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[SYNOPSIS] 

Machinery, equipments, spare parts, accessories and materials 

required for the implementation of the Project arrived at Project 

area by the first trimester of 1984. As to misconducted or missing 

parts, replacement ?arts were supplied until completion of the 

Project. Receipt of new roller treatment equipment caused unexpec! 

ed trouble, but this was settled later by appropriate follow-up. 

Reconditioning work achieved the target within less time allowed. 

On the way of implementation, several problems such as oil leak of 

new drawframe were revealed but settled. The reconditioning work 

~arried out for spinning, weaving and dyeing has restoLed original 

performance and function of machines and achieved a stable mact.ine 

operation and contributed to upgrade productivity and quality of 

products. This can be verified objectively by data of function 

examination and machine speed up. 

Setting up of preventive maintenance scherae in Viet Thang factory 

was carried out for reconditioning machinery on the basis of tech 

nical methods and documents coped with purposes to rectify defects 

of existing maintenance practice of the factory, to maintain 

contin~ously good machinery condition achieved by the reconditioning 

work and to attain good machinery running, productivity and quality. 

Maintenance wo~kshop at each process was also undertaken its 

improveDent of layout. In order to continue to maintain on right 

track the preventive maintenance scheme started and to operate it 

with utmost effectiveness, it is required to set up comprehe~sive 

understanding of whol~ factory about usefulness and significance of 

preventive maintenance and to make well known and thoroughgoing the 

primary technical requisites for preventive maintenance. Therefore, 

it is suggested to do partial revision of existing organization 

and to set up good working climate in Viet Thang factory. On the 

other hand, the plan to set up the preventive maintenance system 

in Thang Loi and Dong Nam factories was partially revised and 

convlrted into the concrete guidance there for betterment of 

existing maintenance practice. We pointed out problems found in 

2 factories and made technical guidance and demonstration to settle 

these and to fix correct maintenance proced~re and necessary 

suggestions were made over a period of four weeks. 
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[SYNuPSIS] 

Machinery, equipments, spare parts, accessories and materials 

required for the implementation of the Project arrived at Project 

area by the first.trimester of 1984. As to roiscondu=ted or missing 

parts, replacement parts were supplied until completion of the 

Project. Receipt of new roller treatment equipment caused unexpec! 

ed trouble, but this was settled later by appropriate follow-up. 

Reconditioning wo~k achieved the target within less time allowed. 

On the way cf implementation, several problems such as oil leak of 

new drawframe were revealed but settled. The reconditioning work 

carried out for spinning, weaving and dyeing has restored original 

performance and function of machines and achieved a stable machine 

operation ard contributed to upgrade productivity and quality of 

products. This can be verified objectively by data of function 

examination and machine speed up. 

Setting up of preventive maintenance scheme in Viet Thang factory 

was carried out for 4econditioning machinery on the basis of tech 

nical methods and documents coped with purposes to rectify defects 

of existing ~~int~nance practice of the factory, to maintain 

continuouslt good ~achinery condition achieved by the reconditioning 

wo=k and to attain good machinery running, product~vity and quaiity. 

Maintenance workshop at each process was also undertaken its 

improvement of layout. In order to continue to maintain on right 

track the preventive maintenance scheme started and to operate it 

with utmost effectiveness, it is required to set up comprehensive 

understanding of whole factory about usefulness and significance of 

preventive maintenance and to make well known and thoroughgoing the 

primary technical requisites for preventive maintenance. Therefore, 

it is suggested to do partial revision of existing organization 

and to set up good working ~limate in Viet Thang factory. On the 

other hand, the plan to set up the preventive maintenance system 

in Thang Loi and Dong Nam factories was partially revised and 

convirted into the concrete guidance ther~ for bettarment of 

existing maintenance practice. We pointed out problems found in 

2 factories and made technical guidance and demonstration to settle 

these and to fix correct maintenance procedure and necessary 

suggestions were made over a period of four weeks. 
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Traininq contemplated in the Project is devided into lecture 

and on-the-job training. 27 courses by lecture were perfo~ 

-ed by a full time instructor during 2 months. o~-the-job 

traininq was proceeded by our supervisors in parallel with 

the work of reconditioning and preventive maintenance. 

Study tour was performed as planned in the Project. All 

participants of the tour, key members for improvemeLt of 

textile mills in the South of Vietnam, must have well reco~ 

nized bi~ difference of technical and managerial levels in 

textile industry between Vietnam and developed countries. 

It is expected how they will ma:~e the most of the fruits of 

study tour for the evolution of textile ind~stry of Vietnam. r 
i 
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IN~RODUCTION 

This report aims at reflecting all-works performed by the 

Contractor to fulfil his scope of supply. It describes about 

and in this order the contents of supply of hardware, recondJ 

tioning work, setting up of preventive mai11tenance scheme, 

training and study tour, 5 pillars of Project outputs. 

BODY 

I SUPPLY OF f11'.CHINERY, SPARE PARTS, ETC 

1 Sununary of Ship~nt 

First shipment of equipments, parts and accesories took 

place in middle January 1984. The ship "Oriental Carrier" 

sailed from Kobe port on 18th January, loading almost all 

goods for the Project. Some items not ready for the first 

shipment were carried by second vessel "Takasagomaru No.12" 

with B/L date on 14th March. It's consignment was parts 

for R.T.winder and roving frame. Last shipment was made by 

third vessel which sailed on 12th April, taking training 

equipments, travellP~S for ring spinning frame and motors 

for MURATA winder. 

Above three shipments covered all items to be supplied for 

the Project, but as stated in para. 2 of this chapter, items 

which proved to have been mishandled or missi1g were managed 

to be supplied again by next ships or brought in by Japanese 

supervisors. 

12 September 1984 Kaiseimaru 

6 October 1984 Fortune Navigator 

13 November 1984 Sincere Artemis 
28 November 1984 Fortune Freighter 

2 Question Raised and Its Settlement 

2.1 Re-supply of misconstrued or missiug parts and accesories 

Several parts and accesories supplied were found to be 

irrelevant or missing by misconduct, therefore re-shipment 

of such parts was carried out until completion of the Project 

under responsibilities of the Contractor. The result is 

summerized in Appendix 1-1 "Misconducted or missing parts". 

- 1 -
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2.2 Roller treat.ment equipment 

Regarding 1 set of roller treatment equipment of ultraviolet 

ray type (item No.20-31) shipped by Oriental Carrier, 

following problem was raised. 

1) Package brought in Viet Thang factor7 was opend on 5th 

March in the presence of CTA, representative of the 

Contractor, leader of Contrac~or team and factory 

management staffs. 

When the package was opened, an outbreak of corrosion 

was noted on lacquer painted body cover. Also conveyor 

metal, shaft, chain, sprocket wheel and stabilizer were 

found to be partially rusted. Packing condition, however, 

was confirmed to be normal and there was no indication 

of being damaged from outside. None the less, it cannot 

be denied as a cause of corrosion, besides an imperfect 

paint coating carried out by the manufacturer, that the 

machine was affected somehow by evaporated chemicals 

inside the hatch. 

