 7 91 123 2 729
August 27 7 91 125 2 059
September 24 7 76 107 2 449
October 25 7 78 111 2 393
November 19 7 79 105 2 836
December 27 7 75 109 2 779
1978
January 23 7 74 104 2 590
February 22 7 77 106 2 724
March 22 7 3 107 2 764
April 23 7 78 108 2 394
May 23 7 32 112 3 199
June 24 7 100 131 3393
July 21 7 94 122 3 258
August 22 7 92 121 3193
Septembver 22 7 101 130 3 446
October 22 7 97 126 3 230
November 21 6 97 124 3 454
December 21 6 93 120 3 451
12
January 21 6 32 109 3 403
February 20 5 38 113 3 256
March 20 79 103 262
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Table 4. Planned labour force and production, 19732
Labour force Production (pairs) !
\ Monthly, uarterl: '
Juarter Month all ¥
Shoes and footwear \ Shoes All
Sandals ooots Sandals and bYcots footwear
Januvary 250 150 9 600
First Feboruary 250 150 3 400
Marca 250 150 3 800 17 125 10 275 27 400
April 350 200 13 200
Second May 350 200 13 200
June 350 200 1275 23 975 13 700 37 675
July 400 300 17 500 !
Thipd Azgust 400 100 17 500
September 400 300 14 350 23 200 21 150 49 350
Jesscaer 200 400 19 20C
Tourth  November 400 400 14 300
December 400 40C 13 400 26 200 26 200 72 400
Total 166 325




Table 5. Actual fooiwear production, 1977-1979
Pairs)

[uarter

Tear and month

1977 29 121

1973 97 024
First 13 495
January 4 17C
February 3 360
March 5 385
Second . 21 427
April 4 381
Moy ‘ 3 372
June 3 474
Thizrd 31 312
July 10 310
Augnust 10 143
September 10 353
Fourth 30 790
October 10 262
November ’ 3 551&/
December 10 341
1979 (Pirst four months) 34 296
First 30 296
January 11 341
Pebruary 3674
March 273
Second
April 4 000

a/Six production days lost in November,




Payment systems

There are two payment systems in operation at the Centre, one on a mcnthly
vasis and %he other on piece-rate, although the former was more widely used.
Operators earmed between YD 23,500 and YD 23,500 per month, supervisors between
YD 30,000 and YD 36,000, the chief mechanic YD 42,500 and the production manager
YD 56,000. The lowest salary scale was for cleaning staff who earmed YD 13,000
per month, and the highest was for the general manager, who earmed YD 20,000.

The osther form of payment, piece-rate, enabled z2n average werker to earn
agproxinataly 20% more, This system was advantageous from the production point
of view out was introcduced only when operators were well trained, If is well
nown thas when operators work on the piece-rates system they tend to become
neglizent, and strict quali’ty contrcl is necessary. GHowever, ke Centre 4:id
not have sufficiently experienced quality controllers and from bitter experisznce
it Wwas learmt that only certain operations could ve run on this system, 2.2.

cutting synthetics, lasting sandals and certain closing and cementing ;jcbs,

There was no time and motion 2:pert at the Centrs; <*ime studies were carriad cus
ty the production zanager and ais assistant and based on the production iime of

snoes 2r tcess or a0 zairs of sandals. In

+,

several toxes ccataizning 10 pairs o

13

-
I

addizzon 30 actual cperasional time, 0% extrz time was allowed Sor Tetiin winding,

changing “ools, pocuring cement 2%tc,

Uoper leather cutters were paid an additional allowance of 3 fils per pair
srovided they keep within a certain waste limit, and personnel were rewarded
annually Wwith a onus for outstanding work. This last occurred at the official
operning of the new production line in October 1572 and it was decided that in

Future it should take place on 1 May sach year. The value of +he bonus ranged
from 2-4 weeks salary. <

Machines and equinment

When the Training Centre was extended fo include production of leather
footWwear in the second phase of the project, a number of considerations
had to be taken into account, e.2. type of footwear to be produced, raw materials
needed and styling and production methods, all of which were discussed with the
Govermment officials concerned,

The estimated production figure was 1,000 pairs of footwear per day,
provided 211 machinery and equipment was installed and operational, % least
160 personnel would ve needed to achieve this ocutput and no indication was given
oy the Jovermment that any labour difficulties would arise.




Selection of machinery ard squipment was finalized and tenders submitted

so Tirms ir Demmark, the Federal Repudlic of Germany, France, I%aly and the

Inited Kingiom.

Iz dugust 177 an order for one Duo-Rail sransporter for the lasting and
making room was approved and at a meeting with goverrmment officials held in
Maren 1978 justification for ordering sther vi%al machinery was presenzad o
the Ministry of Industry. In dpril 1578 YD 30,00C was approved for ihis

gurgose. Total outlay by the Jovermmens for machinery and 2quipment during
7-%%7% was YD 107,0CC, and oy UNISO 350,0

~

g
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Penders for machinery and aquicment began arriving in May 277 and were
avaluated on 3ae nasis 3f quality, outsut 2nd srice, The manager af %he Centre
and the project manager srent taree weeks in Zurore studying machkinery and
paterials and contacting manufacturers. Machinery was then ordered sut it
often rad 2 delivery delay of over 3 year afier a letier of credit had bdeen
issued e.g. post sewing machines with trimming devices fcor lining., Meost
zachinery, aowever, nad arrived oy the 2rd of 1373 and the lasi machine
ordered 3y UNIDO was delivered ix April 1373, Aipmex IT lists machinery

imported oy she Jovermment zré UNID0 durirng 1377-197%,

Installation

At the exd of the project in May 1579 a fotal number of 71 macaines aad
arrived, 43 purchased by the Govermnment and 2 by UNIDO. The mecharic and ais
assistant were responsible for ithe installation of this mackhinery and in doing
so they duilt up good team work within the Centre, working in close 2c-cperasion
with the foreman and operators of each department. Working principles fcr»
common mechanical, hydraulic and pneumatic systems were devised for operators,
and w#hen machinery arrived without being fully operatisnal, it zad %o %e
stripped dcwn entirely e.z. one hydraulic cutting sress, one heel seat lasting
machine and two sewing machines., This was 2 time-consuming cperation dut

provided excellent training for all concerned.

