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ABSTRACT 

Ubungo Garments Limited is a Company "lf TEXCC \Zroup. In. order 
to upgrade the pe:-formance of the Company, the Government requested 
UNDP to prepare a Programme of Technical Assistance at UGL. 

UNIDO as Elcecuting Agency of the Project SI/URT/83/801 - Assistance 
TEXCO-UGL appointed the Italian, Carlo Palizzotto, Garment Industry 
Expert for six months !'ram 1 June - 1 December 1983. The expert began 
the operations at UGL on 14 June 1983. 

The Job Description for the expert's activities vas the folloving: 

- Establish the basic production organization for a flov line 
garment factory; 

- Assist in the re-organization of vork place and material 
nov to achieve maximum productivity; 

- Review and adjust individual operations within '!&ch 
processing line; 

- Improve: factory management ; 

- Establish optimum operaticns in garment construction and 
spreading in the cutting room; 

- Optimize fabric utilization, stock control and spare part usage; 

- Define vork load and establish output standards. 

(Explanations of the above Activities and related Vork Plan a.Te defined 
in Part II.Band Part II.C. consecutively). 

The expert was able to achieve all the objectives of the Project 
except for the "Incentive System" due to the vish of the Administration 
to postpone its establishment for the time being. 

The achievements attained by the Project can be SUJlllll8.l'ized as follows: 
If the production figures achieved during the expert's presence and under 
his supervision, on the various machinery lines, are projected to the full 
plant capacity, some 2,800 garments per day, one sr.irt, are possible -
given the proper amount of supervision an~ i~centive. If only T.Sh. 20.00 
per garment net profit is made, and this is a ~onservative figure, it vill 
be e.een that T.Sh. 1.4 million per month is feasible. This Company could 
be the most profitable, size tor size, in the TZXCO Group. 

The ex;iert would like to point out that some urgent actions vill have 
to be taken vith respect to reaev machinery and equipment immediately for 
in five years, at the most, tt.e machinery and equipment will be totally 
unt:sai>le. 
Recommendations are given on how a "Follow-ur> Assistaace Programme" should 
be rormulated and implementftd. 
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DITRODUCTIOll 

Ubungo Garments Ltd. vith an authorised share capital of Sha. 1.0.0 million 
is a g~t llUIDutacturiug rim ovned Juintl.7 by the Te:izmia Govermaent 
through the National. Textile Corporation (75~) end the Tenganyika 
Developaent Finance Qmpany Ltd (25%). The Company., vhose construction 
started in II.arch 1976 and ccmpleted in April 1977., is located in the 
Ubnngo Industrial Area o'f Dar Es Salaa. It vas incorporated on 
21. Ma7 1976. 

OOL has an annual capacity o'f 1..5 aillion garments of various types. 
'lbese are produced either frcm lOOJ Tanzanian cottun fabrics or t'ral 
iaported blended fabrics. The entire factory production is currently 
for the local market substituting for impons. Except !or a fev other 
factories vhich 11anut'acture a Sllall. quantity of 1e11 's trousers and shirts 
the rest o'f the trousers and shirts are either imported or made-to-aeasure 
by the thousands odd tailors in the country. 

Early in 1975., a tvo-men teaa from Bmania ( ICE-RClMSIT State FAterprise 
for Foreign Trade Bucharest) visited Tanzania and collected data 'for a 
feasibility stud7 to establish the cc:mpany. The study vas prepared and 
accepted by the r.c>Ye?'Dlllellt and a technical assistance protocol was sisned 
under vhich TEXCO would receive Romanian usistance in setting up UGL. .. 
Ramania supplied mact-.:nery valued at T.Shs. 6.123 million (FOB value) 
ar.d technical. assistance personnel. 

The total. project cost fQr the campmy vas T.Shs. 15.1,09 million broken 
as follows: 

Civil vorks and design Shs. 2.8o6 million 
Plant and machinery .. 5.027 n 

Freight, insurance, clearance " 0.720 " 
Furniture and fittings n 0.314 " 
Vehicles " 0.198 " 
Industrial. furniture n 1.145 n 

Pre-operational and development cost .. 2.980 " 
Training tees " 0.855 " 
Technical. assistance .. 0.101 " 
Design tee " o.457 .. 

Shs. 15.409 million 

········----··=----
The building in Jbich the factory is accomodated was built by the nov 
detunct 11ational. Textile Industries Corporation Ltd. (°NATEX) for use 
as a godovn. 

The O:.pany started production in Ju17 1971 initially with one shift 
operation but later on in October the sae 1ear vent into tvo shift 
operation with about 900 employees. .,.,st or the operators were skitled 
in tailoring haring acquired such skills in other tailoring tinu in 
the count1"7. Those vho were empl07ed unskilled received training at the 
tactor1 vi tb help ot Rcmuiu experts. 
Tbe Supervi901"7 level personnel were sent to Romania tor training, on 
their return the7 formed the nucleus or the compan1 's management. Due 
to high absenteeism rate and lov pJ"OCl\iction performance the compan1 
vu forced to revert to oae shirt opention ettective l JanUU'7 1980. 

I 
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'l'he compaDY' has been racing operational problems resulting in poor 
financial performance. 'l'b.ese are enumerated as hereunder: 

Shortage o~ sa=.table shirting and suitings materials 
and necess&l'y auxiliaries; 

Lov labour productivity due to vorkers' dissatisfaction 
over lov salary scales campared to private garment UDits 
and level training; 

Slav moTing garments during the f'irst tvo years or operation 
creating a severe strain on the t'inanci&l. resources or the cOBpaDY; 

Absenteeism during the time the ccmpaft1' operated tvo shirts: 

Frequent changes in garment styles as a result or exposure 
to vicle !ashiona; 

Too auch eapb&sis on bespoke operations rather than garment 
aass production. 

llational Textile Corporation (TEXCO), the maJor shar.! holder in the cmpany, 
has endeavoured to anist the caapany in solving its problems. It h"9 
directed its ether subsidiary companies to sell to UGL suitable suitings ~ 
and shirtings m&terials in order to satisfy its stitching requirements. 
'l'his has worked satisfactorily but lack or f'oreign exchange has also attected 
the production of' such materials as their inputs are imported. 

'l'he Government has been approached vith a view to getting its assistance 
in this regard, and some foreign exchange has normally been allocated 
tor purposes or importing polyester yarn &Dd cloth and garment accessories. 
'l'b.e supply has however, not been adequate to cover al1 UGL' s needs. TEXCO 
is still pressuring the Governme!lt to make UGL the sole importer ot textiles 
in the country, a f'unction nov being performed by the Household Supplies 
Company ( HOSCO) so that the problem or rav material shortage is sorted 
out once and tor all. 

Three trainee instructors from Ubungo Garments Ltd. participated in the 
Fielden House .Instructor Training Course organized by the Manpower 
Development Expert in Project DP/Uffr/78/018 - during 2 November to 
17 December 1982. 'l'be success of' the course is ret'lected in the t'ac.t 
that eleven out or twelve pit.rticipants vill be awarded a certificate ot' 
City and Guilds. 

This project would be a logical follow up or the initial step of' training 
machine operator instructors and aims at further establishing tull scale 
processing techniques at Tanzania's largest garment factory. 

UBIOO, as executing agency or the projc~t appointed an expert tor six 
months in order to c&r17 out t.he project's activities. The duties usigr&ed 
to the expert vere the rolloving : 

Establish the basic premises or a production oriented, tlov line 
garment factory is implemented; 

Assist in the re-orgaaization ot work place and material rlov 
to achieve maximum productivity; 

Review and adJ ust individual 01>4tration1 vi thin each proeeH ing line ; 

I 
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Establish satisfactory manageaent approach to optimum solutions; 

Establish optima operations in garaent construction, lay-up 
cutting roam; 

Procedures, fabric utilization, stock control and spare part 
usage; 

Define vorlt load and establish output standards. 

I. 
FIBDIBGS 

A. ~ 

'l'be plant is good enough, veil aired vith sutricient daylight and 
adequate electric lighting. The planning and realization of the !'actory 
vu a good achieftJle!lt; ~roper basic lqout, definite departl'Jents and 
technologies. It could be uset'ul here to remember that the establishment 
ot the factory vas aimed at supplying the local market substituting t'or 
iaport. The val.ls need to be painted, the nets on the vindovs along the 

ceiling are to be replaced in order to avoid doves tG live in the plant. 

B. DeJ>&rtments 

In the t'actory there are already established all the necessary 
departments essential tor the running or a ready-made garment activity, 
namely: 

Work planning; 
Work st11d7; 
Production record; 
Design; 
.;1;7ling; 
Cutting; 
Assembling; 
Finishing; 
Presdng; 
Quality control; 
Maintenance; 
Store; 
Shov room. 

c. Technologies in the Departments 

The survey shoved that when the tactory vas planned and established 
all the duties and technologies tor the running ot almost all the 
departments vere de tined and recorded. On the walls of some del'&rtments 
still there are attached the charts of duties and operations to be performed. 

D. Working Technologies in the Departments 

The rev departments operating according to proper technologies are: 

Production record; 
Finishing; 
Store. 

The others either have neglected every fundamental technology and 
SP on according to empirical knowledge or have totally rorgotten their 
b~ic duties and have changed orien,tation to their Jobs, 

I 
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E. Design and Styling Denart::ients 

The tvo departaents have been merged and devoted solely 
to tailoring, namely, the:r make garments b:r order to measure 
ror special customers. 
The department is properly equipped as "Design Department" but the 
technicians working there really do not knov hov to create nev desifms 
ror ready-made garments. Perhaps the design department shovs an 
oversight in the technological planning or the ractoey tor no proper 
training vas foreseen to the technicians on the construction or 
industrial patterns. 
In the department there are man:r ~atterns but the technicians are unable 
to renev them, time to time, according to fashion and rav material. 
The grading technology known in the department is out or date and not 
..:cording to international standards, but it is good ror the local 
market. Oving to the above said situation the merging or the tvo 
actiTities and the tailoring activity est.ablished vas the sole possible 
solution otherwise the technicians had to stay in the department doing 
nothing. It the designers in the department are trained on the technology 
ot patterns mekfog tor ready'-made garments the department or tailoring 
can be closed entirely, thus eliainating the tailoring activities which 
disturb the industrial activities. 

F. Work Planning and Work Stu& Departments 

Work planning is limited to the prepari. ion or sheet or order 
to the cutting department and collection or data tor the accountant 
department calculate the cost price or items from production. 

Work study' is not practised; owing to th!lt the assembling C.epartment 
operates vi thout chart of tlov and operations , vi thout indications or vorlt 
load, processing time and metholog or process. 
In the design department still there are, attached on the val.ls, the charts 
ot "Documentation Schedule" and the "Programme or Activities in the Design 
Department", the above said charts are the definition or technologies 
established in the department vhen the factory vas set up. Mcireover, the 
"Instructor Trainin~ Course" carried out by Mr. H.L. -hev from the 
Fielden House ot London, last December, dealt deeply vith the activities 
ot Work IDad and Time Measurement. The course was very us~ful and thank 
to it the expert found some technicians vith a good preparation. 

G. Assembling Department 

The layout as basic disposition of machinery ani equipment shows 
a good design. Totally there are 18 rovs ot 15/16 working stations. 
Two rove or working stations form one unit vith as many ?perntors as 
working stations. Some overlock machines and ironing tables are placed 
between the plain sewing machines. One foreman is in charg~ at each unit. 
The 111'out is kept unchanged and oving to the difttrent style of garments 
in process very often machines or equipment do not tit with the operation 
of the process and the garments go ahead and back to the right working 
station. 'I'be inconvenience i.s also created b;r the many machines out of 
order, unused, still kept in the production lines. Operators are used 
to stq tor long time idle tor lack ot work in process. Foreman shares 
idlenes1 ot the machine oper~tors. 
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H. Pim>SUIG DEPARTMENT 

The pressing department is equipped vith 8 automatic press~ng machines; 
four of plain surface and four shaped. Owing to shortage of vater 
the departaent is totally inoperative; vhen pressing is unavoidable 
it is done by normal m.e11ual iron. 

I. CU'l-rDIG DEP.AR'l'MERT 

The cutting department is situated in the same room as the assembling 
dep3.l"tment. There is one Foreman ir. charge and 14 technicians. 
Tl-ere are sufficient tables for the job but some of them have already got th..: 
surf&.ee uneven. Tracing is done on a layer of fabric by ball-point pen. 
The cardboard patterns ( templets) are not .;;f double copy, namely they are 
prepared in the vq tailors <!o for marking on folded up fabrics. In 
industrial cutting the lqi.ng up of' fabrics is done vi th fabrics totally" 
spread, (un:f'olded), for this reason the marking of the pattern is done 
over unfolded fabric or better (when available) over one sheet of paper 
as vide as the vidth of the fabric. In order to have the vhole viev on 
placing pieces of pattema over the layer of fabric or paper, all the 
pieces of patterns must be double , that helps oc reducing the consumption 
of n.v materiaL Some patterns are vom out and deformed, nevertheless 
they are recopied on a nev cardboard. 

The laying up of the fabrics is done manuall.y, cloth from roll is laid up 
by fOlil' people, each layer is val.ked along the table over its surface, 
piling fabric upon other fabric, sometimes the SlllOOthing is not done 
properly and the fabric remains loose; the ends are cut by scissors. 
At least one manual cloth-sprayer is badly needed for a minimum of accuracy 
on lqi.ng up fabrics. 