- At that time it was agreed to remedy the situation by 

no more than removing rust of body cover as well a~ 

conveyor components and by polishing, since machine 

function itself appeared not to have been affected 

in the least. 

2) Thereafter. we often ran across complaints from UTE to 

assert return and replacement of the equi~ment (in the 

meeting on May 12, July 10, 23, Aug 14). Then, it was 

agreed between UTE and UNIDO side to assess the situation 

of machine, work out list of replacement parts and carry 

out replacement and assembling of parts and trial run. 

In the meantime parts to be replaced were sent by 

Contractor's supervisors and by vessel Kaiseimaru. 

Re-painting of the cover, replacement of corroded parts 

and trial run was completed by the beginning of October 

and normal function of the machine was confirmed. 

3) Meanwhile, each set of magnetizer and demagnetizer were 

donated to the Mill with a view to supplement insufficient 

function of existing magnetizer and demagnetizer for 

SACO LOWEL type magn~tic top roller;. 

- 2 -
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4) The machine set in operation substantially from middle 

October and on 3rd November the performance and operation 

of the machine was checked and confirmed to be all right 

by factory management, CTA, reparesentative and team leader 

of the Contractor. 

II RECONDITIONING ~ORK 

l Implementation of Reconditioning Work 

Machinery to be reconditioned in Viet Thang factory is listed 

in Appendix 2-1 and its layout is shown in Appendix 2-2. 

The work was undertaken on 28th March 1984 to card No.47 and 

48 and concluded on 31st August 1984 by 1 line of blowing 

machinery and 3 sets of R.T.winder, the re~onditioning thus 

been fulfiled. Record of starting and finishing date for 

every machine involved in the ~econditioning is shown in 

Appendix 2-3. Duration required for the work was about 

5 months against 6 months allowed and the target was attained. 

As the evidence record of the reconditioning work, handing 

over sheets of every number of machines were exchanged and 

confirmed by factory management and supervisor team leader. 

Detail of steps realized for the achievement of the work 

will not be referred to here, since monthly progress reports 

dealing with its detail were already issued and its copy 

is attached as Appendix 2-4. 

2 Shooting of Trot:bles Which Arouse in the Reconditioning 

2.1 Breakage of spiked lattice of blowing machinery 

1) Outline and cause of trouble 

20 pieces of wooden lag of spiked lattice newly fitted to 

3 blending feeders were parted. The breakage was assumed 

due to extraordinary compression loaded on lattice by 

cotton choking in the space between spiked lattice and 

comb plate, resulting from both excessive quantity of 

cotton fed into the hopper of blending feeder and 

incomplete tear of waste sliver fed. 

2) Measures taken 

i) In spite of regualtion established for keeping fed 

quantity of cotton in the hopper in one third, 

- 3 -
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operatives did not necessarily observed this, 

therefore to regulate the supplied quantity in 1/4 

for more effectiveness was instructed and made fully 

understood to every personnel involved. 

ii) Plastic window plate was gotton rid of so as to enable 

direct watching of cotton in the hoppec. 

iii) Motion aLd working angle of the comb plate was modified 

in order to avoid extraordinary compression loaded on 

spiked lattice by cotton lump accumulated in comb plate. 

3) Conclusion 

Abovementioned measures taken solved this trouble and 

no further breakage arouse. 

2.2 Oil leak of new drawframe 

1) Outline and cause of trouble 

Clip springs for oil seal of various gear boxes of oil 

bath type were broken, bringing about oi~ oozing out of 

gear box and impairing nearby timing belt, at the 

following gear boxes. 

Gear box Frame No.9 Frame No.10 
lst pass 2nd oass 1st oass 2nd pass 

Wcrm reduction box x x x x for turntable 
Head end 1~ar box x 
Bevel gear box (creel) x x x 
Worm reduction box 
for counter 
Foot end qear box 

Note.- MarkX means oil leak part. 

2) Measures taken 

i) Broken clip spring for oil seal was repaired and its 

setting position was corrected for no further breaknge. 

ii) As precaution, 14 pcs of oil seal and 8 pcs of timing 

belt were handed to Viet Thang factory on 18th September 

as replacement parts. 

3) Conclusion 

Oil leak was observed to have stopped when step i) ·..:.is 

taken, but watching was kept on after that and fiJ&ally 

this was confirmed at on-the-spot inspection on 3rd 

November, 1984 by CTA, Project team leader and factory 

management staffs. 

2.3 Teflon sheet for sizing cylinder 

l) Outline and cause of trouble 

Newly supplied teflon sheet, when sticked to 8 drying 

- 4 -
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cylin~ers as a part of reconditioning work for 2 size:cs 

came to have bubbles or blisters scattered on the surface 

of cylinder after the machine came into operatio~ and 

cylinders were reiteratedly heated and cooled, in spite 

of proper plastering work carried out carefully and in 

strict accordance with the written instruction of sheet 

supplier. This phenomenon caused by =ernaining air between 

teflon sheet and cylinder surface could not be avoided 

completely due to the reason t~at said cylinders have 

not been replaced by new ones for more than twenty years 

and its life came to an definite end. Because, innu.~erable 

hollows, holes and scars almost invisible on the cylinder 

surface cannot be removed simply and it is almost impossible 

to let the gap between teflon sheet and cylinuer surface 

being tree from air and to ensure it only by visual and 

feeling check. 

2) Measures taken 

Such blisters can readily be remedied by applying pinhole 

or notch to remove air inside, though flaws remain on 

surface and adhesive power of sheet weakens if this is 

repeated. 

3) Conclusion 

i) This trouble may sometim~s make size drying a little 

insufficient and leave few starch dregs on the yarn, 

but it cannot become operatio~al hitch of sizing machine 

all the same. And the machine rests assur~d of its 

performance by applying remedy of 2), although the 

appearance of cylinder becomes a bit ugly. It should 

be taken into account, however, that teflon sheet 

plastering is a substit.ute for replacement by teflon 

coated new cylinder. 

ii) Sizing quality and recommendation 

Pressure of squeezing rollers is not enough at present. 

Current pressure is 10 lbs/sq.in (appr0ximately 0.7 kgs/ 

sq.cm), but generally needed are mote than l.Skgs. 

Nowadays sizing machine i~ gradually adopting high pr~ssure 

~queezing Cl,000 to l,SOOkq ~otal ~queezinq pressure 
P.l.us roll w:~iqht). Factors hindering enough p:cessurizinq 

capacity consist in bad adhesion condition of size ~sed 

- 5 -
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in the Fac~ory. That is to say, starch infiltration 

into yarn is not good and this is attributed to use 

of starch not cooked well.· After all unripe surface 

membrane of yarn causes frequently starch coming off, 

making thus the beam slig~tly sized. Furthermore, 

size condition is always unstable owing to supply by 

hand of starch into size box without using pipe supply 

system and consequently without temperature control. 