Electric installation was delayed by very higzh tenders for this work and
most machines were eventually connected by the Centre's electrician, The
Duc=-Rail transporter was wired oy technicians from %‘he British company responsibdle
for its delivery as well as that of other machinery in the lasting and making
department, '




Instructions for regular maintenance cf machinery, e.g., changing oil on

hydraulic machines, the compressor and nmachines with automatic lubrication sSuch as
the seam levelling machine and some sewing machires, were placed in a strategic

part of the workshop.

As a number of the machines were pneumatically operated a piping system,
for which 3 special plan was drawn up, had $o be irstalled out this fook
months to complete as the contraclor only worked on it pericdically. On the
Duo-Rail transporter Diping was attached %o the lower part of “he macihine whereas
in 2%ker devartmenis it was installed slighftly below floor lavel., 3ecause of
the rery high lewvel of humidity in Democratic Ysmen taps for waiter sutlets had

to ve installed and 211 preumasically operated machinery was fitted with filters

to facilitate simple daily drainage.

The central 2ir compressor was installed in 3 specizl unit opposite the
main erntrance to the Centre and 2 large window built into the wall to provide
fresh air., A fan was alsc instalied for cooling purposes., 4Although the
compressor was equipped with a special water-separating system, 2xtrs irainage
w#as nrovided and water pumped cut a2t various points of the Tentrs %5 avoiid

axidasion 2f macainery.
Lizhting

Lizhting ia she Censre was inadeguase for work of gzood Tialifty, sarfizularly

1]

iuring meraning and cvertime nours. To improve conditicns fube lighiing wa
selacted from sanders received. Howaver, the order was not approved oy she
Miaissry ¢f Indusiry. Individual lighiing for machines, sspecially in the
clesing room, was not available until October 1978 when the last order of

Pfaff sewing machines arrived, but five machines were still without lamps at the
end of the project. The result was that some operators suffered sye-stirain,
particularly when working with black material, and this may well have teen one

of <he reasons for high atsenteeism in the closing izpartment.

Norking conditions

Determined efforts were made to provide the best possible working
conditions during the time machinery was being installed but operators in the
closing room worked in very cramped quarfters and to improve the situation,

adjustable chairs were ordered in November 1373, Arrangements should oe made




4o provide more water drinking facilities for staff to avoid wastage of working

hours. The irom recofing is badly in need of repair and it is recommended that
it be replaced by aa aliminium roof, to lower temperatures inside *he factory

iuring summer; in addition, two large fans skould be installed.

York started at 7 z.n. and finished 23 % p.a. with 2 half-hcur oreax at
9.30 a.m., except on Thursdays when work ended at 1 p.m., the last half hour
being spent on cleaning machinery., Difficulties wWere experienced with late
appivals in the merning, werkers axtending their nalf-pour oreag and women
zetiing ready to leave early, but the situation improved scmewhzt 2y the
snd of the project. The ccmiinuous Iive-jour stretch after the morning treax
-

is 5oc long Jor efficiemey; she treax saculd ze tagen at 11.30 a.z3.
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II. TRAINING

The acute manpower shortage in the country resulted in many inexperienced
seople bSeing employed ir adminisirative, superwvisery and operational
positions, thus exitending the training scnedule, Tadble 3 lists the monthly
changes of staff which made training a continual process and necessitated
more overtime hours for the project manager. Arnex III lists f%tze training

courses that Were given in 1977-1973.

Pattern cutiing derartment

In 1977 four pecple Were amployed in this department. TwWo wWere later
transferred secause of an insufficient work locad and in 1373 only the pattern
cutter remained when nhis assistant moved %o the 3refisiing Zeparimert as

controller.

Practical training included making of last patterms, standard patterns
for dxford znd Dervy tyves af fogtwear, moccasins, slastic and buckl2 shoes,
sc0%s, ané 2 variety of sandals for men, wWwomen and children., It 2150 comprised
arading of varicus types of footwear, culting of zinc patierns and binding of
carisoard patterns. Fariicular care was sagen 30 iamprove sroduction fschnigues,
2,g. in meking paiterns for ifoe-caps and zco%s.

