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Explanatory Notes

Abbrevationc:
UNDP United Nations Development Programme (New York)
UNIDO United Nations Industrial Development Organisation (Vienna)
ITRC Industry Testing Research Centre, Damascus
H2S80,4 Sulphuric acid
Cr203 Chrome Oxide
"wet blue® Chrome tanned hides/skins in wet condition
RPN Reveolution per Minute
NaHCO3 Sodiumbiocarbonate
Na,S Sodiumsulphide
NaHS Sodiumsulphydrate

Leather Factory No. 1 Cattle llide Production —-Damascus

" n » 2 Cattle Hide Production -Damascus

" " w 3 Cattle Hide Production —~Damasocus

" " ® 4 Sheepskin Pickle )
Lining ) Production in Damascus
Nappa Garment )

Leather Pactory Aleppo: Cattle Ilide )

Sheep~Coatskin pickle)
Lining ) Production

Nappa Carment )




ADSTRACT

The Bxpert has visited 2 Shoe Factories, 4 Tanneries
a¢ Damascus and 1 Tanneries at Aleppo.

1n the Shoe Factories, all the problems with the
Leather Quality have bveen mentioned and details are under

Findsngs and Visiting Reports mentioned.

Problems in the Production of Leather, according to the
Syrian Standard Specification, have been carefully observed
and recorded.

Process and Quality Control, #Aaintenance and iffluent
Preatment needs improvement in all the Leatier producing
Factories.

Recomsendations and Suggestions with immediate ‘Yrials
have been discussed with the responsible tecimical Persons.
Full details are menticned under Recommendations, page 6 - 33
and visit reports for each Leather producing Factory

separate,

The ITRC (Industry Testing and Research Centre) Damascus
has been used for physical and analytical testing of Leather
and Chromeliquors.
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INTRODUCTIOHN

The Government of Syria requested Expert assistance for
Quality Control in the Tannerics at Damascus and Aleppo.

The United Nations Development Programme (UNDP) in its

country programme provides international assistance.

The BExpert arrived at the Dutysiation Damascus on ths
10. May 1989, he returned to Vienna on the 4.July 1989,
Completing the 2 montk Mission with 2 days briefing and 2 days
debriefing at UNIDO, Vienna.

The objectives of the experts mission were to:

= Review the present status of the tanneries at Damascus and
Aleppo in terms of production technology, produotivity and
process and quality control,

= Suggest optimum methods to improve the quality of leathers
produced and ensure consistency of the quality level attained.

- Prepare a vork plan for the implementation of a guality
improvement programme in the tanneries including infrastructural
requirements, equipment with cost estimate, manpower and

training needs.

- Train local personnel worizing at the industrial wnits in carrying

out process and quality control analyses and tests,

The expert will also be expected to prepare a technical report
setting out findings of the mission and recommendations to the
Government on further action which might be taken,
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J. RS COBE SN DATTICHNS
I A. Damascus
I B. Aleppo

| 132

. embossed .
This 3 Factories should produce Leather from the

Soaking to the Finished Leather in each factory separate.

The present plan to toggle all the leathers from Factory

Ko. 2 and 3} at Factory No. I is not succesasful and in no

way resulting a good leather quality. There is unnecessary
transportation andi the leathers are piling up near the toggle-
dryers, getting dry and loose the oproper condition for toggling.

The 3 factories are equiped with nearly all the machines for
their independent production. The machines are old and need
repair, maintenance and some replacement, which is normal.
Por details see Ammex 6,

- Priority Ho. I: One toggle dryer for Pactory Ho. 3

One toggle dryer from Factory No. I
should be moved to Factory No. 2.

Priority No.2: New Fleshing Hachines or complete over-
hauling of the old machines

On2 new sam—setting machine for
factory No. I.

Complete overhauling of all the sammying
machines before shaving to result the
proper moisture of the leathers, which is
important for the - 3having-weight - and
the calculation of chemicals,

Priority Fo.3: 1 local made waterspraying machine for
conditioning before staking, for each
factory.

Renovation of factory lNo. 2

2. Leatherfactorv lo.4 [lamascua:

3.

Requirement of new machinery:

Priority No. 1: 1 new Fleshing machine for skins,
complete overhauling of the 2 old
machines.

Overhauling and repairing of all the
platfo:m scales and other balances,
Por details see Annex 6.

eatherfact e :

Priority No. 1: Repairing and overhauling of all the
platforn 3cales and other balances.
For details see Annex 6.

4. Training and lectures:

For 2 days at Aleppo and 3 days at Damascus, the technical
staff has been given full information regarding process and
quality control, to produce a better standard leather quality
which is required by the shoe factories.

Leathers from the trials have been demonstrated and discussed,




5. Syrian Standard Svecifications for Leather: (Annex 2)

The specifications have been translated into english
for 4 different types of leathers. The english copies
arrived only after this report had been completed.

Recommendations have not been possible anymcre.

6. Laboratories at Damascus and Aleppo ~ ITRC Tests

-~ This 2 Laboratories need some more small testing machines
to carry out their own physical and analytical tests.
For dctails see separate Recommendations for pamascus and
Aleppo on Page 20 and 33.

- The Laboratories are more important in future to carry out
the required tests immediately. One technician should be
assigned to the Laboratory for process, quality, . maintenance
control and development. He should be working with the support of
production manager and the Laboratory chemists, Only suitable
technicians with a good experience should be appointed.
In Damascus, the technician from Factory No. 1 may be suitable,
in Aleppo the technician from the finishing department has been
recommended,

- Testing at ITRC needs a very long time and the test reports
are only available after payments h.ve been made, Leathers
given for testing need 5 - 6 weeks with manv reminders.

It is advisable as mentioned above, to do the tests at the
Leatherfactories own Laboratories and the results will be
available after 2 -3 days or immediately. ITRC did not return
the tested leather samples, which are very important,

7. 3hoe Factories Problemss

- This problems have been fully considered and the technicians
in the leatherfactories are well informed, to take care and
treat the leathers as a valuable product with the necessary
improvement of a standard cuality. '

3. Effluent:

- Less chemicals in the effluent by changing the process in a
economical way with full or maximum absorbtion of the
calculated chemicals., ( see Annex 5)

= The highest chrome content in the effluent has been in the
old process 8.8 % Crp03

The lowest chrome content in the effluent according to the
new process 1.6 ;. Crp03
S s ——

- The 2 Effluent sxperts from uugoslawia got all the informations

from Damascus and Aleppo to prepare the "Terms of Reference"
for tae treatment of effluent at the existing plants and
the 3 leatherfactories without any effluent plant.




8

9. Training of young poeple as_technicians for the future:

- The young generation should be trained in time to be
available as soon as possible, There is a shortage of
trained poeple in the leather industry.

- Young persons who finished their education in chemistry
should be selected tor further training in leather technology,
approximately 2-3 years working in tanneries in Syria
and " - 2-3 years training in Burope, tamnery schools.

10. Planning of a New large Tannery, in future/ or renovation:

The Leatherfactory No. 4 at Damagscus and the tannery at Aleppo
are well established.

Only the 3 old tamneries No. l.2.and 3 at Damascus need to be
changed in future, or renovated step by step during the next
Years.

- There is plenty of land next to Leatherfactory Ho. 4 at
Damascus for the new construction of one large cattle hide
tannery. In a 2 story building the production can be
planned for 5 - T million syi. of leather per year under
one roof,

- Advantage would be:

l. The existing effluent treatment plant

2. Maintenance for the 2 factories

3. Steam, 2 boilers are already available

4. water supply

5« 1 office with all the administration

6. Combined store for chemicals

7. Location, not %oo far outside the city with
good connection

8. Machines and equipment from the 3 tanneries can
be used, only a few new machines may be added.
Very old machines should be replaced.,

11l. Hecommendation, separate for each Factory:

- The following pages contain recommendations for each
factory separate. Copies have been given to the production
managers for immediate action to standardise and improve
the leather quality. All the mentirned items have been
explained, some by practical demonstrations and trials.

12, Horkplan for implementation of quality improvement:

- There is no need for such a workplan as the quality
improvement started with immediate effect according to the
recommendations handed over to the production managers.

13. pachines and Equipment with cost estimates:

- Addresses of suppliers have been given and the up to date
prices can be requested by telex,
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Recommendations for Leather Factory MNo. 1, Damascus

1.

2,

3.

4e

Se

6.

Hew lachinery:

1 Fleshing Machine for Greenfleshing
1 conveyer water spraying machine for conditioning before staking

The fleshing ex lime at the present very old Fleshing machine
is insufficient, this machine needs complete overhauling or
must also be replaced by a new machine

Imported dry Raw Hides

from 3aud Arabia, Jemen or Oman

are of very low quality, full of butcher cuts and showing many
holes. This defects will finally result in heavy losses at the

Shoe factories, by additional waste of leather which can
rot be used for shoes, but showing full cost in sqf.measurment.

Improvement of }Haintenance:

The installed machinery ‘s old and needs special care, The
tanning drums are still running on transmission drive and
belt drive. Overhauling of these drums and to change over

to direct drive with gear boxes on each drum should be
carried out as soon as possible.Also all the drum doors need
repairing. ( see Annex

Basification of the Chrometanning with 3oda ash:

is not suitable at all. On a process control carried out

on the 2l.May 1989, the pH of the tananing liquor did show

PI 5 . As already recoummended, 3odiumbicarbonate should be used
and added diluted 1 : 10 during appr. 60', very slowly.

Effluent

This factory has no effluent treatment plant. The iffluent

is flowing directly in the outside river. A pre-settlement
arrangement in 3-4 pits in the ground and 3 large pits above
the ground with Airators and places for chemical addition are
p1annod and will be constructed in t{he very near future,

Vacuum dryer, 2 plates

Working at 90°C, time 2.5 minutes, but the top filter of the
machine is completely blocked, there is no vacuum 2nd after
opening of the machine, the water is standing on the leather,
The result of this operation is nil, only consuming stcam/heat/
electricity and labour without any result. This machine¢ is very
important and priority should be given for repuir/maintenance
or order for ne. cegsary snarc parts,

7. Proceas and quality control

To produce a standard leather quality, improved process and
quality control is needed from the soaking to the finishing
process, otherwise "“ere will be no srogress. (see innex 8)
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Recommendations for Leatherfactory Mo. 1, Damascus

8 . Jeparation the Lime section from Chrome section:

Limed hides after splitting have been lying in the chrome
liquor and on the chrome tanned hides.

1 separation wall should be build between these 2 sections.
as per scetch given.

9 . Chrome tanned hides are piled just in front of the drum, after
chrome tanning is completed. The limed hides are loaded into the
drvm, washed, delimed etc, The washing water which is of high pH
is running over these chrome tanned hides.

The Hides, after chrome tanning should be discharged and immediately
removed from this area to a safe place, away from the drums,
Normally near to the sammying machine, for further processing

to the shaving machine,

10 .. At present, the chrome tanned stock is going for sawdust and
shaving, no sammyiing. The leathers for shaving are very wet,

The sammying machine is next to the Shaving machine, and should
be used to get the leathers in the proper condition for shaving
which results the proper Shaving weight, which is needed for
the calculation of the Chemicals for

Neutralization

Dying

Retanning

Fatliquoring etc.

11 ., After retanning the leathers are bundled up in the druma
and there are problems to get them out of the drum,
The change of fatliquor which is giving a more slippery effect
may help to avoid this problems., If the surface of the leathers
is not slippery, the bundling starts,

12 , 3ammying-Setting iachine:
is needed before the leathers go for predrying to the
vacuum dryer. This machine upstairs is not in working
condition and needs overhauling.(old soleleather sam-setting
machine)
13 ., Pinishing: Base coat by padding, drying,
embossing the army grain,
+ spray coats on the machine, dry
+ top coat

after the embossing the base coat,there i3 no ironing
again for the spraycoat and top coat.

The base coat should be softer, for good adhesion, a bit sticky
The spray coat " * a bit harder
The top coat giving fixation and gloss, not sticky

Finally the embossing should take place to get by heat
and pressure a finishing film with a good resistance/fastness.
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Reco.mondationg for thoe Produktion of 3hoe Ynnerlcather :*11fmb°ssﬁ%thcrs

at the Leather Factory ilo. 1, ixumiascus

Trial ilo. 1

Fron the present nrodul:tion, stort oftor vecuunt drvins

hong dry the leather watil completely dry
pile dor 2-3 Jdoys in a roun uith high hunidity
Condition: dipping in 24°C uater
or oproy uator by Pistol on the grain side
pilc up and cover uwith ;-lasticycllround, keen over nigsht
checlz up and stuke (if too dry, adjust moisture,| lcep ovor night)
uniil the leather has the correct condition, acanin)
stako,
inaediately to;:gle on the frumes ond dry
ot approx 29-30"C for 1-2 hours only

This proceass control iu very iaportunt to aveid imaxvi leather,

Trial jlos 2

Tho follouing changea in the progeat proces:s muxt bz mude to inprovo
the leathor quality, =lso consider the efflucnt :ruvilen.

Inprove the goaking by m.chanicel action: OGreconfleshing

if poussiblo clrcady on the 3rd dry morning, rewoval: 2yvmim ovoer nirht
for tho dry selted hides.

et salted hideg, Graenfloshing in tho noradinz, Hel.me oiy? for
the limins proceass.

Limings Hotor toupe cloall be aimroze 249C before brimsing oo
gsoalted hides in, During the ccld usenson thiag tomp.
nmay be oven 239C, v ainm a liudng toup. cr ilacily M°%C,

Chro:ic touriing: uith the mnxiimm obioorbtion of ciarones
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Chrome tanning of cattle hides, with mzximum Chrome absorbtion,
2conomical regardinz cost .nd effluent.
Chrome waste liguors to be sunt for analysc

Suggestion:
e ———
- 9% calculated on Peltweight-

normal pickle
drain out the pickle float until apnr. 50, are left

add 6 — 6.5 % Chrome 3alt, 33. basic 60"

add 50 % water 60

add 25 % water with HaHCC3 slowly 6GC*

add 25 % uwater approx. 50°C 66t~ 120
Znd temp. 45-48°C
nll 4.0

stop over night

Chrome Retanning

- percentage calculaved on Jhaving weight -

wash 1 x(cold)at normal temp.
50 9 water normal temp.

4-5 % Chrome 3alt, 33 % basic )
0.3-0.4% MNAHCO3 powder

add 2 % Patliquor, stable i, electrolytes,(anionic)
or cationic fatliquor, diss., 1l:5

30!

run 2 - 3 hours
and ston over night

End pH 4ol = 4.2

further processing as usual

Fatliouor applications with maximam absorttion, at 3 stages:
1, Prefatliocuor 2 % added to the Chrome retananing bath,(as above)

2, Prefatliguor 1 - 2 % before the vegetable/synth. retannage

FPinal Fatliquor 3 % Fatliquor combination of 2-3 products

0.5 - 1 % symthetic 0il or raw oil
+

1 % cationic fatliquor,after the formic acid fix.
Totzl pure Patcontent may be adjusted for different Raw ilaterials
but should be approx. 5 -7 %
(rhe present pur fatcontent bee‘ng used is only 3.5 % )




Recommendations:s
Leather Factory Ho. l,Damascus

- FPFatliquor. Combination, after the dyeing
3 ' Julphonated Heatsfoot Liquor (75 .» pure fat content)
1 ;o Fish 0il Liquor (715% " " " )
0.6- 1 :, Synthetic 0il (100 » “w w0

after retanning

add 0.5-1 4 cationic Fatliquor, after the Formic acid
apnrox.(60 7 pure fat content)

Calculation of zure fat content:
2 « Fatliquor in Chrome retanning(75 ») 1.5 -5 pure fat content

44 " combination (15 %) 3.0% » " "
0.6-1 :» synth. 0il (100 3) 1.0% " " "
0.5~1 > Fatlcationic, on the end (60 -)0430+6 20 ® " "

Total : D8 -6.1 <, pure fat content

- Process control: after retanning and adding the 0.5 to
1 .. cationic fatliquor on the end, piH should be 4.0
and rinse cold before discharging the material from the drum

- After Vacuum drying: proceed as mentioned under Trial No. 1
= All the details from the process control, pll, water Temp.

exhaustion of the bath etce should be noted correctly for
further testing, until the process is set.
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Recommendations for leather Factory lo. 2, Damascus

——

1. Production of a standard leather quality

The recommendations given for factory llo. 1 are also fully
valid for this factory, like:

l. Greenfleshing of the drysalted hides before liming

2. Chrometanning split up in normal chrome tanning and
Rechroming, using fatliouor in the rechroming process

3. Basificaticn in the chrome tanning slowly with
Sodiumbicarbonate, and stop Soda Ash which is in use,

4. Shaving weight should be taken in proper condition

5. Application of the Fatliquors should be in 3 operations:
1. Prefatliquor in the chrome retanning/synth veget.retanning
2, Main Fatliquor
3. Cationic top fatliquor on the end after the

fixation with formic acid

6. 3top the wet toggling immediately. )

2+ Improvement of Maintenance
is very much in need. This old factory needs with all the very old
machines, very much improvement.
The vacuum machines are very much required for quality improvement,
but these machines are in a very bad condition even to be stopt
immediately, as they consume only a lot of steam—heating but without
any result at all.

The tanning drums are still running on transmission drive and
belt drive., Overhauling of these drums and to change over

40 direct drive with gearboxe3 on each drum should be carried out
aas soon as possible, (see ianex 6

3. Effluent treatment plant

Up till today there is no effluent treatment at all, All the
effluent is flowing directly in the river., Plans are exiating

in building 3-4 pre-settling pits into the ground and approx.

3 large pits above the ground with iirators and adding chemicals
for pH adjustment, floccation etc. The construction may be startet
in the near future.

4. Condition of this PFactory
This factory is in very bad condition and requires a complete
renovation, cleaning up all over,

5« Process control/ GQuality control

To produce a standard leather quality, improved control
is needed from the .oaking to the finishing process,
otherwise there will be no progress. (see fnnex 8)

6. Pinished S™WOS8Lek oy

There is no astandard in the anality, some leathers are hard,
some soft. Leathers after wet toggling arriving still wet for
finishing,

T. In general, this factory has the same problems as mentioned
in actory lo. 1 and 3.
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Recommendations for Leather PFactory lo. 3, Damascus

1.

2,

3.

4.
5e

6.

7.

8,

9.

Production of a standard leather quality

The recommendations given for factory No. 1 and 2 are
also fully valid for this factory, like:

1. Creenfleshing of dry salted hides before liming

2. Chromtanning and rechroming as per suggestions

3. Basification only slowly with Sodiumbicarbonate

4. 3having weight should be taken in the correct way,
leathers should be in the nroper condition and not too
wet,
At present, the water is running down during shaving.

5. Application of fatliquor during 3 operations for
maximum exhaustion

6. 3top wet togeling, condition the leathers suitable
for staking and toggle.

T. Use 1 5, cationic fatliquor as top addition, atter the
fixation with formic acid.

Improvement of Mein.3@nance:
Phis factory is fairly old and all th. machines/ scales/
vacuumdryer need mor attention from the maintenance.
The tanning drums, old ones, are still running on
transmission drive by belts. Overhauling and change over
to direct drive with gearboxes and V-Belts on each drum
should be carried out as soon as possible., (See annex 6)

Room for conditioning: After hang drying the leuther should be
completely dry, kept in a closed-up room with high
lumidity and a waterspraying machine with conveyer belt,
piled up again with plastic foil covered, before going
to the staking machine, There is sufficient space
available on the l.st floor

Lay out of this factory: is the beat from all the other 2 tanzeries

Bffluent treatment: should be the same as planned for tannery
Ho. 1 and 2.

Process and quality control: To produce a st-ndard quality,
improved control is needed from the so. .ng to the
finishing process. Quality control from time to time and
especially if changes in the process are made. (see Annex 8)

embossed

Finished leather:

There iz no standard quality, some leathers are hard, some
soft,

0ld splitting machine: Thi3 very old machine should be removed
to make space for other machinery.