And it is deducible that the beams are sometimes 

processed by almost raw state size. Other detrimental 

factor for sizing is bad quality of local starch 

containing many impurities which give risr to not only 

size dreg but damages to mech.mical part of the machine. 

Therefore, it is essential to improve the size supply 

system and to use high quality starch. 

3 Conclusion of Reconditioning Work 

3.1 Improvement of machinery condition achieved by reconditioning 

What was achieved by the reconditioning work is not only 

mechanical improvement of machinery function, but that 

practical skills to be attained through on-the-job training 

on fundamental maintenance technique such as machine disman! 

ling, adjustment, parts replacement and assembling, etc. and 

theoretical knowledge on relevant machinery function and 

working procedure were achieved to be transferred to ~ainte 

nance personnel, consolid~ting like this a foundation for 

setting up a preventive maintenance later. The implementation 

of func~ion and small defects examination prior to and after 

reconditioning work was helpful for technicians to understand 

and recognize well which is normal condition of machinery as 

a control index of effectiveness of long-term preventive 

maintenance system. 

3. 2 Summary of recondi ti.')ning work of each process 

1) Blowing machinery 1 line 

- Unbalanced feeding of cotton by 2 blending feeders was 

normalized by replacement of spiked lattice, modification 

of setting gauge of combing blades, adjustment and repair 

of whole machinery and by the instruction of correct 

cotton feeding to blending feeders, etc. and normal 

cotton feeding condition by 4 blending feeders was restored. 

- 6 -
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- Repair and adjustment of fan condenser as we!l enabled 

usual running of 4 blending feeders. 

- As for the reconditioning of superior cleaner, overall 

restoration such as replacement of grid bars was 

effective for betcer removal of custs and short fibres. 

- As for the opener, cotton reeding to whole line, stable 

machine running and better cotton opening was realized 

by restoration of 1 line which was out of operation and 

each filling motion mechanism. 

Stable cotton supply to scutchers, increase of operating 

tim•! and less fluctuation of lap weight were materialized 

by overall reconditioning of hopper feeder such as 

replacement of spiked lattice and mercury switch, etc. 

- Function of cotton opening and dust cleaning as well as 

lap forming was remarkably improved by major level 

reconditioning of double beater scutchers, among others 

maintenance of calender roller part, replacement of cage 

roller, restoration of auto-doffing mechanism, repair of 

2 blades beater, adjustment of piano motion mechanism. 

- Control and adjustment of lap weight was restored by 

installation of one new lap scale and reconditioning of 

one existing. 

- Delivery speed of the fluted lap roller was maintained 

as it was, takinq into account its durability. 
- In relation to the roving waste opener, replacement of 

wooden lag and pin cylinder was carried into effect. 

2) Card 32 frames 

- As regards taker-in roller part, faulty ball bearings 

and garnet wire were replaced (for 32 cards). Under 

casing and mote knives were partially renewed. Overall 

maintenance and setting adjustment was carried out. 

- Regarding cylinder part, cylinder balance and bearings 

were totally checked and metallic wire of 31 cards were 

replaced. Related under casing, back sheet, top sheet, 

flat belt nd cylinder shaft were partially renewed. 

Handling of MCC mounting machine, mounting of wire, 

grinding and repairing procedure were guided. 

- Concerning doffer part, MCC of 23 cards and fly comb 

blades of 32 cards were replaced. MCC monting and 

grinding as well as overall setting and adjustment was 

carried out. 
- 7 -



, 

, 

- With regard to flat part, 11 sets of flat carding 

cloth and 32 stripping combs were replaced. Training 

how to maintain flat clipping machine and flat grinding 

machine, replacement and grinding of flat carding cloth 

were carried out. Function of grinding brackets was 

r£?stored to enable flat grinding on machine. 

- Ir. connection with coiler part, a trumpet type reducer 

was tentatively set to reduce sliver thickness. Test 

result being good, it was recommended to manufacture 

and fit the reducer on all cards. 

- Renewal of taker-in garnet wire, cylinder and doffer 

MCC and flat cloth and restoration of good function by 

wire ~rinding, correct gauge setting and related 

maintenance steps made possible speed up of dof fer 

revolution from 9 RPM to 11 RPM and deduction of nep 

counts from 47 pcs to 14 pcs per 36 square inches. 

(See Appendix 2-7, investigation of nep & foreign 

matters in card web). 

3) Drawframe New drawframe DY-2 2 heads x 2 sets 

Existing drawf=ame 2 heads x 2 sets 

New drawframes were installed on the basis of layout 

for place of SACO drawframes, taking into full account 

efficient operability in narrow space. Erection, 

performance test and start up and operation was put 

into effect without much difficulties. (See "Report 

on performance test run of new ~rawframes" attached 

as Appendix 2-5) Stable running and production of 

good quality sliver has been realized so far due to 

our reiterated instruction and suggestion (Uster U% 

3.03%, sliver weight CV% 1.16%). 

- As to existing drawframes, inspite of very poor machine 

condition, satisfact~~Y function a~d productivity and 

good quality of sliver was restored by means of 

replacement of bottom roller, tube wheel, calender 

roller, top and bottom clearer, gear end parts and each 

stop motion parts as well as overall maintenance and 
setting adj 11 ::tment. 

- 600 delivery cans of new drawframe were guided to 
assemble. 

- 8 -
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4) Roving frame 6 frames 

1 fra.,e of FAS type utterly paralized was restored and 

set in motion. What were carried out are ·repair of 

partial crack of gear end main frame, restore and replac~ 

ment of parts detached of driving mechanism, cone drum, 

top and bottom roller, spindle, flyer presser, bobbin rail, 

apron, and various ball bearings. As to remaining 5 frames, 

machine function, productivity, large package of roving 

were achieved. 

5) Ring spinning frame 39 frames 

- One frame in complete stop became operable again after 

conducting repair of partial crack of gear end main frame, 

fitting of imported and available parts of main frame, 

tin roller, spindle, lifting mechanism, top apron, bottom 

roller nylon bearing and plastic tube, etc. and setting 

~.djustment, restoring thus performance, productivity and 
quality. 

- As to remaining nine frames for standard level recondition 

ing, restricted number of imported parts and accessories 

like spindle tape, ~ension device, thread lappet, snail 

wire, traveller, V-belts, etc. together with rings and 

spindles of factory stock were set on selected frames. 

Further, general maintenance, setting and adjustment were 

carried out. 

- Machinery condition was improved by maintenance, setting 

and adjustment of main components, regarding 29 frames 

of partial level reconditioning. 

Fundamental condition for production increase was set up 

through establishment of condition to enable increase to 

9,000 RPM from actual 8,290 RFM (mean fiqure of 9 frames) 

by applying 150nun dia. motor pulley. 

6) R.T. winder 6 frames 

1.5 frames suspended due to shortfalling and defective 

components were recovered together with 

4.5 frames for partial reconditioning by implementing 

all-out reconditioning (recovery and adjustment of stop 

motion function, repair of cone holder, recovery and 

adjustment of tension device and slub catcher and 

replacement of defective drums, etc.). 