There is only on~ straight-knife cutting machine and tvo band-knife machines. 
The two band-knife machines are situated too far from the cutting table 
and the layer of fabrics af'ter separation into small part~ is moved manually 
to the far band-knife machine for the final cutting around the outline. The 
shifting often is done with little care and oving to the: tota:ly absence 
of clips the layer is displaced causing faulty cuttings. When necessary 
the garments after the final cu'tting ere marked by ball-point pen. The 

·marking should be done by a labelling marking machine. The vertical straight­
knife cutting machine is connected to a floor-socket installP.d between the 
tables vith a long cable: tl:lat is very dangerous. The connection of this 
type of cutting machiJ: _ uas to be an aerial socket running by means of 
trolleys e.loag a wire over the cutting table. The cutting machine used 
i~ very worn out causing unsharp cutting edges. There are no spare parts, 
if it should happen going out of order the cutting vill be totally stopped 
and consequently all the production. Drilled ~ks (small holes) for 
darts, pockets and others are made by means of a nail and hammer thus Gne 
marking drill (el.ectric for clo"th) is indispensable. 

J. MAIBTEIAICE 

In the maintenance department there is a team of six mechanics and one 
foreman; there is a workshop for maJ or repairs. All of them are of good 
technical level. Their job is limited Just to little repairs in the plant 
oving to lack ot spare parts tor major repairs. 
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K. Machinerr 

Machinery in the tactory are as tollovs : 

Plain stitching 
Oftrlock 
Button-holes 
Button-stitching 
Blind-stitching 
Bar taking 
Loop-stitching 
Collar turning (pedal equipment) 
CUtting machine (straight mite) 
Bend mite 
lloolt.: and ep! caulking (pedal equipment) 

~12 
35 
1 
1 

17 
3 
l 
2 
3 ( tvo are out ot order) 
2 
4 

A1l -chines are somewhat decqed and shov to haft been neglected. 
'l'he7 are used up at about 65%; in not llOJ'e than tive years all machinery 
vill be total.17 unusable. About 40 machines.. mo"l.7 special machines 
as overlocks, ':>uttan-holes, button-stitchings, bartalting,. loop-stitching, 
are out or order and cannot be repaired tor lack o~ spare parts vhich 
cannot be imported tor shortage or toreign currency. There is just one 
straight-mite cutting 11!8Chine, it it happens to go out ot order the 
cutting depart•nt will be totall7 stopped imd vith it all the plant. 

L. Rav Material 

Rav material tor fashionable garments, namel7 shirts, trousers, 
suits, is imported; local made rav material 100% cotton is used onl7 
tor working clothes, bed sheets and pillow cases. When imported materilll 
is dela;yed production is al.most stopped. There is the strong conviction 
that the local made 100% cotton fabrics cannot be accepted in the home 
market tor !ashiona~le garments. All over the vorld sportswear garments 
(casual) are mostl7 made rrom 100% cotton fabrics, there is no reason vhy 
in '!'anzania should not be the same. 

M. Workers 

Workers are of intelligent looking and they can oper&te (vhen Job 
reaches their working station) at normal standards. mostl7 are deft enough. 
Many or thell have learnt the Job in tailoring workshops, others have 
started as apprentices in the factory. It properly organized and directed 
they can yield a satisfactory output. It seems that in Tanzania there is a 
natural predisposition tor tailoring and every manuracturin~ haadicratt. 

R. Foremen 

Foreir.n are !rem tailoring training and experience. They knov their 
Job veil but they Jhov tendency to indulge on artisan habits and behaviour. 
Some or them have been in P.omania tor training, but perhaps the training 
was too short to turn them into foremen or industrial mentality; undoubtedly 
a longer training bad been more usetul. 

I 
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O. Mangeaent 

Managerial respons:.bilities are mostly placed upon the Production 
Manager. He is overloaded by his ovn and others responsibilities 
vit.h the result that sometimes he appears tired and exhausted. If he 
could accept to be unburdened from saae duties not totally concerned 
vith his specific Job, both factoey and productivity could undoubtedly 
benefit from bis dynamic and intelligent direction. 'l"b.ere is no vork 
ot tem, no technicians troa other departments discussing ror choices. 
en doing so the t11etory is nourished with one sole brained-manager and 
other fresh mentalities are ignored without a chance to give their 
ovn active cont~ibution. 'l"b.ere can be the suspect that J1UC1Y departments 
and technicians have been atrophied by the one man management. 
The one man management bas been abolished even in small concerns since 
long tille. 'l'be activities or the Project have to pass through the 
Production Manager and the success of the Project depends on hov he will 
accept both Project and expert. 

P. Store 

CUstaaers have tree ddmittance to the plant; oving to the location 
ot the store at the end or the J, lant, any customer going to the store 
bas to valk thrc>u3h the processing lines. This inconvenience could 'be 
avoided by creating an additional entrance to the store directly to it 
!'rom the garden in th~ same area of the factory. 

Q. Tailoring 

The many customers going to the "Tailoring Department to Measure" 
have also tree admittance upstain., in the department which is located 
in the same room or the design department. Admittance or those customers 
could be avoided by establishing one "Section for Tailoring to Measure'' 
in the area or the offices which is totally separate from the production 
area; this in case the tailoring to measure has to be continued as 
delightful hobby. 

R. Discipline 

Discipline in the plant is observed as self-discipline. Foremen 
du not regard themselves e•povered to ~imit any exuberant cheerfulness, 
on the contrary they take part in th~ almost general liveliness. Most 
of the workers are young and so prone to bri~htness. Management should 
induce everyboey to maintain adequate discip.1.ine and when necessary 
apply the disciplinary rules undoubtedly already established in the 
regulations of the factory. 
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S. PRODUCTIVITY 

Output is very poor; :!.t is also inexplicable to vhich extent 
lov production in some day"s has been recorded. The follo~ng 
examples dravn from the Production Record Eook in the factory 
are self-explanatory. 

1983 

3 January - Units No. 5/6; Operators 22 - Men shirts P"!'Od. 
l Febr'.lary - n n 3/4; .. 22 - Men shirts " 

15 March n " 5/6; " 20 - Boy shirts " 
7 March " " 718; " 21 - Overalls " 

11 April II " 3/4; " 26 - Men shirts II 

2 May n " 3/4; " 28 - Men shirts " 
:8 May " " 5/6; " 25 - Short/Trous. " 
2 June n " 15/16; " 26 - ShortiTrous. " 
9 July n " 7/8; " 22 - Boy/Trousers " 

11 July n " 5/6; " 27 - Men/Trousers " 

10 pcs. 
16 pi:s • 
15 pcs. 
17 pcs. 
12 pcs. 
7 pcs. 
3 pcs. 
2 pcs. 
5 pcs. 
ll pcs • 

• 
But in some deys the same Units vere able to produce from 100 to 200 
pie.::es of the stute items, vhich is also a poor output. It shovs that 
operators have got some degree of efficiency and that gi·.·es hope for 
improvements. 

Annex No. II shows the total amount of output from January to October 1983. 
At the foot of the above said Annex is shc'W!l the total amount of vorking­
days manpover employed for each month i~ order to give an idea of the 
average output per operator. 

~ing JanUclr'Y 1983 vere made 32.289 pieces mostly shirts, employing 
6.857 vorking days manpower, this means each operator produced about 
4.8 shirts per day. Do.iring October 1983 the innovation introduced 
by the Project raised the av~rage production of the shirts at ll ~ieces 
per day, 8 vorking hours per operator. This indicates that the production 
was increased more than 100%. 

I 
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II. 

EXPERT'S ACTIVITIES RELATED TO THE J0B DESCRIPTION AND WORKPLAN 

A. WORKING PROGRAMME (see Annex I) 

The ilOrking programme vas prepared in ac~ordance with the job description, 
the objectives in the projec~ document and the experience from the survey 
for familiarization with the factory. It vas defined with the CTA 
of project DPIURT/78/018 and the UG~'s General Manager vho undersigned 
the document for approval. 

The expert felt that the scope of the Project should be extended 
to the introduction of nev lines of garments from local made 100% cotton 
fabrics and also to the upgrading of the technicians in the design 
department in order to become the factory sel.f-su.fficient on industrial 
patterns making and to acquire knovl.edge on international standards of 
sizes and grading of si~es. 

Accordingly the expert planned a course of technical lectures to ten 
~echnicians in the factory and introduced the production of 
sportsvear shi:i."ts from local made 100% cotton fabrics. Af'terwards he 
also introduced a line of jeans for children, girls, young men and gents. 

B. ( i} ESTABLISH THE BASIC PfilMISES OF A3 OR!EllTED PRODUCTION (see .An..-iex. ! ·. 

The work planning department wa.s reorganized; a chart for the leyou't 
of the assembling depa."'"tment was designed into scale 1:100 by the 
technician in charge in the s13me department and attached on to the wall.. 
The layout will be studied and defined from time to time accoriing 
to the specific process of production req•1ired by the style and also 
to the quantity of garments to be processed • 

.An Information Bank was established, namely, each vorker or technician 
in the factory is listed on a card vith personals and specializations. 
Cn organizing a nev production line the operato~s ~equired for a specific 
working station vill be selected from the !~formation Bank according ~o 
proper specializations. The Information Bank has to be complete~ in the 
future when all possible special!za~ion of the workers are known by ~he 
production mana,;er and will be communicated continuously to the 
Work Planning Department. 

B. (ii) ASSIST IN ':HE REORGANIZATION OF WOF.K PLACE A.i.'ID MATER! .ilL 
FLOW TO ACHIEVE MAXIMl'M ?RODUCTIV!TY 

All existing machines o~t o! order were removed from the processin~ 
lines in order to attain a continaous flov of process. Nov the processing 
lines are planned in such a vay to be operated full time. In orner 
to avoid stoppage, owing to absenteeism, there is one processing line 
for small orders without urgency; any operative absent in the other 
lines vill be replaced by the ones from this line, but for the rep~acement 
of absent workers there could also be a training line. The following 
examples of' output are salf-explenator-;: 

9 September - Cne Unit Operators 18 Short/Sleeve Shirts 
13 !I II II II 18 ff ff II 

15 II ff II II 18 II ff " 

220 ~cs. 
250 pcs. 
260 pcs. 
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During January 1983 the factory produced 32.289 pieces, 
mostly shirts employing 6.857 working days manpover, this means 
each operator J:roduced about 4.8 shirts per day-. This indicates 
that although the figures above for Septe~ber production are not 
verJ satis:'actory, the output vas increased by more than lO(IJ. 

B. (iii) P..EVIEW AND ADJUST IBDIVIDU.AL OPERATIONS WITHIN EACH PROCESSING LINE 

All processes of production of styles usually made in the plant 
vere studied ce.refUl.ly in the design department. In order to have, 
the technicians, practical knovledge of the entire process and also 
to establish the proper Methodology of Process, some prototypes 
vere actually made in the design department. The lay-out vas then 
reorganized according to the series of operations resulted from the 
study of the process in orti.er to have the proper machine or equiprient 
at each vorking station. The chart of operations and now vas 
supplied to the foreman-in-charge; at each working station vas attached 
the Operation Card for the operator. Emphasis vas placed on the 
handling technology. These are valuable tools of management and enabling 
much better control of individual performances as veil as a complete 
control of the order flow. 

B. (iv) ESTABLISH A SYSTEM OF PRODUCTION CONTROL PER WORKER UNIT 

The technician preYiously in charge as foremen for quality control 
vas instructed for the job of Production Controi Foreman. He is of 
good eye-sight and is able to shov the operator any detail of the 
operation. His duty is to conduct fnll time a floor (Patrolling) 
inspection, checking at every machine in order to achieve: 

- Discovery and quick correction of defects; 
- Reduce handling of material in process; 
- Avoiding to disrupt the flow of process. 

Other control of production vas established at key operations, i.e.; 

- Checking every shirt before setting in sleeves and assembling collar; 

At the end of each Unit (processing line) one technician carries out 
a final inspection. The Fore!ll8l1-in-charge in the processing line controls 
full time the flov or production caring also the distribution of work 
to be processed a.t each working sta·;;ion. 

B.(v) ESTABLISH SATISFACTORY MANAGEMENT APPROACH TO OPTIMUM MIX SOLUTION 

The activity was somewhat limited owing to the overloe~ of duties 
of ~he Management represented only by the Production Manager and 
consequenLly time available for inductive and tactful lectures on the 
matter was very short. Nevertheless if the daily practical work of the 
expert will be taken as a pattern it will undoubtedly help the Management 
to achieve the optimum mix solutions desired. 
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B. (vi) ESTABL.ISH OP"fIMUM O?ERATIOBS ll GARMENT CONSTRUCTION J\lVu LAY-u'"P 
Ill CUTTING Roe.. 

A number of patterns vere altered according to !!lore suitable anatomical 
features and 'letter design. Almcst al1 the old patterns vere copied 
on a nev cardboard and made in double copy for a proJ:er placing over 
unfolied f~bric. Indications vere given in order to reduce consumption 
of !"abric although the expert found there vas no undue vastqe. 
All tables vi th damaged surfaces vere remoYed and employed as auxiliary 
tables. cne SJll!ll.l tcd>le vas fitted vith slides to move the pieces 
of layers to the band knife machine in order to reduce the displacement 
of the la;rer. Tne operation of the laying up of fabrics could not be 
improved too much for any serious improvement calls at least f"r a manual 
cloth-spreading machine; nevertheless recomiendation were given in 
orier tc avoid excessive gathers over the sl!rface of the layer. 