Practical demonstrations were held on how dest %0 make perforating die—
zoulds on 5 mm red fibre slates using round unches, his teing z sarticulanis fas*
and sconomical #ay cf making perforatiag tools {or men and wWomen's sandals.,

One or %wo di=zs usuaily sufficed for 2 series of patterns and proved faster
and safer %than using the perforating macnine., Various means of calculati
material consumption for different patterns were introduced, the parallslogram

gystem being the one a%t present in use at the Cenire,

Jpper leather cutting department

Bleven women were employed initially and they attzined a fair xnowledze
of materials and cutting techniques, However, by the end of 1977 only two

remained, some resigning for personal reasons, others being reassigned by the
authorities, '




Training was based on hand-cutiing and the women first learmed how %o
shargen and maintain a good cutting mife and ito cut Wy holding the lmife at
a right angle to the pattern. They were ther trained to cu" patterms from
diffarent kinds of leather, talking ‘o account guality, siretch and low
wastage level, Savings in material, particularly in the latter half of the
project, were considerable and any leather 1l2ft over from men's 2rnd women's
shoes was used for specially desianed children's sandals. This was one of the

major achievements of *he project,

Suede leather, used for boots and shoes, came in a varizty of shades which
made suality supervision 2 necessity <o snsure correct matcaing, 3Zach sperzior
was instructed in the daily maintenance of his machine and the patterms he used

were made of hardboard or zinc, the former steel-bound to avoid deformation.

When new cutting presses arrived in 137f machine cutting replaced hand
cutting. Training in pattern placing was of prime importance, znd to achievwe
maximum production value 3 knowledge of quality classification, thicimess, streich
stc., of hides and skins proved essential, as well 25 how hest to cut iwo

different patterms together. Personnel were instructed as o which defects in

[9%

ides would not e visidle af<er lasiing z2nd cleosing. ZFquisment for makizg
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cutting kmives alss arrived in 1372 and cuiters were supplied with %ecxes in

which iciives were clearly marksd, making selection zasier,

Prefitt . ng department

Prefitting can be broken down into splitting, skiving, stamping, marking
and control, Detailed instructions on the handling of 2ll asvects of +he
splitting machine were issued %0 operators and few problems arcse, With skiving,
however, the situation was quite different bvecause of freguent changes of
operators during the second phase of the project. Much time had to be spent
training the new operators how to set the warious skives for diffarent kinds
and thicknesses of material, select the correct presser foot for 1ifferent

types of material, and sharpen the kmives.

A more gerious problem than lack of operators iz the lack of proper

supervision and control.

Work on the new lining stamping machine ran smoothly. Final control of
output from the cutting department lay with the prefitting depariment, and 2 great
deal of time was spent on training conirollers to understand all aspects of
materials and an acceptable quality level,
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All worx in the cutting, orefitiing and closinz depariments is

transported in special plastic toxes of which the factories has 210 pieces,

120 for men's work and 12C for women's and children's work.

Closing department

At the erd of the project the closing department was extrezmely well
equipped but in 1973 it had faced serious provlems in the employment <f
operators, The ladour force showed little interest in working overtime hours
and the department had the higZhest atsentseism rate in the Tentre. Productiviiy
#as no%t up to intermational standards, even When workinz on the nisce-rate
payment system, altnough it would te ircorrect Yo slame this on inadequate
training, and offen originality of design had to be simplified to xeep droduction

lowing.

Adomen wWere first trained on flat machines sewing simple liningfwork
or sandals, and they were provided with guidas %o make operaticn easier
and to improve the appearance of %the finished upper. When more sxperisnced

they mcved on to spscialized machines such as the st machine.

Initially the Centre had one f3lding machine for which 211 werk had %o e
pre-cemenied, 1 new thermocemen*ing and foliing machine using sranulaca
cements arrived in July 1372 and was used for 21l laasher ard some synthetin
materials, *he original machine only being used £or synthetics when needed.
Approximately two monihs training was necessary to produce fully z2cceptable
work.,

To control the machine closing room operafors dave to te 2dle i3 stop
the machine 2t exactly the righ%t coint far *he required numver of stitches.
Training started with instruction on the functioning of the machine, adjustment
of the chair and the correct posture while using the machine, Operators were
then taught how %to use %the pedal while keeping the machine running slowly and
evenly, and now to sew fthe correct number of stitches. 0iling, changing of
needles 2nd cleaning the machine were demonstrated and the mechanic adjusted

+he clutch to allow even friction and to control rotation.

Women were first taught to stitch straight lines on paper within a certain
time limit, then more intricate designs and finally to sew lining into shoes
and to stitch sandals, using guides welded to the jumping transport,




Guides were used on the perforating machine only when necessary and as it

was a2 simple machine to operate the mistakes that occurred were caused mainly
through carelessness. Perforation of sandal straps, buckles etc,, was done

on two preumatic presses With templates, and production ran smoothly.

Due to frequent changes of staff a number of people operated the :: elet
w3chine.” It was simple to handle, but the correct setting for different
styles needed control. In spite of samples veing availaole t{o check against,
occasional mistakss occurred. The main troblem, however, Was the inability
to obtain spare punches from the manufacturer and eventually simple 5 mm

punches Were zade at the Centre.

Cne sf the problems that arose in the closing rcom was that operators did
not sharven post machine trimming knives regularly which resulted in reduced
lengtis of stitching 2nd poor lining trimming. They also had to be reminded
continually to adjust the tension of upper ané lower thread, according to the

materials being used.

Jottom cuiting jecartment

&
<t
K

il 1979, after continuous “<raining of perscrnel, 4:id $his derartmens
functicn 2fficiently,

For aconomic reascnsg, soles, insoles, toepuf?s and stiffners were drawn
on the sheets until cutters tecazme 2ble to do without the drawings.
Skiving of leather, gymthetics and rubber reguired an understanding
of the different degrees of skiving as well as the different machine setiings.
This demanded ccntinuous training, particularly in the skiving of toe-puffs
and stiffners from synthetic materials., Slotting of insoles had to be

cons*antly checked for correct lengths so that straps fitted exactly when lasted.