- 9 -
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7) Roller shop 
Control and main~enance system of top roller of spinning 

machinery has been established by combination of cleaning,· 

lubrication, grinding and surface treatment by ultraviolet 

treatment machine. It was stressed and made understood 

that implementation of roller treatment by ultraviolet 

was essential for good conservation of top roller of new 

drawframes as well as existing drawframes, roving frames 

and ring spinning frames. 

8) Warper 4 frames 
- Upgrading of function, productivity and beam sheet quality 

was achieved by renewal of drum brake shoe, all-out care, 

set~ing and adjustment to winding part, creel part and 

drop wire motion, etc. with reference to Barber Colman 

warper. Twelve new warpers beams were supplied and 

assembled. 
- Adjustment and correction of defective setting of beam 

tension, beam stand level and sheet centre was carried 

out to 3 Xanamaru warpers. 

9) Sizing machine 2 frames 
Regarding one frame of major reconditioning, new beaming 

head was installed and connected to existing cylinder part 

(Its performancr test result is attached as Appendix 2-6) . 

Moreover, repair, adjustment, correction of defective 

setting and general maintenance to squeezing roller, 

bottom roller, immersion roller, steam trap and steam 

leaking steam pipe were done, upgrading thus machine 

function, productivity and beam sheet quality. Winding 

speed was raised from 20m/min to usual 45m/min and tef lon 

sheet was applied to 4 drying cylinders. 

- Stable operation was realized by partial reconditioning 

effected to one frarne where repair and adjustment, and 

correction of defective setting were done to main part 

of machine. Likewise, teflon sheet was plastered to 4 

cylinders. 
10) Sharer Pirn winder 8 frames 

Renewal of spindle bearings, dividing shafts, winding 

wheels, threader heads, threader head inserts, etc. as 

well as overall maintenance care, setting and adjustment 

made possible restoration of automatic change motion 

mech~nism. There remains yet, however, some problems 
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relating to stable operation of the machine due to quality 

of locally available parts and restricted number of imported 

parts. This was answered by means of shortening maitenance 

cycle, etc .. Automatic bobbin feeding system found in 

complete stop was restored by applying appropriate repair 

and using stoc!c parts of Viet Thang factory. 

11) Automatic spooler 1 set 
Total maintenance, setting, adjustment and installation of 

knotter complete, spindle bracket, detector, snick plate, 

cheese core, and other parts supplied from overseas and 

diverted from resting frames ware carried 0ut. In the 

meantime, dust collector fan in stoppage were revived and 

machine running in stable condition \o'~S attained. 

12) Loom 
- 40 looms object of thorough reconditioning which were 

found to be almost naked were totally maintained, fixing 

imported ring temples, read wires, wire healds, shuttles, 

weft pirns, etc. and locally manufaccured parts and 

effecting repair, setting and adjustment. Function as 

manual cop change loom was revived. 

Improvement of machine function and steady running was 

aimed at for 16J looms in operation, by effecting care 

to main components, correct setting and adjustment. 

13) 6 colours roller printing machine 
- 4 colour printing was restored by fixing necessary parts 

and accessories (Machine was operating in 2 colours before 

the reconditioning. 
- 8 drying cylinders were replaced by new cylinders (4 

stainless steel and 4 teflon coated cylinders) . 

- Main drum (pressure bowl) and drip roll were replaced. 

14) Raising machine 
- All 36 bearings for 18 raising rolls were renewed. 

- 20 wire fillets were replaced by new ones and ground. 

- Bearings for driving were exchanged. 

- Metal and rubber stripper were re-wound. 

- Driving belt was exchanged. 

15) Bleaching range 
- 4 sets of cloth guiders were installed. 

- Three 5-ton mangles were renewed. Pressurizing apparatus 

was repaired. 
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- 16 expanders were replaced by new ones. 

- Roller bearings inside the bath were replaced by new ones. 

·· Steamer guide roll bearings were renewed. 

- Gas singeing brush box was restored. 

- 15 joints of cylinder dryer were repaired. 

- Stripper was rewound. 

Photographs of several machines before and after the 

reconditioning work are shown in Appendix 2-8. 

3.3 Evaluation on the basis of machinery function examination 

The function examination is to be carried out in order to 

judge and understand properly the present condition of the 

machines which are expressed in numerical figures. It is 

in turn expected to contribute to keep the perfect machinery 

performance and to enhance the morale of the maintenance 

workers and to make up the proper maintenance plan in 

conformity with the present mahcinery condition. 

This test was carried out to main machinery both before and 

after the reconditioning work. 

1) Card 

The examination was carried out to 4 cards No.44,45,46 and 

48. Marking calculation is made on the basis of 100 cards 

which are already given 900 marks, total of 11 functions 

to be examined such as gauge between cylinder and doffer, 

condition of web, etc. If defects are noted, these are 

convirted into the number of defects per 100 cards and 

deducted from 900 marks. 

According to the examination test carried out on 31st March 

1984 prior to the start of reconditioning work, the points 

obtained were minus 4,800 (Total number of defects is 

multiplied by 25, since 4 cards are object of the 

examination) • As shown in the function examination table 

for card annexed as 2-9, the condition of setting gauges 

and webs (3 items) was found to be extremely poor among 

other things. However, another test carrie out at the same 
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date after 7 months verifies a remarkable improvement 

in this field, getting 2,900 marks improved. 

((-)475 + (+)100 + (-)650] - ((-)1,775 + (-)1,250 + (-)900) 

= 2,900 

Function to Marks per Nmi>er of 
be checked 100 cards defects 

checked 

1st check Gauge between 
cylinder and 
flat (1) 

Gauge be:been 
cyl.in:Jer and 
doffer (2) 

Con:lition of 
web (10) 

Other 
fuoctions 

'lbtal 

2nd check Gauge between 
cylinder and 
flat (1) 

Gau;Je between 
cylinder and 
doffer (2) 

Cordition of 
web (10) 

Other 
fuoctions 

'lbtal 

Inprovenent 

200 79 

100 27 

100 4 

500 

900 

200 27 

100 0 

100 3 

500 

900 

Rmt>er of 
defects 
per 100 
cards 

1,975 

1,350 

1,000 

675 

0 

750 

Points 
obtained 

-1,775 

-1,250 

-900 

-875 

-4,800 

-475 

100 

-650 

500 

-525 

4,275 

As for the functicn of 8 items, no faults were detected 

in second examination. 

2) Roving frame 
Regarding the roving frame, a considerable betterment is 

noted in the second deterioration check carried out after 

the reconditioning completion, that is among others, the 

items of number of roving breakages, centering of spindle 

and vibration of flyer got improvement points of 6,940. 