B. (vii) PROCED~, FABRIC UTILIZATIOll, STOCK COBTROL, SPARE PARTS US.AG!: 

Procedures (Documentation) already established in the factory are good 
enough and so there vas no need for improvements. 

Fabric utilization is the choice of the Production Manager vho knows 
deeply the trend of the local market; moreover there is very little 
variety of rav material. ~ 

Stock control is eoverned by the general procedures vhich are good 
en1Jugh as above stated. 

Spare parts vere not available during the assignment of the expert and 
the matter vas not approached, but the control of spare parts, vhen in 
stock, as ·..rell as machinery and equipment, is assigned to the 
Production Manager. 

B. (viii) DEFINE WORK LOADS ABD ESTABLISH OUTPUT STANDARDS 

All the processes of producticn usually processed in the factory vere 
scientifical1y studied and each operation vas assigned a speci!ic time 
of execution. The job vas carried out ";hro:igh in the design dP.!,l!.rtment 
by five technicians , namel;{: 

- Mr. J81!1&l'i !Wnish 
- Mr. Andrev George 
- !la'. Kio:ido EHfuran'!l 
- Mr. Elizeas Pontiu 
- Miss Su.~anne Ngahyoma 

Work load; Forer-.an 
Desisner; Tech:licitm 
Designer; Technician 
Time study; Technician 
r.'.ethod study; Te.:hnician 

Subsequently the single operations vere grcuped so as to define one 
balanced flov ot production and consequently a definite vork load. 
Flov of prod~tion and vork load were set dovn in a Chart of Flov 
for the Foremen; the Work Load, with specification of operations, 
vas recorded on Operation C&rds for the operator at each working station. 
Annexes Nos. 3-4-5-6-7-8-9-10; shov the work load at each vorking 
~tation and the standard time for each group of operations. 
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C. (1) INVENTORY AND SURVEY OF MACHIKES OUT OF ORDER 
(see Annex I - Work Plan) 

All machines out of order were remvecl froa the production lines 
and gathered in one corner of the plant for a technical survey. 
The survey showed that so• 40 uchines, mstly special machines, 
could not be repaired for lack of spare parts; the spare parts 
could not be i111pOrted for shortage of currency. The expert 
suggested and UBIDO approved an additional allocation of US$ 10,000 
raising the total a.ount of funds in the Project at US$ 17,900. 
The above said funds are being used for the i11pOrtation of spare 
parts and a.an equip11e11t for the cutting departaent according to 
the list of ite• supplied by the sne Co11pany. 

C.(ii) INTRODUCTI<B OF Ufll LINES OF PRODOCTIOR FROM LOCALLY MADE 
100% COT'IOR FABRICS 

In order to establish a lasting productivity in the factory the expert 
suggested to :!ntroduce to the country 11£.rket the use of sportswear 
shirts froa 100% local a.de cotton fabrics. Up to nov people h• the 
country have given their preferences to shirts made froa illpcrteci 
blended fabrics. The new line of cotton shirts was made into four 
sizes, ruunely: 

- (S) 
- (M) 
- (L) 
- (XL) 

Small 
Medium 
Large 
Extra Large. 

The experill!ent was positive, the first 700 cotton shirts were sold 
in a few days and if the raw material is supplied according to the 
need it is escimated that at least 250 shires per day can easily 
be a>roduced and marketed in the hOlle market. The manufacturing of 
well designed cotton shirts as shown by t~is experiment should lead 
to substitution of lnq>orts. 

Subse~uently the expert suggested a new line of Jeans also from local 
made 100% cotton fabrics. Although the sewing machines in the factory 
are not the ones specifically used on making Jeans, the expert devised 
one process which gives the Jeans the appearance like the ones processed 
with the proper sewing machines. The Jeans were made into 19 different 
sizes, namely: 

- Children/shorts 
- Children/long 
- Boys and little girls 
- Gents and girls 

Sizes: 5,6t7,8,9 years 
Sizes: 7,8,9 years 
Sizes: 24,24 1/2,25, 25 1/2,26 
Sizes: 27 1/2,29,30 1/2,32,33 1/2,35. 

The introduction of the above said lines of garments from local made 
100% cotton fabrics will yield the following benefits: 

- Establishing in the factory a lasting productivity for the 
specific style of garments allows large stocks without fear of 
losses owing to changes in fashion trends; 

- Enabling the Company to plan production in bulk quantity with 
at leaat one year in advance; 
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- Saves the country foreign currency due to reduced illlpOrtation 
of blended fabrics; 

- Vill give orientation to a future exportation of finished 
products instead of raw material for both Jeans and Sportswear 
shirts are expcrtable in the markets of Africa and Asia. 

C. (iii) REORGARIZATIOR OF 1'BE DESIGN DEPARTMENT 

The expe~ was able to restore the design department to its proper 
functions. This implied the remving of the tailoring department 
to another separate rooa. The tecbn:lciana in =barge in the design 
department are: 

- Mr. Jamari Kuni.sh 
- K. Andrew George 
- Mr. Kioodo Elifurana 
- Mrs. Irene Baruti 
- Kiss Sus•nne Ngahyoma 

Foreman 
Designer 
Designer 
Designer cua Product Designer 
Designer CUJB Product Designer 

The teclmi.cians above listed were trained in theoretical and practical 
technologies on construction of basic patterns limited to the following 
styles: "' 

- Trousers; 
- Shirts; 
- Skirts. 

They were initiated in the technology of Grading of Sizes "Shifting 
Method" and the International Standards of Sizes European and English/ 
American Standards. 
The patt:erns for the new lines of Shirts and Jeans were made by them 
under the guidance of the expert. 

The Technicians themselves wrote a Syllabus for the teaching of the 
above said technologies into English and Kisvahili and also designed 
ten Demonstrative Outlines on cardboard sheets. The Demonstrative 
Outlines are attached to the walls of the design department. 

They were trained in the teaching methodology and they can give lectures 
to other Technicians on the above said styles of garments. 

Mrs. Irene Baruti and Miss Susanne Ngahyoma were also given lectures 
on "Sketches of Fashion" and they were able to sketch all the styles 
of garments usually processed in the factory. The sketches are attached 
on a wall of the design department. 

The two Technicians in charge as "Stylists Part Ti•" Mr. Hasan Jambia 
and Mr. Omar Kalimanyile owing to t~ir charge as Tailors did not 
particiapte in the p~ogrS1111e and are to be regarded solely as Tailors 
making Suits to Measure for special customers. 
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C. (iv) LF.c'l'URES ON PATIERR KAlCING-GlW>DIG-IlITEBNATIONAL STANDARDS OF SIZES 

'nle course of technical lectures vas organized by the expert in order 
to establish in the factory and the country the first basic know-how 
on Patterns Scientific Construction; Grading of Sizes and International 
Standards of Sizes both European and English/American Standards. 

'nle styles of basic patterns to be studied in the course of lectures 
was planned as follows: 

- Trousers; 
- Shirts; 
- Skirts; 
- Dresses; 
- Blouses. 

But during the progressing of the course the lectures were limited 
just to Trousers, Shirts, and Skirts owing to the following: 

- Some Technicians did not show interest and after the second 
lectureu did not come back; the two are Mr. Hasan Jambia 
al'.d Mr. Omar Kalimanyile. 

- Kr. Jamri Munishwas assigned to follow another training outside 
the factory on work load study; 

- Some Technicians were from the processing lines and due to shortage 
of operators to replace them, during the lectures, were unable 
to attend the course. 

At the beginning of the lectures the Technicians were twelve; 
(see Annex 11) • 

'nle technology for the Grading of Sizes introduced in the factory 
is the "Shif tina System" officially recognized and taught in England 
and United States. 
'lbe technology for the construction of basic industrial pattems 
is a part of the Teaching Method once in use in the Training Centre 
of the expert in Rome and successfully introduced in industries and 
official institutions of many countries by the same expert in UNIDO 
projects. 

C.(v) TRADIDIG OF THREE DISTRUCTORS/GAIMERT ENGIREERS IN CONDUCTING 
THE SKILLS AFTER THE EXPERT'S DEPAR'IURE 

Among the Technicians who co-operate closely with th6 expert the ones 
whom can be indicated as trained instructors are the following: 

- Mr. Jauri Munish 
- Mr. Elizeus Pontian 
- Mr. liondo Elifurana 
- Mr. Andrew George 
- Mrs. Irene Barut! 
- Miss Susanne Ngahyoma 

Work Load; Methology of Process; 
Time Study; 
Pattem Making; 
Pattem Making; 
Pr,,duct Design; 
Product Design; 

Grading; 
Grading; 
Pattern Making; 
Pattern Making; 

Grading; 
Grading; 
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The lmovledge acquired by the above technicians on Pattern Making 
and G:"'&ding is limi.ted to the styles of' Trousers, Shirts and Skirts 
basic styles. They are able to vo:dt in team and capable of teaching 
to other technicians. They can assist other factories on £stablishing 
lines of' production of medium standard of quality in the limHs 
of' the above said lmovledge. 

C.(vi) ~LISH .AB llCEllTIVE SISTDI PER MACHINE OPERATOR 

The .Administration showed no positive vill for the establishment 
of' an incentiv.! system and so the activity vas not carried out, 
nevertheless the expert wishes to give scm&e suggestions hoping that 
they can come of' use in the :future. 

The operation time for the workload shown in the lmlexes 3 to 10 
includes only the allovance ti.me for breaking of' thread, retri.nding 
of' spool and for handling. other allowance time for personal needs 
the expert vas not able to define. Time f'or personal needs at UGL 
is governed by self'-discipline. The following examples shov lacking 
in discipline: 

- Operators mq leave the working place f'or personal. reasons at 
any time and any duration; ,.. 

- If' an operator suddenly does not feel vell for any unknown 
reasons they !ll&y' slow down or even stop working at their 
working place ; 

Chatting seems to be allowed unlimitedly. 

The abcve examples of' unforeseen incidents prevent a realistic 
detennination of' the Operation Time needed for the establishment 
of any incentive system. 

Workers at UGL are dett and capable of' sacrifices and endurance. 
In order to stimulate them a "Motivation" is indispensable. Moreover 
an incentive system for a motivation shou1d also be extended to the 
Supervisoey Management, and to some departments strictly involved 
in the productivity. 

The amount of' incen~ive accumulated by the machine operators shou1d 
be redoubled and the redoubled part be divided among Supervisory 
Management and operators of departments to be defined. The folloving 
prospect shows the profit for the company from the establishment 
of' an incentive according to the expert's suggestion. 

- Production according to target ••••••••••••••.•• 

- Production achieved vithout incentive •••••••••• 

- Production lost as per above figures ........... 

180 pcs per 8 hours 

153 pcs per 8 hours 

27 pcs per 8 hours 

- Production vith incentive •••••••••••••••••••••• 198 pcs per 8 hours 

Over production above target due to incentive • • • 18 pc!s per 8 hours 
' 

- Incentive to be p&id as per above figures 10% of daily operative 
salary. 
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- Redoubling of incentive for other departments lOS -
Tota1 incentive to be paid vill be 20% of daily operator's salary. 

- .Actual amount of production attained vill be the difference 
betveen the 153 pcs. vithout incentive and the 198 pcs attained 
with incentive, that is 27 + 18 = li5 pcs., namely 251 target 
production profit for the ccnpany, vho vill pa;y Just 20% of the 
daily operator's salary. 

If in some ~ operators are not able to accuau1ate incentives 
they, on the effort to achieve incentive production, vill perform 
according to target or near to it the company only pa;y the basic 
salary vithout extra incentive premium. 

Sewing Thread 

'!'he kind of sewing thread in use at this moment in the plants is not 
good and a lot of tille is vasted in re-threading the machines. 
'!'he nUllber title of thread to be used is 11.50 for light material, 
i.e. shirting materials, and 11.lio f'or medium heavy materials, i.e. 
industrial clothes and Jeans. 
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ANNEX I 

PROPOSED WOBICING PROGRAMME 

(the activities of the Project will be carried out according 
to the job description and the Project Outputs on paragraph 4 of the 
Project Docu:.ent). 

'lbe new line of sportswear shirts. at the beginning will be started 
as ''Tentative" and limited to only 500 shirts in order to test the 
reaction of the market. 

'lhe pattern prototype will be supplied by the expert but the 
counterparts will be trained in the grading teclmology in order 
to enable them to design all the sizes of the_ ~hirts. 

In order to facilitate the preparation of the nev line of shirts 
the showroom will be e~uipped accordingly and used for the Project's 
activities. 

Starting from the 1st August the expert vill start a course of 
technical lectures to the technicians vorlting in the factory, limited 
to ten technicians. 

The aim of the a"!>ow said lectures is to up'Jl'ade the level of the 
technicians and to establish in the country scientific technology !or 
industrjal pattern malting. 