General Problemss

This factory has the same problems a: mentioned for
factory No. 1 and o,
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Prial at Factory ho. 3, vJamascus

Retanning of EMbOSS€deather 2.2 - 2.4 am
Rox sides 1.6 = 1.8 mm

Shaving weight: wet condition as usual
wash
Rechroming: 50, water 35°C ‘
4-5,. Chrome Salt (33: basic) ) o
0.3-0.4 Sodiumbicarbonate powder )

+ 1.5, Synthol SP 120* stop over night
pH 4.0-4.2
wash
Neutralization:

1005 water 28-30°C
0.5, sodiumformiate 20!
+ 1.0 Sodiumbicarbonate 30'
pH 5 - 5.5, crosscut 2/3 blue

Prefatliguor[retam:m’ 3
100,, water 25 - 30°C

dye 20°
+ 1.5 Synthol 3P 15°
+ 1.5 Skytan G 37 ) 30°
1.5, Retamning R 7 )
+ 1- 1.5% Mimosa 60°*
drain out the bath
Fatliquoring:
1005 water 50 - 55°C
dye 15°
+ 2,5% Glycermax 159 )
0.5 Pish 0il ) 60*
0.67) Synthol 0 )
Pormic acid pH 4.0
+ 0.5 Derminol KW 20!

wash, cold
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Recommendations: Leatherfactories 1.2.3., Damascus

A. B. c.
letannine~ of embossed leather, Box-sides and Coataking
(2.2-2.4 um) (1.6 wm)
Shaving weight: A () B.(:3) c.(:3)
wash at 359¢C
Itechroming:
Water 359C 50-100 5G-100 50-100
+ Hasking agent 3o* - 1 -2.0 1 - 2.0
+ Chromc salt (33% basic) ) 30! 5 -4 5 -4 5-4
Sodiumbicarbonate powder ) 0.4=-0.3 0.4-0.3 0.4-0.3
+ tliquor HGP 120° 1.5 1.5 1.5
stop over night
wash 10!
Meutralisation:
Wator 28-30°¢ 100 100 100
+ Calcium Formiate 20! 1l 1 1l
+ Sodiumbicarbonate 30! 0.5 0.6 0.6
pH 5.2 - 5.5 cross cut 2/3 bluo, 1/3 yecllow
wash 20!
meingZProfntliguorzRotnnnin(;x
Water 25-30°C 100 100 160
Dye (dissolved) 20 - 0.5 0.5
+ Fatliquor H3GP 15 1.5 1.5 1.5
+ Basyntan D ) 20" 1.0 0.5-1 0.5-1
Meosyn H ) 2.5 2.0 2.0
+ Drasil 470 ) 60" 2.0 - -
Himosa ) 1.5 = 29 1.5~ 223 1.5~ 23
drain the bath
Fatliouoring:
water 50— 55°C 106 1C0 100
Dye (dissolved) 20" - 0.5 0.5
+ Fatliquor HSP ) mix nrocuct 1.0 1.0 1.0
Crassan PA ) ald hot Go! 1.0 1.0 1.0
‘Sulphirel EG 60) .\ .o oulsify 0.5 1.0 1.0
Coripol ICA ) o°%° mutsdly 1.0 1.0 1.0
+ Formic acid 1:10 26° pil 4.0 pif 2.8-4 pil 3.8-4
+ Aminex, cationic fatliquor 20°' 0.5 0.5 0.5
tho bath should Le clecar
wash cold
Hemarks: Tho products, application,

water temperature and the fatliquoriag in 3 additionc

has been chanpred.

The fish oil smell is still strong on the finished leather,
the quantity should be reduced from 1., to 0.5. only, in the

present production.
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Chrome tanning of cattle hides, with muximum Chrome absorbtion,
ecconomical regarding cost und effluent.
Chrome waste liquors to be sent for analyses

Suggestion:
ST ——

- 3, calculated on Peltweight-

normal pickle
drain out the pickle float until appr. 50, are lofi

- add 6 - 6.5 ;% Chrome Salt, 33, basic 60°
add 50 % water 6o*
add 25 ;. water with HaHCO3 slowly 60°*
add 25 » water approx. 50°C 60t~ 120°
gnd temp. 45-48°C
pH 4.0

stop over night

Chrome Retanning

- percentage calculated on 3having weight -

wash 1 x(cold)at normal temp.
€0 5 water normal temp.

4-5 o Chrome Salt, 33 3 basic ) 4,
0.3-0.4:, HANCO3 powder )

aad 2 », Patliquor, stable to electrolytes,(anionic)
or cationic fatliquor, diss. 1:5

ran 2 - 3 hours
and stop over night

End pﬂ 4.1 - 4.2

further processing a3 usual

Fatliowor applications with maximam absorbtion, at 3 stages:
1. Frefatliquor 2 % added to the Chrome retanning bath,(as above)
2, Frefatliquor 1 = 2 % before the vegetable/synth. retannage

Pinal Fatliquor 4 - 3 * Patliquor combination of 2-3 products
0.5 - 1 4 symthetic 0il or raw oil
+ 1 % cationic fatliquor,after the formic acid fix.
Total purc Fatcontont may be adjusted for differcnt Raw ilaterials
out should be approx. 5 -7 %
('the present pur fatcoatent beeing used is only 3.5 % )
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Recommendations for Leat:er Factory llo. 4, Damascus

1.

2.

3.

4.

5.

7.

9.

Storing of Pickled skins for Sxport

The storiag place in the tannery, around the machines and
approx. 2.5 meters away from the dyeing and tanning drums, 2.5-3.0 m
high, with temp. approx. up to 40°g>in the summer, is resulting
45°
damage to the skins and all the other machinery in the tanning
section,
The pickled skins for export need a cool storing nlace cutside
the tanning section, if possible in a 2 story building, kept
in the ground floor

Machinery / daintenance

This factory got all the e uipment and a modern Bffluent treatment

plant, but all need a imp:.ved maintenance system.

The 2 Sammying machines, 2 3having machines, 2 sam-setting out Machine:

which are suroundet by the pickled skins, need complete overhauling.
(see Annex 6)

Storing of wet blue and pickled skins

This skins should be covered well with plastic, to avoid drying
out completely.

Process control/ Quality control

Need additional activity to control the process from the beginning
to the end, also in kandling the skins in the operations. (s.Annex 8)

Drying of skins in Dryingtunnel or Toggling-Unit

NapnaGarment Leather needs a slow drying process, if possible
without any heating. The ccmpletely dry skins for toggling do
not need any drying temp. of 35°C - 40°C again.

Patliquor for Mappa Garment

Only 10,5 of one Product being used is not sufficient, the

leather fibre is very dry and resulting in a low tensile strength.
Recommendations are made in the working instructions to use
approx. 13 - 16 ;, Fatliquor Product to improve the softness and
the tensile strength.

Conditioning of Nappa Garment before 3jtaking

There would be advantage if the skins could be stored in a
closed up room with a humidity of approx 70 ;. for 2-3 days
before the staking operation. Ho water should be applied to
the skins.

Cleaning up of the PFactory

This not very old factory needs a complete cleaning up,
in all the departmenta.

Effluent treatment plant

This modern plant has not been in operation since approx. 1 year,
Priority should be given to et this affluent treatment plant
back into operation as soon as posaible,




Recommendations
Leather Factory o.4

10.

1ll.

12.

13.

14.

15.

Correct weight of pickled skins for further orocessing

The 3cales are not weighing correct, overhauling of these
sleighingmachines should be given priority.

One drum load has been checked on the end of chrometanning
to collect the chrome waste liquors for analyses on the 23.5.89.

Process and quality control

Kore control is needed that such mistakes as mentioned under
jtem 10 are avoided. Instructions on the paper are appearing
reasonable, but the implementation is different.

Production of 4500 Sheepskins per Day (during Hay 1989)

From this 4500 Skins, only approximately 3000 Skins are

being selected per day, 1500 Jkins are piled up in high

piles (see Photo Annex 11) kore selactors should be employed
to reduce these high piles to select the skins and pack them
up in bags for better storing. In future, the dayly production
should be selected to avoid such huge piles of 2.5~ 3 m high.
If some buyers like to select or check the selection themselves
the bags can be opened again.

?1eahing of 4500 3heepskina per day

Only 2 Fleshingmachines are operating. There is no machine as

spare to repair or carry out maintenance work on these 2 machines,
To complqte everydays production, these only 2 machines need

special attention from the maintenence. Also the skins should be
properly fleshed. It is advisable that every morning the maintenence
shouli set, check up and grindthe mifocylinder of these machines

to assure the proper fleshing fo~ the days production. Crinding of
+'e knifecylinder must be repeated every 2-3 hours, as soon as
nreded. (see Annex 8)

Pickled weight of the skins, before further processing

‘the avg. weight is taken for further processing.

The skins which should be processed for leather need not
a very strong pickle and all the chemicals are calculated
on the pelt weight, later on on the shaving weight.

To use only 1 working instruction for both the type of
skins, from the pickled stock for export or with less
pickle acid, the weight of the skins from the pickled stock
should be calculated: pickle weight + 30

which is approximately the peltweight.

Additional equipment for the Laboratory at factory Ho.4
1 new wet rub- dry rub testing apparat
1 adhesion testing apparate with glue
1 penetrometer testing apparat
1 electronic "UMettler precision balance" 3000 gr.
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Recommendations for Leatherfactory No. 4, Demascus

Pleshing of 3kins:

Skins are very badly fleshed and trimmed. Some skins are only
half fleshed, some not at all. Jith fat and other parts which
can not be used for making leather out of it, are not trimmed.
In this condition the skias are going for the deliming
operation,
5 skins have been taken to get the avg. weight:

total weight 17.750 Kg, aveg. 3.55 Kg

In the production, no weight is being taken, everything is
calculated per pieces. The neccessary scales are out of order.

As told, also for further srocessing, 1 skin has the weight
of 1.5 kg. The scales should get priority for repairing/cleaning
so that the peltweight is available for chemical calculation.

The fleshing and trimming should be improved. Workers are not
sharpening the fleshing ¢ylinder often enowgh as they have no
time. Trimming is not satisfactory.

Process control is needed to have a regular production in
fleshing and trimming. Without control no care is being taken.

Weighing of skins from pickled stock for further processing:

lio weight is being taken, 500 skins are counted, l.5kg per 1 skin.
Total 750 kg for 1 Lot.

If the skins are larger, the weight is somewhat higher taken

for the calculation of chemicals.

Normally, pickled skins should be taken by weight + 30,

If the skins are to dry or to wet, the weight can be
adjusted by + 5 - 10v, to get nearest to the proper weight.

Improvement in the weight taking and calculation is needed
to produce a standard quality.

Selection of the pickled skins:

Checking up grade 1.2.3.4.5.6. and rejects
the grading appeared to be according to the european standard.

As the skins are not flat piled without any foldings, also
some undissolved salt is giving deep marks on the grain,
the celection is difficult and need some time to see the
defects properly.

Jkin Quality:

90.; skins are from the slaughterhpuse Damascus, showing many
butcher cuts and holes

10, skins are from outside Damascus, where the gkin is pulled

from the animal in the 30 called "iEnvelop”™, without

any knife cutting. These skins are completely free of any
cuts, holes ar damages,

Damascus 3laughterhouse has to improve the skinning, to avoid

the damages and to produce a better quality of skins, which

have a high national value, finally can be sold as a better

quality- selection- or give a better leather quality.
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Recommendations for the Production of Pickled Skins, Nappa Garment
and veretable tanned lining leather

at the Leather PFactory llo. 4, Damascus

In trials, the following changes in the present process mst be
made to improve the leatner guality with consideration of the
effluent problem.

- Fickle Sheepskins for Export

The process is normal and need no changes. A3 the pickle is
carried out in drums, the recycling of the pickle bath is not
possible., To use collecting pits for the pickle water would be
to complicated.
- Sheepskins for vegetable tanned lining leather
The Jegreasing with only 10 ;. Kerosene is not sufficient,
Approx. 1 - 2 ;. detergent should be added to the Kerosene
in the first degreasing and another 1 ;, detergent in the
washing bath.

1.5 - Sulcotine 80 should be added befors the tanning
with MNimosa(12%) , to run only for 15'- 20'

2-3 % Synth. Bleaching agent should be added before the

fatliquoring, after end of the tanning with Kimosa, to
result a uniform colour of the lining lcather

The ratliquor should be changed. Ansolven RP should be used
instead of Sulcotine 80, to use only 1.5 vJ. Conaidering the
prefatliquor before the Himosa Tamning. Result should be less
fish oil smell on the final lining leather product.

1 5 cationic fatliquor may be .a.dded. on the end as protection
against oxydation durjing drying. Also the cationic top
liquor will remain on the aurface and keeps the grain flexible.

Above items are to solve problems which have been mentioned
by the Shoe Factories.

- 3Sheep Skins for Nappa Carment

In the degreasing, perchlorethylene should be replaced by
detergents. The Solvent Perchlorethylene will not be allowed

to go into the effluent, unlesa it is completely destroyed
before.

Chrome tanning, with the maximum absorbtion of chrome

use shortest possible pickle float
add 1 ) 3andolix VP 72 or Synthol 5P run 20°

aid 6 4, Chrome 3alt, 33 basic run  60'

add 50, water run  60°'

add 25, water + 3odiumbicarbonat,during 60

add 257, water, approx 50-50°C run 60'-120'
#nd Temp. 45°C
pH 3.8 - 3.9

stop over night
sam, shave, wash
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- Chrome Retanning - % on shaving weight -
- wuse shortesat possible float -
50 = 70 . water

add  5- 4 7 Chrome Salt, 33 basic ) o ..,
0.3 5 Sodiumbicarbonate powder )

add 2 4 Sandolix VP T2 or Synthol SP run 2-3 hours
. and stop over night
final pH 4.0
— Heutralization:
. instead of 1.5 j Sodiumbicarbonate, at 40°c,

1 » Sodiumformiate 20*
1 3. Sodiumbicarbonate 40* at 30°C should be used
pll 6.0
BCG Indikator: fully blue

N
= Synthetic retanning
may be reduced from 3 - 3.5 % to only 1.5 - 2 W

= Pinal PFatliquor:

10 % Sandolix VP 72

2-3 % Lipoderm Liquor SAF 60*
_ Tixation after the Fatliquor

with Formic acid to pH 3.8 - 4.0
diluted during 3C', wash with cold water before discharging

- Pixation after dischar ing from the druas
pile for 2 days before starting the sammying/setting out operation

- Drying operation in summer and winter :
should be as slow as possible, without heating or little heating

~ Conditioning before Staking .
suitable in a closed room with high humidity for 2-3 days

~ Toggling and drying at 40°C in the toggle Plant

As the skins are already completely dry, only aircirculation
and not heat is needed in the toggling plant. Toggling is only
for shaping the skins into flat. condition.

- PFinishing by spraying
The Pigment/ .later / Binder combination should be in <he

proportion of approx.
100 parts Pigment, double of the Pigment
) 200 * DBinder, " » # Binder
400 " uater

There mizht be some variation, but 100 parts Pigment require
double the quantity of Binder for proper film covering with
the required fastness.




24

Recommendations for Factory No. 4 Damascus

Production of crusted sheepskins for kxport

Material: Pickled sheep skins
Pickled weight + 30 3, ( + 5-15. )

Dagreasing:

200 - 100 & Salt water of 9°Bs, temp. 35-38°¢
10 ¢ Kerosene
2 ¢ degreasing agent (detergent) 30°

remove to fleshing machine and reflesh 2/3 of the skin
jn direction to the neck part, to remove the loose fat

200 ¢ salt water of 9°Be, temp. 35°C
1 - 1.5 3 detergent 30!

drain out

Depickling: as usual with Sodiumbicarbonate to pH 3.2 in the bath
pil 2.8-3 in the skin

add 1 % Relugan GTW 1:4 diluted 3o0*
add 1 5 Sandolix VP 72 (dissolved in hot water and cooled down)30'

3alt water of 9°Bé, stop over night, drain out, the next day

Chromtanning: 100 j; water
6 % Chrome 3alt, 33, basic 60°*

add 50 5 water 60*
add 25 :» waler + 3odiumbicarbonate, slowly during 60*
add 25 < water of 50— 0°C ran 60*'- 120°

stop over night, pH 3.8-4.0
temp. 40-45°C
pile for 2 days, sam, shave to 0.9 mm, wash
3having weight:

wash
Rechromings 100 ;. water
4 *, Chrome 3alt, 33 ;. basic ) 30°
0.3 7 3odiwmbicarbonate in powder ) 0
add 2 + 3andolix VP T2 or Synthol 3P run 2-3 hours

and stop over nicht

pile for 2-1 day or carry on immediately, wash

yeutralization: 200 ;. water 30°C
add 0.75- 1 3, Jodiumformiate 15-20°
add 0.75~ 1 3 3odiumbicarbonate 45°*

pH 6= 6.5
BCG Indikator: fully blue
wash
Retanning/Fatliquor:
200 . water 45°C
3 . 3andolix YP T2 (light fast) 45'
add 1.5 ,» 3yntan 3G (" ") 4z ) 45
0.5 ©5 Bagyntan DLE (" n ) BASP )
add . Pormic acid
pH 4.0
bath should be clear
wash

pile for 48 hours, sam-set out. drv full ..condition, stake, togele




Trial at Leather Pactory No. 4 , Damascus

small and large Goatskins for Shoe Upper Leather

(without hard grain)

Soaking: 2 -3 days
Pile: 2 - 3 hours
Painting: 100 kg water )
25 kg slaked lime ) 25%Be’
6 kg Naj3
unhair after 2-4 hours
Liming: water 22°¢
5 gf/liter slaked lime
3 g/liter Nap3 aftsr 24 hours, flesh and return

into the lime liquor

Total liming time: 2 I/2 days

wash - Peltweight-

Deliming: 150 %

+ 1.5 &
+ 1.0 %
check
wash
Pickle: 100 ¥%
8 &
+ 005‘]0
+ 0.6

Chrome Tanning

++++

N D\

88 ad
TAET R e

R
EA ¥

water 38°C (check ur, only 31°)
Ammoniumsulphate 30*
Bate 300 conc. 180* piH 8 -9

bating effect

water, normal )
salt )6"7]sé

Formic acid ) .
Sulphuric acid ) O3 POUTS + Stop over night

PH 3" 305

Pickle water

Chrome $alt (33, basic) 60"

water 60!

water + 3odiumbicarbonate in 60' (slowly)
50 - 55°C 120

stop over night pH 3.8 - 4.0

Pile: 1 - 2 days

Shave in proper condition

shaving weight:
wash
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1 B. Recommendations for the Leather Foctory at ileppo

Production of cattle hides for shoe unper leathers:

1. Peltweight: to weigh 211 the hider after the fleshing
operation and trimming

2.Chrome tanning of cattle hides, with muximum Chrome absorbtion,
2conomical regarding cosi und ¢ffluent.
Chrome waste liquors to be seat for analy:

Surerestions
R ——
- i3 calculated on Peltuwcight-

normal pickle
drain out the pickle float until appr. 50% are loft

add 6 - 6,5 4, Chrome Jalt, 33,, baaic 60"
add 50 % water 60"
add 25 - water with HaHiul slowly 60*
add 25 i water upprox. 50°¢ €0t- 120"
gnd temp., 45-48°C
pil 4.0

stop over night

Chrome Retanning

- percentage calculated on Jhaving weight -

wash 1 x(cold)at normal temp.

50 4 wator normal temp.
4-5 % Chrome 3alt, 33 % vauic ) 30
0e3=0.47, HAIICO3 vowder
aud 2 * Patliquer, stable to electrolytes,(anionic)

or r~ationic fatliquor, diasu. 1:5

run 2 - 3 hours
and stop over night

End pll 4.1 - 4.2
rurtiier procészing a3 usual

3, 3plitting after chrome tanning:
to avoid heavy damage, train the 2 persons feeding the
leathers into the machine and reduce the speed of the
machine to 1T - 20 meters / min,
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4. Trimming after shaving: The persons should be trained to

cut only the edges. Approx. 50 % of the trimmings can be
reduced and the measurement yield will increase.

5. Shaving weight:

The moisture content is approx. normal, for proner condition
S = T 4% from the weight way be reduced.

The leathers should b2 put on 1 scale to prepare the drum lots.
To take only 5 sides and calculate the avg. weight is
insufficient.

5 Sides, 22 = 2.4 mm 2105 Kg, aveg. 4. 3k8

6. Appiication of fatliquors in 3 - 4 stages:
with maximum absorbtion, at 3 stages:
Frefatliquor 2 ¢ added to the Chrome retanning bath,(as above)
Frefatliquor 1 - 2 % before the vegetable/synth. retannage

PFinal Fatliquor 4 - 3 % Fetliquor combination of 2-3 products
0.5 - 1 % symthetic 0il or raw oil

+ 1% cationic fatliquor,after the formic ucid fi
Total pure Patcontent may be adjusted for different Raw ilaterials
but should be approx.s5 -7 9
(The present pur fatcontent beeing used is only 3.5 % )

-—

7. Transport from Sammying before shaving up to toggling operation:

The transport on horses is not suitable, leathers dry out.
Pransporton platforms, approx. 60-70 cm high, are more suitable.