Total improvement amounts to 9,605 points. 
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3) Ring spinning frame 

Improvement achieved in this machine by reconditioning 

work reflects on improvement.points recorded over two 

tests before and after reconditioning work. At the first 

check, the deducted points o! machinery function reached 

in fact minus 16,661, which indicate very defective 

condition of the ring frame to be reconditioned. The 

second check showed minus 4,836 points getting, thus 

attaining improvement of 12,051 points. 

4) Loom 

As regards loom, shuttle stopping position, picking 

mechanism section, beating section, etc. obtained 

marks and t~tal improvement marks are assessed as 3,617. 

As stated briefly above, the examination relating to machine 

function carried out verifies the improvement of machinery 

condition achieved by the reconditioning work. 

In relation to ring spinning frame and loom, the function 

examination records still minus points. Although a 

remarkable betterment of ring frames was achieved by the 

reconditioning, majority of main parts were left intact 

without being renewed due to budgetary restriction. It 

will be un~voidable that obtained marks in the test remains 

below zero under such circumustances. In the event of looms, 

low quality and arreas of delivery of locally made parts 

often give rise to shortage of spare parts. This leads to 

low assessment of function of looms. Outcome of function 

examination is annexed as Appendix 2-9. 

3.4 Evaluation on the basis of machine speed and production 

efficiency 

As for 32 reconditioned cards, 9 revolution per minute of the 

doffer was raised to 10.8 RPM by chaging dandy and compound 

chage wheels. Regarding FAS and FAB roving frame, ring 

spinning frame and R.T. winder, the speed up of RPM has become 

feasible after the reconditioning, should necessary motor 

pulleys be available. RPM up of the blowing machinery is 

not expected, taking account of durability of lap roller. 
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Speed up is not relevant to maintain product quality 

for the case of drawf rame ~K as well as machinery of yarn 

preparation and loom. Condition ~~r speed up and estimated 

increase of production efficiency of reconditioned machinery 

are given in Appendix 2-10. 

4 Outstanding Issues to Settle Hereafter on Technical and 

Productive Aspect 

4.1 Limit of locally manufactured parts 

Thi~ pruject conte.uplated the supply of not a few parts of 

Viet Nam made for the impl~entation of reconditioning work. 

Among others, the parts for shuttle looms were object of 

local supply. Owing to the restriction of capacity of the 

engineering workshop at Viet Thang factory, not a few parts 

were ordered to engineering works of the City. Locally made 

parts are as a whole of poor quality and durability, lacking 

required precision. Therefore, frequency to change worn parts 

is relatively short, above all for the casa of pirn winder 

and loom and new replacement parts often don't come in time, 

making thus less the effect of periodical maintenance. 

Unsatisfactory precision and strength of such parts requires 

ceaseless attention to ma~hine running and workers must spare 

more time in repairing than preventive maintenance work. 

As another example of uncomplet£ -~cision of local parts, 

it is referred to that the fluctu. -~ of dimension of front 

top roller cap bar of ring frame of ten causes the crook of 

top roller. In order to secure sure and prompt parts supply, 

factory management is expected to have connection with 

reputable engineering companies with excellent workmanship 

and processing facilities who can make free use of material 

(ingot) of good quality. 

4.2 Technical issues to improve hereafter 

There are several points to reconunend to improve mechanically 

and in production field for better performance of recondition 

ed machinery. 
1) Fitting of ring rail stopper 

- At present the ring rail is lowered manually by operative 

to its lowest position prior to the doffing of bobbins 
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fully wound. The stopper regulating this lowest 

position, however, is not equipped in ring frames. 

- Therefore, the ring rail sometim~s descends passing 

the lowest point by unproper handling of operatives. 

In that case, yarn is wound on the spindle as indicated 

in the foll°'"ing diagramme 2. 

- The yarn wound on the spindle b~comes obstccle for 

an empty bobbin to be inserted firmly and when the 

frame starts to run, the bobbin is often disengag~d 

from the spindle and rotates defectively. This 

phenomenon originates an insufficient twist and yarn 

breakage. 

- In order to rectify this fault, it is proposed to fit 

such a stopper as shown in diagramme 3, i.e. to fit 

stopping bracket B and stopping r.ut C. All the oper~ 

tive has to do is to reverse the shaper wheel until 

B contacts with c. Then, the ring rail stops at the 

proper position indicated in the diagraJIUlle 1. 

OS-TYPE. 

/ldrTtlH GIN.e 

Diagramme 1 

Proper position of ring 

rail descended 
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Diagramme 2 

Unproper position of ring 

rail lower than specified 

position due to lack of 

a stopper and misconduct 

of an operative 
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• 

The lowest position of 

ring rail is regulated 
so that the dimension H 

(distance becw~en the 
lowest level of bobbin 
and the lowest yarn position) 

Under wind yarn A is 
wound on the spindle 

and remains there even 

after the doffing. 

may be 5 to 7 mm. Standard winding 

number of under wind yarn A is 

generally two to three winds. 

HllT C z/la. ) 

2) Fitting of traveller cup (Rinq spinning frame) 

T 

Two tr~veller cups should be installed in one ring frame. 
They are to be set in the position onP, third distant from 

the out-end and the gear end respectively, and on different 
sides. Cups set in the out-end at present can be removed. 

3) Improvement of back plate guide 
- Feeding sliver A (8 slivers) pass through 8 back plate 

guide B, draft roller zone and fleece guides c. As 
present spaces between each back plate guide are a little 

wide, 8 slivers come out of draft zone to fleece guides 

c , being separated from each other. 
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- If the back plate guide is modifiea into the shape like 

B , each sliver comes out to the fleece guide sticking 
to each other. If delivery slivers are made into one 

complete sliver like this, fluffs are reduced and 

coiling condition is improved. 
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III SETTING UP OF PREVENTIVE MAINTENANCE SCHEME 
1 Machines Object of Setting Up Preventive Maintenance at 

Viet Thang Factory 
All reconditioned machinery including all mechanical and 

electrical parts and all related auxiliary and control 
equipment at Viet Thang factory are object of setting up 

of preventive maintenance. 
[Spinning) Blowing, Carding, Drawing, Roving 

Ring Spinning, Cone Winding 
[Weaving) Beam Warping, Sizing, Pirn Winding 

Spooler 
It was agreed among factory management, CTA and Supervisor 
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team that application of new system would be adapted to the 

reconditioned line but also would be a9plied to all production 

line of Mill in the future. 

2 Defects of Existing Maintenance Practice at Viet Thang Factory 

Maintenance control in Viet Thang factory has been so far of 

character of breakdown maintenance. Maintenance activities 

periodically carried out are no more than mere cleaning and 

lubrication and change of deficient parts i~ partially being 

carried out. Therefore, it can oe said that preventive 

maintenance activities required for preventing machine function 

from deterioration and maintaining it at a standard level 

within the limit economically permissible, such as check of 

machine action, gauge setting and adjustment, assessment of 

wearing degree of machine parts and estimating exchanga timing 

and comple~:ion of data necessary for it, are hardly practiced. 