The time-table of the lecture vill be as follows : 

3 times a week from 12.30 to 3.30 p.m. 
irom. 1st August to 30th October 1983 

The items of the lectures will be the following: 

- Construction of basic patterns for gents and ladies trousers; 
- Construction of basic patterns for armhole dress; 
- Construction of basic patterns for skirts; 

Construction of basic patterns for shirt for gents; 
- Construction of basic patterns for blouses. 

- Full knowledge on international standard of sizes; 
- Eq~ivalence of European and English/American sizes; 
- Grading of sizes by the English world wide accepted 

"Shif'ting" technology. 
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@ . . 
UNn'ED NATIONS 

DEVELOPMENT PR9(iak'\IME 

DAR B SALAAM. 

Reference UNID O/CTA/83 

Mr. C. Palizzotto 
Garments Industry Expert 
Project S V83/801 

T~IA 

Cable: mm~o. DAB ES SALAAJC 

POST OFFICE BOX 9112 

Tela Cl21t Tellpbnne: 11Cll-5 

I refer to the activities chart you have prepared accompanying 
the letter to Mr. Mshana, General Manager, Ubungo Garments 
Limited dated 8th July 1983. ... 

This chart establishes clearly your programme for the project. 

All the.activities listed will in fact be carried out with the co-operation 
of the respective ~anagement personnel. 

With regard t"" activities 6 and 10. 

Establi ~men t of system for determi na.ti on of 
operation and time for workload. 

Establishment of an incentive system 

These should be carried out in conjunction with Texco•s Textile 
Technologist responsible for Industrial Engineering. 

All incentive payment schemes in the group a re devised in co-ope­
ration with the above person to ensure that equitable schemes exist 
throughout.the group and no payment anomalies are created, also 
that TEX CO is in a position to continue to moni.to r the future 
performallCe of these schemes. 

s sincerely, 

R •• RYDER 
CHIEF TECHNICAL ADVISER 
78 /018 ---- ------------- ----
c .c. Managing Director ·--

c .c. Director of 8per&tiol18 
RAR/gec · 

--
Texco 

Texco 
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BAR CHART OF ACTIVITIES FOR UNIDO 
PROJECT SI/URT/83/801 

ACTIVITIES JUNE JULY AUG. 

Familiarization with the Garment 
Factory; Visit to Textile Mills 

Organization of Plamling Dept. 

Inventory + Survey of Machinery 
out of order; Tentative reparation 

Introduction of nev lines or Sports­
wear Shirts frca local made lOOS 
Cotton Fabrics: 
- Phase I - Malting of Prototypes; 
- Phase II - Making of 500 shirts 

for testing the market reaction; 
- Phase III - Production of 1000 

shirts per dq. 

Establishment of conditions for • 
increasing productivity in the sewing 
room; (that depends mainl.7 on the 
restoration of the plant : Nets on the 
windovs and painting) 

Establishment of system for determina­
tion of Operations and Time for 
Workload. 

Establishment of Quality Control and 
Final Inspection 

Ordering of Spare Parts for Machinery 
from Project's F\Jnds 

Lectures on Pattern Making and Interna­
tional Standards of Size; Grading; 
(10 Technicians 9 hrs. a veek) 

Establishment of Incentive System 

Training of 3 Instructors {Foremen) 
in conducting the skills 

Establisbme!lt of system for improving 
technolo87 and reduce vastage in the 
cutting room 

Final Report 

Expert 's leave - Travel and I I 
de-briefing in Vieona I I 

...... --+-+--++---

I 

. I 

-

A..'l'fNEX I (co~t'd) 
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! 

.. 
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DEC. 

~: The establishment of the nev systems can become operative vhen the short"'Se 
of rav materi&ls is solved and productivity in full; otherwise they vill be 

' established fdr the knowledge or Department/Heads 

-1 
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A.."'lBEX II (A) 

Output Prospect January to October 1983 (from UGL's Production Record Book) 

This study' has been compiled in order to supply a guide for the future 
if losses are to be avoided. It shovs the ss.y manpower has been employed 
during 1983 and also the items profitable to process and the others totally 
unprofitable for an industry to process. The tctal amount of the monthly 
production shows the achievements during September and October in comparison 
to other months. July and August should not be regarded for many vorkers 
were on annual leaves. 

Spec. of Items Jan. Feb. . March April May June July ~".ug. Septi. Oct. 

Men Shirts 27.16H 3.961 12.055 11..253 11.533 5.655 4.579 3.56t 5 .H51 7 .463 
Boy Shirts l.ts72 10~ 4.093 035 3.l.02 3.42~ 1.005 l.4lt 137 1.451. 
Bed Sheets 14 3: 7.203 - - - 153 925 6.142 3.533 
Shirts (Ladies} 1 1: 822 172 71:1b 331 36 - 29 uo 
Dresse~ (Le.cli.es 34.l -l.,116 . -2-4 --eg~ l.00 -. --~c; - -- ""2 . 2'.:l -- -
Trousers (Men} 2.on 4.694 l.757 3b1 416 325 375 690 2.H72 865 
Boy's Shorts 29 3C 877 46E 845 1.147 333 267 1.357 4.570 
Qlild. Pants 172 49 197 24E 372 4001 306 - - -
adld. Flolts 656 30 - - l 532 l 52 969 -
-Qirt~- (rlrls )- .. 2 11' 

.... - - - - - - - -
Overcoats - 309 - - lHI:: 67 - - 73 -
ADron - 30 160 - - - - - - -
Jackets - 3.151 1.144 - 25 - - - 3 63 
Pillov C".ases - 10 b38 - - - 74 - 1.101 672 
Kitenge/Sheets - 257 4CO 752 1.106 274 - - 1.137 -
Overalls - 84 1.052 - - 30 203 30 710 542 
Trousers (Boy) - 9 254 l.l7E 570 485 254 324 154 -
Blurs - - 22tl - - - - - - -
Curtains - - 15 - - 4 - - 3 -
Ladies' Blouses - - - 5 - - - 46 44 -
Dresses (Child. - - - 11 - 379 100 - - -
Ft.Ball./Buctor - - - - - 391 292 - 624 -
n.Ball./Buctor - - - - - 12 - - - -
Glo•res - - - - - - - 2.591 180 -
Bus - - - - - - - - 273 -
Coach Covers - - - - - - - - - 10 
Jeans - - - - - - - - - 1.549 
G.Total/Month 32,289 l2 ,881 30,582 15,848 18,690 14,347 7,966 9,911 22,184 20,828 

Manpower/Month 100% 100% 100% 100% 100% 100% 50% 50% 60% 60% 

-

_ ____ s:1::a::a::a:•as --:.: -=- ·---- ==·=-= -==-======== 
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A...lllNEX II (B) 

This Annex shows the achievements attained during September and October 
in the Production Lines, the following figures vere copied froa the UCL's 
Production Record lk>ok. Coaaents are made in order to give orientations 
for the proper solution of unsatisfactory performances where they nay 
be found. 

Sept. 5 Unit/Short-Sleeve-Shirts - Operators No. 18 - Pcs. 17 6 in 8 hours ; 
" 6 II " " .. " .. " " 182 

., 
" " 

" 9 " " " .. " .. " " 209 " " " 
" 13 " " " " " " " " 250 " " " 
" 15 " " " " " " " .. 260 " " " 

The above examples are self-evident of the progressing in the processing lines, 
but in some days the same Unit gave a very poor production due to lack of 
discipline Which is beyond the project's duties. 

Sept. 5 Unit/Men's trousers - Operators No. 26 - Pcs. 96 in 8 hours; 
" 7 " " .. " " " .. 122 " " " 
" 8 " " " " " " " 95 " " " ,, 

9 " " " " " " " 113 " " " 
" 22 " " " " " " .. 174 " " " 

The above examples show the increasing of produccion until 22 September, but 
afteniards production was unsatisfactory due to lack of discipline and perhaps 
also to lack of motivation. 

October 11 Unit/Short-Sleeve-Shirts - Operators No. 18 - Pcs. 114 in 8 ho•.irs; 
" 13 " " " " " " " " 133 " " " .. 19 .. " " " " " " " 199 " " " 
" 22 " " " II " " " .. 114 " " .. 
" 27 " " " " .. II " " 205 " " " 
" 28 " " " " " " " " 171 " " " 

The above e."tamples show that productivity in the same Unit never is steady, 
moreover this is the same Unit of the first example above which in September 
was able to attain even 260 pcs. per day of the eame shorts. Workers and 
Foremen were the same. 

October 19 
" 
" 
" 

20 
25 
31 

Unit/Long-Sleeve-Shirts 
II " II II 

II It II " 
" It •• " 

- Operators No. 
II II 

" II 

" " 

The above examples show the following: 

26 - Pcs. 114 in 8 hours; 
It II 126 It II It 

" II 135 It " " 
" " 230 It It It 

The Foreman-in-charge was unexperienced and from 19 to 25, namely in six 
days vas not able to increase production. 

- On 31st a good Foreman went in charge in the same line and immediately 
was able to get from the same workers 230 pcs in & day, namely 95/100 pcs. 
more. This Foreman in September, in the same line, with the same workers 
and some shirt was able to get a daily production of 230/250 pee. This 
shov the importance of a good Foreman in the production lines. 
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Introduction to the Annexes III to X - Wc;rkload 

'lbe workload at each working station consists of a group of short 
operations to be performed by one operator. 

The execution time was defined in the processing lines, taking the 
oreratioaal time fer ten times the execution of the workload and 
divi.ding it by ten in order to attain the average execution time for 
one single performance. 

'lbe execution time includes time allowance for the fo!loving: 

Breaking of thread; 
Rewinding of spool; 
Handling. 

Ratio Tille Allowance for Jlersonal needs could not be defined for lack of 
rules at UGJ. governing personal needs in a gathering of hundreds of people. 
The foll0\71.ng examples can be useful: 

Operators may leave the working place for ~ersonal reasons at 
any time and any duration; 

If an operator suddenly does not feel well for any unknown reasons 
they may &low down or even stop working at their working place; 

- Chatting seems to be allowed unlimitedly. 

The above exampl~s of unforeseen incidents prevents from a realistic 
determination of tlte Actual Operation Time. Balancing of workload 
is possible for the above examples of persanal needs are co111DOn 
to all workers at UCL. 

Although the execution t~ for every workload is long enough, really it never 
was acbieved for lack of "Motivation" of the operators. 

The exec,.ition time in the AnneAes III to X should be regarded as ''Local" and 
it h8R nothing to see with international standards even in comparison with 
other i!:ldustries in developing countries with the same kind of machinery 
;nid equipment. The following example is self-explanatory: 

- Process for Sportswear Shirts-Long/Sleeves - Two piece collar - One breast 
pocket-Front Shirt - Style No. 102 - Annex No. III; 

- Execution Time for workload at each working station 2.00 minu~es; 

- Total number of working station only for sewing operations are 26; 

- 26 x 2.00 • 52 (52 is the amount of minutes time for sewing the shirt). 
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If we add to the above said processing time to the following: 

- Cutting time; 

- Finishing time; 

- Pressing time; 

- Folding time; 

- Ratio Allowance Time for Personal Needs. 

the result 1s to spend more than one hour for processing one shirt 
of medium s~andard of quality. 

This shows that at UGL,at floor management level,much can be improved 
with the striking co-operation from the side of the workers. UGL has a 
great potential to improve efficiency and quality. 
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ANNEX III 

Workload for Process of Sportswear Shirt - Style No. 102 

Operation Time at each working station is 2.00 minutes. 

Basic Production Data 

- Production Item Ken's Sportswear Shirt 

- Design Two piece collar - Long Sleeves -
Single cuffs - One breast pocket -
with shirt front 

- Used Material Cotton 100% Local made. 

- Operation time Cutting sect. 
Sewing sect. 
Finishing 
Pressing 
Folding 

5 minutes 
52 minutes 

5 minutes 

Total: 62 minutes 

Ration Time Allowance already included for: Breaking of thread; 
Rewinding of spool; 
Handling. 

Ration Time Allowance for Personal Needs not included; (refer to pag~ 23 
- Introduction to the Annexes III to X for Workload). 

No. 1 - Fold front pleats and pockets; No. 17 - Sew stand to collar; 
No. 2 - Top stitching both fronts pleats; No. i8 - Top stitching joint of 
No. 3 - Top stitching upper pocket edge - collar with stand - mark 

sew pocket on th9 front; the centre; 
No. 4 - Preparation of loops - fold the No. 19 - Sew collar along the neck; 

pleat at back - insert the loop; No. 20 - Counterstitch collar 
No. 5 - Sew and top stitch yoke to back; - insert label; 
No. 6 - Sew shoulders; No. 21 - Fold/sew cuffs with int&r-
No. 7 - Bind along the sleeve slit; lining - stitch around the 
No. 8 - S£W sleeves along armholes; cuffs; 
No. 9 - Overlock armholes; No. 22 - Tri~ - turn and press 
No. 10 - Top stitching around shoulder the cuffs; 

and yoke; No. 23 - Topstitch around cuffs; 
No. 11 - Form/sew pleat on bottom sleeve; No. 24 - Sew cuffs with bottom sleeves; 
No. 12 - Sew side seams; No. 25 - Counterstitch along cuffs; 
No. 13 - Overlock side seams from op. 12; No. 26 - Fold/sew bottom. 
No. 14 - Fold/sew stand with interlining 

stitch around collar outer edge; 
Mo. 15 - Trim-tum and press collar; 
No. 16 - Top stitching around collar; 
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Vorkl.oad tor Process ot Jeans (Adults a?'d Children) 

Operation time at each working station is 2. 00 minutes 

Basic Production Data 

Production itt:a 
Design 

Jeans tor adults and children. 
Tvo side pockets, coin pocket, tvo hip 
pockets, zipper fiy, six loops. 