8. Sammying-setting/ Vacuum dryings ]
Leathers should be more dry after sammying, otherwise more time
is needed on the Vacuum dryer for proper pre-setting (3.5 min.)
Leathers should be placed on the vacuum dryer, put flat and a
heavy setting out by the sliclcer should follow, to remove all the
wrinkles. The leather should not be too wet after Vacuum drying,
the condition should be as demonstrated.

9, Drying and Conditioning from Vacuum-predrying to toggling:
After vacuum predrying, hang up in drying tunnel for full drying,
pile up on platform transport for 1 - 3 days, condition by
water spraying, pile over night, fully covered with plastic foil,

. Stake in small lots and toggzle immediately, dry at 25-30°¢C
approx. 1 1/2 hours

10
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Recommendations: Aleppo

Ae B. c.

11. Retanni of leather, Box-sides and Go:tskins
(1.6 mm)
wash at 35°C
Rechroming:
Wwater 35°C 50-1G0 50-100 50-100
+ Masking agent 30" - 1- 2.0 1- 2.0
+ Chrome salt (33x basic) ) 301 5 -4 5 -4 5 -4
Sodiumbicarbonate powder ) 0.4-0.3 0.4-0.3 0.4-0.3
+ Fatliquor HSP 120°' 1.5 1.5 1.9
stop over night
wash 10?
Neutralization:
Water 28-30°C 100 100 10C
+ Calcium Formiate 20! 1 1l 1l
+ Sodiumbicarbonate 30! 0.5 0.6 0.6
pH 5.2 - 5.5 cross cut 2/3 blue, 1/3 yellow
wash 20°
ming[?refatliguor[lletanni_x;g:
Water 25-30°C 100 100 100
Dye (dissolved) 20! - 0.5 0.5
+ Fatliquor HSP 15* 1.5 1.5 1.5
+ Basyntan D ) 20° 1.0 0.5-1 0.5-1
Neosyn N ) 2.5 2.0 2,0
+  Drasil 470 ) 60° 2.0 - -
Himosa ) l.5~ & 1.5-2.5 1.5=%.5
drain the bath
Fatliquoring:
water 50— 55°C 100 100 100
Dye (dissolved) 20! - 0.5 0.5
+ Retingan R 7 20* - 2.0 2.0
+ Fatliquor H3P ) . 1.0 1.0 1.0
Grassan PA g :3; l,;or:duct60' 1.0 1.0 1.0
Sulphirol EG 60 0.5 1.0 1.0
Coripol Ica ) Yater to emulsify 1.0 1.0 1.0
+ Formic acid 1110 20! pH 4.0 pH 3.8-4 pH 3.8-4
+ Aminex, ocationic Fatliquor 20° 0.5 0.5 0.5
the bath should be clear
wach cold

Remarkss 3ome products, the application,
water temperature and the fatliquoring in 3 additions
have been changed.




29

12. Recommendations for processing Sheep and Goatskins
Material: Wetsalted 3hcep and Goatskins

Soaking: According to the condition of the Raw 3kins
No time can be fixed.

Greenfleshing: by hand, to remove all the flesh and natural fats
that the Lime-paint Chemicals can penetrate evenly

all over.
- . Pile: For dehydration, approx. 2 - 3 hours
Paint: Sodium sulphide dissolved, 8°%- 15° Ba
+ Lime powder to 20° p&
. + Kaolin or Lime pouwder to 25-26°B&
+ Detergent approx. 0.25 kg for 100 Liter paint

Painting: to the fleshside of the skins by hand or machine

the paint should be level all over the skin, especially
on the neck parts.

(Remarks: The Sodium Sulphide may be reduced in summer, but increased
in the winter month.
Painting by machine: at Aleppo the machine is not working
satisfactory, the brushes are very hard and many spots
are not painted, many sligutly painted only.
Painting by hand, as explained, may be advisable.)

Pile: for 10 - 12 hours , or only 2-4 hours
Dewool: by machine or by hand
. Liming: Water Temp. 25°C
+ 2 - 3 5, Lime powder )
+ 1.5 % Sodium Sulphide ) 48 hours, with running
0.5 « Salt ) for 5' every 1 hour at the
. beginning
Washs in normal water
Flesh: on machine

Trimmings to cut all the pieces which are not suitable for leather
(by 2 persons)

Peltweights on Platform scale, if required: Lime-Seleztiom.
Deliming: 200 <, Water, 35 - 379
2 % Ammoniumnitrate 30*
+ 0,05 - 0.1% Bating Agent for 3heepskins 45°'
+ 1 - 1.5 Bating Agent for Goatskins 2 - 3 hours

(The quantity depending on the Wating agent, check up

is required especially for the Goatskins., Large and small
size Goatskins should be separated for different timing
and Bating-Agent quantity, to result a soft grain)

Washs at 309C and again at 37°C, drain out
Degreasings + 10 ¢ Kerosene ﬁﬂoatakins,: at 35°¢,45°
Sheepskinss 2 7 Detergent 30t~ 40 (with 2,0;, Detergent or

Remove to a fleshing or scudding machine and squseze out
the loose fat, approx. 2/3 of the skin to the neck part,
as discussed, put back into degreasing bath, with:
100 v, water, 37°C

1 ‘% Detergent 3o!

drain out
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(Remarks: Perchlorethylene should be stopt, no solvent should
be discharged into the effluent water.)

Washs with . 33°C water, and again with normal water at 25°C

Pickle: 70 ¢ Water
8 ./ Salt + Bactericide(Cortimol G) lo'; 8-10°ps
+ 0.5 Pormic acid diluted 20*
+ 0.5 -0.8 € sulphuric Acid conc. diluted 90?

stop over night
Final pH for pickled skins, for Export, pH 1,0 - 1.2
Pinal pH for chrome tanning, pH 3.5 - 3.6
Further proceasing to Garment Nappa and Lining Leather:
Drain out: approx. 50, of the pickle bath

+ 505‘6.0 % Chromitan K3 (1.65 - 1.8 ,., cr203)

or + 6.75-7.25;: Chromitan B (1 - 1081“‘
run 60*
+ 50 % water 60"
+ 25 % Water + Sodiumbicarbonate 60°
+ 25 % HUater

]
Final pH 3.8 - 4.0 °
stop over night

Pile: for 2 - 3 Days

Sam and shave to 0.9 mm

Shaving weight: in proper condition, + 5 - 15 <
wash: at 25 - 30°C water, drain out

Degrease: + 0.5 5 Detergent 20~ 30°
Washs at 25 - 309C water

Chromeretannings
100 £ Water 30 - 35%
6 - 4 % Chromitan B(33: basic) :
0.4 -0.37% Sodiumbicarbonate powder 30! o
+ 2 % Derminol HSP 2 = 3 hours (;’_,' éf;u“i‘;i)
stop over night 2 '
final pH 3.8 - 4.1

Washs normal water, 25°C

Neutralization:
100 % Water 28 - 309
0.75 =1 < Calciumformiate 15!
0675 =1 ¥ Sodiumbicarbonate 45"

pH float 6 -605
cross cut: fully blue
Wash: water 30°C

Prefatliquor/retannings
100 % Water 28 - 30°C
2 % Patliquor (17 HSP and 1, cv-aslm PA) 20°
o'

...04,»{, Tanigan PAK or 03
0.4 % Syntan 36 (+2) ) 20
0.4 4 Basyntan DL. )
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+ hot water to get temp. of 50 - 55°C 10t

Fatliquoring:
+ 4.5 <, Grassan PA )
1.5 < Derminol HSP ) 60°
3 ¢ Sulphirol EG 60 )
1 % Coripol ICA. )
+ Formic Acid 1:10 30'~ 40*' (if penetration dying)

Wash: with cold water, pile for 2 days, sam—setting out,
dry slowly

Remarks:1.Calculation of Produkt Fatliquor/0il and Pure Fat content:

3.5¢% HSP 709 pure fat 2.45 % Total
6.5%PAn 80 = = 5.20¢ »
3 SBG6060K™ ™ 1804 *~
1 % ICA lOO%B"™ " 1.00 "

14 ¥ Product 10.50 < Pure fat total
This quantity is depending also or the degreasing of the
natural fat,

2, Washing at the end of the operation is a must, to wash
out 2ll the salt from chemicals and dye to avoid later

on any fatty spew development.

3. Dying: Penetration dying at 25°C, after neutralization:
+ Ammonia for pH adjustment 10°
+ Dye in powder, acid dye 3o
check penetration
+ Formic acid (1/3 from the Dye) 5'
+ Direct Dye (dissolved) 3o!

13. Recommendations for Hetanning of Lining Leathers:

(Low price products are usually uued for this leathers)
after chrome tanning, pile 2-3 days, sam, shave to 0.9 mm

Washs
Shaving weight: + 5-10%

Rechromings 100 i water
4 :; Chromitan B (33; basic) ) 30
0.3+ 3odiumbicarbonate, powder )
+ 1= 2 ¢, Derminol 3P run 2-3 hours pll 4
and stop over night

Neutralization:200 ;, water Jo‘c
+ 0.75 -1 v Calciumformiate 15 - 20°'
+ 0.75 -1+, 3odiumbicarbonate 45°

pH 6 - 6.5
BCG Indikatorsfully blue
washs
Retanning/ Fatliquor:
200 |, Water 45°¢
1 ;> Derminol HSP 20"

+- 1.5 Taniran PAK 15!
1- 2,0i Basyntan DL£ .
1- 2.0, syntan G (3+2) ) 2°
+ 1= 2, Tanigan 03 20!

+
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+ 2 :3 Sulphirol =G 60 )
2 .. Derminol HSP or Grassan FPA ) 50°'
1 < Coripol ICA )

+ PFormic Acid final pH 4.0

+ 0.5 .. Cortymol G 20

Hash:
Hang up for drying, condition, stake, toggle

14. Stocks of Chemicals and Spare Parts: 6 month

The sain spare parts for the machines and the equipment
should be available for approx. 10 - 12 month.

Chemicals: Tenders requests for 1 year should be on 1 L/C
but shipmemt according the requirement in 2-3
lots.

Urgent requiresents of ochemicals or spare parts should be

possible at any time. Priority at present are spare parts

for the platform scales,

In a separate statement the machines are mentioned with
information regarding: Repair

Spare parts

Overhauling

Maintenance (see .innax 6)

15. Selection of Raw Hides/Skins according to Size

Many small cattle hides have been found in the gwhossed
leather process of 2.2 - 2,4 mm,

These hides should be used for the leathers of 1.6 — 1.8
only to produce a even leather substance. Also the Shoe
factories complained about such small hides with a substance
of 1 - 2,4 Y

Raw Hides should be sorted int¢ 2 sizes, small and medium
and heavy hides. Sheepsicins in 2 sizes are also advisable,

Goatakins need also sizing in 2 kinds, small and large,
The amall size skins need less liming and bating as the
very large akins, to result a soft grain of these skins.
Also the 3hoe factories like to get them separate.

16. Physical and Analytical Tests carried out at the Laboratory

are includet in a separate report with specification details
for comparison. (3ee Annex 5)

17. Selection Details for pickled skins and finished leathers
are mentioned in a separate statement. (see innex 7)

18, Water Temperature in 3ummer and winter
should be adjusted accordingly to have soaking and liming temp.

in paddles and drums approx. at 24 - 25°C, but not below 20°C

19. Process and unality Control:
The foreman from the finishing section iz the only person suitable

for this job. In connection with the laboratory he should check
the work, the processes and also the gaality. The No.2 in the
finishing section should take over the finishing work alowly
with advigse from the former freman,
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He also should have close contact to the maintenance section
to carry out the neccessary repairs, adjustmant of machines,
and the maintenance plan for overhauling.

The disoussion with the maintenance did show that they have a
plan but there is no control on the implementation.

20. i Lecture

with all the technical staff,cm the 1l. and 12, June 1989.
discussion and full explanation of the process and quality

control. Priority had been given to their nresent problems at
the factory.

21. Additional Bouipment for the Laboratory

To oarry out the required physical tests, the following
equipment is requireds

1 wet-dry rub apparat

1 adhesion tester with special glue

2 thickness gauges of approx. 4", 8" each
1 electronic "Mettler icale™ 30C0 gr.

22. The Factory water

The water sample has been given to a laboratory at Damascus.
For the test results, see Annex S.
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II -A. PINDI# G3 (Damascus)

1. Visits to the Shoe PFactories at Jwnidaa apnd Xabeck

2,

for findings regardingz the Leather (uality, probleams
and carrying out cuick tests at the leathers available,

These problems have been discussed with all the 5 Leather
Factories at Damascus and Aleppo. sany leather samples
collected from these 2 Shoe Factories have been demonstirated.

Discussed problems in Shoefactories at lwaidaa and Habeck

- Many butcher cuts and holes, hea-vy waste

- Uniform leather subatance, 1 hide lmm - 2.4 wm army leather

- Ho bard leather also after storing for some time

-~  3tandard Quality Prooess control in tanneries, wmore strict

- HNo sticky finish Leather sticks together in the bandles, damages
- Level colour in hides and skina

- Degreasing of skins ~ fatty necks, finished lining - fatty spew
- Full skins, not to supply very amall pieces

- Smooth leather has to many wrinkels in the belly parts

~ Hard and cracky sole leather, uneven colour, daanzge to tools
- Pish 0il smell in lining leather, veget. tanned

- Chevreaux, grain cracking

- 3mall and large Goatskins to process separate

- Quality coatrol before sending leather to the Shoe factories

- Workmanship, careless handling

- 3yrian specifications for leather

( see also Photos, Annex 11 )

A, Leather Pactory Mo. 1.2.3. for cattle hide production
B. Leather #Factory Ho., 4 for sheep and goat skins production

A. The 3 leather Pactories at Damascus are very old tanneries

with many very old machines and equipment. Only a few machiness
Toggling plant, ex chrome splitting wmachine and some tanning
drums have been added to the equipment during the last yeara.

2.1Factory Ho. 2 is the oldest and in very bad condition. A complete
renovation plan is needed to improve this factory. All the drums
are running on transmiasion drive.

2.2.Factory Ho. 1 and 3 are atill in better condition and need some
renovation only.

These 3 factories are producing only embossed - . leathers
of the same type, in black colour.

2.3, As Raw— Material, only drysalted hides f{rom Saudi Arabia and sOme
wet"lt‘a“local hides are available.
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The imported dry hides a2re of low quality, having many
butcher cuts and holes. Resulting heavy los3s of waste in the shoe-

Factori
The dry hides need a long time for scaking. Pits are crories
available but no Chemicals are added.
Mechanical action is possible only in the drums.

The Fleshing Machines are in no good condition to carry
out " Greenfleshing " which is very nec essary to get
the hides back into the proper soaking condition, before
the liming process.

2.4. Leather Production from cattle hides only
Present production, approximately 3 500 000 sqf per year
of embossed shoe upper leather for the Army.
Future plans, to produce up to 5 000 000 sqgf per year

2.5. Production Capacity per year

Leatherfactory No. 1 1 170 000 sqf
Leatherfactory No. 2 1 125 000 sqf
Leatherfactory Ho. 3 1 170 00O sqf

Actual Erodnciion ing

Leatherfactory Ro. 1 822 344 sqf j 1 058 9”3 sqf
(70.2%) (90.5%)

Leatherfactory No. 2 786 187 sqf 939 741 sqf
(69.8%)] (83.5%)

Leatherfactory No. 3 874 123 sqf 1 052 208 sqf
(14.79) (89.9%)

Total sqf 2 482 664 3 050 872

(71.6$)4 (87.96%)

Remarks: The production in 1988 is low due to shortage
of raw materials
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2.7.

Machinery and Quiggnt

In general, the old equipment is in bad condition and needs

gpare parts, repairing and overhauling. Only some machines

are in fairly good condition. ( see machine and equipment
list, Annex 6 )

Main requirements:
1. HNew Fleshing Machines
2. Drums with direct drive
3. 3cales and Balances
4. Vacuum dryer top filters, rubber sealings
5. Hater spraying machines for conditioning
6. 1 new toggle plant
7. many spare parts and improved maintenance
8. 1 sam-setting machine

Effluent Treatment:

At present, all the effluent is flowing direct into the
nearby small river.

These 3 Factories have been visited by the 2 Bffluent
Experts from Jugoslawia and "Terms of Reference®” will
be submitted to WNIDO.

Physical and ical Tests

a2re not possible at these factories. Only ITRC can carry out
analytical tests. Physical eests: Only tensile strength and
Flexometer tests can be carried out at Factory No. 4, which
hag a small Laboratory.
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Visits to the Lcather Pactory Ho. 1, Damascus

Production: Heavy cattle hides foremsosiggther

Raw #Haterial: Drysalted Rawhides from Saudi Arabia and some fresh
salted hides from local market or Lebanon.

Joaking: in pits without chemicals or mechanical action
tubewz21l water, in summer 18-20°C
Liming: as per process details (innex 10 ) 3plitting out of lime
Deliming: " " "
Bating: " " "
Pickle: " " "

Chrometanning: 7 ¥ Chrome 3alt at one time,
Basification: with soda ash, too quick, PH control did show pH 5.0

Lime and Chrome Section: are not separated. Limed hides after
splitting are lying in the chrome liquor. Chrome tanned
leathers near the drums are splashed with lime water
from the washing drums

Sammying: with little pressure only. Leathers are still very wet,
saw dust is added to be able to shave
Shaves; Shaving weight: lzathers are to wet, approximately + 15-20%

Neutralization: normal above normal shaving weight

Retanning/Fatliquoring: Total fatliquor is added before the retanning
at 50 - 559C., Heavy bundling in the drum give
problems in discharging the goods from the drums
and damage with heavy foldings.

Sam-3etting: is not possible, there is no machine. May be the nearby
sole leather sammying machine can be used

Vacuum drying: The leathers arrive very wet on, the vacuum dryer. Patches
of water standing on the top of the leather as the top
filters are blocked and the vacuum can not work,

There is nearly no change in drying, the operatin is
without any result.

Togzling: The still wet leather i3 being tog-led in wet condition
at 50-609C, The sides are toggled one on the top of each
other, ifter the drying, the heavy substanOe is still wet
and the thin parts are very hard and dry. 3jometimes the
leathers are completely hard and dry, if drying time is
longer, the last lot over night.

Staking: i3 done after toggle dry.ng without any result of the
dry and hard leathers. The 3till wet parts get soft and
shrink af'terwvards during full drying, before finishing,

Toggle dryers: 2 toggle dryers are in this factory and all the leathers
from factory No. 2 and 3 arrive here for toggling in the s
wet condition.

Finishing: Pad coats, spray coats and top coats are normal,
Embossing is done after 1 pad coat, the next coatings
don't get any ironing and are showing no good rub fastnessa

Final Leather Quality: hard, soft, no standard quality without any
remaining softness. Using only 3 1/2 4 Fatliquor
Froduct appToximately, the leathers are drying out during
some sgoring time at the shoe factories,

The leathers are not properly 3ot out and show many
wrinltles, even after emboasing.
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Visi to Leatherfactorv ilo 2 Dama.scus
- . . embossed
Production: Heavy cattle . s for - leather

Process irom soaking to Pinishing is nearly the same as
used in Leatherfactory lo. 1, Damascus.

Soaking: in pits with tubewell water of 18-20°¢C

Liming/ Deliming/ Pickle/ Chrometanning as in Tannery Ho.l

Splitting: out of lime, only to lavel the very heavy hides to
approx. 5 mm thickness,

out of Chrome,to the final thickness required.

For Chrome splitting, a most modern Splittingmachine
which is only a few years old has been in use.

Neutralization/ Retanning / Patliquoring as in Tammnery No. 1
Sam/setting out/ Vacuum drying:

The Vacuum pre-drying operation is carried out at 80 and 90°¢
for 2 - 3 minutes without any result at all.

The Filters on the top inside of the Vacuumdryer are
completely blocked and have to be changed out. There
is no Vacuum effect at all, the leather is lying only
on the hot plate and after 2-3 minutes wet as before,

One Trial with one side on the 3ammying machine did give
a better result.

Toggling: These leathers are sent to Factory No. 1 for wet toggling
" and are returned for finishinge.

Inspecting the leathers after wet togrrling, the leathers
have been still wet received back in the finishing room.