The automatic scle scouring machine and the insole trimming machine were
easy to cperate, but as setting required more skill it needed constant control,
Althouzgh problems were experienced, the situation was much improved by 1979.
Setting of numbering, insole slotting and insole pressing machines was not
difficult and training proved relatively short and problem free, but difficulties
with rand laying did occur, these being overcome by repeated practical
demonstrations, Setting of the automatic sole trimming machine was done oy
the mechanic so the operator only had to place the sole units between the
clamping moulds bYefore starting the machine,
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Cementing of sole uaits, using a scle cementing machine, was an easy
operation and yet it took a long time before operators were able to perfect
this, to correct the viscosity of the cements and keep the machine perfectly
3 clean. All sandal straps were cut in this department and when using synthetic
upper materials two metre length straps were precemented defore cutting and

immediately passed on to a special machine for folding various strap widths.

After 1973 all cutting xmives were produced at the Centre dut as they were
made of coli-vent steel and not forged, fewer soles could te cut 2t one time

i.e. normally only one 2air.

Sandal lasting and making depariment

Production-wise this was the largest deparimen: in the Cenire, manufaciuring
a variety of footwear for men, women and children., The children's footwear was

made mainly %o improve material utilization and therefcore in small quantity.
J

As all sandals are hand-lasted operators nave their own table, lasting
stand and usually three to six pairs of lasts. Lasting techniques vary for |
different types ¢f sandals, but openings at foes, neels and sides remain %the same,
and special templets were prepared for this survose. Periodic drcolems with
loose lasting were experisanced in which case the operatcr nad to relast svery l
pair not acceptable. The supervisor ofiten assisted in sole laying in order fto
contrel lasting, pementing of upper and sb6le units and to check that the
cement was sufficiently dry vefore veing used. One person was needed %o prepare
work for the lasters, to receive all sole units and to distribute them Zor
roughing or solvent wiping, and 50 see that the transporter was always filled
with lasted sandals ready for roughing, cementing and sole laying. Uppers
came in ctoxes of 40 pairs and after the lasting margin was roughed they were
repacked into ‘the same box together witk roughed insoles, for delivery to the

lasters,

The department made every effort to rough all polyurethane soles but at
times the need for more soles than the roughing machines could handle necessitated
solvent wiping. Three people were needed for this, two for basic cleaning

and one for final cleaning.

One of the difficulties experienced was that operators did not take
sufficient care in differentiating between synthetic and leather roughing;

synthetics needed a copper brush, leather a steel brush and scouring paper was

alsc used,
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Prequent changes of staff in this department, mainly inmates of the prison,
made training 2 Yime-corsuming precess. Operators usually startsd with attaching
insoles and cementing uppers and inscles. When fully familiarized with this
they went on to the technigque of lasting a more simple type of sandzl.

Lasting, making and finishing devartment

The cutting and closing departments were never able to satisfy the production
demands of the lasiing department, which 2f42r firnishing shoe anl tcot urzers
lasted sandals. The department is sxcellently squitped with machinery and
2 great deal of time was srtent on %raining persornel %o operate it. The
supervisor was trained in production techniques, nowledge of materials and
the various types and uses of cements, special emphasis teing placed on
activating time and press time for varicus typves of sole units. Operators
were giveﬁ instructions on the daily oiling, cleaning and adjustment of machinery
but in spite of this proving fairly successful, oil was scmetimes used on
clutches and fackspots which created tremerdous crovlems.

=

When uppers arrived from the closing depariment toepuffs were Sused on 2
special activating press. Then 2 thermoplastic stiffner was inserted znd moulied
Tirgt with an activating unit and then with refrigera<ed moulds for immediate
set. Attachment of insoles and the pulling-over process was satisfactory tut
side and hand lasting less successful, and repeated demonsirations were ziven
to emphasize the importance of firm lasting in *he skank por<ion and ihe over

ball-points to obtain 2 shoe with Zood shape vetention.

Roughing and cementing of the lasting margin needed sirict ccnirol, as
excessive roughing resulted in almost immediate upper tearing. OCrerators have
been known deliberately to rough incorrectly so that they could te transferred:
similar incidents have occured in other departments as well. During trimming and
scouring operations special emphasis was placed on the shage of the finished sole,
edging and neels and special guides for scouring macnines were ordered fo
provide maximum efficiency.- At the start of the project lasts were usually
slipped after machine-cleaning of the shoe but in 1979 shoes were finished
on the lasts, After last slipping, socks were insertad and the shoes laced,
inspected and boxed,

Mechanical department

One of the main concerms when starting up factories in developing countries
ig to ascertain that adequate mechanical expertise is available in order to

maintain and run machinery at maximum e=fficiency.




In 1377 the mechanic at the Centre had had some experience on simple
machinery out little on more advanced machines and for this reason his training
was Ziven top priority. During the second phase he lsarmed 5 repair sewinz
machines, gained a full understanding of various hydraulic and prneumatic
systems, some imowledge of electironics, zow %o Zo about setiting out guides :
for operators, and how to make spare parts and serfarating tools. It was
esgential to inow where outside assistance was available when reeded and here
the srip-building yard proved invaluable with the rewinding of motors and

production 3f raricus mackine partis.

The mechanic attended twe iraining courses abroad sut the now_28Ze ae
gained of cutting mives 2t a course in Austiria was very basic as he only
spent a short fime there and he received further iraining in welding a2t the
Centre. Assistant mechanics were irained throughout the duration of the
oro ject and together with the experience and aptitude of the chief mechanic

it was felt that this department would run efficiently in the future.