There is only repetition of dismantling, cleaning and assemb! 

ing of components carried out by rote, without bearing in mind 

degrading of product quality. On the other hand there is no 

variety of maintenance activities and so-called maintenance A 

only is carried out and maintenance B enabling fulfilment of 

requirement~ abovestated of preventive maintenance is seldom 

put into effect. 

Under such circumstance where the existing maintenance practic~ 

has been repeated habitually over a long period, the self­

awake~ing of maintenance and production staffs ove= quality, 

productivity and economicality has been paralized, corrupting 

thus effective control system. 

It is extremely difficult to stop generation of lots of small 

defects by mean~ of periodical maintenance A and B only, since 

there are innumerable delivery units of spinning and weaving 

machinery to be controlled. To settle this problem, the 

visual and patrolling check on all delivery units to be carried 

out daily and incessantly by technicians of overall experience 

is indispensable. This daily maintenance affords us informa 

tion enabling fcrecast future problems of facilities. 

At Viet Thang factory (Dong Nam and Thang Loi f~ctories either) 

such kind of daily maintenance is not being practiced at a:l, 

and therP is no indication of answer-back of information 
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relating to quality and productivity in the existing control 

practice of Viet Thang factory. 

3 Establishment of New Maintenance System 

To cover faults of the existing maintenance system and to 

maintain the good condition of machinery achieved by the 

reconditioning work, preventive maintenance scheme was going 

to be developped. 

3.1 Whole aspect of preventive maintenance scheme 

We recommended a system to implement the preventive mainte 

nance, which is described and compiled in a document delivered 

containing the following: 

1) Positioning of preventive maintenance 

Positioning and significance of preventive maintenance 

among versatile maintenance activities is shown. 

2) Organization 
A vertical _nd horizontal orgaL~zation coping with efficient 

implementation of preventive maintenance and organizing and 

monitoring it is established. 

3) Job description of key personnel 

The job and role of key personnel responsible for th~ 

implementation of preventive maintenance is explained in 

accordance with the organization. 

4) Technical specification of maintenance activities 

Effjcient and practical maintenance activities prevailing 

in Japan and taking full account of condition and feasibili 

ty in Viet Thang factory were arranged by us. Most relevant 

frequency of each activity is also set up. 

5) In ac~ordance with 4) , job instruction cards for every task 

of each section are prepared, which will serve as work order 

sheet to technicians. 

6) Forms ar.d papers used for controlling purpose 

The flow of order giving and feed-answer-back are shown and 

necessary forms and informations are drawn up. 

i) Check sheet 

- Ordinary maintenance .'\,B,C,D 

- Daily check/rraintenance 

- Lubrication 

- Cleaning 

- Other maintenance activites 
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ii) Form for function examination and small defects check 

iii) Reporting and recording form 

- Daily report 

- Weekly report 

- Machinery record sheet 

iv) Control form 

- General scheme of preventive maintenance 

- Monthly programme (programme board/visual indicator 

of schedule) 

Samples of aforesaid documents are selected and attached 

as Appendix 3-1. 

3.2 Schedule and implemented outcome of the scheme 

We have set up maintenance programme and carried out training 

and guidance of practical skills to erradicate existing 

defer.ts cited in para 2. 

The scheme star~ed to be run by the factory management and 

staffs under the control of Japanese supervisors in the 

middle of ~ugust when the reconditioning work almost completed, 

and forms required for the implementation of the scheme were 

available, and relevant organization to manage the scheme 

related to the existing organization was about to be created. 

But, with respect to blowing machinery, ring spinning frame 

and windeL, substancial start of the scheme had to be waited 

more than one month, due to delay of translation of documents. 

In addition, our 3 spinning supervisors were absent in 

September owing to another assignment. Detail of progress of 

the scheme is shown in the reports already compiled and their 

copies are attached as Appendix 3-2, and here is also included 

an appraisal of the factory maintenance staffs and instructor 

candidates. At the stage of 2 months aft~r the commencement 

of preventive maintenance scheme, it wds under way in good 

order, being put in total system of the factory. And it had 

been observed to be effective for maintaining good machinery 

condition and performance by eliminating faulty or broken 

parts and by affording an opportunity for staff to ensure 

consistently accurate machine settings. 

3.3 Improvement of maintenance workshop 

Existing maintenance workshop were inspected and an improvement 

plan to enable its best possible condition was put forward by us. 
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Its copy is attached at the end of this report as Appendix 

3-3. The situation of maintenance room of each section was 

found to be in disorder and their main space was occupied 

illegally by piles of second hand spare parts. Good order 

of maintenanc~ workshop is a supporting measure to enable 

smooth and effective implementaticn of the preventive 

maintenance and if the workshop is full of lumbers, it will 

exP.rt bad influence on maintenance staffs' psychology. 

Factory management agreed to remove such unnecessary things 

from maintenance rooms, leaving effective space for mainte 

nance activities. 

4 Settlement of Problems for Better Effectiveness of the Scheme 

4.1 Factors backing up the preventive maintenance scheme 

First of all, it is very important the overall comprehension 

of whole factory toward the scheme. All factory management 

personnel, above all production management staffs must be 

familiar with the significance and requirements of the scheme, 

because they are liable to stick to the present concern such 

as production target or work quata linked to salary asses~ 

ment and are not cooperative sometimes-to· the-schedule laid 

down. From such viewpoint, an organic conununication of 

maintenance department with production department is essential. 

Staffs engaged in maintenance activites are needed to possess 

workmanship and experience above the average. Staffs well 

trained by Japanese supervisors throughout the reconditioning 

and preventive maintenance activities should transfer in their 

turn technical knowledge and skills obtained to other techni 

cians and workers. As shown in the "Technical appraisal of 

maintenance personnel" (part of appendix 3-2), two or three 

candidates for the instructor were borne in each section. 

How to spread and diffuse not only technical software but also 

self-consciousness of each staff in the whole factory will be 

a key to realize the stahle fixation of preventive maintenance 

scheme. 

4.2 Briefing of technically fundamental requisites for preventive 

mainter.ance 

1) Check and adjustment about the condition of wear, flaw and 

precision of machine components where fib~es pass (alignment, 

setting gauges and assembling) , and finding and replacement 

of defective parts are to be programmed in relevant frequency. 

- 22 -



2) Each rotating and movement transmitting parts are to be 

controlled to act without vibration (To do away with not 

smooth rotation of each bearing and metal, shaft, gear 

and belt, and shakiness, crook and unbalance of bearings, 

etc.) 

3) Removal and cleaning of fly waste and how to decrease it 

is to be tried daily and incessantly in the all areas 

including machinery, floor, ceiling, wall and stock areas 

of semi-elaborated products. 

Preventive maintenance activities should be programmed so as 

to fulfil the abovementioned conditions by means of relevant 

frequency, man power and time duration and utilization of 

appropriate tools and implements. At this time, sence and 

feeling by eyes, hands, ears and nose must be fully made 

the most of, in addition to the use of tools. 