Shaving weight: Sau dust is being used as the leather is still tw wet,

not in the proper condition for shaving.
To produce a standard Leather lmality, the Shaving weight
must be correct as 211 the Chemicals for Neutralization,
Retanning, Dyeing and Patliquoring are calculated on this
weight.

It has been explained that the Process control Person

must check up the condition of these leathers while

taking the weight.

Result: + 15 - 10

If the leather is too wet, reduce the weight by
approx. 5 - 15 %

If the leather is too dry, increase the weight
by approx.. 5 = 15 Y.

Raw Material: The heavy liidea, imported, drysalted,are of very low
quality, full of decp butcher cuts and showing many
holes. Also the split is of very low quality and is
not suitable to be finished with Pigment/Binder for
cheep shoe material.

This defects showing up very much at the 3hoe Factories,resu
a. large Quantity of waste, Defected Leather can not

be used, but the 3hoe Pactory finally is getting the

Invoice for the measured sqf. of leather.
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Visits to Leather i‘actory lo. 3 , Damascus
Froduction: ileavy cattle hides forf™POSSRther

Process from Soaking to Finishing is nearly thec same as
used in Leatherfactory io. 1, Damascus.

Soaking: in pits only witnout Chemicals or mechanical action
tubewell water is used at 18-20°C

Liming/ Deliming/Pickle/ Chrometanning as in Tannery o. 1 and 2
Splitting: out of lime only

Shaving: The condition of iue leathers are very wet. 3Saw dust is
used to avoid slipping while shaving. To calculate the
proper shaving weight, it would be:

taken weight, minus 15 - 205
The Chemicals at prsent are calculated on the full tskas
weight, which means that they are using much more produkt
as mentioned on the working instruction. The situation
is the same as in Taanery iHo. 1 and 2.

Neutralization/Retanning/ Fatliquoring as in Tannery No. 1 ang 2
Sam/Seting out/ Vacuum drying:
The filters on the top inside of the Vacuumdryer need
cleaning. The vacuum is not working fully. There is approx.

only 50% pre—drying result.

Toggling: All the not proper Vacuum predryed leather are sent to
Pannery No. 1 for wet toggling and drying at 4o°c - 50°G.
As the toggling plant is working for all the 3 tanneries,
the plant is insufficient. The frames are not enough.

To scope with the Quantity of leathers, 4 sides are
toggled on 1 frame, which means 2 sides over each other.

After 2-3 hours drying time, the leathers are still wet
but are removed to make place for the next ones,

Raw Hides: The Hide material is aomewhat better regarding butcher
cuts and holes compared to the tannery No. 2.

Hang drying: The production of leatiher has been discussed and
hang drying after the vacuum drying sugzested in a
suitable room upstairs with a suitable conditioning vefore
the staking.

Toggling in condition after staking: The leather should be in
proper staking condition and go immediately for toggling,
2 sides on 1 togzle frame only at lower temp., approx.
25=30°C and a much shorter drying time.

Effluent treatment plant: Up till today, all the effluent iz going
directly into the river, Arrangement with 3-4 pits in
the zround and 3 larger pits above the ground for
effluent treatment is planned in the near future,
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B, Leather Factory Ho. 4 , Damascus uos been build by a French Co.

2.9,

2.10.

2,11.

2.12.

2.13.

from 1976 till 1978, mainly for the production of 3Sheep und
Goat Skins.

Raw Material[ Store

Only fresh or wetsalted Sheap and Goatskins are in store
for immediately soaking.

The skins from the Damascus 3launghterhouse are lower in Quality
as they have many butcher cuts. 3kins from outside Damascus
arrive in " Envelope® condition, having nearly no butcher cuts.

Leather Production from Goat and Sheepskins
95 % of the skins are produced to the pickle only,
for Export.

5 % of the skins only are produced to:
Nappa Garment Leather
Chrome tanned lining Leather
Vegetable tanned lining Leather

There is no Standard Leather nality available,

Production Capaci r da
is only planned for 3000 Skins

The present production during the month of HMay has been
4 500 sSkins per day

Machinery and Equipment

is in bad condition. Scales and Balances are nearly all out
of order. (See Photos, Annex 11)

The Maintenance is very poor, the factory is not clean.
Machines are used for the operation and left without any
cleaning or maintaining. The tannery has been blocked with
the storing of huge piles of pickled skins. 3trong Sulphuric-
acid fumes around kept the machines rusting in addition to
the poor maintenance.

As no Scale or Balance is working, all the weights for
Peltweight, shaving weight, pickled weight and the Chemicels
aye taken by average, approximately.

Main requirements: (see also machine list, Annex 6)

l. Platform scales and Balances

2. new Fleshing Machine

3. Drums need gearboxes

4. Transport horses or platforms

5. all machines need complete overhauling and
improved maintenance, and main spares.

6. Cleaning up the whole factory

Effluent treatment rlant

With the tannery, a very big &ffluent Treatment Plant has been
build by the French Co. (see Annex 4)

Thias Plant is out of operation since approximately 1 year.
Main reason are the maintenance and gshortage of floccing
agentage.
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This Effluent Treatment Plant has been visited by the
2 Effluent Experts from Jugoslawia and the "Terms of Reference"
will be submitted to UNIDO.

2.14. Laboratory and Experimental Room
For Physical testing, only

1 tensile strength-Elongation Apparat
1 Flexometer Apparat

are avzilable.

Some Equipment for Analytical testing, but no Chemist
for the tests is available,

The Experimental Room has Paddles and some small drums
for trials. No person is available to run this place.

« Main Problems

A. Factories 1.2.30
B. Factory No. 4.

A. Factories No.lc2.3.

3.1.

3-2.

3.3.

3.4.

Soaking the drysalted hides, greenfleshing before the drum
soaking asmechanical action i3 required. The Fleshing machines
are not operating as required, too much flesh is still on the
hides, even after ex lime fleshing.

The rawmaterial is of low quality, many butcher cuts and holes
result heavy waste at the shoe factories,

The leather quality is suffering and the measurment yield is
Below normal.

- the setting out on the vacuumdryer is insufficient, the
wrinkles ars still remaining. Foldings are just pressed down
and theleathers are removed from the vacuum dryer too wet.
The grain predrying setting effect i3 not achieved.

~ The leathers are toggled wet and dried at 50-600C. Toggled
one piece on the top of each other, the leathers are still
wot removed from the toggle frames. Only the thin parts may
be fully dry and very hard. The vet leathers are hang up
in the tanneries for full drying, during this time the
leathers are shrinking. staking of dry leathers has no effect
or result in gaining more measurment.

- trimming of the leathers may be reduced in cutting only
thes corner pieces.

~ Hcavy sam— setting before the vacuumdrying operation is not
possible.

Samying ~ 3having - 3having weight

A proper samying before shaving is not possible, the leathers
are very wet, saw dust is being added to enable the shaving
operation. Result is also that the proper shaving weight can not
be obtained, on which the chemicals for further processing are
calculated. The weight is approximately 15-20,; heavier as the
nomal weight on account of excess water,
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3.6.

3.7.
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The Chemicals calculated are much more, like:

if in
present very proper shaving
Products: wet condition condition
120 kg 100 kg
Fatliquors
total approx. 6% 7.2 kg 6 ke
Retannring agents
total approx. Y% 6 ke 5 kg
Chrome Salt
total approx. T% 8.4 kg T ke

The Shaving waight must be controlled by the responsible
person and according to the condition adjustuments must be
made. If the leathers are too wet or too dry: + 5-20i, to
guaranty a standard leather production.

Rechroming-Neutralization-Retanning-Fatliquoring

The fatliguoring is carried out before the retanning,

the bundling up of the leathers in the drum is happening

and the leathers are so heavy disformed that the foldings

can not be removed. The vegetable / synthetic tanning agents
give a very ruff surface which results the bundling. A slippery
surface is required,

Sam—-setting, Vacuumdrying

A heavy sam-setting before the vacuumdrying is not possibdle,
the leathers are put too wet on the vacuum dryer and need a
long time to reach the proper predrying-setting of the grain
effect., The topfilters of the vacuumdryers are blocked and in
1 case the water has been standing like a patch on the leather
after the operation, not removed by the vacuum,

The leathers are removed too wet from the vacuumdryer, the
required predrying and grain setting effect is not achieved,

Full drying-Conditioning-3taking-Teggling and drying at 25-30°9C

Instead of operating the normal process, the still too wet
Leathers are toggled wet on the toggle frames, dried at 50-60°C.
2 sides are toggled on top of each other and after the drying,
the leathers are still wet or very dry and hard, especially in
the thin parts. Staking the leather in dry and hard condition
has no effect. The still wet leathers are hang up in the
tanneries for full drying before finishing, shrinking during
this drying operation., The leather quality is not standard

and this operations must be carried out properly controlled

as mentioned in the headline.

The steam and heating can be reduced by 50% and the final
leather quality is much improved and can reach the standard
quality required by the Shoe Factories, if the proper way
of this operations is taken, without any extra cost.
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embossed
3.8, Finishing of Leathers

Pad and spray coats are normal, also the top coat.

The embossing is done after the first pad coat and no
ironing is possible after the spray and top coats are
applied. Result is that the fastness of the finish, the
spray coats applied after the embossing have no good
adhesion.

3.9. Maintenance - ffachinery - Equipment

The fairly old Machinery and Bquipment needs more attention
and spare parts, maintenance, overhanling.

3.10.3eparation of Lime section from the chrometanning section

In Factory No.l the limed hides are in the chromliquors and
the chrometanned leathers near the drum getting lime water
all over during drum washing.

3.11.The Factories process details
are mentioned in Annex 10, "Findings" A. Damascus
3.12.Bffluent Treatment

Up till now, all the effluent is flowing directly into

the nearby river.

In all the 3 factories, pits have been arranged in the ground
to be used as presettling the heavy slatch before going to the
river, but not completed jet.

3.13. 2 Toggle dryers are in Factory No.l. The Factory No. 2 and 3
hag to send all the leathers for toggling to Factory No. 1.
The handling of the leathers is,piling up before the toggling
and little care is being taken, especially after the leathers
arrive from the vacuum drying, in very wet condition,



B. Puctory Ho. 4

3.1.1. Fleshing KHachines

Only 2 PFleshing Lachines are available ior rleshing 4500
Sheepskins per day. The skins are still full of rlesh and
also the trimming needs improvement. Some skins are only half
and some not fleshed at all.

4s there is no spare machine, these 2 machines can not be
overhauled or maintained properly.

3.1.2. 3Scales and Balances

All are out of order, also Chemicals are taken approximately.
Peltweipght is calculated by average weight, without weighing.

Checking up the peltweight on a Laboratory balance:
5 3kins Peltweight 17.750 kg, avg. 3.55 kg

If the skins are larger, the weight which is calculated only
will be increased a bit more.

3.1.3. Storing of pickled skins

Inside the tannery, betueen the machines and near the drums
the pickled skins are stored in vags or loose,ready for
Selection. As 4500 skins are proceussed dayly and only
approximately 3000 selected, a hugze quantity is piled up.

Problems are more during the summer month when the temperature
is going above 4COC. ‘fhe tannery is not a suitable storing
place. Also the machines and equipment is surfering under the
atrong acid fumes, rust is nlenty and nearly no maintenance.

3.1.4. Leather Production

A very small leather vroduction is possible only as the tannery
is blocked with pickled skins,

All the required machines are available but the quality for
export of Nappa CGarment or crusted leathers is not jet developed.

3.1.5. Quality of Haw 3kins

‘The sheepskins from the Damascus 3laughterhouse have many holes/
butcher cuts, as the skinning is done by knife,

This damages are reducing the quality and the selection will be
much lower,

3.1.6. 2ffluent Treatment Plant

¥ith the tannery, the uffluent ‘freatment Plant has been
constructed. (see iAnnex 4)

3ince approximately 12 month, this plant is not operating
and the effluent is flowing directly into the river. The
2 Bffluent ESxperts from Jugoslawia visited the plant and
will iassue the "lerms of Reference”,

3.1.7. Process and quality control/laintenance implomentation/Developumen

The Poremen in the sections need sxperts Advise and 1 person'
i3 needed to carry out additional control in connection with
the laboratory and plaaning development work in the
gxperimental .Jection of the Laboratory., The Laboratory

is not much used.
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3.1.8. 3election of pickled skins for export

Contracts are available for mixed guality skins

in the selection grade Ho. 1.2.3.4.

and in selection grade Ho. S5ebe

separate are the rejections: grade 1.

. The size of 1 pickled skin: avg. 6.5 - T scf
The grading appeared to be according to the suropean
standard.

jee also Annex T, selection plan wuith approximately
details for the srading.

3.1.9. Degreasing of pickled 3kins for further processing

is being done in cold water without much effect. Tre
shoe factories complain about many spota of natural fat
in the lining leathers.




46
II-B. FPIKDINGS3 (Aleppo)

1. The Leather Factory at Aleppo nac been build by an Italian
Company during the years 1976 - 1978. The tannery for hides and

skins with a large raw hide/skin store is in 2 large buildings.

l.l. Baw ilide Store: J\ large hall with low roof has been constructed.
Inside this hall 1 cool storage of 1200 m2 is kecping at 3 - 80¢
the raw material for long time storing. During this visit the cooling
broke down and all the raw hide/skins had to be removed. .

Only wetsalted Raw Hides/ Skins are in store.

1.2, Leather Production from Hides and Skins: (p.3hoe upper from cattle/Goat -

Production Figures from 1966: (B.Printed army shoe uppers/cat
(CeLining from goat /sheep

32 075 cattle hides, 865 268 sqf. Leather, avg. 27 sqf. per 1 hide

68 174 sheep/goat skins 327 235 sqf. Leather, avg.4.9 saof. per 1 skin
to finished
leather

350 154 sheep/goat 2 801 232 sqf. pickled, avg. 8 sqf. per 1 skin
pickled only

1.3, Production CanacitIZBgr mry

6 tons cattle hides
8 tons goat/sheep skins,

. The present productions 200 cow hides per day
. 2000 sheep/goat skins per day

approximately 66,. of the production capacity
l.4. Hachinery and Equipment:

In general, the equipment is in fairly good condition, with some
exceptions. ( see machine and eouipment list, Annex 6 )

l. Scales and Balances, spares are urgent recuired
2. shortage of toggles for cowhides

3., Spare parts for fleshing machines

4. Chemical mixing tanks, spares are needed

5. Drying tunnel, spares are needed

6. All machines and equipwent are "Made in Italy"

Height for hides and sltins can be taken only on 1 small balance

of up to 50 kg, weighing only a few pieces and taking the average.
The important weights, peltweight and shaving weight, on which many
chemicals are calculated,are not correct. Also the weighing of
chemicals is different and no :standard production is possible,

1.5, Effluent treatment Plant
{Hith the tannery, the uffluent ireatment plant has been constructed.
(see Annex 4)

This plant has never been in operation from the beginning,
At present, all the Effluent is flowing dircct into the river,
approximately 500 meters away from the tannery.

All available informations have been sent to UHIDO,required by
the 2 Effluent'Expegts from Jugoslawia.
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1.6. Laboratory und sxperimental Room
For physical tests:

1 Flexometer Apparat (4 clips)

1 Tensile strength/elongation aApparat
1 Penetrometer ipparat

1 Tensometer  Apparat

arc available.

All Analytical tests can be carried out.

1.7. Present Leather Production

Cattle Hides: 1. Smbossed Leather, 100,, black colour
2. Box sides, black and brown colour, shoe uppe
3. Splits for lining
4. Splits, finished black, embossed

Goat Skins: 1. Pinished shoe upper Leather, black colour
2. Finished lining leathers, black, brown
3. pickled for export

Sheep 3Skins: 1. Nappa Garment leather, black colour
2. Lining leather, finished, black, brown
3. Pickled for export

2. Main Problema:

2.1. 3hortase of workers
The shortage of workers to carry out all the production
operations properly have been mentioned.

2.2. The leather quality is sufrering and the measurement yield
is below normal, in the cattle hide production.
- damage on the splitting machine result heavy
trimmning, too much waste.

- the setting out on the vacuum dryer is insufficient,
the wrinkles are still remaining, the leathers are
removed too wet after vacuum drying. The grain pre-
drying setting effect is not achieved.

- the sam-setting out before vacuumdrying is done at
very low pressure without any affect.

- after tunnel drying the leathers are toggled without
astaking, some very dry, some little wet or too wet,

- finally the measurement is below normal

2.3, The raw hides and skins are going into the production
without sizing.

- amall uize cattle hides of approximately 16 sqf.
are produced to Army loather of 2.2 - 2.4 mm,
. which is impossible as the substance is 60" only 1-1,2

- the large and heavy hides are usecd for box side lcathe:
of 1.6 - 1.8 mme
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2.4. Sheep and Goatskins go without Greenfleshing by hand or
machine, after the voaking process, for lime painting.

- skins are full of fat and some meat, especially on
the neck part

- the lime paint can not penetrate at this places and
the result is that tne hair/wool is not getting loose.
puring the dewooling process, still 40 - 50% of wool
and hair can not be removed.

— to destroy these left wool and hair, 2.5f Sodiumsulphide
are being used in the liming process.

- the lime painting machine has very hard brushes and
many spots on the skin are not getting amy paint.

2.5. The factories process details
are mentioned in Annex 10, "PFindings" B. Aleppo

2.6. Maintenance

There are plans for regular maintenance and Priority
repairs, but there is no control regarding implementation
of these plans, otherwise the very much needed platform
scales and chemical balances would not be out of order.

2.7 Goatsicins rocess ‘or shoe u r leather/lining leather

The leather has a very harsch and hard grain, like 3andpaper.
Also the grain is cracking very easy which is confirmed by
the Laboratory tests "Tensile Strength®

The Technology for Bating and Retanning needs changes which
are mentioned under Recommendations,

2.8. Process and Quality Control [Maintenance inplementation/Developm.

The Foreman in the Sections need Experts Advise and 1 person
is needed to carry out additional control in connection with
the Laboratory and planning Development work in the
Axperimental section of the Laboratory.

4t present, the Laboratory i3 not so much used. The physical
testing machines have not been used for a long time.
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IIT  Aktivities

A. Demascus
B. Aleppo

A. Damascus:

l. Several visits to UKDP
2. 6 visits to the General wstablishment for Chemical Ind.
TPechnical Director rr..alid Jukker (Counterpart)
3. 1 visit to the Dirsctor of 4 shoefactories
Dipl. Bngineer Nabil Aoun
4. Visit to 3hoefactories at swaidaa and Habeck
5« 5 visits to the Industry Testing Research Centre (ITRC)
Damascus
6. 3Several visits to the Leatherfactories No. 1l.2.3.4.
at Damascus, Froduction pirector HEm. 3abah Youssef
1uality contiol: ir. Isad Barazi
7. Director for the Leather Industry, Mr. Hussain Kiwvan
8. sending Leathers and cirome waste liquors to ITRC
9. Effluent Problems discusseid with Dir., 3Sukker, Dir.Kiwan
and 2 Jugoslawia sffiuent 1Bxperts,visit to 4 tanneries
10. Ho 3cale working at tannery Ho. 4, Friority for maintenance
1l. Checking Peltweight of skins

12. " Fleshing of skins + trimming
13. bl Selec‘tion of pickled skins 1.2.3.4.5.6.70

14, Further processing of pickled skins, weight + 30%
15. Checking up chrome tanning of Mappa 3heepskins
16. Discussion of finishing for Nappa Garment
17. Give Instructions for Trials:  3Skins:
Degreasing + fleshing or scuddlng sheepsk1ns(35—37°c)
Chrometanning + Chromeretanning + Fatliguor
Crust leathers for export, from selection 1l.2.3.4.
Nappa Garment ex pickle
Tensile strength-glongation test at tannery No. 4

Hidess
Creenfleshing of drysalted cattle hides (3audi Arabia)
Chrome tanning + Rechroming + Fatliquor for max.absorbtion
of the chrombath

Jam-setting/vacuum drying/Hang drying/condition/ stake
toggle and dry at low temp. 3top the wet toggrling which
result very hard leather,
Erboasing of finished leather after the Top coat and not
after the base coat
Bagification with Joda Ash, pil control during operation,
pH S. To use Jodiumbicarbonatc inastead z2s more safe,

138, Prepare Programm/Discussion paper with Dir. sSukker

19, Prepare Intermediate Report

20. arrange typing of Pinal roport

21, Meeting with Technical ataff from tannery No.l.2.3.4.
Discuss $hoe ractories problems,process amd cuality control,
Maintenance and rupairs of machinery and equipment

22, Jeparate lime section from chrometanning section by wall
at tannery No. 1




Aktivities: A.Damascus

23.