The folicwing recruiiment and training o rersonnel was 2nvisaged in she

-~

project document %0 acnieve 2 croduction level of up o 850G pairs of foctwear

in one snif%:
"(3) 120 werkers will %e provided wi<h “urther training in order
to achieve the proposed production target;

"(k) 3 %5 12 highly skilled workers will assume imporian positions
in the various compariments afier acquiring the necessary iraining;

"(c) 3 to 6 technicians to be trained to meet the requirement at the
technic?l/banagerial departments (plamning, production, techanical and sualisy
control);

"(4) The total number of trainees will reach 180 Yy the end of June
1378. They will be capable of producing 500-400 pairs of footwear in one
shif+t.”

The Centre very nearly achieved the estimated production level in the
second half of 1978 with a work force cf approximat-ly 100 labourers, only
80 of whom were present daily.

The estimated production for 1979 was an cutput of 120,000 pairs

of footwear with a labour force of 120, The actual production figures for the
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avle 5) with an average work force

sirst four months was 34,206 pairs (%
jon target for 1979 could

This meant that the annual product

of 107 perscns.

present production were maintained.

e reached if




- 31 -

ITI. PRODUCTION

Production f£low

Most raw materials, and other materials sensitive %o heat and numidity,
were stored in air-conditioned rooms. Upper arnd lining leather was sorted
according to the type of footwear Jcr whick it Was tc be used and ftaken
directly to the cutter who placed it cn a special Yar nrear the cutting press.
Orders for shoes were made up in batches of 1,000 zairs, 10 pairs for 22ch
#orking tickat; ihe same applied to sandals osut with work-ticikets Scr 40
pairs. 3hoes and bcots have ucpers and lining made of leather whereas sandals
have partly synthetic upper materials and only some leather lining,

Synthetics were cut in two or four layers 2t a %ime according to the thnicikness
of mataerial. After cutting, Work was placed in special containers which could
se stacked to 3allow minimum storage space. After passing thrsugzh varicus
operations such as splitting, skiving, marking, numbering etc., work was
controlled for quantity and quality and any defects, for sxample, ill-matchad

leather, were returmed to their resvective depariments o de redone.

Producticn was recorded and delivered to the closing rocm where incoming

osroducts were Jirst checked for quantity znd ihen divided into a seciion for snoes zxn2
100%3 3né aroiher S3r sanials. dorik in the shce seciion was iividisd 3o that 222h

operator cnly had ore job to finisn, e.Z., closing of back-seams, whereas in
the sandal section each operator completed the entire closinz of the upper
sart and attachment of buckles, and only strap periorations were done oy sther
workers, quality and guantiiy were controlled agzainst samples always 2n i2nd

aftar which work was delivered Yo the lasting and making deparizent.

When the upper leather cutting department received orders identical copies
of insoles, soles, stiffeners and toepuffs were passed to the bottom cutting
department., The former two uniis were cut on 2 daily basis and the latter
two cut on 3 mcnthly basis from synthetic materials. These components were
transported from one department to the other on movable racks and finished
products were stored in the bottom cutting department until needed in the
lasting and making departments. Covered insoles, prepared in the bottom
cutting department, were transfarred to the closing room for binding.

The lasting and making department for sandals received uppers in boxes
and bottom components on racks., Before lasting 2 new pattern i{ was compared
'with available samples to ensure uniformity of toe openings and backparts.
After the sole had veen attached, further control took place and when the

sandal #as found to be fully acceptabvle, it was delivered to the shoe room.
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The lasting and making section received uppers in boxes. Insertion and
moulding of toecaps and stiffeners was done immediately, regardless of when
the shces were tc be lasted. Before being roughed or sent to the neat setter,
shoes were checked for any visible defects, that the position of he upper on
the last was correct and that lasting was tight, particularly the shank portion.
The neat setting drocess itightened and stabilized the upper and towards the end
of the project, cleaning, repair and finish were all done on the last after
#@nich it was slipped. Insertion of socking and lacing concluded operations
out shoes were only packed and stored after a final check had Seen made or any

defacts.

Production olanrning

The largest orders came from the Hcme Trade Department, and to a lesser
degree, {rom private traders. These orders for at least 3,000 pairs per
rattern may be produced in 3ifferent colonrs and materials paxing sroduction

pianning relatively simple.

Incoming orders were recorded in 2 production control book, 2 card zade ouk
for s2ach order and a check made with %the assistant production manager %0 ensurs

-

that the right patterms and zaterials for meximum utilization were selec<ad,
These production cards were stored in the material store-roon and were handed
out dy the assisiant production manager, together with %he necessary aaierial,

%0 the upper and voticm cutting departaents.

The supervisor of each department was respcnsible for recording 3daily
groduction and Ior sending the previous day's production figures to the office
oy 3 a.m. SO that management could register and control the output of =2ach
department. In this way any missing order could de picked up immediately and
a check made on the reason for its delay.

In cases Where defacts were found the entire order was delayed until repairs
were completed and a ticket made out by the supervisor listing details of
defect, time and the department concermed.

Production figures for 1977-1979 are listed ir table S,

Departmental ordering orocedures

To provide maximum efficiency supervisors had to hand in requisitions to

the storekeeper oy 7 a.m. These were recorded on a cardex system and materials
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issued 5y 9 a.m. Upper and lining materials, however, had to be
requisitioned, sorted and controlled one day earlier. When special materials

not stored 2t the Centre were needed, the storekeeper had to use one of the

Centre's vehicles t0 collect them from one or other of his outside storerooms.