4.3 Partial modification of existing organization 

1) Leaders and sub-leaders who were in charge of this UNIDO 

project showed a remarkable improvement in their leader 

ship and theoretical and pract±cal capacity and can be 

assessed as capable of fulfiling assigned responsibilities 

a~d managing roll in Viet Thang factory. They should be 

fixed in maintenance control position of whole factory, 

be:;ides UNIDO project duties and be made the most of as 

a nuclear for improvement of maintenance organization and 

control system. 

2) Organization of technical department of Viet Thang factory 

Technical department seems to function as follows: 

i) To be i~ charge of planning and control and back up 

line's work of production and maintenance 

ii) To be advisory orga~ to the management 

iii) To be monitoring organ to line's work of production 

and maintenance 

However, its works in charge and scope of responsibilities 

in relation to those of line's department are not clear and 

there is not so clear distinction about respective respo~ 

sibility that smooth implementation of line's work is some 

times hindered. The work of technical department and that 

of line should not overlap and it will be better that power 

given to this department do not interfere line's work. 
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To avoid this inconvenience, and taking into full 

account assessed ability, experience and capacity to 

conduct works of actual staffs of technical department, 

and in order to activate more actual capacity of maint~ 

nance and production staffs, we recommend to restrict the 

the responsibilities of this department to advisory work 

for factory management. And surplus man power of this 

depdrtment shall be incorporated in maintenance section 

to strengthen its staffs. This means that the organiz~ 

tio~ of Technical Department is abolished substantially 

and that production and maintenance line is linked direct 

ly to the factory management. 
3) Assignment of acting heads 

Routine-or urgent ma~ters are often observed stangnant due 

to absence of.head for any reason. To avoid such inconve 

nience, acting heads should be assi9ned and act for heads 

with the same competence bestowed. 

4) It is indispensable to make closer and more solid an 

horizontal linking of personnel in charge of production, 

maintenance and laboratory. 

5) It is required to the utmost to make a long term plan of 

bringing up talents and to make infiltrate thought of 

self-consciousness about control into every working area. 

4.4 Improvement of working morale 

When the working climate i observed in Viet Thang factory, 

employee's indifferent attitudes, for instance indifference 

to tidiness of their working area, is generally seen. Working 

attitude ruling the factory is boring and sluggish movement 

of workers. Working personnel is required to act energeti£ 

ally and habits of smoking and chattering in working area 

should be done away with. Such climate is doubted to have 

been created by the absence of leadership of management. Any 

negligence and irrelevant behavior of workers muF~ be caution 

ed severely on the spot. Hard management is required. In order 

to achieve high productivity of the factory, it is urgently 

requirP.d to establish working discipline and morale of workers 

and the organization development to upg~ade the climate of 

whole factory involving managements, leaders and workers into 

a body must be intended. For that purpose humani:elation theory 

and behavioral science as a part of modern management method 
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is suggested to study for setting up most appropriate working 

climate. 

5 Improvement of Maintenance Practice in Thang Loi and 

Dong Nam Factories 

To establish the preventive maintenance system in two 

factories as well as in Viet Thang was one of the project 

outputs. However, during the subsequent period of time after 

the project formulated, the situation regarding spare parts 

deteriorated and obtainment of machinery manuals in English 

to enable the maintenance progranune became impossible. 

Under such circumustances, work programme was considered to 

be revised partially. 

At first on June 4th and 5th, on-the-spot investigation to 

Dong Nam and Thang Loi factories was carried out by Japanese 

members. On the basis of its findings, a proposal to 

contemplate work specification to guide improvement of 

maintenance practice in two factories was drawn up and 

submitted to CTA and UTE. Its copy is attached as Appendix 3-4. 

It was determined officially between UNDP and MOLI that orig~ 

nal plan is not excluded but revised. On 17th August, an 

impleme,nting plan of revised scheme was discussed among UTE, 

CTA, team leader and general managers of two factories. The 

scheme started on 10th September at Dong Nam factory lasting 

2 weeks at each factory. 

5.1 Overall control system of maintenance in 2 factories 

1) Maintenance control organization and existing problems 

i) Leaders, middle and top management seem to lack 

understanding toward problems, therefore there is 

absence of control. 

ii) There is no indication of any organized counteraction 

against raised difficulties. Nor is detected will to 

act voluntarily to settle or improve revealed problems 

or defects. 

iii) In general, management class is short of decision 

making and concrete instruction in relation to which 

trouble has priority to attend to and whic~ trouble 

should be undertaken to be shot at first, etc. 

- 25 -



- ' ~-

Even if lots of problems are presented, organized 

arrangement for settlement of these as whole factory 

don't take place and each process merely holds its 

problems and that is all. Therefore, we advise to 

adopt ABC Control Method in order to select mo;t 

urgent items and establish an organized troubl•'!! 

shooting and improvement. 

iv) Although many faults on productivity and ~uality are 

presented, these are not tried to be improved by 

maintenance action and this is attributable to 

absence of linkage, feed and answer back of information 

between production department and maintenance depar! 

ment. Production department is apt to attach importance 

to productive issaes only and overlook necessity of 

improvement by maintenance. 

2) Comment on maintenance practice 

The observation of existing maintenance practice in two 

factories reveals that there is almost nothing but 

dismantling and cleaning and that repair and exchange of 

deficient parts, check and adjustment of defective machine 

setting are not carried out. Furthermore, grinding and 

surface treatment of top roller are hardly carried out and 

this fact shows a defect on control of productivity, quality 

and spinability. Earlier introduction of a roller treatment 

equipment is expected. We took occasion of visiting two 

factories to point out actual examples of aforesaid faults 

and to advise for improvement, trying as much as possible 

to do technical demonstration. 

3) Comment on quality control and work in laboratory 

With reference to current situation of these activities, 

we already referred to in said Proposal, but it can be 

summerized that data of quality tests done in tow factories 

are not fully made the mosL of, without being used for the 

control of production machine, nor for seeking cause of 

defective quality. Feed back and answer back to the produc! 

ion department on the basis of full grasp of realities of 

product quality should be carried out. 
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5.2 Improvement of maintenance practice at Dong Nam factory 

Contents of technical demonstration and guidance carried 

out and our recommendation are shown in the following. 

1) Blowing machinery 

i) Shape of lap and insufficient hardness of lap 

- Lap pressure was tentatively raised to 5.4kgs 

from actual 4kgs. 

- Cleaning of cage roller parts and correction of 

defective blow 

Check of piano motion and adjustment of defective 

rotation of variable speed feeding motor. 

- Advice to control always piano motion (electric 

motion) and lap scale 

- CV% of ounce per yard of lap weight of machine No.l 

was improved from 4.02% to 1.49%. 

ii) Countermeasure for unstable supply of re-usable fibres 

- There is no regulation about supply quantity to 

waste opener and classification by kinds of waste cotton. 

This fact brings about irregularity of lap weight and 

of number of neps at carding process. 