24.

25.

afriuent plan and photos from the ilepno leather factory
to UnIDU and Uuw

drafting final report before Ziving for typing, checliing
and correcting the typing

Problems with shortage of ilorkers

Discussing the huge piles of pickled skins in tannery No.4.
4500 skins are processed dayly and only approx. 3000 sclected.

To employ more selectors wnd pack up the skins in bags for
better storing

starting trials wi. swmall and larce Goatskins, especially
the bating process, to produce leather with soft grain.

The IPRC needs 4-5 weeks tor testing(physical and analytical)
and the report is only available ir the payment has been
received.

In future:to plan the tests to be carried out at the Laboratory
in factory Ho. 4 with some additional persons and equipment,

to get test results in a few days or immediately.

Discussing the production in the tanneries, Bach tannery has
the machines to produce leather from Soaking to finishing.
Only 1 toggle dryer wyould be required for fiictory Ho. 3.,
which is far away from PFactory No. 1.

Discussing the future plan for a large tannery next to
Factory lo. 4, to get all the 3 old tanneries under 1 roof.

Sending water for testing from \leppo taunery and factory liod
for Analysis.

Cetting Production Capacity and production details from the
years 1987 and 1988 for Leather Factories lo. 1l.2.3. in
Damascus.

Meeting the Director of the 4 Leather Factories in Damascus
reg. problems, the progress in Factory fio. 1 and 2, which
is delayed as there is shortage of workers. jame problems
nave the maintenenace engineers., Factory llo. 3 is doing well.
Giving Priorities to ractory No. 1 and 2 regarding:

Jammying before shaving, full drying, conditioning, staking,
toggling, overhaaling of scales and balances, cleaning out
the Factory HNo. 2.

Preparing for trainin, seminar on the 20/27/23.3uni 1989
at the keetiung Room at Leather lMactory to. 4

teeting the ULOP iRepreasentative and rrogramme Officer
Heeting the counterpart, the nNir. Lir. Jukker

Meeting the General Director for the Leather Industry
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Aktivities:

Be ueEEO:

1.
2.
3.
4.

5.

6.
7.

8.

9.
10,
11.
12,
13.
14.
15.
16.
17.
18.

19.

20.

21.

22,

23.
24,

25.
2€.

27.

28,

Discussion of Jhoefactories problems

Shortage of spares, repairs, overhauling

All scales are not operzting

Peltweight- shaviug weight, taken by avg. of 5-10 pieces,
weighing on a very small scale

Check up the Laboratory equipment, overhauling,repairing,
cleaning up the whole place

Splitting ex chrome at high speed, to much damage

After shaving, trimning very heavy, should be reduced

by 50 easily

Goatskinn, large and small to be separated, bating process
insufficient. kins have very hard grain

stone wheel polishing of Goatskins before finishing
Change of retanning-Fatliquor ror Goatskins

Bffluent report to UHIDO/UNDP by telex, blueprint by post
3cins are very dry, to change the Fatliguoring

Peltweight of skins: 10 skins 40 kg, avg. 4.0Kkg

Shaving weight, 5 sides, 2.2-2,4 mm, 1 side avg. 4.3 kg
Fleshing of skins insufficient, trimming to improve
Retanning of shoe uppers, pH 4.0, water clear
Sammying-setting out insufficient, hides very wet

Vacuum drying: insufficient, leathers still very wet
trial with 6 sides with proper vacuum drying

After tunnel drying, leathers nearly fully dry, go for
toggling imneriately without staking or conditioning.
Leathers are to dry for toggling. Trial with some sides:
proper vacuum drying, full drying in tunnel, conditioning
on water spraring machine, pile over night, stake, toggle,
Degreasing sheepskins + 2/3 of the skin fleshing or scudding
to remove natural fat from the neck part.

Chrome tanning with less chrome + Chromeretanning + fat
liquor for max, exhaustion of the chrome, for cattle,
sheep and goatskins,

Physical tests of all the leathers produced, tensile/
elongation and flexometer.

Planning 3 day training seminar, on the 10,11,12.June
&xplaining Fatliquor combination with calculating the

pure fat content of the products, surface and penetrating
fatliquors

‘Transport from Sammying to splitting, shaving to Shaving
weight, sam—-setting to vacuum and for hang drying on plat-
form transport approx. 60-70 cm hi;h, to avoid drying out.

Conditioning, if properly carried out, the staking operations
can be rcduced from 4 to 2. 1 x before toggling and 1 x
after finishing.

Check up of pickle selection of shcepskins., Advise to take
the sliins between 1 and 2 or 2 and 3 to the better grading,
as the present selection ias very strictly carried out.
Preparing a separate selection plan for the 3Syrian 3tandard
specifications. embossed

Discussion regarding ietanning of - =Leuthers, to avoid
bundles in the drum
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Planning to take a water sample to the ITRC Damascus
for Analysis on the 14.6.39

Recommendations for Dyeing-Prefatliquoring-Retanning

at low temp., ap lication of fatliquors in 3-4 operations.,
Planning trials to avoid the grain cracking of the Goat
leather.

Painting of sheep and goatskins by machine: Checking on the
operation in the evening: Paint 35°B&, Skins full of meet
and fat, uneven painting on the old Painting Hachine,

Wool and Hair on the neckparts are atill remaining.
Suggesting a paint of 25-26°B&, application by hand, also

a Handfleshing before painting. Details have been discussed.

Discussing Blue print of Effluent Plant and flow chart up
to the river, taking 2 Photos.

Discussing the Tannery Hachinery and Equipment which needs
repair, overhauling, spares and maintenance. Priority:
Scales and 3am-setting machine before the vacuum dryer.
Check up tests at Laboratory: Flexometer/Tensile leather

conditioning, test operation, Trial with cattle hides
in Chrometanning with less chrome and waste liquor iAnalyses,

Discussion Trial for refatliquoring of Nappa 3heep Garment
leather which is very dry., milling and dry shaving operation.

Checking the finishing operations and the finishing products,
Trial at Splitting machine at low speed to avoid damage.

PTrials at the sam—setting out machine with more pressure
and vacuum drying with heavy slicker setting out in 13/4 min.

Shortage of toggles for cow hides for proper toggling.
Some frames may be kept empty but toggling should be
done proper with the mentioned distance from toggle to togzle.

Suggesting trial for 3heep Nappa Garment at the Laboratory

Suggesting trial for Goatskins bating at the Laboratory with +
the new Chromtanning and Rechroming

Collecting the production figures from 1988

Preparing sSelection instructions for pickled skins and
finished leathers

Giving working inatructions for Fur skins
" " * for semi anilin and anilin finishing

Process and Quality control: suggesting that this job
should be carried out by the Foreman from the finishing
section, in connection with the Laboratory. Ile is the only
person suitable for this job.

Jizing of cattle, Goat and 3heepskins at the Raw Illide/Skin
store, in 2 sizes,
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53 Cl.: J. Buljan

UNITED NATIONS

UNITED NATIONS INDUSTRIAL DEVELOPMENT ORGANIZATION

UNIDO
[ ]
. JOB DESCRIPTION
DP|SYR|86]009]11-10
_ Post title Expert for Quality Control in Tanneries
Druration Two months (1988)
Date required As soon as possitle

Duty station Damascus and Aleppo

The project is aiming at assisting the Covernmenl o improve the
performance of industry at the sectoral level and bring about the
optimal utilization of existing capacities. Furthermore the
nroject is aiming to support the country's economic development
plan that stresses the need for self-reliance, utilization of
national resources and promote exports in order to increase
foreign exchange earnings.

Purpose of project

Cucies The expert will be assigned to the Ceneral Establishment for
Chemical Industries, CECHI, and delegated to the various
. production facilities in Damascus and Aleppo in order to make
an assessmenct of the situation in the pro-uction facilities in
general and the shortcomings in hardwa..,operational routines
and manpower in particular. The expert will work in close
co-operation with the appropriate local specialists and his
* , activities related to process and quality concrol will pe
performed in close co-operation with the respeccive nationat tocal
point, namely the industrial Testing & Research Centre {ITRC).

Specifically the experct duties will be as follows:
- Review the present status of the tanneries in Damascus and

Aleppo in cerms of production technclogy, productivity and
nrocess and qualicy control,

Applications and communications regarding this Job Description should bs sent to:

Project Personnel Recruitment Section, Industrial Operations Division




GP/SYR/86/009/11-10 Duties

- Suggest optimum methods to improve the quality of leathers produced and
ensure ccnsistency of the quality level attained.

- Prepare a work plant for the implementation of a uality improvement programme
in the tanneries, including infrastructural requirements, equipment with cost
estimate, manpower and training needs.

- Train local personnel working at the industrial units in carrying out process
and quality control analyses and tests.

The expert will also be expected to prepare a technical report setting out
findings of the mission and recommendations to the Government on further
action which might be taken.

QUALIFICATIONS:

LANGUAGE :

BACKGROUND
INFORMATION:

Qualifed leather/tannings technologist with long-standing experience
in relation to technical servicing. Experience in quality control/
improvement of products from tanmeries.

English, knowledge of Arabic an advantage

In general, all the thirteen companies (specialized in 10
sub-sectors) managed by the General Establishment for Chemical
Industries, suffer from low capacity utilization (reaching in
certain cases to 33% of nominal production capacity), high Josses
(feedstock wastes), high energy consumpiton and low quality
products. The only sector which enjoys a good status and

which accounts for the overall good performance on this
establishment has beenpetroleum fining. Technical problems

in most of the other sub-sectors have been noted, and in many
cases these problems have beeninherited from inefficeint contracts
for the procurement/commisioning of the relevant plants. To
improve the situation, a comprehense technical assistance programme,
is needed in terms of encompassing such activities as trouble-
shooting in specific production lines, propagating improved
technologies for processing, by product utilization, pollution

and quality control.
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Ministry of Industry

be - ———— - ro—

Syrian Standard specifications
for the leather Industry

; Gencral Properties of shoe.upper Leathers
S.H.S.No.323/1983

. : 1. Scope:

M This standard specification covers the leather:s used ia manufacturing o
' shoe upper leuthers. !
2. Definition:
Upper Leathers:They are the leathers manufacturud mainly of cow hides i
and used in shoemaking , particularly the upper purt of a shoe.
It is also possible to manufacture them of sheep or gout skins.
3. Classification: :

3/1.The upper covw leathers are classified as follows according to their
shape.

3/1/1. Complete leathers
3/1/2. Half leathers : They are split in line with the back bone line. '
3/1/3. Fore head leathers X
3/1/4. Bellies leathers ( side le-thers )

3/2. The upper leathers are classified as follows according to the process
of their tanning. i
3/2/1. Leathers tanned with chrome salts and with synthetic tannings. !
; 3/2/2. Leathers tanned with chrome sulte , vegetable and with synthetic
| tanning. ) ;

’ 3/2/3. Leathers tanned vegetably with chrome salts.
3/3. The upper leathers are classified as follows according to the

process of their coloration:

3/3/1. Barred pigment leathers with surface coloration.

3/3/2., Leathers of surface coloration.

3/b, The upper leathers are classified as follows according to the E
process of their !

3/4/1. Leathers of full gruin.

3/4/2. Leathers of corrected grain.

3/4/3. Leathers processed on the flesh side (suede leathers).

3/4/h. Splite leathers (cow leathers éontaining no grain layer and

K resulting from horizontal cutting ol cow leathers into two

3 layers). '

3/5. The upper leathers are classied as follows accorling t. the form
of finishing.

3/5/1. Smooth leathsrs finishing of which 1s offected with anjline
or with half aniline or with pigments.
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}/5/2..printcd leathers finished with pigments only.

Remarks:

- - - - -

Saocoth leathers comprise the leathers of corrected grain and the fully grain
less leathers in which $he grain has been replaced by synthetic upper

upper side made of various resians and pigments.

3/6/. The upper leathers are clssified according to their area into

the sets listed in the following t.ble:(Dc-2 Area):

Set Name complete Cow Fore !lead and side cow

Leathers Leathers
-

Leathers of up till 2oo up till 1oo inclusive

narrow Area inclusve

Leathers of Bigger than 200 !

mediums Area and up till 26o Bigger than 100
inclusive

Leathers of Bigger than 260

Large Area

Remarks:

Width of the normal side leathers should not be less than 16oam.

3/7.Width of side leathers is identified by the straight line (sD)
crossing the regular point (K) which is considered the point of
measuring the side thickness , and the perpendicular line to (GW)
(Figure No. (5)). Whare the line (GW) is the line which splite the
side from the buck.

3/8. The upper leathers are classi fied according to their thickness

into the following kinds:

3/8/1. Thin leather

3/8/2. Medium leather

3/8/3. Thick leather

Remarks:

A) A tolerance in thckness of not more than + 10% of the contracted th
thickness is persissible.

8) Thicknesses are determined uccording to the regular points listed
in table No. 2 . '
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Kind

Thickness/ma from point (K)

1 Thin leathers up till 1.5 inclusive

Medium leathers

Thick leathers Bigger than 2.1 up till 3

Bigger than 1.5 up till 2.1 inclusive

Table No. 3

The regular point (K) for measuring thickness is the

point lying

i on the right half of the complete leather or the half leather on the

point of croesing of the

(sD)

back line which loes 250 mm away from

As regards the side , the regulur

.. of the leather. ( see figure 1)

straight line (Le) parallel to the
i 200 mm away from it , with the straight line (NS)

perpeadicular to the

the straight line tagent at the rear

point (K) lies on the straight line

perpendicular to the line (GW) 30 mm away from it.

(see figure No. 5 )

; As regards the fore head , the regular point ( k) lies on the point of

X from the back and connects

crossing of the straight

away from

(see figure MNo. I )

h, Requisite conditions of shoe upper Leathers:

l

1

: W41,
I 4/2.
| /3.
| b/4.,
b/s.

line (L4) parallel to the back bone line 100 ma
it; with the straight line (NS) perpendicular to the back
200 mm away from the straight line (AB) which aeparstes the fore head

the waists of the front legs.

upper leathers should be fully tanned and well-trimmed.

They should maintain the basic leather shape.
They should be of u consistent thickness.

They should be of a wet touch and adhesionless.
Their lower side should be pure of flesh trace ,

abrasive truces.

scaling traces or

back bone line , .. '
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4/6. Shoc upper leathers should be flexible, plump when touched and consistent.

4f7. Sandal upper leathers should be flexible, and not hard.

4/8. Abrasive traces should appecr on the leathers or corrected grain. Leathers should be smooth and
consistent and should have no cracks when folded in four layers.

4/9. Upper leather should be consistent in colour, spotless and resistant to wet and dry friction.

4/10. Leather should tolerate 30,000 flexions under flexing test (flexometer) without being effected.

S. Sampling and preparation for festl ing

This sampling process is applicable to the light and heavy skins and to all kinds of tanned
leathers.

A sample is to be taken randomly from a baixch of production representing it as far correctly as
possible.

One sample consists of several complete or half leathers within about 1% of the production
batch, conforming to the visual inspection conditions provided that this number shall not be less than
3 and not more than 10 samples. Half of a sample is not to be sent to the inspecting party and the
other half shall be kept for reinspection if necessary.

5/1. Sampling for chemical analysis:

5/1/1. Complete leathers, half leathers and back leathers: Samples for technical analysis are taken
from complete leathers, half leathers and back leathers from the square adjacent to the line
(HW) in the direction of the tail starting from the point (H) and at a length which is equal to
half length which is equal to half length of the line (HW), Figures 5 and 6.

5/1/2. Shoulder leathers: the square piece of a leather is to be so taken as to be adjacent to the line
(AB) in the direction of the head starting from the point (A) and at a length which is equal
to half length of the Liue (AB), Figure 8.

5/173. Bellies leathers: two square pieces of a length of about 10 cm are taken along the edge (TY)
right and left hand from the centre point (X) in a direction imimediately adjacent to the sample
taken for the physical trials, Figure 9.
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5/2. Sampling for physical tests:

5/2/1. Complete leathers, half leathers and back leathers: A sample is to be taken for physical tests
from the square (HWZN)). Another sample is also to be taken from the sique quite opposit
to the half leather, Figures 6 and 7.

5/2/2. A sample is w be taken for physical tests from the rectangle (ARGD), Figure 8.

5/2/3. Bellies leather: Samples are to be taken from the bellies leathers 20 mm away from the line
(TY) in such a way as the sample contains the column set up from the central point (XX) on
the line (TY), Figure 9.

53. Conditioning
Samples shall be placed in a conditioning chamber of which the temperature is 20+ 2 ©
Centigrade with a relative humidity of 65 + 5 % for 48 hours before conducting the physical tests.

6. General propertics of upper leathers:
6/1. Physical and mechanical properties:

No. Test Minimum Maximum Analysis Method
1 Tensils strength 200 kg/em - LU.P./6

2 % Elongation till cunting 30,000 times 60% LU.P./6

3 (Fluxometer) L.U.P.J20
4 Tearing strength 40 kg/cm - LU.P./8
6/2.

No. Tests Minimum Maximum Analysis Method
1 Moisture - 18% LU.C./5

2 Chrome oxide 2.5 4% LU.C./8

3 Fatty materials 3% 8% LU.C./4

4 Ash chrome oxide - 2% LU.C./11

5 pH acidity 3.5 -

6 difference in acidity - 0.7% LU.C/11




MINISTRY OF INDUSTRY
SYRIAN STANDARD SPECIFICATIONS
POR TMIE LEATHER INDUSTRY

GENERAL SPECIFICATION OF
CLOTHING LEATHER

SNS 322/1983

1~ Bcope:
This standard specification covers the leather used in manufac-

turing leather clothing and hats.
2- Definition:

Olothing leatheras sre the soft chrome—tanned sheep or goat lea-
ther which can be sewn to the leather clothes or hats .
3~ Classification:

3/1, Leathers are clagsified as follows ac-cording to their areas:

3/1/1. Clothing leathers:

3/1/1/1. Leather of a narrow area of(50) up to (70)dca 2 inclusive

3/1/1/2. Leather of a mediuw area of more than (70) up to (100) dem
2 inclusive .

3/1/1/3. Leather of a large aresa of more than (100) dcm 2,

3/1/2,Hat Leathers 3

3/1/2/1. Leather of a narrow areq of (20) up to (40) dem 2 inclusive,

3/1/2/2.leather of a medium srsa of more than(40) up to (60)dem 2

inclusive,

3/1/2/3« Leathers of a large area of more than (60) up to (80) dem 2

inclusive,
1/2, Leather are classified as follows accoeding to their thiclmess:
1/241,.Tin leather of (0.6)mm up to(1.2)mm inclusive
The difference in thicimess of leathers between the fore head and the
back in one and the same leather should not exceed (10)% .Defects
csused by the skdnning operation are disregarded.
3/3.Clothing leathersaare clasgified as follows according to their colour:
3/3/1. Black leathers,
3/3/2. Brom leathers.
3/3/3. Leathers of other colours.
The colour of the leather should be consistent in all its area, spottess,
fixed for hot roming up to (805 C, and resistant to wet and dry fri~

ction,
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3/8. Leatherslare classified as follows according to the manufacturing
procees :
3/8/1, Velvet clothing leathers,
3/8/2, Clothihg leathers ( ) divided according to the finishing
prosess into :
3/4/2/1. Anilinic Finishing,
3/8/2/2. Semi Anilinic Pinishing.
3/4/2/3.Pigmentic finishing,
A-Requisit Properities of clothing leathers:

4/1,Clothing leathers should be completely tabned,well- trimmed and

maintaining the normal shape of a leather,

4/2,They should be plump when touched , soft , of suficient flexibility
and unstretchable,

4/3,They should be free of natural fats and fatty spots .

4/8,They should be clean of any showing traces.

4/5,They should be smooth and of no glazing or pulling lives,

4/6,They should be fres of any wrinkling cr ccacking .

4/8. They should be consistent in thiclmess with no emptying or loss grain,

S-Sampling and preparation for testing :

This seppling process is applicable to all kinds of light and tanned skins,
A pample is to be taken random by from a patch of producyion or from a
congiegnment representing it correctly.