Purchase of materials

In March 1977 agreement was reached with the National Tannery to supply
the Centre with at least 12,500 ft2 upper leather per month and 211 the lining
leather required. A% no stage was this figure realized in spite of reassurances
in September 1977 %hat the quantity would actually bte increased by 50%. 3y
November of the same year every available sirip of leather, including zoai
skins which had been in storage for many years, had been used to make sandals.
The chairman of the Centre refused %o zllow import of upper lesather uniil
October 1977 when Zungary, India, Pakistan and the "mited Heputlic of Tanzaria were
approached to supply raw materials., In November 1377 the manager anéd project marager
purchased 16,000 ftz of upper leather and 500 m of textile lining during a
7isit %o India, %o meet requirements £or the »roduction of 3,0C0 pairs of

boots ordered oy the Presidency.

A loan of ¥D 15,000 from the Pepsi-Cola Factory in Adern =nabled the

Centre %0 order some materials in August 1977 but rot until credis Zor

7D 150,000 was received in October 1977 could material %e purchased in dulk.
Buying was nandled oy tke manager, the production manager and the project
manaZer and 2t least three offers were considered before a final decision

was taken,

The Centre changed its suppliers acording to the fluctuaticon of the currency of
the country concerned. 4 large share of buying was done in the Federal Republic
of Germany and Japan tut in 197%2, with the decline in wvalue of the United
States dollar against the deutsch mark and yen, altermative suppliers had to se

found.

In 1977 the manager and proc ject manager visited Burope to study machinery
and materials. In 1979 they made a similar tour and bought materials, low-
oriced stock lots and excellent quality polyurethane soles and microcell-rubbver
at a net saving of more than 840,000, This proved that large savings could
ve made by careful study of market prices abroad.
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Delays in delivery were experiasnced, particularly w@with polyurethane
cement, thinner, eyelets, polyurethane soles etc., which effected produciion
planning and output. 3hips expected to sail directly to Aden were often
delayed in Jedda f>r months and microcell-ruboer urdered in France arrived one
year late, putiing an end to any production planning.

In 1973 2ll upver leather and most of the lining leather 2ad o be imported
as the National Tannery was not adle to meet demands. EHowever, in November 1973,
the Tannery 3:3 sroduce some samples af side leather acceptadla for sandal
oreducticn 2ut not for shoes and dccts.

ASZha recuast of $he lenire, mzmmiacTurers Fgitad in 197778 ragularly szeni
samzl2s of raw mztarials whicn couli be ta2sted localliy ané ordered accoriingly, Tut
the delay in delivery ofter doubdbled procduction time e.g. eyelets and duckles,
Any damage incurred during ‘ransportation was deali with dy the clearing sfficer,
the insurance comparny 2nd the troduction manager, 2nd the firnal assessment:

made b7y the project manager before goods left tke docks.

¥ariceting
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1277 +the Cenire 2ad 2 marketing ané

L2zring decartment

(2]

0lé products in storage tecause 97 tcor craf<mansnip.

a,
[] ?
(34
by
-
[9 28
(]
[@]
Q
e}
[t
'J
é
[&]
ry
n

Tn August 1977 meetings Were 2eld with the Departmenss oI Zome and Foreigm
Trade whicn resuliad in the atove faotwear Yeing repaired and scld, as well

as the so%tal preducsian Sar 1873,

Priate concerns bought Zoods directily from the Centre which increased
srofits oy 15% over the revenue from the Department of Hcme Trade, dsu® orders

Were only small and made from patterns in which the ministry had no interest.

Mariceting proved successful because of a closed intermal mariket, Zood
design, correct selection of materials and colours, and because the end
product was ooth attractive and reascnatly priced. Another reason was tecause
accent was placed on full utilization of materials as was %the case when patterns
for 2,000 pairs of foreparts were cut from wastage of 6,000 pairs of sling-back
court shoes., Most patiterns were coried from fashion magazines and made as
stylish as possible, Before being cleared for production a check was made
that the best possible utilization of leather had taken place without adversely
affecting the pattern. Few items were rejected, not because the craftmanship
was so Jood but bYecause small defectz, uracceptable 40 the international

market, wWwere permissable locally.
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Prices of footwear were settled after taking intc account the cost of
paterials, personnel, overheads etc. and allowing for a 15-20% profit.
The price per unit of all materials was calculated on weight, a cos®t margin
for sundry materials allowed, and all prices approved by the Ministry of
Industry. ZHowever, basic rules for cost calculation Were not Jollowed during
the last year which resulted in a profit of $6 on a simple pair of sandals.
The project marager cojected to this in the interests of the buyer whose low
salary limits purchase of footwear.

Prices of sroducts 2re lower than comparzble internatioral ones which
may be attriduted partly to the margin of profit of up fo 20% vetween ths ox-

factory price and the price to the consumer., Prices of fooiwear croduced 2t ire

Cen<re are listed in tablz 4. In Octover 1377 credit of D 1%C,2CC was obtained for
materials and oy April 1979 YD 82,200 of this had teern repaid.
The question of opering shops to sell footwear in octher zovermorates was

discussed with the Ministry of Imdustry out no definife decision was reached.