Used material Home made 100% tram !bsCll& Textile Ltd. 
and otherwise lOOJ cotton tram Urat"iki 
but this is somewhat light. 

- Operation time CUtting sect. 5 minutes 
Sewing sect. 5li minutes 
Finishing sect. 5 minutes 

Total 61i minutes 

Batio Time Al.levance already included tor: Breaking ot thread; 
Rewinding ot spool; 
Handling. 

Batio Time Allowance tor personal needs not included: (please reter 
to page 23 - Introduction to the Annexes III to X tor Workload). 
Moreover tor this specitic process should be consider.:'\ that the machines 
at UGL are not the ones appropriate tor Jeans processing, some operation 
are made in tvo operations tor lack ot the proper machine. 

No. l - Overlock ac"cording design llo. 15 - Sev the tront crotch 
OD the Chart; and reintorce end ot tl;y; 

Bo. 2 - Iron/told back and coin pockets; No. 16 - Sev lett side seam; 
Ro. 3 - Drav and topstitching back pockets; llo. 17 - Sev right side seam; 
Ro. 4 - Topstitching coin pocket and sev lo. 18 - Topstitch lett side seam; 

it on the side pocket facing; lo. 19 - Topstitch right side seam; 
Ro. 5 - Sev racings on side pocket lining; !Jo. 20 - Sew crotch and topstitch; 
!Jo. 6 - Sev pockets on the ~ts and trim lo. 21 - Sev inner legs; 

the seam allovance; lo. 22 - Prepare loops; 
!10. 1 - Turn inside ~ocket lining and top- No. 23 - Press to mesure the belt; 

stitching along the edge; Ro. 24 - Attach the belt trom 
lo. 8 - Sew the pocket edge around the tront, inside; 

mark the size on lining; Ro. 25 - Sev termination ot belt , 
Ro. 9 - Sev yoke to the back, topstitching; counter stitch the belt' 
lo. 10 - Sev the back pockets, insert label; insertil!S the six loops; 
lo. 11 - Same operation as the one on lo. 10; Ro. 26 - Fasten/sew the loops on 
Ro. 12 - Attaching lett tly, topsti tching, the upper dde ot the 

attach the zipper; belt; 
Ro. 13 - Sev the zipper &long the right tl;y lo. 27 - Hemming the bottom. 

and topstitching outside; 
Ho. 14 - Top1titching the shape on the tly; 
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Workload tor Process or Men's Trousers Style llo. 5 

Operation time at each vork:ing station is 2.00 minutes 

Basic production data 

- Production item Trousers tor men; 
- Design Tvo side pockets, one hip pocket, zipper: 
- Used aaterial Blended fabric, imported; 

Cutting sect. 5 minutes 
Seving sect. 52 minutes 
Finishing sect. 10 i'iiilutes 

- Operation tiae 

Total 67 minutes 

Ratio Time Allowance already included tor: Breaking or 'l'bread; 
Rewinding of spool; 
Handling. 

Ratio Time Al.lownce tor personal needs not included: {refer to page 23 
- ~troduc-eion to the Annexes III to X tor Workload). 
The quality standard of this trousers is belov medium and adrisable 
for the hane market. 

Ho. 1 - OVerlock front and back panels; No. 15 - Topstitch on side seams 
No. 2 - Sev facings on pockets - sev and mark position of loops; 

pockets to the front - turn No. 16 - Preparation ot loops. attach 
inside; the reinforcement at the 

Ro. 3 - Topstitch edge of pocket. fasten ends or belt ; 
facings on pocket lining; No. 17 - Press/told belts vith gauge. 

No. 4 - Trim pocket seam , ~urn. fasten ; fold belt lining one side 
Ro. 5 - Sev rear darn, mark pocket level. 2 ems. the other 4 ems.; 

sev pocket welts; No. 18 - Sev belt inserting loops 
No. 6 - Cut pocket mouth, turn inside on the marks: 

velt, tuten terminations ; No. 19 - Attach fasteners; 
No. 1 - Sev rac!ngs on pocket lining, No. 20 - Sev lining on the belts: 

tUl'D pocket inside and stitch No. 21 - Sev inner legs; 
around; Ro. 22 - Sev crotch and termination 

lo. 8 - Overlock around pocket facing, ot right fly on the seam; 
loopers and pocket lining; Ro. 23 - Fold inside the belt lining. 

No. 9 - Preparation of flies (right and topstitch a1ong outside se!llll: 
lett) turning and topstitching; No. 24 - Fasten the upper end of the 

No. 10 - Attach zi{lper on fly, 11ev fly loops on the edge ot the 
on left front ; belt; 

No. 11 - Topstitcb edge or fly and shape; No. 25 - Press open the bottom part 
Ro. 12 - Sev and topstitch fly on right of the inner leg seams; 

tront; Ro. 26 - Hem the bottom. 
No. 13 - Sev front crotch, r~intorce 

termination or fly; 
Jo. 14 - Sev side seams; 

I 
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ABEX VI 

Vorkl.oad tor Process or Mi.l.it&17 Shirt - Style llo. 2093/A 

Operation time at each working station is 2.00 minutes 

Basic Production Data 

- Production item : Mill t&r7 shirt; 
- Design : 'l'vo pockets vi th pleats and tlaps; yoke on the back; 

col.Ll.r ot one piece; epaulettes(MaJor) on the shoulder. 
- Used •terial 
- Operation tille 

Hcae made cotton; 
Cutting sect. 
Sevi.Dg sect. 
Finishing sect. 

5 lllinutes 
52 llinutes 
10 llinutes 

Total 61 llinutes 

Batio Time Allowance alreaq inclwlecl tor: Breaking ot thread; 
Revi.nding ot spool; 
Handling. 

Batio Tille Allovance tor personal needs not included; (ret'er to page 23 
- Introduction to the Annexes III to X tor 1i:>rkloa4). 

Bo. l - Sev pocket pleats anct eqes ; 
lo. 2 - Sev around edges ot tlaps and 

epaul.ettes (MaJo:); 
llo. 3 - Turn epaulettes and naps; 
lo. 4 - Press pockets , naps , and 

epaulettes; 
No. 5 - Topstitch edge on epaulettes 

and fiaps; 
lo. 6 - Attach naps u both f'ronts; 
lo. 7 - Attach pocket OD lett tront; 
Bo. 8 - Attach pocket OD right tront; 
Bo. 9 - Fold dovnvards the naps and 

topstitch the folded edge; 
Bo. 10 - Sev the yoke on the back; 
lo. 11 - Sev shoulders; 
Bo. 12 - Binding the slit sleeves; 
lo. 13 - Set sleeves on the armholes, 

insert epaulettes (MaJor); 
lo. 14 - Overlock armholes and one 

side ot cutts; 
lo. 15 - Sev side se111S; 
lo. 16 - Overlock side se111a; 

Bo. 17 - Fold 1 ca. and stitch upper 
collar also stitch around 
the collar edge; 

Bo. 18 - Trill, tum and press collar; 
Bo. 19 - Topstitching collar; 
Bo. 20 - Attach collar; (mark centre, 

start sewing trcm centre and 
restart troll the tront edge); 

lo. 21 - Topstitching along collar stand; 
lo. 22 - Fold 1 c:a. and stitch cutts, 

also stitch around cutr edges; 
lio. 23 - Trim, turn and press cu.fts; 
llo. 24 - Attach cutrs and rasten the 

termination or the slit; 
llo. 25 - Topstitch along cutts; 
!o. 26 - Hem bottom. 
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Vorkload tor Process ot OYerall - Style BF/703 

Operation time at each vorlting station is 2. 00 minutes ' 

Basic Production Data 

- Production itea : Overall (industrial clothes) 
- Design Trousers and bodice .jointed. at the vilist line; 

ti Ye pockets; collar shirt one piece; 
- Used material Local cotton tabric: 

Oltting sftt. 5 minutes 
Sering sect. 58 minutes 

- Operation time 

Finishing aect. 10 minutes 

Total 73 minutes 

Ratio Time Allovance alreaq included tor: Breaking or thread; 
Revi.nding or spool; 
Handling. 

Ratio Time Allovance for personal needs not included; {reter to page 23 
- Introduction to the Annexes III to X f'or Work.load). 

lio. 1 - Sev facings OD tront pockets 
and told on pocket 1ining; 

Bo. 2 - Sev pocket lining from inside, 
sev pockets on the vaist line 
folding the pleats; 

No. 3 - Sev rear darts, mark pocket 
level, stitch velts; 

No. 4 - <lit pocket mouth, turn inside 
velt, fasten teraination or 
pocket mouth; 

No. 5 - Sev facings OD pocket lining, 
turn it in and stitch; 

Ifo. 6 - Overlock tront and back panels ; 
Bo. 1 - Preparation of both nies' turn 

in, topstitching; 
Bo. 8 - Join tly to left side, topsti tch 

edge and outside shape; 
No. 9 - Join tly to right side, top-

stitch, Join tront crotch, 
fasten end ny; 

No. 10 - Sew side seams; 
lo. ll - Fasten front pockets and 

OD the tly; 
No. l2 - Sew inner legs; 
No. 13 - Sev crotch and tly end on the 

se•; 
No. 14 - PreH fiod pocket and belt; 
l'fo. 15 - Attach the pocket; 
l'lo. 16 - Sew facings to the front 

•de••• 

Ro. 

llo. 

1'o. 

No. 

No. 
No. 
Xo. 

llo. 
No. 
No. 

No. 
No. 
No. 

17 - Sev bodice centre back, 
darts and shoulders; 

18 - Overlock shoulders, facings 
and lert tly; 

19 - Sev outer edge collar, turn, 
hem bottom or sleeves: 

20 - Topstitch centre back and 
shoulders; 

21 - Attach collar, eounterstitch: 
22 - Attach sleeves; 
23 - Overlock armholes and side 

seaa<.i; 
24 - Sev side seams; 
25 - Topstitch around bodice edge; 
26 - Joint sev bodice and trousers 

along vaist line: 
27 - Sev belt at Joint; 
28 - Cover belt; 
29 - Hem bottom. 

'I 
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All-.EX VIII 

Workload tor Process ot Boy's Suit - Style BSU 001/83 

Operation ti.Ile at each vorking station is 2.00 ai.nutes 

3asic Production Data 

- Production itea Bo1' 's suit; 
- Design Binding on pleats, baclt belt , patch pockets , 

elastic at the waist line; 
- Used material 
- Operation ti.Ile 

lllported blended; 
CUtting sect"" 
Sewing sect. 
Finishing sect. 

Total 

5 minutes 
58 ainutes 
5 minutes 

68 minutes 

Ratio Tille Allowance already included tor: Breaking ot thread; 
Rewinding or spool; 
Handling. 

Ratio Time Allowance tor personal needs not included; (please reter 
to page 23 - Introduction to the Annexes III to X tor Workload) • 

Bo. l - Sev under collar vith interlining; llo. 18 - Atta.:h collar; 
No. 2 - 5ev around oute:r edge ot collar; llo. 19 - Counterstitch collar; 
No. 3 - Trill, turn and press collar; llo. 20 - Hem bottmt; 
No. 4 - Press/told back belt and pockets; lo. 21 - Overlock pocket facings; 
lo. 5 - Topstitching around collar; belt, front and crotch; 
No. 6 - Sev the upper edge ot :pockets !lo. 22 - Press pockets; 

and centre back; lo. 23 - Sev front and back crotch; 
No. 1 - Iron tront pleats and binding; No. 24 - Sev facings on front 
ifo. 8 - Topstitch lett front pleat and pockets and topstitching; 

insert binding; Ro. 25 - Sev front pockets; 
lo. 9 - Topstitch right front pleat lo. 26 - Attach belt on the front 

and insert binding; and topstitch; 
Jo. 10 - Stitch lett and right pockets; lo. 27 - Sev side seams, insert 
lo. 11 - Fold bottcm sleeve, insert elastic at the vaist line; 

binding; lo. 28 - Attach belt on the back 
No. 12 - Topstitch centre back and while covering elastic; 

back belt; Ro. 29 - Hem bottom and sev inner 
Bo. 13 - 5ev yoke to back; legs. 
Mo. 14 - Sev shoulders; 
Bo. 15 - Attach sleeves; 
Bo. 16 - Overlock centre back, armholes 

and side ::ieams; 
lo. 17 - Sev side seams; 

.... I, 
! ' 

'' 
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ADEi IX 

Workload t'or Process ot' Men's Shirt -
Classical Style BA/17 

Operation ti.lie at each working station is 2.00 minutes 

Basic Production Data 

- Production it• 
- Design 
- Used material 
- Operation t:ille 

Classical men'• shirt ; 
Collar one piece; short sleeves; 
Imported blended; 
Cutting sect. 
Seving sect. 
Finishing sect. 
Pressing 
Folding 

Total 

5 minutes 
36 sinutes 

5 ainutes 

46 minutes 

Ratio Tille Allovance already included for: Breaking of' thread; 
Rewinding or sl>OOl; 
Handling. 