Onr semple consists of several complete leathers not exceeding (1)% of the
production batch or consignment conforming to the visuel inspection con-
ditions provided thay samples shall not be less than (3) and not more
than(10) samples.Half of the gamples is to be sent to the inspecting
party and thoe other half of it is to be kept for reinspection if necessary.
5/1. Sampling for chemical analysis :

Samples for chemical analysis are taken from complete leathers, half
leathers , and back leathers from the square adjacent to the live(lW) in
the ddrection of the tail statrting from the point /il/ and at a lrngth
which is equal to half length of the live /IM/ figure,NO0.(1) and(2),
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Sampling fop physical analysis :

5/2/1 .Sempling of the complete leathers, half leathers for physical
snalysis is effected from the squere (HWZN) it is also possible to
take a sample from exaclly the opposit side of the half of the other

1sather ;figure NO.: (1) and (2).
B, Conditioning :

Samples are placed in a conditioning chamber of which

tempreature is

(20 ¢ 2) C and relative humidity is (65 # ) % for 38 hpurs before

conducting the physical tests .

6~General Prpperties of clothing leathers :

6/M1. Physical Properties :

_I_Q_._ FEST MINIMUM MAXIMN ANALYSIS MEMIOD
2 AJeather FElongation
fe2 30 % 45 % IW.P./6
B- % Rongation Till cutting - 25 % -—
3 Tearing Resistence,g/ca 15 - 1.U.P./8
Tearing resistance with
neodl. ‘wc- m - I.U OPQ/G
5 Flexometer 30000
Ben.dj.nss - I.U.PRO
6/2. Chemical Properties :
1 " Moisture - 8%  1.0.C/5
2 cm oxid. 4 % - I.UQCO/ 8
3 FPatty materials 8% 10% 1.0.C./5
4 Mm Oxido - 2 * I.U.C./a
5 m Lcidity 3.5 - IQUCCQ11
6 Differnce in Acidity - 0.7 I.U.C/M

— . — — —— — - »
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MINISTRY OF INIUSTRY
SYRIAN STANDABD SPECIFICATIONS
FOR THE LEATHER INDUSTRY

GESERAL SPECIFICATION OF
CLOTHING LEATHER

SNS 322/1983

1- Scopet

This standard specification covers the leather used in mamfac-
turing leather clothing and hata.
2- Definition:

Clothing leatherss are the soft chrome-tanned sheep or goat lea-
ther vhich can be sewn to the leather clothes or hats ,
3= Claggification:

3/4. Leatherr are clasaified as follows according to their areas:

3/1/1. Clothing leathers:

3/1/1/1. Leather of a narrow area of(50) up to (70)dcm 2 inclusive

3/1/1/2, Leather of o mediuw area of more than (70) up to (100) dcm
2 inclusive ,

3/1/1/3. Leather of a large area of more than (100) dea 2,

3/1/2.,Hat Leathers 3 )

3/1/2/4, Leather of a narrow areq of (20) up to (40) dea 2 inclusive.

3/1/2/2.Leather of a medium area of more than(40) up to (60)dem 2

inclusive.
3/1/2/3. Leathers of a large area of more than (60) up to (80) dcm 2
inclusive,
1/2, Leather are clagsified as follows accgeding to their thickmneess:
1/2/1.™in leather of (0.6)mm up to(1,2)mm inclusive
The difference in thiclkness of leathers between the fore head and the
back in one and the same leather should not exceed (10)% .Defects
caused by the skinning operation are disregerded,
3/3.Clothing leathersaare classified as follows according to their colours .
3/3/1, Black leathers. |
3/3/2, Brom leathers.
3/3/3. Leathers of other colours.
The colour of the leather should be consistent in all its area, spottess,
fixed for hot roming up to (803 C, and resistant to wet and dry fri-

ction,
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3/3. Leathersiare claassified as follows according to the msnufacturing

proceas :
3/4/1. Velvet clothing leathers,
3/8/2, Clothihg leathers ( ) divided according to the finishing
prosess into :
3/8/2/1, Anilinic Minishing.
3/8/2/2, Seai Anilinic Pinishing.
3/8/2/3.Pigaentic finishing,.
j-Requisit Properities of clothing leathers:

8/1.Clothing leathers should be completely tahned,well- trimmed and

maintaining the normal shape of a leather,

4/2.They should be plump when touched , soft , of suficient flexibility
and unstretchable,

4/3.They should be free of natural fats and fatty spots .

4/4,They should be clean of any showing traces.

4/5.They should be smooth and of no glazing or pulling lives,

3/6,They should be free of any wrinkling or ccacking .

4/8. They should be consistent in thiclmess with no emptying or loss grain,

S-Sampling and preparation for testing :

"PThis seppling process is applicable to all kinds of light and tamned siins.
A semple is to be taken random by from a batch of produc¥ion or from a
consiegnment representing it correctly.

Onr sample consists of several complete leathers not exceeding (1Y% of the
production batch or consignment conforming to the visual inspection con-
ditions provided thas samples shall not be less than (3) and not more
than(10) samples.Half of the samples is to be sent to the inspecting
party and the other half of it is to be kept for reinspection if necessary.
5/1. Sampling for chemical analyseis :

Bamples for chemical analysis are taken from complete leathers, half
leathers , and back leathers from the square adjacent to the live(HW) in
the ddrection of the tail statrting froam the point /H/ and at a lrngth
which is equal to half length of the live /HW/ figure.NO.(1) and(2).
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Sempling fod physical amalysis :

5/2/1.Sampling of the complete leathers, half leathers for physical
snalysis is effected from the aquare (HWZN) it is also poasible to
take a sample from exaclly the opposit side of the half of the other
leather ;figure NO.: (1) and (2).

B. Conditioning :

Samples are placed in a conditioning cheamber of which temppreature is
(20.!2)2: and relative humidity is (65 ¥ 5) % for 48 hpurs before
conducting the physical tests .

6~General Prpperties of clothing leathers :

6/1. Physical Properties :

_RO._ TEST MINIMOM MAXTIUM ANALYSIS METHOD
1 Tensile strength Kgim2 150 - I.0.P.6
2 AJeather Elongation Kg
' /cm2  30% 45 % INW.P./6
B- % Elongation Till cutting = 45 % -—
3 Tearing Besistence,kg/cm 15 - 1.U.P./8
Tearing resistance with
needle ,Xg/ca €0 - I.U.P./8
5 Flexometer 30000

Bendings - 1.0.P/20

1 Moisture - 18 % 1.0.C/5
2 Chrome Oxide 5% - 1.U.C./ 8
3 Fatty materials 5% 10% 1.0.C./%
5 Ash-Chrome Oxide - 2% I1.U.C./8
5 PE  Acidity 3.5 - 1U.C. M

6 Differnce in Acidity - 0.7 1.U.c/11
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Ministry of Industry
Syrian standard specifications

for the leather Industry

General Properties of Inscle and Sole
Leather

SNS: 324 /195

1- Scope:

This Specification applies to the sole and insole leather (unregenerated)
used in processing of the lower parts of shoes and made of cow hides.

2- DatiPition:

2/1. Complete Leather = They are the snimal tanned leather the shanks,
tail and head of which have undergone cutting. -
2/2. Half Leather = They are the coapete Leathers which have been cut in
line with the back bone line.

2/3.* Back Leather = They are the complete Leathera of which the shoulders
and bellies have teen splitted.

2/%.** Half back Leathers = They are the palf back leather which have been
- cut in line with the back bone line.

¢ The back Leather is that part of leather defined in rectangle (ABGD) of
the figure No. (1).

esPhe half back leather is that part of leather defined in rectangle (ADY’ X')
of the fipure No. (1) .

3- Clas:.ificat.on:d

3/1.The lower leather of shoes are classified as follows according to their
shapes.

3/1/1. Complete Leather.

3/1/2. Sides.

' 3/1/%. Back Leathers.

' 3/1/4. Half Back Leathers.

3/2. The lower leathers of shoes are classified as follows according to their

; process of tanning;

3/2/1. Vegetable tanned leathers with synthetic tanning.

3/2/2. Vegetable and minarslly tanned leathers with tanning chrome salts.

‘ 3/3. The lower Leathers of shoes are classified as follows according to

. their thicknass inpoint (T) and point (K) defined in the figure No.(1).
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Kind Thickness in point Thickness in point (G)ma
) (K) am Minimum

Back - uased in sole Exceeding 4.5 LY

Leathera

Inside Lining- used Exceeding 2.1 1.8

in Insole Leathers

and in Fillers

M. Requisite Condition of sole Leathersa

4/1. They should be consistent im colour.
4/2. They should keep the original well- triwmed leather as far as posaible.
4/3. They should be plump in all parts and uncrakable during beanding.
h/4. The flesh side should be clean of any flesh remains ( from this side
the trace of the blood vessels and arteies should be visible ) .
4/5. Their thickness should correspond with the thickjess described in contract
so that its average does not exceed (+ 10 )% . .
4/6. They should be in conformity with the phyaical and chemical specifications ;
and with any other remarks listed in the subseqent table of item (6).
5. Sampling and preparation for toatiu;:.

This sampling process is applicable to the light and heavy skins and to
all kinds of tanned leathers. .
A Sample is to be taken randoaly from a bath of production representing it
as far correctly as possible.One sample consists of several complete or
half leathers within about (1)¥% of the production butgh conforming to the
visual inapection conditions provided that this nuaber shull not be less
than (3) and not more than (10) samples. Half of a sample is to be sent to
the inspecting party and the other half shall be kept for reinspection if
neceasary.
5/1. Sampling for chemical Analyses.
5/1/1. Complete leathers , half leuthers and back lehthers:
Samples for chemical analyses are taken froa compete leathers ,
half leathers and back leathers from the square adjacent to the
line (W) in the direction of the tail starting from the point
( H) and at a length which is equul to hulf leagth of the line
(iiWw) , figure No.(2) and (3).
5/142. Shoulder Leathesrs:
The square piece of u leather is to be 80 taken as to be adjacent
to the line (AB) in the direction of the head starting from the
point (A) and at a length which is equal to half length of the line
(AB) Figure Ho. ().,




S/1/3. Bellias Leathars:
Two square pieces of a length of about(1o) Ca are taken along
the edge (TY) right an left hand froa the ceatre point (X) in a
direction immediatly adjacent to the =ample tsken for the phyaical
triala.Figure No. (5).
Samplisg for physical tests
Complete leathers , half leathers und Dback leathers:
A Sampe .s to be taken for physical tests fros the square
(HYZN). Another sample is also to be tauken from the wide quite
opposite to the half leather. Figure No.(2) and (3).
Shoulder Leathers:
A sumple is to be taken for physical testa from the rectangle
(ABGD) , Figure HNo.(h).
Bellies Leathers:
Sampling shall “e aade of the bellies leathers (20) ma sway froms
the line (TY) in cuch & way as the sample contains the column set
up fros the ceatral point (X) on the line (TY) ma illu rabed in
the Cigure No. (5) .
Conditioning:
Samples shall be placed in a conditioning chamber of which temprature
is (20 ¢+ 2 )' C and relative humidity is (65 + 5 ) % for 48 houra
befors conduting the physical testa.

6. Uenersl Properties

6/1. The Physical and mecknical propertiea:

Test Sole Leather Insole Leather Analysis Method
Water Absorption for ho% Hinimum 25% Minimum 1.0.8/7
(2) hours

for 24 hours 35%- S50% I.U.P./7
Minimum

Tearing Resistance
KG/Cm , Minimum : 1.U.P./8

6/£2. Chemicel Properties:
6/2/1. Chemical Properties of the Sole Leathers:
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No. Test Minimua Maximum Analyais Method
1 Moisture - 16% I.U.C./5
2 Ash - 2% I.u.Cc./?
3 Fatty Materials - 3% I.Uu.C./%
& Water soluble
Materials - 20% I.v.c./6
3 Tanning Number 004 - 1.u.Cc./10
6 pH  Acidity 3.5 - 1.U.C./11
7 Difference in
Acidity - 0.7 =
6/2/2. Chemical Properties of Insole Leathers:
No. Test Minimum Maximum | Anslysis Method
1 Moisture - 16% I.U.C./5
Ash - % 1.U.c./7
Fatty Materials - 3.5% I.U.C./4
Water soluble
Materials - 20% 1.U.C./6
Tanning Number Go% - 1.u.c./8
pH Acidity 3.5 - I.U.C./11
Difference in
Acidity - 0.7 1.U.C./1
7. Remarkas:
7/1. The average value of the results of testing of each batch is the valu;
to be compared with the standard nuamber.
7/2. The fizures of the chemical anulyses from (2-v) in the above tables'
are given for the 100% dry leather.
7/3; The standurd figures in trading are given on basis that moisture
ig 16 % .
7/%. The following defects are not permissible on luathers.
7/4/1. Spread bad tanning.
7/4/2. Wore than S04 emptying and lose gruin in the back.
?/4%/3. More than 50X sr .kage on the back.
7/4/%. Spread cracking.
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Visit Report: to 3hoe Industiry

ANNEX IIl

13, May 1989 1eeting the General director for the 4 Shoe Factories
in syria, Mr. Dipl. d&nge. Nabil Aoun

Production Director ir. bDipl.Sng.lahmoud iHezher

14, May 1939 Visit to the Shoe Factory at Swaidaa
with the Production pirecior rir. Hezher

ueeting the shoe Factory Dir. nr. [fussain Kiwan

Problems discussed:

1. differences in Leatiercharacter from too soft to very hard,
no flexibility heavy duty

2. Leather substance on 1 hide from 1.4 — 2 mm for © sioes
uneven substance, many buicher cuts and holes in addition

3. 3ticky finish: The leathers in bundles stick together and
the finish is getting damaged while separating the leathers
Chevreaux Leather: small .iddle and large size skins are
mirxed together. sSapeciully the large skini show a very
harsh and hawd groin.
‘Phe grain is craciking easy with the iy test
Srins which are actual uasite ar: included in the supplies,
Sheepskins for lining, waste pieces and badly degreased
quality wkich can not be used, uncven colour, Fishoil smell.
The sShoe Pactory wmust talke the offered Leather Quality from
the tanneries, otherwise the Shoe Factory can not run.
A strict Quality control should be at the tanneries to avoid
such low quality leathers.
Syrien standard 3pecifications are existing for leather
but the Quality received by the shoe Factories is
completely different. Only a few Leather Items may be
near to the Standird 3pecifications
3Some Leathers are stored in the shoe Pactories for 2 - 6
mgnth, some may be even longer. During this time the leather
i3 changing in getting harder and harder.
30le Leather from Damascus: uneven colour, very dry and
grain cracking, some pieces very hard, damaging the tools.

12. Pinished heep lining leather: showing fatty spew from

insufficient degreasing

17 samples have been collected to show to the Tanneries for
discussion and improvement in the future., jome samples have
been sent to ITRC for Analyses.,
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Visit Report
16. May 1989 Visit to the Jhoe Factory st Nabeck

with the Production pirector Mr. wezher

Meeting the 3Shoe Factory Dir. 3amir Kabur

Problems discussed:

l.

2.

3.

4.

5

No level substance. In 1 hide of 12.25 sqf sizethe
leather thickness from 1 mm to 2.4 mm.

Some leathers are very hard, and getting harder during
storing for some time. o clean produotion

Many damages of tools/ repairs are required on the
equipment as the leathers are very hard.

lleavy waste on a/c of deep butcher cuts, holes or other
defects on hides

Jticky leatier in the supplied bundles. Heavy damage
while separating the leathers. 3ome leathers are bundled
grain to grain, some grain to flesh side. Dust from the

flesh side is sticking on the grain side as well.,
heavy duty

Leathers for JShoes are supplied to 80 from
Aleppo
Leathers from Damascus are harder and lower in Quality

Lining leathers include many not usable small pieces,
discoloured and natural fat showing in the neck parts

jole Leather from Aleppo is better in Quality, level
colour, more flexible and no grain cracking

11 samples have been collected for demonstration a2t the Training
deminar at Alepno and Damascus and digcussions with the tanners to
improve the quality. Jome samples have been sent to ITRC for

testing.
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Visit iteport

13. HMay 1989 Visit to the Industry Testing Research Ccentre, Damascus
17. Hay 1989

the Director of these Institute is leaving for
another assignment very shortly. The Institute
will have no Director for some time,

Laboratory Bquipment available: FPhysical tests:

muffle ovens

1 wInstron® tensile strength/ elongation testing Lachine

1 “Bally" Flexometar ( 12 clips)

1 Penetrometer .
1 Permeometer

3

Analytical tesis:
Phey are able to carry out any analytical test for

the leather industry.
It may be advisable, to use this institute in future for all

the tests required as a neutral place.

Additional enuipment which is required are:
1 wet/dry rub testing machine
1 adhesioa tester with glue
1 Bally Tensometler

Leathers for ‘festing: (f}om the shoe factories)

6 leather samples have been given for testing (18.5.39)

tensile strength / elongation
flexometer test

fat content

pl in the leather

3amples of chrome wasteliquors from all the 4 tanneries
in Damascus have bYeen sent for analysis. (24.5.39)
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WASTE WATEX:16-1€ M3 FOR 1 TON

15

06/06/89 11:

047135612+ §

135612a UNO f
ALEPPO/SYRIA _ SR
TLX MO 76/6 A
ATTN. MR JAXOV BULJAN LJ?/'rL_Jli;:J

REF .EFFLUENT ALEPFO LEATHER FACTOKY NN\opt. ;i

MR.SELANEC AT DAMASCUS
REQUESTED DETAILS: )
FACTORY BUILT 1976-78 BY ITALlAN COMPANY ( IPEC)
CAPACITY:6 TONS RAW HIDES
8 TONS 6GOAT/SHEEN 3King
PROCESS :CHROME TANNING
SYNTH./VEGET. RETANING

)
!
- ' ..
MEETING MK GORJANOVIC NI A
T
s
i

LIMING 3 PCT
NA2S 2,5-3 pcr
NANS  _,5 PCT
CHROME 7-8 PCT
SYNTH. 4 pCT
RESINE 2 pCT
DLSTANCE TO RIVER 50C Vv AFPROX.
EFFLUENT PLANT eXISTING SINCE 197€ EXCUTED BY ITALIAN WHICH
NEVER MAVE Bki'N PUT INTO JPERATION
BLUE PLINT COFY WILl FE FPOSTED SOCNEST ,ALSO 2 PHOTOS
RGDS
MAX HAECXEK
c
331402 COPLAS 5Y¢
TASG12A UNO Avevoes
QU2.4 MIN
n, a
! \ -

.t
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THE'ARﬁJ COKF.NY FCR RWB3ER,PL 5TIC,%,LE THRR PR0OUCT S ..LEPFO
ADMINISTRUTION OF NEW T.HNERY IN .;LETTO/SYRI:

Technical conditions book relevant to the call for offers
for a technical study for executing and putting into run
the water treatment center in the tannery which is out of

work now

According to the fructification Plan of 1983, the Arab Co. for rubber
plastir and leather products(\dministration of .\leppo New tannery)calls for
offers for a technical study for revamping,executing and putting into run

the waste water treatment center.Since the ecquipmenis available tn the said

Centcr do not work progerly,thercfor b2 gx’l foo coifers for a study 2o

revamp and to put into run the water trecatment center is mnde,minding that
the quantity of the waste water resulted from the tanncry is 1000 cu, Mt.

of which 650 cu.tt is resulted within the first threc hours,and,the present
principle of the Center is the Biological-Chemibals one. .

The required is:

1-To offer a complete congsulting study including drawings,new system for'the-
_treatnent,this after looking over the whole parts of the center Ior.whnt
conecerning the efficiency,work,and suitability,and must be complete and

perfect study,containing(drawings,gencral and technical conditions,detailed
and cstimated prices)

2-Executing exactly the offered study for modifications,drawings and
installations,with equipments,

J~Mrking the treatment system rcachs the optimum capacity,

h-arranging the time schedule for the works execution,

5~Training and gualifying the Technicinns for managing the revamped center
6-The treated water must be suitable for agricul ture usage as per Int.specifi-

cations,
7-The Successful Offerer has to undertake the commissioning of the center
up to the optimum capacity without any tochnical nbatacle for six months,

this to prove the good running of the Center.

A-The /rab Co. is ready to put under the disposal of the Offerers,all the

avoilable documents and drawings relevant to the water trcatment Center
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Testjng of Chrome in the Bffluent [Leatherfactory Alepvo

( percentage of chrome oxide)

Chrome waste Liauors, while diacharging from the tanning Drum:

Chrome tanning of cow hides, present production

4.66 %

Chrome tauning 3heep/Coat skins: 5.6 %

Prials carried out at the Laboratory lxperimental section
in changing the Chrome tanning to less chrome at the
beginning and more in the Rechroming:

Chrome tanning Hides 3.03 %
Rechroming Hides 1.09 %
Chrome Tanning Goat/Sheep skins 1.4 %
Rechroming " " " 1.6 %
Remarks:
1. As in the normal process only the avg. weight can be

2.

e

taken, the weight or the Skins (Peltweight, Shaving weight)
and Hides is not correct, also the Chemicals calculated show
differences.