Lasts
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Lasts are the aoulds on which shces 2re reprodu
$i0-15 zer 22ir. They have 3 lijpited 1ils span due 30 %he dictates of fashion
and may be used for only 2 year at the most to produce siylish shoes, It was
therefore important that %the production c¢ycle from lasting tc the last slip
Wwas 28 skort as possidle so tiaat the last could te used several {imes 2 Zay,

thereby reducing costs,

The Centre purchased sole units from the Federal Republic of Jermany, France,
Italy and the United Kingdom, most of these teing delivered in English or French
sizes., Factories usually delivered both lasts and unit solss, and to save time

asts were ordered in their original form except for iwo which had standardized
backs. There was uncertainty at the Centre as to which standardized last should
be ordered tut the Frankfurt 71 type was finally chosen which could result in

a saving on cutting knives, moulds and shank stocks.
tieg of the oroject manager

In a country like Democratic Yemen which is on the threshold of industriali-

zation the project manager cannot be only an adviser. It is essential that he
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Table 6. Prices of footwear produced at the Centre

(Dinars)
Pattern number Pactory price dholesale price Retail price
Wemen's shoes
5 1.900 1.900 2.000
5 3.220 3.220 3,750
7 3.925 4.120 4.500
7a 1.925 4,120 4.500
9 3.925 4.210 4.500
94 3.325 4.210 4.500
10 4,210 4,420 4.300
11 4,210 4.420 4.300
12 3.925 4,120 4.300
13 4,210 4.420 4.300 ‘!
14 3.925 4,120 4.500
15 4.210 4,420 4.3200
16 3.9258 4.120 4.500
17 4,210 4,420 d.300
Men's voots 3.720 4,150 4.5C0
Men's shoes
307 5.510 5.735 5.4C0
308 4,500 4,325 56300
109 4,500 4,325 5.300
310 4,600 4,325 56300
3andals
201 1.940 1.940 2,250
202 1.940 1.940 2.250
203 1.940 1,940 2.250 .
204 1.940 1.940 2.250
205 2,100 2,100 2.450 *
206 2.130 2.130 2.550
207 4.175 4,335 4,300
203 4,175 4,335 4.300

209 4.175 4,385 4.300 ’




Table 6 (continued)

Pattern number Factory price Wholesale price Retail price
210 4.175 4.335 4.300
211 4.175 4.335 4.300
212 4.175 4,335 4.300
213 4.175 4.335 .300
214 4.17% 4.335 4.300
Children's sandals 1.470 2/ 2/

3/ No fixed prica yet.

nas 2 good practical iknowledge of all machinery %o set an 2xample to workers,
and also supervise the training of personnel so that they realize that quantity

is no substiiute for quality, for this will determine the final results.

In changing the Centre from a training ard partly productive unit into a
fully productive factory the project manager was responsidle for the Installa-
tion, running-in, maintenance and repair of new machinery, the iraining of
operators and the making of patterns, cutiing ives, spare garts and varicus
Zuides for cperators. In addition, he rad %0 tes% new materials and accessoriss
and advise which materials should be ordered after terders were received. This
naturally resulted in many hours overtime together W#with the general manager,

sometimes the production manager and nis assistant, and often the mechanic,
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Annex I

MEMBERS OF PROJECT TEAM

Post description Name

Intermational staff

Pro ject manager Odd Birkxhaug
Technical footwear
axpert Xen Longman

Counterpart stalis

Fadhle Easson
Yehia

A.R. Moayddin
Saeed Mansoor

General manager

Assistant manager
Production manager

Assistant production

manpager I.M, ibdulkarim

Arrived

February 1977

February 1373

July 1974

October 1977

Departed

May 1979

February 1379

[(]
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Annex IT

MACHTNERY IMPORI'ED, 1977-1979

Value in Equivalent
Quantity Supplier and item foreign exchange value
(cost plus freight) in dinars
Carl Siek - PFederwl Republic of Germany
2 Upper leather swing arm machines, complete DM 10 000 1 460,000
Vilh Pederson - Denmark
1 Strap turning machine, model 145 OB ™ 760 118,560
The British United Shoe Company — United Kingdom
2 Hydraulic cutting machines, with sparea L4 446 2 ;80,015
1 Number 4 pulling and lasting machine, wilh spares £14 543 9 336,610
1 Automatic humid HVA machine, with spares £3 961 2 542,965
1 Number 4 surface scouring machine, with spares £4 593,69 3 086.495
Freight charges £1 280 822,205
1 Number S5A lining marking machine, with spares £1 591 1 059,335
1 Monopress model A machine, with spares £1 515 1 034.745
1 Cement supply unit, with spares £1 046 714.420
1 Duo-rail transporter series 11, with spares £15 7155 10 760,665
1 Number 2 marginal cementing machine, with spares £1 062 125.345
1 Heel seat lasting machine, with spares £ 11 821,92 8 074.370
1 Number 3 sole stamping machine, with spares £ 1 360 928,880
Freight charges £ 1 554,36 1 061,630




Value in Equivalent
Quantity Supplier and item foreign exchange value
(cost plus freight) in dinars
sagitta Officina Meccanica - Ttaly
1 Thermocementing and folding machine, PR 6’]/‘[‘ £2 940 1 029.000
1 Special attachment to fold flat in sole 185 29.750
100 kg Thermocement £220 T7.000
Sewco Engineering Company — United Kingdom
1 Number 3 needle Puritan sewing machine, reconditioned £1 825 1 204.675
S.A, Anver - France y
1 Type 408 TSM number 6835 thermic reactivating unit t‘or]
thermoplastic counters F 34 190 6 928.000
1 Type 409G number 6352 thermoplastic counter premouldiné
unit '
Bruggi — Itallé-/
1 Automatic Sole Trimming $12 415 4 366,750
Fortuna-Werk Maschinenfabrik - Federal Hepublic of Germany
1 Model 34-Ag standard skiving machine nM T 190 1 137 .000
Tuttoscarpa SPA - Italy
1 Hydraulic cutting machine G/222 L 2 450 1 011.850
1 Bxtra block 1. 26 10.740
1 Hydraulic pressing machine type S/mod 156 L 4 150 1 '7113.950