Ratio Time Allovance tor personal needs not included: (please see 
page 23 - Introduction to the Annexes III to X tor Work.load) • 

llo. l - Fold/sev upper collar vith No. 11 - Hem bottom sleeves; 
interlining; llo. 12 - Sev shoulders ; 

llo. collar; lo. 13 - Attach sleeves ; 2 - Sev around outer edge 
llo. 3 - Trim and turn collar; lfo. 14 - Overlock armholes and side 
llo. 4 - Press collar; seams; 
!lo. 5 - Topstitcb collar; No. 15 - Sev side seam and under 
!lo. 6 - Topstitcb edge or pocket and sleeves; 

the band on interlining; No. 16 - Attach collar; 
llo. 1 - Press the pocket; lo. li - Cover collar insert labe:.; 
lo. 8 - Topstitch left tront edge; lo. 18 - Hem bottom. 
lo. 9 - Sev pocket OD the shirt; 
lo. 10 - Sev yoke vi th back; 
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Vorkl.oad tor Process or Men's Shirt -
Classical Style BFS/82 

Operation ti.me at eac!:l working station is 2.00 minutes 

Basic Production Data 

- Production item 
- Design 
- Used material 
- Operation time 

sleeves; 
Classical men's shirt; 
Collar one piece, long 
Imported blended; 
Cutting sect. 5 minutes 

40 minutes Sewing sect. 
Finishing sect. 
Pressing 
Folding 

Total 

5 minutes 

50 minutes 

Ratio Time Wovance alreaey included for: Breaking or thread; 
Rewinding of spool; 
Handling. 

Batio Time Allowance ror persoanl. needs not included; (please see 
page 23 - Introduction to the Annexe!' III to X tor VOrkload). 

No. l - Fold/sev upper collar vith llo. 11 - Sev side seams ; 
interlining; llo. 12 - OYerlock side seams; 

Ho. 2 - Sev around outer edge collar; No. 13 - Topstitch around collar; 
Ho. 3 - Trim and turn collar; llo. 14 - Attach c:ollar; 
Ho. 4 - Press collar; told pocket ; No. 15 - Fold/sev cutrs vith inter-
No. 5 - Sev pock.et on lett front ; lining; 
No. 6 - Sev yoke vith back; No. 16 - Trim, turn and press cutrs; 
Ro. 1 - Sev shoulders; No. 17 - Sev cuffs on sleeves; 
Ho. 8 - Binding the bleeve slit; lo. 18 - Topstitch on curfs and fasten 
llo. 9 - Attach sleeves; slit termination; 
Ro. 10 - Overlock armholes and one No. 19 - Cover collar, inserting label; 

side or cutts; No. 20 - Hem bottom. 
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ADEX XI 

List or Technicians in the LeC'tures tor Design or Industrial Patterns, 
Grading or Sizes, International Standards ot Sizes 

No. 1 - Miss s. Bgahy'oma; 
No. 2 - Mr. H. J•bia; Attended tvo lectures 
No. 3 - Mr. o. Kal:iJ1.an7ile; Attended tvo lectures 
Ro. 4 - Mr. E. Pontian; 
Ro. 5 - Mr. K. Eliturana; 
Bo. 6 - Mr. J. J:¥imo; 
llo. 7 - Mr. Y. Mmish; 
Bo. 8 - Mr. D. Timuth; 
llo. 9 - Mr. c. Liuabe; 
Bo. 10 - Mr. s. Abdul; 
Ro. ll - Mr. M. Haule; 
~o. 12 - Mr. G. .And.rev; 
No. 13 - Hrs. I. Baruti. 
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SYLLABUS FOR LEC'l'UB!S Oii DESIGK 

Anatoaical Prol>ortional Rules 

CD developing a pattern f'or a garaent , tailors and dressmakers need 
to measure the custaaers ' bod7; a garment made in this ~ vill 
ban a -.ery personal tit. 

A pattern or a basic pattern ror read7 118de garments vill be constructed 
accordingly to anatc.ica1 proportiona.l rules. CD doing so the pattern 
vill be suitable to a large nu:aber ot customers vith general anatoaica1 
characteristics. 

As a result or anatcaica1 and antbropolletrical studies sizes vill be 
divided into groups according to bod7 lengths. The stud1' ve are going 
to rollov shows the technology ror constructing a basic pattern f'or 
•n and ladies, according to anatomical rules which means that every 
part or point or the pattern vill be a traction or circumference or tallness, 
the Diagram no. l• shavs the proper diTision or the bod;r f'or the construction 
or a pattern tor industrial made garments. The tallness or the body is 
176 metre ror gents. The tallness or the bod7 is di Tided by 1. 5 parts 
according to the Canon of' POLICL!TO; the result or the division which is 
23. 5 cm will be the development modulus ve vill use ror the construction 
ot the basic pattern ot our study. 

Construction or Basic Pattern ror Men's Trousers 

Introduction 

There are styles ot trousers very tight like Jeans and other vith easiness 
around the hip in order to give the vearers ~omt'ort ot movements. According 
to that ve will desip three dirrerent st.ylesot trouser namely: tight, 
medium and tull easiness; consequently ve vill trace three outlines or toui sers. 

Measurement or the size: 

Hip circumterence 96 cm • 48 cm semi-circumference; 

Waist line circumference 84 cm• 33 inches; 

Tallness ot the body 176 metre - 7.5 • 23.5; Development 
modulus 23.5 cm; 

Symbol or size 33 namely the vaist line circumference. 

• Diagraaa no. l and 2: the diacrammes cited herein were lett vi th UGL, 
attached. on the v&ll; they are d.emoastrative card.board 1heet1. 
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El<Ifr P@ OOTt.nra O? ~ TROJSER. (Style t.ight) Diagra:n no. 2• 

POINT 11- !'l:aoo a 4Qcn horiz->ntal line and laO cm verti~U ~· 

-mam the angle no. l. 

POillT 2:- Fram point 1 along the vertical line BO doan the crodulus 

•asures:aent pi.us· 2ca = 25·5cm and traoe ·a 40om horizontal ~. 

. POil'Fr 3:- Pro::i point 2 along the vertical line ao domi one modu1us 

seasurec:ent e~ to 23.5cm and trace a 40ca horizontal. line. 

PODll! 4:- Proa point 3 along the vertical line go dovn a modulus . 

aeasurmcnt. to 22.5cn and~ a 40co horizontal·~. 

Pon:r 5:- Pren point 4 along the? vertical line go do-;m a..nodulus 

measureoent a to 23.5cci and trace a 40on horiaontal lino. 

PODlT 6:- ~point 5 go dam halt the modulus Doasureccnt e~ 

n.&m 2Dd. tr2Ce a 40co horizontal line~ 

. POn?r 7s- In the cdddle between point 3 and 4, trace a. 4()co hori!Sontal line. 

PODn' 8:- Prell point l along the horizontal. line adva..'1Ce hall" the 

hip sml. cizcumference equal 24cm, !roa paint 8 down vard trace 

a: v~ical line till the line !rOCl point 6; cuk the crossL"lgS 

9, 10, ll, 12, 13, 14 (froo up to detm). 

PQD1r Vi=- Proa point 9 advance l/12 ot 48cn equal 4=. 

POPR 161- In th.a i:d.ddlo betveen point 15 and .2• 

POINT 17s- In the td.ddle bewoen point 14 and 16. 

P@JT 18:- Place t.~ ml.er on to the pointa 16 and 17 am. sta.rtil3g 
·· · tree points 17 upirarda trace a vertical ll.ne untill the line 

tree po1.nt 1, 11'.ark this crossilig point 18. 
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PDm 19t• Froa ,psdnt 9 go up a l/4 ot the di.stance betveA.D 8 
and 9 ~ 6..4. ca ~ a ~ line j~ 1.5 til 19. 

(::ont''i. 

~· obliffle U:aes rrm twWit 15 ta u am. fNzl pa1n* 2- to i1. 

lom 4:- Pra:a point 2 along the obUcpe ~go doan 8 cm. 

PQ Cz- P.m:a point 5 go inside 2 cm, bT a straight l.1De join 

point A to point c. . . 
POM Di• PrcD point 14 go inside 2 cm, by a s'fzaiaht line join 

point B to point »• 

:_POm 2Q:- Frolil point 1 along the horizontal line go inside W 
of 48 equal 3 ci:u By a sligbt~ CUJ."V'cd line join 

- point 20 to point 2. 

D,:• .ls ve said before this style is ver.1 ~iobt and there is 

no need for plea.ts or darts, Reacober, the au.tline is 1mr, 
on cutting it ou.t add.· ev~ allwance tor seacs and 

bottca he::i, 8':Cording to the specif'io process of prodwltion. 

WI M <JJTLIHB 

The back part of a trousers is designed acoo1'ding to th~ front part. 

C\lt au.t the front put and pl.aQe it We% a sheet ot paper. Shift 

point 7 on the crossing beween the Jenee lino and the side line ai1d point 11 

on the crossing betweea tho knee line and the 1m1er leg line. 

POB aa•• l'w,... a .. •taM i-. 

'om 26•- Jrca pcdnt u sa 011t11c1e 2.5 c:m. 
PQPR 271• 1roa point 15 go 011t1iel• 1/12 ot 48 • 4 oa,Dnign the 

irma leg line al.ona points 25, 26, %1. 

-1 
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POillT 2l}:-

POM 29:-

POD!? 30:-

POUi! 31:-

- 37 - A.."fNEX XI! (cont.'d} 

F=.JO point 9 go !:-.3ide l en. 

FrO!:l point 6 8'' inside 1/16 or 48 = 3 ccs, trace a line 

froc point 28-29• 

Prolong up-qard 2 cl!l the line rrm 29; join by a line ll-21. 

Free point 28 go up-gard J./ 4 or the distance beweea 

point 28-.30 equal 7 co.Design the crotch,straight 

tron 'Z1 to 15 2nd curvad .froc 15-31• 

How the back Olltllne is coaplete ~cd>or that tha entire Qltllne 

is m:r on cutting it out add seao and bottoa allcr.Jances. 

~ The v.pper part or the pattern is designed alor.g the va.i.st 

line, add a. nocal belt~ 

cm LI!E OP 3:..SIC ?@TEP!J ?OR l~IUtr BASTIZS STYLE 

On dEr,eloping the basic i)attcrn or ?.!ed.i.m oasincss style o;re app4r the sa;:ie 

technologr as !or the O\ltlinc or tit;ht sty'le, but \7e have soce i:iodi!ications 

in order to bring it accordi?JG the nev different· 3tyle. 

lront Part 

PODfr 1-8:- Halt the senicil:cucterence ot the Hip plus 2 co equal to 26 cos. 

POlllT A:- Cea 12 troo point 2. 

Pon-rr B :- Cm 12 tra::i point 15. 

Pomr C:- Ccs 3 troo point 6. 
PODT D:- Cm 3 f'rcm point 14• 
Pomr Es- Fron point 18 tako b~lc-waz:ds 2 ca (Tho di3ta:ice bewoen 

18 and Eis the doepne3s ot the pleat on 1:hc front part). 

Pom F:- Fron point E trace a 10 cma vertical linG, on tor.ling tho 

pleat point 18 mll be placed. on point E. 

lac!s Pe,t 
PODY? E:-

POM '.f:• 
In tho ciddle bewoen poi:it 21 azid. 30. 

J'ron point E traco AlOcm vortical lino parallel to the 

Une 30 - 31. 

I 



- 3tl - Al-niEY. X!:I <.cont'~; 

OOTLU~ GF BASIC P.~:::..=t~ FOR roLL E."'3Ilm3S S'l'YI3 

en developing the Ba.sic Pattcm of Full Easiness style tta apply the saoe 

technoloS'( as for !he outline or tight style, but ve have some modifications 

in order to bring it according to the nev di~ferent styles. 

Froa point l equal 24 + 4 easiness = 28 en. 

Fron point 18, 2 cc. baclalard.'ie 

In tile mddle beween point :S and 20. 

Front Part 

POillT 8:­
fOilR E:­

POillr F:­

POINT G:- Fron point F 1 2 cm bac.tarards Froa po~t3 E, F, from point G trace A 

10 ens vertical lines. The space beween 18 and S is the 

deepness or one pleat, the spacu bcween point~ F, G is the 

deepness or the other pleat. 

BACK PA.lg', 

POillTS F.-H:i. Divide by three parts the distance betwee:c:point 21 end 30. 

PODlTS I-I:- Froc. points !I-H t~o A8 ccis vertical lines parallel to the 

line 30-31. 

POINTS J-J: Fron points Ii-ii both sides take respectively one ca. BY' 

lines for.:i tho darts joining points J-J to :;>oints I. I. 

INrR0!1.JC'rION: 

COlm!RlICrIO!l OF BASIC PA'.rT::B!J 
FOR t.~r·s SHI~S 

On constructing the basic I>attGrn for ccn•s shirts, ve vill do it on size 

48 accordiiig to ihropean size which corresponds to sizG 38 according to 

English/.Aoerican sizes. As for talln...oS it 'i1ill 1;,e cade according to 1.76 
metre for it seecs that the said tallness is the cost f'~a.tured in '.i:anza.:.~~. 