To reduce the Chrome in the Effluent, the results of the
above Analyses confirm that the application of chrome,

less at the beginning and more in the Rechroming

show a much better absorbtion of the chrome, which is in
addition depending at the final pH and the temperature on the
end of the chrome tanning process.

Only available Chrome tananing salts, 3% basic and Chromitan MS
have been used. In future other selfbasitying Froducts may
be introduced,
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The Leather Factory Aleppo ANNEX IV
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Requirement of lew machines-2ouipment-Overhauling-vainienance

for the Leatiner factories 1.2.J3. at pomascus

l. I*leshing Machines: Factory lLio. 1 2 3
Mew machine 1 1l 1
2, 3plitting Hachine: - - -
3. Drums: direkt drive/V-Delts 14 11 8
. new drum doors 16 16 14

4, Jammying before shavings

Hew Machine - 1l 1
Repair of old Machine 1 - -
5. Shaving Hachiness - - -

6. JScaless

llew platform scales 1 1 1
fepair of old scales/overhauling 3 3 3
inel. Chemical weighing scales/balances
7. Sam-Setting out Machin.s:
(after Retanning/Fatliauoring)
New Machines 1l 1l -
Repairing/Overhauling - - 1
8., Vacuum dryer:
Repair/Overhauling
New top filter, lew rubber sealing 1 1l 1
9, Conditioning Room:
Water 3praving Machine with Conveyer:
(made local)
Conditioning Room 1 1l l
{jater 3praying Machine 1 1l 1
10. staking Machines: - - -
1l. Toggzle Plants:
Hew Plant with 60 Frames - - 1
1 Plant from No. 1 should ve moved
to PFactory No. ¢ - 1l -

12, Pad coat Pinishing:
By Hand in all the 3 Factories - - -
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factory Ho. 1

13. Hydraulic Presses:

1 Presses are in Factory No.l and 3 - - -
Only Haintenance is needed

14, spray Coat finishing/Top Coat:
on 3praying Hachine in Factory Hoe 1 - - -
or in each tannery by Hand Pistol - - -

15, HMeasuring Machine:
Pin wheel Hachines are in all Panneries
one electronic Measuring Machine in No.4- - -

Remarks:
Bvery Tannery has equipment to produce the leather from
Soaking to Finishing. Some Very old yachines need replacement

and arrangements are needed to improv: the Leatherquality to
the required standard.

All the Machinery and Zguipment needs a turnus maintenance
programm and overhauling.

The shortage of spares is the result that many machines are
not operating, but are required for the production of a
standard leather yuality.
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Requirement of New machines-<iquipment—Cverhauling-Maintenance

1.

2

—e

3.
4.
Se

6.

Te
8,

9.
10.
11,
12,
i3,

14.

15.
16.
17.
18,
15.

20.
21,

22,
23.
24.

25.
26,
27.

for the Leather Facto No. at Damascus

2 Hool-3hering machines, not in operation, cover for protection
2 3kin Lime/3odium painting machines: Overhauling
1 Dewool Hachine: spare parts required
29 Paddles: need overhauling, some need gearboxes
2 Fleshing H4achines: need overhauling, spares
1 new Fleshing Hachine is required
2 3cudding Machines: need overhauling, spares
Drums: overhauling, some need gearboxes and electr. frames
Scales: 3 Plitform 3cales need overhauling/ repairing
3 Balances: need overhauling/ repairing
1 New Platiorm jcale is recuired
2 Sammying machinegs: necd overhauling
2 3having wachines (wet) need overhauling
2 3um-setting out Machines: need overhauling
Tannel Dryer (Kiefer) needs transportation repairing
2 Roller 3talzing machines: Haintenance
1 Vibration :;taking Hachine: * "
2 Vertical “3choedel" staking Machines: Maintenance
Conéition Room: with high humidity for cskins before staking
is required. 1 water Sprayins Haclane needs
overhauling. (:ocal made)
Togrle Plant: Maintenance only, cleaning up
2 Plate Vacuum dryer:s 32Zxchange heater needs to be replaced
2 Dry=-shaving Hachines: Maintenance
2 Buffing Machines: Mlaintenance
2 Dedusting ilachines: 1 Hachine needs overhauling
1 Machine needs laintenance
1 small size milling drum: Maintenance
2 Spraying machiness 2 new programm control and 1 exchange heater
are required
2 Piniflex Throughfezed Ironing Machines: control heaterjmaintenance
1 Hydraulic press, med. size, Maintenance
1 Electronic Measuring Machine: Maintenance
1l Pin Wheel " " : standby~ spare
2 Glazing Machines: Maintenance
2 Plush polishing whecl] = drumss: Maintenance
Enuipment for the Laboratory

1 new wet rub/ dry rub testing Machine

1 adhesion testing Apparate + Glue

1 penetrometer testing Apparat

1 electronic precision balance, up to 3000 gr.

Remarks: Details regarding the cpare parts are available from

the Maintenance department,
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feauirement of iflew Nashineg—2ouinment—Gverhaulings-ilaintenance

for the Le.ther

Factory at Alepno

A. Hachines for Hide processing:

1.
2.
3.
4.
S
6.
1.
8.
9.
10.
11.
12,
13.
14.
15.
15.
16.
17.
18,
19.
20.
21.
22,
23.
24.
25.

B.

23 Tanning Drums 0.ke
2 Toggle Dryer 1060 togzles urgent required
2 Shaving iachines O.ke
2 Samying Hachine 0.k
2 Splitting Hachines o.k.
1 Drying Tunnel 0.k
2 3am—3etting Machines o.k.
1 Yater 3praying Hachine 0.k,
1 Staking #Hachine o.ke.
1 Dedusting Hachine o.k.
2 Vertical Staking Machines not used jet
2 Fleshing Machines need spareparts and maintenance
2 Vacuum dryer 1 o.ke., 1 needs maintenance
2 Shaving Machines 1 o.k., 1 needs maintenance
2 Buffing Machines not used jet

Many Chemical mixing tanks need spare parts

G Y R N OO SRR CRE )

Pin- Measuring Machin
Electronic Measuring

Rotopress

€8 Ook.
Machine O.ke

o.ke.

Hydraulic Ironing Press o.k.

Spraying Machines
Padding Machines
Handspray Cabin

3tone Polishing heel
Platform Scales

o.k.
o.k.
oK.
s o.k.

3 need spares, repair, 1 maintenance

4 Chemical weighing Balances, 1 o.ik., 3 overhauling

Machines for skin processing

= 0 0 = 0w
O [} L3 . [y [ . [} .
L d

9

[
-t

- o= N DD W

Paddles

Tanning Drums

Toggla plants
Jam~3Jetting lMachines
3having Machines
Centrifuge

Drying Tunnel

Wool Washihg pachines
Wool daling Press

Deduating ilachine

o.ke
0.ke
oeke
o.k.
0.k
o.k.
needs s3pare parts, repair
OeKe
Oelke

Oslte




Machines \leppo

1l.
12.
13.
14.

15.
16.
17.
18.
19.
20.
21,
22.
23.
24.
25
26.
27

28,
29.

(L

Shaving HMachine
Air Compressor
Buffing HMachines
big scales

small scales

Fleshing Hachines
Painting Hachine
Unhairing bachine
Wool drying unit

Washing Machine

N

o.k.
Oelte
4 0.kK., 1 needs maintenance

3 need spares, repairing, 3 are o.k.
at Hool section

o.k.

need spars parts, repairing
need spare parts

need spare parts

need spare parts

not operating

Solvent degreasing Hachine not operating

Staking kachine

not used

Roller staking Machine not used

skin-Woolshering Hachine not used

Wool Combing HMachine

rot used

Fur skin Ironing Machine not used

Buffing Roller hMachine

Juffing ‘lheel

Roller Jstaking Hach.

not used
not used

1 OOko’ 1 not used
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ANNEX VII

3election of pickled Sheep skins for Export

Grade 1 : (0 - 1.6) 1 - 2 defects on the edge, no butcher cuts

Grade 2: (1.7-2.6) 2 — 3 defects, 2 on edge, 1l in centre,
1 - 2 butcher cuts

Grade 3: (2.7-3.6) 3 - 4 defects, 2 on centre, 2 on the edge,
2 - 3 butcher cuts ,centrel,cdge 2

Grade 4: (3.7-4.6) 4 - 5 defects, 3 on centre, 3 on edge, butcher
cuts 1-2 centre, 3 on edge

Grade 5: (4.7=5.6) 5 - 6 defects, 3-4 on centre, 3-4 on edge,
butcher cuts 2-3 centre, 4 on edge

Grade 63 (5.7-6.6) more defects as Grade 5

Grade T: (6.7- ) more defects as Grade 6

Remarkss

1. The Crading is very correct. Problems are the skins
between the Crade. The Selector has to decide finally
the Crading.

2. Above details can be given only approximately.
Phe Selectors have to decide on each skin and have to
keep a standard.

3. Important is the light for selecting. Some Selectors
prefere a Clas table with day light Tube light underneath

to see the butcher cuts or other damages easier.
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Processs Control

ANNEX VIII

for cow hides/yak hides/ Goat and sheepskins to guaranty a
standard leather production

1. Soaking A. proper sizing of soaking lots
B. Presoaking in pits, for dry nides(iirdry or drysalted)
C. As soon as possible, Greenfleshing

D. 3oaking weight as base for the calculation of
Chemicals for liming

8. Addition of Chemicals, pH control, accordi:g to the

F. iesoaking at'ter Greenflesuicg in Drum, with mechanical
movenent.

C. Don't fix ony soaking time, climate and water temp./
the condition of the raw material must be considered.

F. Final check up if soaking is completed. Hides should
be soft as after the slaughtering, the flesh side
should be as clean as possible for level penetration
of the liming chemicals, to avoid any wrinkles on the
finished leather.

G. Trimning, to remove all the parts which are not
suitable for leather processing.

He Dehydration for approx. 1-2 hours before the soaked
material is going into the lime/sodium liquor,

2. Liming A. 3Speed of drum 3-4 RP}, water Temp. approx 24°C finally

B. Short float in the beginning/ Chemicals should be
dissolved.

¢. Chemicals should be adjusted according to the climate/
water temp. in Paddle or drum.

D. To avoid excess plumping and loose grain, use 1/3 NAHS3
and 2/3 HA2S and approx. 3-4 ‘. lime powder.

Be IMeshing ex lime, don't lecave out the centre part
wifleshed. Knife cylinder should be sharpened from
time to time,

P, Jcudding on machine, by hand after fleshing or also
nosaible after the bating process. (Goatskins)

G. 3plitting out of lime is economical. The waste can be
used for maling lime or pelantine,

H. Bx lime selection is possible for different types of
leather or rejort for hide quality/cosating.

I. Pelt veight, as bage for the calculation of Chemicals
for Deliming/bating/pickle and chrome tanning, as well
as for yield calculation(degreasing for sheep skings)

3, Deliming A. iatar temp, / float control after washing
Be Check up full deliming with indicator phenolphtalein
C. pil zontrol PH 7.5 - 8.5
Ds acudding after bating for goat skinas
8. Jspeed of drum 3 = 6 [PU

s Degreasing of sheep skina, followed by removing the
loose fat by refleshin ; 2/3 of the skiins in the
diraction to ‘the necls, ' ' b




de. Pickle

9« Chroms -
tanning

6. sammying
3plitting
3having

G.

-
iLe

B.

C.
D.

C.

B.
C.
D.

F.
G.
I,

1.

Ae

B.

Ce.

D.

o4

2nd degreasing with only deterrent in salt water,
ir pickled skins are uscd.

Liming / deliming process should be separated

e &

from the chrome tonning sectiou,

‘Jater and salt, dissolve fully, check B& betfore
addinz the acid. should be above 6°B¢ for hides/skins,
but 9-10°B& for skins to be pickled.

Consider the quantity of wet salt, which i3 heavier
if taken by weight.

Add formic / sulphuric acid diluted, slowly 2nd run

for 2-3 hours and stop over nicht. The fiual pll is
depending on the substance of the hides and the Chrome-
tanning agent to be used.(Jelfbasifying chrome)

NMormal pHl 3 - 3.9, for pickled skins 1-1.5.

speed of the drum 3 - 15 1P

Pickle bleaching to get a ligit colour pelt, use
Jodiumchlorite or some 3odiumbisulphite.

Fatliquors, which are stable to electrolytes can be
added to the pickle bath for very soft leathers (Glove)
Check pickle pH again

Reduce pickle bath by approx. 50 %

Use short float at the veginning

To get max. exhaustion of the chrome, offer only
approx 6% Chrome salt (334 basic) basify slowly

to pHl 3.9 - 4.0. The reduced pickle water should be
replaced by water added after approx. 60' tanning time.

3peed of drum, 0- 15 RPi
On the end of chrometanning, temp. approx. 45-438°¢C
Boiling test as quick test

Pile the chrome tanned matcrial for a few days for
additional fixation of the chrome

mjet blue" stocks for export selection should be

properly piled on palets and covered to avoid getting
dry. Chrome content to be calculated according to the
Contract. Bactericides may be added for long storing.

Jaumying with proper pressure to get tae proper
condition for splitting and shaving, as well as for
a standard weight of the shaving weight.

The shaving weight should be controlled and if
needed, adjusted + 5-20%

Control after shaving, ihe substance should he all over
the same,

For oplitting: speed only 17-20 m/min to be able
to avoid demages by foldings. Caraful feeding into
thz machine i3 required.

Primming: only corner cleaning M




7. Rechroming
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Ae Chrowme retanning, using approx 4-6¢ Chrome salt
is advisable for max. chrome exhasution. Run
2-3 hours and stop over nicht. Fatliquors which
are stable to electrolytes may be added (anionic)
or also cationic fatliquors. Next day the process
will be carried ca as usual.

B. The chrome tanning with 6 % chromz salt and the
Chrome retanning witn 4-6 % chrowe salt are for
maximum fixation of the chrome and to reduce the
chrome content in the waste liquors, which goes into
the effluent.

8. Meutralization A. Neutralization for shoe uppers, check with BCG

Dyeing
Fatliquor
Retanning
fixation
washing

9, Sam-setting
vacuum pre-
drying,
full drying

10.Conditioning
Waterspraying
Conditioning
Jtaking
Toggling

approx. 2/3 blue, 1/3 yellow, float pH 4.8- 5.2

Be If 3odiumbicarbonate is being used, the temp.
should not be higher thim 30°C.

C. Drum speed 8 -15 RPM

De Nappa Carment skins need full penetration, BCG
control: fully biue pH control

F. Wash after neutralization

G. Lying: for penetration, use 25°C water
for surface dying, " 55°C water

He Prefatliquor is suitable before retanning,appr.2$ prod.

I. Retanning for shoe uppers, a combination of
synth. tanning agent, Resin filler, veget. tannins

J. Fatliquoring at 55°C
K. Final fixation with formis acid to pH 3.8-4.0
L. Cationic fatliguor may be added

M. Washing in cold water is important to wash out
all the szalt.

N. Nappa garment, with penetration dying needs more
fixation, more time and a good washing to avoid
fatty spew on the finished leather after storing,

O. In all operations, the bath should be completely
exhausted hefore discharging.

A. Leathers are piled for 1-2 days for fixation of all
the used products

B, 3am=sgsetting out with heavy pressure is followed
by vacuum Predryang at 80°C, 2-2,5 minutes.

C. Aftervards the leathers are carefully hang up for
full drying. The setting effect from the vacuumdryer
should not be deatroyed.

Ao After full drying, the leathers are piled in a
room with high humidity for 2-3 days

B. Water sprayiig with Air pressure on a conveyor lLelt
vlachine,

Ce Piling up again for over niyht, covered with plastic
foil. ‘

De staking on the Vibration atalzing machine will follow
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F.

G.

.

11, Finishing A.

B.

C.

P,

Remarkss

96

Control the proper conditioning/moisture
before staking

Immediately after staking put the le thers n
on the toggle Frames and dry approx. at 25-309C,2
There may be some difference in summer and winter.

Avoid piling up of too many leathers berore
togzling in summer from getting dry on the edges.

Primm edges and send for Base-Coat finishing

During finishing, pile grain to grain after
proper drying

Finishing Chemicals should be taken by weight
and not by volume

Foundation for Pinishing:

100 parts Pigment,
200 " Binder, (double from the Pigment)
400 " ‘ater (double from the Binder)

There may be some variation for pad and spray
solutions. Auxiliaries like waxes, oils and
Casein type products may be added to get

soft base coats applied by padding
spray coats, a bit harder
Top coats for fixation and zloss

Ironing: 3ealing the base coats with smooth
plate, 70- 80°C, 230 ATM.(Hair cell grain)

Zmbossing: The 3ame temp. a2nd pressure
for 2.5 - 3 seconds
as last operation.

If high glosa is required:

iitrocellulose Solution may be sprayed
after the final Ironing.

1. Physical and analytical tests may be carried out before
the leathers are produced in bulk production, also if
the Chemicals are changed to other products.

2, All the Chemicals calculated should be absorbed by tho
Hide/skin Material as much as possible and should not go
into the effluent.

3. Process Control should be directed from the Laboratory
and should be carried out strictly to result finally
a standard leather product which the 3hoe Factories

require.
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ANNEX IX
Discussion Programm for the nlanned
ting on.the 30. . 198 i i ! sukker at wactory o. 4

1.
2.
3.
4,
5.
6.
T.
8.

10.
11.
12,
13.
14.
15.
16.

Discussed problems in Shoefactories at Swaidaa and Habeck
Many butcher cuts and holes, heayvy waste

embossed

Uniform leather substance, 1 hide lmm - 2.4 mm leather

No hard leather also after storing for some time

3tandard Quality Process control in tanneries, more strict
llo sticky finish Leather sticks together in the bandles, damages
Level colour in hides and skins

Degreasing of skins fatty necks, finished lining fatty spew
Ffull skins, not to supply very small pieces

3mooth leather has to many wrinkels in the belly parts

lLird =nd cracky 3ole leather, uneven colour, daaage to tools
Fish 0il smell in lining leather, veget, tanned

Chevreaux, grain cracking

3mall and large Goatskins to process ~eparate

Quality co:ntrol before sending leather to the Shoe factories
Workmanship, careless handling

3yrian specifications for leather
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Factory No. l.2. anu 3 I'roduction of shoe leathers

1.
2.
3.
4.
5
6.
1.
3.
9.
10.
11,
12,
13.

14,
15.
16.
17.
18,
19.
20.
21,
22,

24.
25.
26,
27.
28,
29,
3o.
31.
32,
33.
34.
35.

Present production: 3 5C0 000 saf per year
in future 5 000 QGO " ¢ "

airdry s wet salted,
Raw hide quality,‘fdrysgzied from saudi arabia and otner places
Greenfleshing + resoaking over night joaking weight

ggﬁgT%Hg%gﬁ%ng + gg S‘gsgﬁan3§¥§h¥ith Fatliquor max,exhaustion
Basification with jodiumbicarbonate and not 3oda Ash

temp. on thc end of tauning, bpll

Fatliquor in 3} stages, for max cxhaustion

fteduce fish 0il, to avoid fishoil smell

Fatliquors, stahle to electrolytes should be used

Fixation to pH 3.8 - 4 on the end of the wet proceas

washing with cold water " " "o " " ", before discharging
Pile for 24 - 48 hours before saammying/setting out

Shaving weight condition + 10 - 20,. (at present very wet leatiers)

Full drying after vacuum pre drying - stop wet toggling 40°C
2 sides above ecach other

Condition appr. 48 hours, water suraying on I/C, pile 24 hours
Toggling in proper staking condition, immediately, dry at 25-30°C only
Pad base coat and sprayfinishing, <top coat

3trict process control by ixperienced persons /3Standard Quality
Quality control from tirwe to time, especially while changing products
Development - Trials - uith new Products

3elaction 1. 2. 3. Rej

8ffluent - cleaning of F.ctory Dept./ Foreman responsible

Training now and the roung generation for the future

New Machines— Zquipment/ Cverhauling / Maintenaence

Haintenance programm 30 J0 3 priority,

Jpare parts - main items in time to be ordered

llew machine for Green and lime fleshing 1800 mm

3cales should weigh correct / maintenance

Direct drum drive with V-Delt 3ton transmission drive
Vacuum dryer in ve.y bad coandition, top filter, water patches
Overhauling of a'l the machines turnus check up

Togeling plunt also in Pactory ilo. 2 and 3 ?