'_a/ Machines bought by UNIDO 1977-1978.
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Value in Equivalent
Quantity Supplier and item foreign exchange value
(cost plus freight) in dinars
Freight charges L 710 293.230
F, Moller Sthne - Federal Republic of Qermany
1 Sole scouring machine number 18B, with spares DM 8 390 1 468,250
1 Insole waist machine number BFG3, with spares DM 9 653 1 689.275
Albeko Schuh-Maschinen - Federal Republic of Germany
B 1 Welt lasiing machine, number $75-58 DM 6 140 1 031.520
1 Individual dust collector 7924/60 DM 5 150 865 +200
1 Auto upper lacing machine DM 8 420 1 414.900 |
=
1 General overhaul machine for heavy boots DM 8 050 1 352.400 n
1
1 Seam reducing machine, with spares DM 1 571 1 038.435
60 Castors DM 150 99.150
Freight charges DM 155 102 .45%5
B 2 XN Rotary sole racks DM 509 204 .250.
{ 1 Number 11 lasting machine DM 959 633 90N
1 Number 3 needle Puritan sewing machine DM 2 515 1 662 .415
1 Master clock ~
- 3 Time recorders '
12 Card racks L
" D 4
50 Ink ribbons ( DM 2 447 50 1 617 £00
25 000 Time cards




Value in Equivalent
Quantity Supplier and item foreign exchange value
(cost plus freight) in dinars
Kaesar Kompresson GmbH - Federal Republic of Germany
1 Compressor unit, complete : DM 6 356 967,000
J.F. Behrens — Federal Republic of Germany
1 Twin unit clinching machine DM 1 665 218,055
1 Service unit for machine DM 245 40,915
.taples .DM 572 95 .525
J. Sandt AG — Federal Republic of Gerumany
2 Trade mark embossing stamps, 50 mm DM 682 117.305
1 Production drawing DM 207 35.605
2 Trade embossing stamps, 40 m DM 576 99.075
2 Tools for P.U., 9 teeth DM 190 32.680
1 Heel scouring machine number 078 DM 4 806 826 .635
Freight charges oM 359 61.750
1 143 Individual dust collector DM 2 868 4913 .295
Spares for machine - DM 375 65 500
1 410 Hydraulic swing arm cutting press DM 10 395 787 940
1 339 Multifeeder DM 10 368 783 .300
1 9132 Insole slotting machine DM 4 912 483 865
2 143 Individual dust collectors DM 5 736 986.59%
1 D. Cold polisking machine DM 6 570 130.040
6 Cloth brushes D 546 939.120

-{v-
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Value in Equivalent
Quantity Supplier and item foreign exchange value

(cost plus freight) in dinars
2 078 Heel scourers DM Y 612 1 652,920
150 Rolls sand paper DM 12 500 2 150,000
1 413 Side cement lasting machine DM 6 072 1 055.565
1 9103 Pora-HS2 for heavy boots DM 6 137 1 095,565
Spares DM 693 119,200

Fritz Wagner WSK - Federal Republic of Germany
1 Pneumatic eyelet machine medium 804 DM 1 395 231,570
1 Pneumatic press 805 DM 2 100 348,600
1 Pneumatic press 807 DM 2 620 434,920
100 Punches DM 150 24,900

Pfaff - PFederal Republic of Germany

1 CL 438/49-01 Sewing machine, with spares DM 3 970 614,900
1 CL 544/944001 Sewing machine, with spares DM 3 730 634,100
1 CL 38/45-12-915/01 Sewing machine, with spares DM 3 594 610,980
Freight charges M 506,15 46,095
1 CL 194/61-09 Sewing machine, with spares DM 4 466 7504450
2 CL 463—944/01 CL Sewing machines, Wwith spares DM 4 456,10 148,625
1 CL 463/944-01 CL Sewing wachine, with spares DM 1 503.40 252,570
1 CL 471—755/01 BLX 1.2 Sewing maching, with spares DM 6 V4,50 1 023,875
2 CL 491-755/03 Sewing machine, with spares DM 12 189 2 047.75%5




S

[ -
Value in Equivalent
Quantity Supplier and item foreign exchange value
(cost plus freight) in dinars
1 Hestika sole cementing machine number 1016LVR $2 800 980,000
1 410 Rlectricity-hydraulic swing arm culting press M 13 274 2 100.000
1 Eyelet machine l $/ 130
1 Foil embosaing machine J
(.
1 Upper roughing machine $20 691

17-




Continuous training of personnel took place Srom the start of the project
as can be seen from the Jata delow,
training in 1973 is not an accurate

imdigidual training Sn new nachines

ourse

C3

ter leather cultirg

per leather cutvirg

)

Clesing and prefitii
Clcsing and prefitting
Lasting, naking and
finishing
Lasting, making and
firnishirg

stom culti
3otecm cuiing

Calculation of materizal
consunmpticn
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Annex III

TRAINING COURSES

tock place.

apr,

June

3ep%.

My

1377
1973
1977

1978

figure as many were retrained.

but the total number af staff who completed
In 1979 only

Yumber of trainees

Duratizn

{months) Starting Finishine
1 3 3
3 3 3
7 2 2
2 25 2=
4 3 A
2 13 73
7 22 22
2 2 4
p) 3 3
2 3 3
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