OUr basic pattern will be used tor developint all other sizes by gradinJ it 4 

I 

The above said size refers to the body' a.r.d on~ f'or technica.l ref'erence 

in the l9siening section ot tho .tactoiy/.tactorios, because it is custOCl 
I 

to .indicate th~ size of.the.shirt; according to tho size of tho collar 

name~ 14, l.4i', 15, l5i, 16, l&;, 17. '?hose qcbols aro to i.Ddic~to tho 

oircw:iterence ot the collar by tnches/bu.t ~ad.a.Ya it is a custiJm I to ind.lea.to 

also tho size ~t mn•a shirts by c;s. nme]3 38, 39!, 41, 42i, 44• 1 

The abo-.ro 
I 

said s;ytlbols a.re the aJ.zes o! the coll.an by cma. Also sinco short. tioo in 

mon•s sportswear shirt, it is cu.stoo to i~oate tbe sizes by XS, 
1

S~ K, L, 
• • I 

an4
4

X:. equivalont to collar aizoa 14, 1#, 15, i,;, J.O. Leaving a.part ·::.:..l 
.,,,, sizo• are defined th9 catching o! the bo~ ,71 th collar accominc to 

I I 

their aize is done accord.i:ne' to fashion and Ka.rlcot roquircmonts. 1 Ono 

I 11 



- 39 - A.i."'UlEX XI~ ( ci:m~ 'd. 

"" .................... + •• i..f,.. ........ " .. ,~ -... ... "he~"''"'" nM•.r AA/lA ... ;+"' ,.,.,,,"" .. ,~ ....... + .. is ... +'lo. ... 
.r--j:l"'4a --c-·-··-·-u --~- -- - ~\l--· __ ..., ~-, _,_ ---- __ ..,_.,._ ... -. _..,.., c-. - -· ... 

~;;~ 48 can be catch.00. ~i t!l the collar 15-i° he is i:e >Ii.sh a looser fi ttin(; 

of the 3hirt body', and collar l~ when 7e 'S'lish a tighter fitting of tho shi:.W: 

bod1'. 

{s) Shall Boctr = Size 42-44. 
(M) Jlediuo n = Size 46-48. 
(L) Largo " •Size 50-52. 

(:EX) Extra Large • Size 54-56. 

HCJ.Y TO CONSTRUcr A P!.TI'~f FOn· irn11s SHIRL'. 

SIZE 48 - UODULUS D:E.VELOPfal.r 23.5 en= !2ALLNESS 1.1-6:~'5 

Trace a vertic31 line ~f 30cn and a horizontal line of 70co Da.J:c t..~e e."lgl.c 

on your right ha.rd aide as point 1 {Top line): 

lQniT 2:- Fron point 1, along the vertical line 80 doon 23 .5 trace a 

70cn horizontal line. 

POI?n' 3:- Frolil 2 along tho vertical li."le t;J do':!?\ 23.5 co tre.ce 70co. 

horizon~al line. 

POTI.JT 4:- From point 3 along the vertical line go d0'1Il 23.5 co, a."ld 

there a horizontal line ~r 70c::i. 

Pon.JT 5:- Fron point 4 along the vortical line t;O doon 1/3 of the ooc!ulus 

• 8c1i1 trace a horizcntal line or 70ca. 

PCil.JT 6:- Fron point 1 along the horizontal lL"le adV2.I1Ce 1/6 0£ 48 = 8c:i. 

POINT 7:- 09-uP 2cm from point 6, trace a vertical line. Join point 7 to 

point 1 by a curved lino. 

POW 8:- From point 6 along the horizont~ llne1 advance 1/4 o! 48-1 co 

o~ to 12+1 • lJco. 

Ponrr 9:- Froc point 8 ·trace a vmUal line until the lln3 !roo poi.nt 2. 

POINT 10:- Fron point 8 along tho horizontal lino advance 1/ 4 ot 48+lc:i 

oqual to 12+1 • l)cD. 

PQPJ? 11:- Trace a. vortioal line until the 1.1ne tro::i. point 2. 

PQINT 12s- Froc point 10 advar.ce 1/4 o! 48+1 cc oquals to 12+-l • 13. 

PODY? 13:- Froc point 12 advance 1/8 of 48+1 • 6+1- 700, 

POWS 14.],5.16.17:- 'rraco troc point 13 a. vertical line until ihe.UM 

troa point 5 ma2X the croHinaB - 14,15,16,17. 
POm 18s • Proa point 8 S-J dawn 4cm and place tho mle ovor point 7 and 1.8 

and eta.rting fro:i poi11t 7 tnce a lino ~cm bqond ~oint 18; :.1ark 

the POINT 19 • 
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POINT lO:- In the middle beween point 8 4 9. 
~--

POmT 21:- Fr<D point 20 go out 1 en. 

POM 22:- FraCl point 9 go up 3 ca. 

POPlf 23:- In the tddile beween point 14 and point 2, tracc.v¢icel line 

until bottoo 1.iDO nark the crossings f'i:CJD up-doon, 24,25, ao;:·,_ -:: 

POlllT 27:- Go.down 2cc !ra:i point 23, design the amhole along po~ts 

19, 21, 22, 'ZT. 

?ODlT 28:- Frm point 24 go back;7a.'Cds l. ca; by stra!Ght line join 2'7 ,2a,2G. 

POINT 29:- Froo point 13 go datm 1/6 ot 48+1 CD • S..l:: 9 CD by a curted 

line join point 12 to point 29. 

PODll! JO:- Froo 29 go cu.t l.5ca ~ trace a line troc po.i.:lt 29 to 30. 
Froa point 30 trace a verticcl. line until th~ line rroo p;Ji.l~ 5. 

POINT 31:- Froo point 10 go demi 4co. 

POlllT 32:- Place a. ruler a.10116 points 12-31 ar.d start5.r.g t::oo point 

12 :run a line long as tho distance betveen ;>oint 17 an 19 

in the back side. 

Pom 33 :- Fron point 11 go up 1/3 ot modulus • 8. ea. 

Pomr 34:- FrQCl point_ 11 go up 2 ca, design. the aroholc a.long point:.J 

32, 33' 34, 'Z7. 

POD!f 35:- !roe point 24 go inside l cc; by a line join point 'Z7 - 35 
am point 35 - 26 (you can design the bottoc round shaped i! 

1ou viah it. 

POM J6:• Divide in 2 parts the di:stanco betveen 24 and 3. 

Pom 311- J'roa point 36: vertical¥ to it go up 2/3 Of the moclulWI • 16 C:le 
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POW 38~ 

- 1'1 - A..-.:n:x XII (cont'd) 

Fron point 36 vcrticalT to 1 t Co da;m 2/3 or the codu.lus = 

16 OD. 

POINT 39 &: 4Q: Fr:JD point 36 both. side take 1 ott; 'bJ' a line join point 

37 and 38 "YJ to 40. 

ltO?E:- The mtllne is not add sem all.Qance. vhcn cu.tting. 

SLEEVE 
Trace a 50 cn horizontal line and in the Eliddle of it trc!cc a 55 co vertical 

line Dark the crossing point 1. 

POM 2:- Fron point 1 along the vertical line go dcmn one nodulus 

ceasurecent less 4 co= 19.5 ca. 

PQDiT 3:- Proa point 2 go dO\m one :ioclul.us oeasurecent = 23.5 a.nd 

trace a 50 cm horizontcl. line. . 

POTh"T 4:- FroD point 3 go domi one aodulus ceasurecent = 23.5 ca and 

~ea 50 c:is horizontal line •. 

POINT 5:- P.rm point l advc;.nce 1/4 of 48 =-12 co and trace a vertical 

line until the line rroo point 2. 

PQD1l' 6:- FJ:oa point l go back a 1/4 ot 48 trace a. vertical line 

troa point 2. 

POUll! 7:-· FJ:oa point 6 go ou.t 1/5 ot 48 = 9.6 co and nark tho 

crossing point 7. 

POW 8:- From point 5 go ou.t 1/6 ot 48 • 8 co, trace vertical lines 

. trob point 7 and 8 until the bottoo tine (Una troo point 4) • 

1om 9:- The crossing beween the vertical l.L~ ot horizontal line 4. 

iom 10~- The cro1&ing be-Ween the vertical line 8 and horizontal lino 4. 

PQINT 11:- hoc point 8 go dO"tm halt oodu.lus aeasurament • 11.a eel. 

POD!r 12:- !"%oc point 5 go dovm ·a 'l/ 4 ot the J!l0d11Jus • abou.t ~ om. 

POPl? p:- ~ paint 6 go down 1/6 ot the modulus • 4 cm. 

PQM JA:- J'rori P"int 7 go dovn 1/2 ceum:acent aodulus •. ll.8 cg. . 
Jov tnoe the head ot thG slecw• !:on point 11, 12, 1, 13 , ~ 
14• Kazk a d.iaconal Uno oa. point lJ to tmieato that this 

11 the tront part •. 
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POilif 15:- Froa point 9 go up 5 on• 

POM 16i- l'rCEl point lO go up 5 ca, trace horizontal line trCD 15 - 16. 

POillr 17: l'rOll point 15 go i.midc 5 4 co join point 17 t~ point 1.4." 

DOih~ 18:- l'r<n point 1.6 ;JO inside 4 ca; jcin point 18 to point U. 

PGilll! 19:- Ua:ck this point in the D:tddle bcwccn point 18 and the 

vertical lino:? rroa point 1. 

POINT 20::: Fr<n point 19 vertical to 1t 60 ·up 10 en. 

Nar:ii: The sleeve Olltl.ino is m ':l"e have to 2.dd sean 2.llCT.7ances. 

ST.'iiiD 
Traee ~ horizontal l.ine 21 cm + l l/2 = 22. 5 cm mark point l at the 

starting point and 2 at the end. 

POD?r 3:- Fron point I 60 up 1 en. 

PGTilr 4:- Fron point 2 go up 3 co a.'ld· join point 3 a.Di 4. 

r·- PuINT 5:- Froo point 4 go Ollt 1. 5 cc. 

POM 6 :- Fron point 2 go up 1. 5 c:;:i. 

PODlT 1 :- Bot-aeon point l & 2. 

?OM 8:- In the Diddle between 3.& 4 by a curTe Uno join 5 ~ 8 &Id 

point 6 - 1. 

Penn 9:- From point 6 along the curvo lino go insido 1.5 cm 

smooth the corner at point 6. 

COLLAR 
Traco 2. horizontal line 0£ 18D.C len¢lt like point 1-2- 2l CO~ J. & :B.· 

POIHT C:- In tho l!d.ddle bemoan..\ & B. 

pym D:- J'roo paint B Co up 1.5 CD by eul:VG Uno join 1) •Ce 



- .,, - AllllEX XII (cont•d) 

rgm P:- Place the angle ot a square oo point D and on B side on point E, 

ai!d starting trcra point D trace A vertical line 6 CD long. 

PgI!fl Ge- Pren point C go dam vi th a 4 CD vertical line; join point 

B - C and G •Pe 

BCJrE: Point F DaJ' be cbangeble traa point D according to fashion. 

CUPPS 
E.Qptr 1 & 2 1!racc a 26 horizontal li.'"le and caJ:k no. l at tho bcgim "6 

and no. 2 at the end of the line. 

j'ODPr 3:- ?.rm paint l trace a 7cn vertic2.l llnc dcmi:rard. 

POINT 4:- PrO!!! point 2 traca a 7cn vertical lino domu:ard join paint 

3 to 4 by horizontal line SDOOth the ~cnner :. '• at point ) 

and point 4. 

POD?! 6:.. Proa point 5 go clomi 2; c::i. Point 5 & 6 are tho button holas 
cs 

J:laxk. 

J!ms '!ho pattsn is not on cutting it out add all aeaa ~ame. 

" 
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cammrcrr~11 FCR sxm B.-.src P!.T--r::-c! 
The basic pattem for skirt ~c are going to design oill be constmctcd 

an size 44 Qiropean she equal to 34 &agl ish/JJ:lerican siso. Keasurerient 

td.11 be the f'ollori.Dg: 

Circw:d"erance bust = 88 

C:U:ew:lferance waist line Cl!l 74 
CllcuDterance hip cm 104 
Jlallness metre 1;65 

])evelopaent nodnlus • 22cD Daael.7 1.65-7 eSe The above said aeasw:ecent 

or the size are as tentotive ftJr using in the country ~ a short server 
to be condllct.ed by Kiss Susan tha:r vill be defined ~--

1RCiR pagr: 

Pom l:~ ~o a ~a horizontal line and 80cm vertical line maz:k the 

angle no 1.. The angle c:ust be to J'OGr ribht hand; ~s is 

the top part of the pattern. · 

POJli'l! 2:- Froa point 1 a.l.CJD~ the vertical ·Une go dovn the oodulus 

aeasurecent equal • 22oa trace a )Oen hm:i.zo:ital line. 

Pcmrr l:- Proa paint 2 along the vertical line go don the ceasure.cent . 

ot one oodul.us equal -:- 22c:i, and trace a 30cc. horizontal li."lee 

POI?lr 4:- Proo point J along the vertical lina go down 1 nod.ul.us and i 
e~ to 33 ca, trace a 30ci:i horizontal line. The line no. 4 . 
is the bottoa line. 

Pam 5:- l'rOl!l point l along the horizontal Une adVance i ot the seai 

cil:cucterance ot hip+ 1 ca• %'/ en. 

Pom 61- Jrrac. point 5 trace down 'i1ord a vertical line until the horizontal 

line cocd.ng trcm ~oint 4, aal'k the crossing no. 6. 