Le..ther nroduction in each tainery up to crust after togyling
Factory :lo. 2 llew nlan for complcte renovation

Improve 'forizmanship = handling

Drum Doors replacement

Liming ssction Should be separated from the . sectio
by a Emall wall. P m chrome taianing n
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Factory lo. 4 3heepuliing tickle, Happa Gairaent , Linines 'roduction

1.
2.
3.
4.
Se

+

8.

9.
10.
11.
12,
13.
14.
15.
16.
17.
18,
19.
20.
21.
22,
23.
24,

storing of pickled skins, outside the taunery ia a cool place
Rawskins from Dumascus, many butcher cuts (thvelopetype better)
Weight taking in Lime Peltueight,and pickle stucks + 30%
Improving flashing and trimming (3 M/C for fleshing ?)

" degreasing (avoiding perchlorethylene) on fleshing :-I/C after
ond de,:;re“asii;? remove the loose fat on the nack, 2/3 skin rleshing
Pickle 3alt dissolving to avoid marks on the pickle stock
Chroume Tanning + Chromeretanning uvith fatliquor, max. iSxhaustion
Basification with sodiwsbicarbonate only, final temp.

Fatliquor in 3 stages ior max. exhaustion

FPixation with formic acid und washing with cold water (pi 3.8-4.0)
Milling after finishing + Ironing

Dry shaving after finishing

conditioning before togzling , less trimming

Polishing before finishing

Marketing, pickled skins, cruated skins, finished skins

Working instructions datas different from actual work of process

strict process control

Juality control from. time to t me, especially while changing products
Development work- technology- new products

Effluent Plant to put in operation as soon as possible

Training now - young generation for the future

Shaving weight for llappa and veget. lining

Cleaning out the whole Factory

Improve workmanship - handling

New Machines — gquipment / uverhauling / Maintenance

25.
26,
27,
28,
29,
30.
31,
32.

}soou%.ﬁ]ﬂ% ’is operating
Fleshing / 3having / samying / sam-setting Machines : overhauling

All mashines in Maintenance programm: J03 30 3 priority
3top heating the toggling plant, as skins are fully dry
Condition roor before toggling, dry at 259C only, slowly
Recommendations for Crust Production,for expcrt as next step
Main spare parts to be in store

Selaction: 1.2.3.4.5.6. and Rejections

l -4 fuor cruzt export
5 = 6 for rrarments
or 6 + {lojocts for lining
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ANNEX X

——————

Visit to the Leather Faclory No. 1 Damascus

Discussion of Production details as per present Proceas:

Raw Materials:
Dry Salted and wet salted Hides

A. Approx. 10% wet salted Hides, local

B. " 90% dry n  imported
Soaking: A. over night, without any Chemical addition, in pits only
Be 3-4 days, " " " » or mechanical action,in pits
no enfleshi no process control
Limings 150 4 water from Tubewell directly, 18-20°C
2.5-3 4% Sodium Sulphide
3.5 % slaked lime 20 - 24 hours
wash
Reliming: 4 - 6 hours
wash
Fleshing:

Splitting: shoe uppers 2.5 — 3 mm
army leathers 3 - 4 mm

Peltweight:

wash
Deliming: 100 § water  temp. 37-38°C
1.5 # Ammoniumnitrate (local) or Ammonium sulphate(imported)
30
+ 0.5 £ Bate, Pancreol FB W 1500 30°*
fully dclimed
wash
Pickle: 160 $ water, cold ) <.
10 § salt 6-T B¢
+ 0.25 % Formic acid 10Y
+ 1.25 % Sulphuric ~ci! (60-¢6° BE 120°' + over night

next morninz pli 3.5

Chrome tanning:
+ 9 4 Chrome 3alt, 33% basic run 3 hours
+ 1 % 3oda ash during 1 hour, stop over night
next morning pll 3.8 - 4.0
Boiling test: no shrinkage
Jasie Chromliquor test, last result 4.3 % Chroma>-oxide
Pile for 3 days to 1 month, wet blue stock

wash
Sam
Shave: Shoe upper 2.0 mm Army leathers 2,8 mm~ 2.7 mm
Shaving weight:
wash
Neutralization: 3hoe uppers Army leathers
Sodiumformiate 14 0.5 % 15
+ Sodiumbicarbonate 0.5 % 1.0 % 45"
final pl 5.5
BCC test, cut 2/3 blue
1/3 yellow'
wash
Dye: 100 % water 55°C
+ 0.4~0.5 % Acid dye 15¢

Fatliquor: + ( 3 4 Sulphonated Meatafoot Liquor 75% Pure fat
4.25% pure fat ( 2 % Fish 0il liquor " " "
( 0.5 % Synthetic 0il ‘ (100% " ")
45 - 60'




process details 161

add 1.5 % Skytan G 7 (GDR) Synthetic tanning agent
1.5 % Retingan R T (Bayer)

1.5 % Mimosa 45 - 60 *
add 0.25 f formic acid 10!
no top fatliquor pH: no control,

may be around pH 6.-
No rinse or wash

Pile for 2 days

, sam/ set out

Vacuum dry at 80°C for approx. 2 ', pile over night

immediately toggle in wet condition, dry at 50°C - 40°C on the end
for 3-4 hours

Pile: over night

stakes in this dry and hard condition

Finishing:
Basecoat:100 parts Pigment (Sarnshaw deep black)
200 "™ water
150 " Binder ( Bnoryl FN from Barnshaw)
40 " Luronbinder UW or U (BASP)
40 ™ ‘Jax PP (Earnshaw)
4 spray coats on the machine, dry,emboss at 60-70°C, 250 ATX

2.Coat; 100 parts Pigment (Earnshaw deep and bright blaock)
200 @ water
150 " Binder
40 " Luronbinder UW or U

- " wax
2 spray coats on the machine, dry
Top coats

100 parts Corial EM finish Black (BASF)
100 " water
1 spray coat on the machine, dry, plate at 60~70°C,amooth plate
Trimm
Measure
3elect to grade 1, 2 or 3

Remariks;
The Process in Leatherfactory No. 2. and 3 are the same
as mentioned above.
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Visit to Leatherfactory llo. 4, Damascus

Discussion of Production details as per present process:
1. Pickle Sheepskins for Sxport

Soaking/Washing 30' - 120* (fresh skins)

Handfleshing, drain

Paint: 100 Liter water )
25 kg slaked lime ) 25°BS
6 kg Ha2s )

pile for 2 - 4 hours,
Dewool, by hand

Liming in paddle: ( 5 g/liter slaked lime

water 22°C ( 3eg ™ Nap3 run for 5' every hour, 48 hours

wash (1g/ " Detergent

trimm
Flesh on machine
Peltweight:
Deliming: 150 § water 25°¢C
1-1,5 % Ammoniumsulphate 60 - 90°*
wash
water for bating: 30-35°c
add 0.01 4 bating agent 10 000 L.V. 45'

pH 8 - 8.5
Pickle: 100 — 150% water  25°C
in drm 4+ salt to 10° Be
+ 0.5 % formic acid )
+ 1= 1.5 % Sulphkuric acid ) 3 hours
+ Antiseptic/iAntimould over night
next day run 30°
final pH 1 - 1.2
plile, select pickle water pH 0.59 No recycling of picklewater
2, Sheepskins for vegetable tanned lining leather
Further processing after the above pickle:
Degreasing: 10 % Kerosene
S % salt,water 100 < 30
drain
Tanning: 6 % Mimosa
T ¢ salt 16 hours
sam 100 & water
shave in wet condition
wash 50°
Tanning: 12 4 Kimosa 6 hours stop over night
Patliauor: 3 % synthetic Fatliquor 30' (julcodine 80
sam (Fish 0il)
dry

stake
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Leather Fac‘ory No. 4

3. Sheepskins for Nappa Garment
Purther processing after the above Pickie:

Degreasing: Salt water 9 - 10° B& 30!
10 % Kerosene ) .
6% Perchlorethylene ) %0
drain out
Salt water 9 ©pa
+ 1-1.5 ﬁ Detergent 30*
drain out

3alt water 9° Ba drain out, stop over night, next day
Depickling: after degreasing

add Sodiumbicarbonate until pH 3.2 ia the Bath
pH 2.8=3 in the skins

add 1 % Relugan GT4 1 : 4 di:luted 3o
add 1 f Lipodermliquor 1C (Diss.in hot water, cool down) 30!

Salt water 9 °B& stop over night, drain out the next day
Tannage: 200 % water

8~9 4 Chrome salt 3733 basic 2 hours
+ 2.5 % Sodiumbicarbonate add ) 7 hours
during 2.5 hours )
final pH 3.8
sam
Shave

Shaving weight:
Neutralization: 300 % water 40°C
1.5 £ Sodiumbicarbonate 45"
full penetration
BCG indikator: fully blue

wash
Re-tanning/Dyeing: 300 4 water 50 ~ 60°C
3~ 3.5 % synth. retanning agent 60 Xx
+ 1.5-2.0 % dye 45"
+ 2.0 4 formic acid 3o
PH

+ 10.0 ¢ synthetic sulphonated Fatliquor 901

wash, pile (3andolix VP 72)

(| XX Sellasol CR Liquid, or Syntan SC 3+Z,and Retanning GN,Bayer, 50350 )

Sam~ setting out

Drying: in Dryingtunnel at 40°C in winter
outside in the shade,in summer

Conditioning: no

Staking on Molissa type Machine
Dry shaving

trimming

Toggle dryer, 40°C
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Finishing:
18 kg Pigment (Lepton)
45 kg uvater
25 kg Binder (&acryl il and corialbinder CI)

1.5 kg 'lax

1.5 kg Luronbinder U

0.2 kg Corial EN PFinish G

2 - 3 spray coats on the spraying machine

100 kg Corial il Pinish G
100 kg water

1 spray coat, dry
Iron on Finiflex throughfeed Ironing Machine
Neasuring on electronic Measuring Machine

Remarks:
For Nappa Garment, only 3kins from the Selection 4,5 and 6

are finished. Selection 1,2 and 3 goes in Pickle sxport.
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Visit to the \ile Leather Factory, iAlepno

Meeting: Mm. 3ikam, Commercial Hanager
Mr. 3abouh Issa, Production :anager

The General Monager, Hr.Fath Aldin Shehne has been in Germany

Production Capacity: per day
300 = 400 Hides approx. 6 Tons
3000 -4000 Skins " 8 Tons (Goat and Sheep)

Present Production:
1 hide 20-25Kg) 200 Hides, wetsalted -Ho dry raw materials-
E 1 skin 4 kg 2000 Skins, "

Process for Shoe Upper leather from cattle hides:

Soaking: Water to cover, 20 - 259C,

n 10 - 15 !

wash

200% water 20 - 25%%
0.4% detergent 20"
wash

200 % water 20 - 25°%

0.04 § Cortimol G ( vactericide)

0.1l } Degreasing agent 20' + 10 hours, run every 1 hour
for 5¢

wash at 25°C

Liming: 100 %4 water

0.1 % degreasing agent ) 20"
0.5 £ NAHS )
+ 100 4 water
+ 3 4 lime powder ) 30
1 £ NA2S: )
+ 1.5 % NA23. 30 + 24 hours
run every 1 hour for 5°
wash

Fleshing: Peltweight: a few hides are weight on a small scale to
find a average weight per hide
The platform Scales are not operating

Delimingswash at 35 = 37°C 15°'
water to cover

+ 0.3 ¢4 sodiumbisulphite 10°'

water 37°C wash 10!

water to cover
+ 4.0 % Ammonium Nitrate
0.025 ¢ Bating agent ( 7500 units) 60’

wash
Pickles water to cover (approx., 50 - 80 % )
+ 5.5 % salt 20' check: 7°Bs
+ 0.5 % Formic acid 30!

+ 1l.1 = 2,0 ¥ sulphuric acid conc.,3 x diluted
run for 2 1/2 houra, stop over night
Final pH 2.9 - 3-0
+ 7 %4 Chrome 3/Chromitan 33fbas. 2 hours
+ 1% 30oda Ash  diluted in 3 parts 40°' each
+ 0.3 % 3odiumbicarbonate 3o )
| final pil 3.8 stop over nith?
+ 0.25 % surface 0il (aminex -123) 10
+0.025 4% Cortimol G (bactericide)  20'
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Remarkss: Chrome HS 30% Cr203, 50% basic

Chromitan B,Chromosal B, 33% basic, 254 Cr203
Salchromo

After sammying - Splitting - shaving - Shaving weight:
further processing to:

Ae rmoousseq leather, 2.2 - 2.4 mm

B. Box sides 1.6 mm

C. Goatskins 3hoe uppers

dashing: Rechroming A.(%) B (%) . (%)
Water 35 - 40°C 100 100 100
Glutaraldehyde 60* 2 - -
Masking agent 30¢ - 2 2
Chrome salt (33% basic) 60* 2 2 2
wash 10
Water 35 - 40°C . 100 100 100
Calcium Formiate 20! 1 1l 1l
Sodiumbicarbonate 20~ 30! 0.5 0.6 0.6
pH 5¢2=5.5 5.5 55
crosscut yelow 1/3 1/3 1/3
wash
Retanning (Dye)
Water 45 - 50°C 100 100 100
Dye 30' - 005 005
Neosyn N ) 20! 2 - -
Mimosa ) ) 305 305 3.5
Retingan R 7 ) 40" - 2.0 2.0
Drasil 470 ) ) 2.5 2.0 2.0
Basyntan D ) ) 1.0 0.5 0.5
check up exhaustion

drain the bath
iatliquors

Water 50 - 55°C 100 100 100
ING 30. - 005 0.5
Derminol HSP ) 2 2.9 2.5
Grassan PA ) 60! 2.5 2.0 2.0
Coripol ICA ) 1.0 1.0 1.0
Formic Acid 20! 0.5 0.5 0.5
Aminex cationic fatliquor 15=20" 0.5 0.5 0¢5
pﬁ 308 - 4.0
wash cold

Pile over night, sam—setting at low pressure, vacuum drying, leathers
are atill wet removed, after 2' drying, hang up in drying tunnel for
nearly full drying, toggle, stake. To make the leather soft, 4 x staking
is required.
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Finishing:
A, bwdossed  Leather
Colour 250 parts Bukesolar black RL
Sprays 2506 sthylglycol
5¢co0 * water
1 spray coat, dry

Pigment 125 * Black Pigment No.6
Coat: 150 * Corialbinder AM
. 100 " Binder—emulsion S 3
5 " Luronbinder U
5 = Penetrator
. 20 = Impregnationbinder CDC
5 Filler AQ
400 " Water

1 spray coat, dry

above spray mixture
+ 10 parts Tuerkish Red 0il

50 Wax Cerol 123
1 spray coat
Top 100 " Fast Blrck Laquer
Coat: 100 " Bthylglycol
200 ° Pathylacatate
30 *» Wax Cerol 123

1 spray coat, dry
Emboss at 80°C, 250 ATH,
6 seconds

B. Box sides and Goat shoe Upper leather

Spray 125 parts Black Pigment No.6
Coats 200 " Corial Binder AM
100 " Binder-emulsion S 3
70 = Luronbinder U
5 = Penetrator
20 " Impregnationbinder CDC
5 " Filler AQ
3% " Water
0 Corial EM Finish G
2 spray coats, dry
plate at 70°C, 70 AT
+ 1 spray coat, dry
2L 800 "  Corial @i Finish G

200 " Hater
1 spray coat, dry
plate at 90°C, 70 ATH




Base Coats

125
3co
50
100
25
100
50
50
350

Spray coat:

125
150
100
50
50
20
50
400

Top Coate

50
50

Spray Coat:

108

C. Splits for embossing

parts Black Pigment No. 6

"

Buderm Resin 40 B Binder
Matting Agent S
Bukanol Binder FA
Filler FI 1261
Impregnationbinder CDC
Tenetrator
Filler AQ
Water
1 pad coat, dry, emboss at 80°C
250 ATH, 6 sec.

Black Pigment No,6
Corialbinder AM
Binder-emulsion S 3
Luronbinder U
Penetrator
Impregnationbinder CDC
Filler AQ
Water

1 spray coat, dry

Bmulsion Laguor Black
Water
1 spray cost, dry, plate at 70°C,
50 ATM

D._Sheep Garmeni Nappa

125 parts Black Pigment No. 6

400

88383

Top Coat:
200

20
800

ke

4 3 3 3 3

Corialbinder AM
Liquor of Ammonia
Birder—emulsion S 3
Wax Cerol 123
Filler FI 1261
Corial EM PFinish G
Water
2=3 spray coats, dry

Water

Corial Cire EG (Silicon)

Corial EM PFinish ¢
1 spray coat, dry
Iron on Piniflex or any
through feed Ironing Machine
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B. Sheepskin Lining Leather

Spray Coatss

145 Parts Pigment
230 " Corial Binder AM

70 " Binder-emulsion S 3
50 " Penetrator
20 " Impregnationbinder CDC
50 " Filler AQ
350 " Water
3 spray coats, dry
Top Coats
500 " Corial BM Finish G
500 b Water

1 spray coat, dry
plate at 759C, 65 ATH
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Process for 3heep and Goatskins:
Material: wet salted or fresh rawskins
Soaking: approx. 5 — 6 hours in paddle
Pile: 3~4 hours

Paint: 15 - 169B& Sodiumsulphide
15 - 16°B& Lime solution (from Lime powder)

final 30 - 35°Ba
apply to the flesh side by Machine or by hand

Pile: - 10 = 12 hours
Dewool: By Machine or by hand

Liming: Nater Temp. 25°C
2 4% Lime powder
2.54 Sodiumsulphida
0.5% Salt Total time 48 hours
Wash wells
Fleshing: on Mac ine
Trimming: by hand (2 Persons)

Deliming: 200 % water 35 =379¢C
2 4% Amnponiumnitrate 3o0*
+ 0.02 % Enzyme (50000 Units) 45'(Goatskins: same)

drain out
Wash wells at 30°C
drain out
Degreasing: + 5 - T % Perchlorethylen 45' (Goatskins only
+ 1 4 Detergent 30 i%omtergent, 45'3
359

Wash well: with cold water
Pickles 70 %4 Water

8 4 salt 10*
+ 0,04 % Cortymol G (Dactericide) 10°
+ 0.5 % Pormic acid 20°*
4+ 0.8 % Sulphuric Acid conc. 90°*

for pickle Skins, export, final pH1 =~ 1.2
for Chrome tanning skins, "oon 3,95 = 3,6

gtop over night
Chrome tannings
drain cut 50 4 of pickle bath
+ 7 % Chromitan HS 8 hours

Pile: final pH 3.9 - 4.0
Sam, shave
Washs at 25 - 30°
Degreases 100 - 70 4 water 25 ~30°C

+ 0.5 4, Detergent 20!
Washs at 25 = 30°C
Retanning: 100 % Watex 30 - 35°cC

+ 2 4, Sindial (Clutaraldehyde) GO'
+ 2 # Chromesalt 33; basic) 60°*

)




Washs

Neutralization: 100 % Water 35°C
+ 1 4 Calciumformiate 20!
+ 0.3 % Sodiumbicarbonate 30!
Float pH 5.6 = 5.8
Wash: at 40°C
Retanning II:
100 £ water 40°C
+ 1 £ Mimosa 20°
+ 1.5 4 Basyntan DLE 20"
+ 2.5 % Drasil 470 40*
drain out
Fatliquoring: 100 § Water 50°C
+ 5 ¢ Grassan PA )
2.5 % Derminol HSP ; 60°
1.5 % Coripol ICA
4 4 Sulphirol EG 60 )
+ 0.5 % Formioc Acid
final pH 4.0
Process for the Ret of Lin leather

(from Soeking to Chrometanning, as above)

Washs normal Water
Retanning: 100 % Yater 259C
+ 2 f, Syntan VB 40°
Washs
100 § Water 25°C
+ 7 4 Basyntan CD 120°*
stop over night
Washs
Neutralizations 100 % Water 30°¢
+ 2 % Sodiumbicarbonate 20!
Float pH 5
Washs
Dye/Patliquor: 100 £ Water  45°C
+ 0.5 % Baykanol 3L 159
+ 0.5 % Dye (dissolved) 20°
+ 2 % Desrminrl HSP )
1 4 Coripol ICk ; 40
1.5 £ Sulphirol EG 60
+ 0.5 % Pormic Acid 1310 20°
+ 1.0 % Cortimol G. (Bactericide) 30°
Pinal pH 4.0
Washs normal Water
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