Pam 71- Pren point 5 along the verUcal line go dO'm 18 ca. 

POD!'! 81- Prez point 5 go inside 1/16 ot 52 equal 3.J, by a cw:v'e line 

3oin point 8 to point 7. 

PQDT 9:- Proa point 1 along the vertical line go down 1 cm, t::ace. a 

•traisbt UM troc 8-9. This line 8-9 la.the vai1t line. 

EQM 10:- J'roa point 9 go insido 1/5 ot. 32 ocpal lO .4 cc. · 
PODJT ~l:· ~oa pcmt 10, vertical to it, go 4cnm i' ot the modulua muaocc.'1 

,oqual. 7 .3 on. 

, POJ:¥! ~ &~1l:• ,Proa point 10 both s14e take i c~ JoiA po!At 12 & 13 
I 
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BA<X. PARr. 

~ 1.4:• !race a ~ CJ:l horlzontal· llnc and 80 CD veri tical line, DDJ:lc 

the angle ao. 14. Tho angle mst be to yw.r ri8ht hand but 

at the apposite side the one or the f'rant part which ve have 

miiced no. 1. 

P<m!T 15:- Proa point 14 al:ong the vertical line go domi the ~us 

JJeaSQrCCCnt = 22 CD and trace a ))cCl horizontal line• 

Pam Ji6;- Prem point 15 alang the vertical line go domi l JXICD1}11s 

ceasurment; ~ 2Zcn, trace a ~J:l horizontal. Linc. 

POm 17 :- Prca point .1.6 go d0m1 1 codulus and i or the sodulua ceasureacnt 

eCfl8l ))ca, rrca point 17 trace a ~ horizontal 1.ine. 

Pam 18: .. Proa point 14 along the horizontal line take i the seDi 

cll:cuDf'eranca or the hip less 1 Cll a 25cB. 

PODfr 19 :- Froa point 18. trace a vertical line until the b»:izaa.tal lino 

rroa point 17 t QU:k the ~lo no. 19. 

EQINT 20:- l'J:m point 18 along the vertical line go dam 18 ca. 

J!OINT 21:- Froa point 18 go inside 1/16 or 52 equal 3.J c:i by a curve 

lino joint point 21-~. 

PODlT 22:- Proo point l4 go dam l ca, by a straight line join point 22•21. 

Pcm? 2)::24: Divide by three parts the distance.between. paint 21-22, 

aai:fc one point 23 and tho other 24. 

POPIT 25-26: Pra:i paint 23'.924 go dam i the oodulus :casure1:1ent e~ 

15 ~ ElaJ:k one point 25 and the other 26, trace a vertical 

line. 

POP!T A - A: Proa :i.loint 23 both sida take li ca and by curred line join 

points A•A to point 25 and tora the dart. 

Pom B-B s i'J:oa point 24 both sides tako li en and by Cu.t'V'e lino 

join B~ to point 26. 

~: 'l!le IJdrt out line ism add..,~ soaa al.10"t1anca on cutt.tng 

it. 
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INr~!LTI.:il sr:Jl!>.Y§ SJ! SI~ 

In the !icl.d o£ Caments we have 'blo Standazi11 or sizes, that is, 

BngUsb/JJlerican sizes.and Biropean sizes ADel:ican/Qi.;llsh sizo arc 32,. 
34, )61 38, 40r 421 44, and so on. this mmbers in Engllsb/Anerican size. 

is to imioates tho inti.re cizcmaf'eraDCo· or bust by inches, the others t-;Jo 

ci%cw:Jterance naceq waist line & hip line are according to thts ~ 

~ acooming to ana.tm:li.cal propotians n Blropean sizes are 42, 44,. 46,_ 48, 
I • 

50, 52, 541 and so on. 'lhjs m,icbera indicate the sm:d. • ~il.'cw:itcranoo of 

the bust, the other WO circs., naaelT waist line am hip line, ~e in 

accondanco to anatoaioal propotJ.ons. Tho hip cizcmif crance in oen• s bod;y' 

:a minJY' is tho s~ of the ?Nat,. bu.t sace nan have troa 2-6 cos .. coro than 

tho bust ar.rmnd the hip circuat'erance as for vaist lino there is a grato 

variv or clitferences aaainst the but cimw:lf'er&nee. Thia cll.ttoronces 

are also classified by drops. 

i'ho above said rule apples both to Aserican/&2gllsh and ~an sizes. 

In English/Aoerican sizes the differcmce botvrcen one size and. the ric:xt 
one be it snaller or biggor is two Inches at each c~a. In 

Blropean sizes the diff'erance bet\lreen 0n size and the next bo it scal1er 

or b!Gger is 4 ca at each ci.J.'cw:lterame. 

It is custoa in both techinologies to legthen the pattern on developing 

bigger sizes and to shorten the pa~ wen developing scaller sizes. 

The acamt or the above said legbtening or shortening is applied in stand­

am propotion at each portion or the pat.tcmJ The quantity or this accmit 

!a: Joa. ~ :&hropean sizes and 1/8 ot inchs in Englis.'1/ Accrican sizes. 

QRtpntG. 
We call grading tho opeJ:ation by which we develop ono sizo tr= another 

althoug in Taapnia wo use EngUsh/&:lc.rican IJD!>ols sizes, it is cuatoa 

to app}1' tailoring and Industrial techinologios by contiaeZes !or t~s 

reaaon •o COD8tmct avcrr pattcmi by continotros and tro grade all sizos 

by ccmtinetroa althoag in Ellglish/.uierioen sizes tho di.ttorcmce botvoen 

ono size anl another {EngUab/.Aceriean) 1a wo Inciht in m:dor to bring, 

the range ot aizoa the nearest possible to the lhropoan r81J88 ot 1izoa, 1 t 

is custom nosrada.Y' to gz:ado siao8 vr1 th ~ Inch clittercmco betcroen ono sizo 

& another; on doing so al.so in EngHab/Amrican aize tho .ditto=aoe 'bewocm 

ODO sizo aJJd another 11 ecpi.Yalent to 4 ca. IJ:ha phototype ot the patten 

i• aade. in size 48, 1'hen by 8s.J:opoan aizff an4 in 1ize 38 tlbon in ~Ith/ 

.&Derican ,aiz••· In tact th• ca 48 which 11 96aa at tho l\ill oiz'ouattaraneo I 

aramd tba lNst ~ oquiv.cl.ont to d.u 38 in !'.De1W.Ai2Cioan aizo•~ ' 
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UNITED NATIONS 

.. 

UNITED NATIONS INDt:b'"TRIAL DEVELOP~fENT ORGANIZATION 

Post titl~ 

Duration 

Dare required 

Duty station 

Purpose of project 

Duties 

t.9~100 11 Karch 1983 

Request froa the Government of the United Republic 
of Tanzania 

JOB DESCRIPTION 

SI/URT/83/ao1/ll-Ol/31.7.B 

Garment Industry E.~pert 

6 months 

April 1983 

Dar es Salaam 

Short term assistance to the National Textile Corporation 
with a view to improving tha technical operation of 
Ubungo Car.nts Limited. 

Working in close co-operation vith the Chief Technical Adviser 
of Project URT/78/018, the expert vill 

- Assist in the re-organization of work and material flow 
to achieve maxiuum productivity; 

- Review and adjust individual operations vithin each 
processing line; 

- Review and advise on garment construction, lay-out and 
cucting room practices; 

- Advise on procedures, fabric utilization, stock control 
and spare part usage; 

- Define vork loads and establish output standards. 

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

Applications and communications reprdi"'J tMIS Job Otscri~!ion should bt stnt to: 
' 

Project Ptrtonn,1 Recruitment Stc:tion, Industrial Operations Division 
UNIOO. VIENNA IN;TERNATIONAL CENTRE, P.O. Bo" 300. Vitnna. Austria 

. ... / .. 



Qialifications 

Background infonmtion 

- 48 - AIBEX XIII (cont'd) 

Experience in the garment industry (particularly cut 
and sev operations) at senior technical production 
management level. 

English 

Ubungo Garments Limited with an authorised share capital 
of Sbs. 10.0 million is a garment manufacturing firm owned 
jointly by the Tanzanian Government through the National 
Textile Corporation (75%) and the Tanganyika Development 
Finance Company Limited (25%) • 'lbe Company, whose 
consttuction started in March 1976 and completed in April 1977, 
is located in the Ubungo Industrial Area of Dar es Salaaa. 
It was incorporated on 21 May 1976. 

UGL has an installed capacity of 1.5 million garments of 
various types per annum. These are produced either from 
100% Tanzanian Cotton fabrics or from imported blended fabrics. 
1be entire factory production is currently for the local market 
substituting for imports. E.~cept for a fev other factories 
which manufacture a small quantity of men's trousers and shirts 
the rest of the trousers and shirts ax~ either imported or made­
to measure by the thousand odd tailors in the country. 

Early in 1975, a tvo-men team from Romnia (ICE-ROMSIT State 
Enterprise for Foreign Trade Bucharest) visited Tanzania and 
collected data for a feasibility study to establish the 
company. 'lbe study was prepared and accepted by the Covernuient 
and a technical assistance protocal was signed under which 
TEXCO would receive Romanian assistance in setting up UGL. 
Romania supplied machinery valued at T.Shs. 6.123 million 
(f .o.b. value) and technical assistance ~ersonnel. 

'lbe total project cost for the company was T.Shs. 15.409 million 
broken down as follows: 

Civil works and design Shs. 2.806 million 
Plant and machinery " 5.027 " 
Freight, insurance, clearance " 0.720 " 
Furniture and fittings " 0.314 " 
Vehicles " 0.198 " 
Industrial furniture " 1.345 " 
Pre-operational and development " 2.980 " cost 
Training fees " 0.855 

,, 
Technical assistance " 0.707 " 
Design fee " 0.457 " 

Sha. 15.409 million ··--- ·------
... / .. 
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ANNEX XIII (cont'd) 

'Ibe bui.lding in which the factory is acco.odat~ vas built 
by the nov defunct National Texcile Indust.ries Corporation 
Limlted (NATEX) for use as a godovn. 

'Ibe Company started production in July 1977 initially with one 
shift operation but later on in October the same year went into 
tvo shift operation vi.th about 900 employees. Kost of the 
operators vere skilled in tailoring having acquired such skills 
in other tailoring firm in the country. Those who were employed 
unskilled received. training at the factory vi.th the help of 
Roania experts. 'Dle Supervisory le'Vel persolUlel were sent to 
Romania for training, on their return they formd the nucleus 
of the Company's factory unagement. Due to high absenteeism 
rate and low production performance the Company vas forced to revert 
to one shift operation effective l January 1980. 

the Company has been facing operational problems resulting in poor 
financial performance. these are enumerated as hereunder: 

- Shortage of suitable shirting and suiting uterials 
and necessary auxilliaries; 

· Low labour productivity due to workers' dissatisfaction 
over low salary scales compared to private garment units 
and low level of training; 

- Slow moving garments during the first tvo years of operation 
creating a s~re strain on the financial resources of the 
company; 

- Absenteeism during the time the company operated tvo shifts; 

- Frequent changes in garment styles as a result of exposure 
to vide fashions; 

- too 1111ch emphasis on bespoke operations rather than garment 
mass production. 

National Textile Corporation (TEXCO), the major share holder in the 
Company, has endeavoured to assist in solving its problems. It has 
directed its other subsidiary companies to sell to UGL suitable 
suiting and shirting materials in order to satisfy its stitching 
requirements. This has worked satisfactorily but lack of foreign 
exchange has also affected the production of such materials as 
their inputs are imported. 

'Die Govemment has been approached with a view to getting its 
assistance in this regard, and some foreign exchange has normally 
been allocated for purposes of importing polyester yam and cloth 
and garment accessories. the supply has, hovever, not been adequate 
to cover all UGL's needs. 

. .. / .. 
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TEXCO is still pressu~sing the Government to make UCL 
the sole illporter of textiles in the country, a function 
nov being performed by the Household Supplies Company (ROSCO) 
so that the problem of rav material shortage is sorted out 
once and for all. 

\bere is currently a training instructors course being 
conducted, through TEXCO, under the training budget of the 
UNIDO Project URT/78/018. lbis should improve the operating 
standards of the.factory and is a prereqaisite to early follow 
up of re-organization in mass production methods. 

It is expected that the proposed assignment from a garment 
industry •chanical expert, under the SIS Programme, vill enhance 
the work to be undertaken in this re-organization. 




	0005A01
	0005A02
	0005A03
	0005A04
	0005A05
	0005A06
	0005A07
	0005A08
	0005A09
	0005A10
	0005A11
	0005A12
	0005A13
	0005A14
	0005B01
	0005B02
	0005B03
	0005B04
	0005B05
	0005B06
	0005B07
	0005B08
	0005B09
	0005B10
	0005B11
	0005B12
	0005B13
	0005B14
	0005C01
	0005C02
	0005C03
	0005C04
	0005C05
	0005C06
	0005C07
	0005C08
	0005C09
	0005C10
	0005C11
	0005C12
	0005C13
	0005C14
	0005D01
	0005D02
	0005D03
	0005D04
	0005D05
	0005D06
	0005D07
	0005D08
	0005D09
	0005D10
	0005D11
	0005D12
	0005D13
	0005G02