- We reconunend to supply always fixed quantity of 

re-usable cotton to waste opener and each blending 

feeder. We carried out a test to clear the influence 

of re-usable fibre over product quality. In this test, 

CV% of ounce per yard showed 4.62%, when re-usable 

fibres were thrown into machine No.l, whilst 2.39% 

when no re-usable fibres were mixed. We believe that 

this outcome made well understood that the regulation 

of re-usable fibre's quantity is a very important 

factor to affect the p~oduct quality. 

iii) Thorough guidance of daily cleaning of each part of 

machinery 

iv) Overall explanation about control of lap ounce per yard 

v) Advice on maintenance cycle and contents 

- Maintenance A 6 months 

(including lubrication excluding specified below) 

- Daily maintennace 1 day 

Check on cotton feeding, re-usable fibre supply, 

action of filling motion, blow to cage roller, 

lap shape, machine vibration ana extraordinary 

sound 
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- Daily cleaning Once per 1 shift 

1 month - Lubrication 

2) Card 

Ball bearing of high speed rotation and each 

transmission chain parts 

i) According to check result of 10 cards, doffer's 

metallic wire of 9 cards out of ten were found so 

defective with many scars. Repairing method of damaged 

wire was instructed to maintenance staffs who were marle 

understood of difference of wire points before and after 

doing repair and metallic wire grinding, by using 

microsidescope. 
ii) Very poor condition of flat wire 

During practical guidance of maintenance A and B, 

grinding of flat wire by flat grinding machine, 

investigation and record of needle height and confirm~ 

tion of needle points through microsidescope before and 

after the wire grinding, etc were instructed. At this 

time the difference of needle height was controlled within 

10/lOOmm. It was advised needle height check to be done 

by dial gauge. 
iii) Adjustment of taker-in part gauge and under casing 

fixing was carried out to make appropriate waste quantity 

under taker-in roller. 
iv) Lap connection is usually done at high speed running of 

deffer but this causes irregularity of joint part, if 

lap jointing action loses timing. So, it was instructed 

to make lap joint when the dof fer was rotating at low 

speed. 
v) Training of maintenance A (at 1 card) 

Dismantling/cleaning/gauge setting and adjustment/ 

lubrication of taker-in roller part/cylinder part/ 

doffer part/coiler part 

vi) Training of maintenance B (at 1 card) 
Investigation of flat wire height/investigation of 

eccentricity of cylinder and doffer/Inspection record 

of MCC and flat wire/adjustment of flat chain•xension/ 

gauge setting and adjustment/lubrication and greasing/ 

grease change of cylinder shaft bearing 

vii) Nep counts were reduced to 35pcs/100 sq.in from 90pcs 
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by carrying out the above maintenance.A and B.· 

viii) Method to correct damaged tips of cylinder under 

casing was instructed. 

ix) Practical technique to correct damaged MCC was guided 

and advised to put into practice in dLily maintenance. 

x) Instruction of care of flat chain 

xi) Inspection and adjustment of flat grinding machine, 

flat clipping machine, taker-in wire mounting machine 

and flat stripping roller 

xii) Advice and explanation of maintenance cycle and contents 

- Maintenance A 3 months 

(including lubrication) 

- Maintenance B 

(including lubrication) 

General lubrication 

6 months 

2 weeks 

- Grinding of cylinder/def fer 3 months 

Grinding of flat at workshop 6 months 

- Stripping and cleaning of casing 2 weeks 

3) Drawframe 

i) The fact that surface treatment of top roller is not 

practiced has been causing big faults such as scars 

and hollow of rubber cot, entwining and fluffs of 

sliver, etc. As is referred to at 5.1 2), we 

recornrnend procurement of roller treatment equipment 

and explained about treatment by sulfuric acid maki~g 

use of actual equipment. 

ii) Defective control of top and bottom clearer was pointed 

out • 

- As rubber pat clearer is used without repairing 

impairments, its cleaning effect is very low. 

- Repairing method of this was demonstrated making use 

of useless roving apron. 

- Adjustment of defective up and down movement of rubber 

pat clearer was demonstrated. 

iii) Load of top roller weighting arm is established unequally. 

Although second top roller of 27rnrn dia as standard is 

already replaced by roller of smaller dia of 23rnm, load 

established for it is not adjusted, causing thuE sliver 

irregularity. It is necessary to replace whole number 

of 2nd top roller rubber cot. As emergency measure, 

load adjustment WAA: cilJ::ected. 
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iv) The diameter of sliver coil put in can is bit larger, 

which causes much of sliver fluffs leading to roving 

faults. Sliver fluff is produced, when sliver is coiled 

into can and is drawn out of it at roving frame. It was 

directed to adjust the diameter of coiling to be 5 to lOmm 

smaller than that of can. 

v) Grinding of top roller rubber cot is apt to be belated. 

vi) Guidance of procedure of preventive maintenance A of 7 

heads and preventive maintenance B of 2 heads 

vii) Supply condition of sliver is not good due to being 

placed in wrong position of feeding can. This causes 

sliver fluff. 

viii) It was observed that delivery sliver overran and protruded 

from can's edge, immediately after machine starting after 

doffing and that approximate 200m sliver was not coiled 

normally and put in coil in complete disorder. When this 

part of sliver is supplied to next roving frame, it 

arouses sliver partition and fluff becoming roving defects. 

To correct the situation, can top plate level is required 

to be adjusted and controlled to stick to beneath of tube 

wheel at machine starting after doffing. Piano wire 

of can spring is short of strength for that purpose and 

necessary to be replaced by new one. But, how to adjust 

it was demonstrated. 

ix) Advice and explanation of maintenance cycle and procedure 

- Maintenance A 20 days 

(including lubrication) 

- Maintenance B 

(including lubrication) 

- Daily check/maintenance 

- Daily check/cleaning 

4) Roving frame 

6 months 

1 day 

1 shift 

i) It was observed that an en& of roving wound around the 

bobbin and fly attached to bobbin rail and flyer, etc. 

flew about and was involved in spun roving, immediately 

after machine starting after doffing. This causes much 

slubs in roving. It was advised and guided to remove 

utterly fly attached to bobbin rail and flyer after every 

doffing and to wind tip of roving only 2 cm around the 

bobbin. 

ii) It was guided to adjust and correct de~ective rotating 

of top rotating clearer. - 30 -



iii) Disunity of winding number to flyer presser was 
< 

pointed out and corrected. 

iv) Guidance of correction of flyer vibration, crook and 

unbalance 

v) Much fouling, wear and scars were found on top roller 

rubber cot and apron. This is due to that surface 

grinding and treatment of top roller rubber cot and 

apron is much behind time, despite its remarkable 

stain, wear and flaw. It was pointed out and advised 

that much delay of top roller grease up caused its 

revolution not smooth. 

vi) Necessity of daily check/maintenance at every spindle 

was pointed out and its contents was technically 

demonstrated. 

vii) Guidance of preventive maintenance A of 3 frames and 

maintenance B of 2 frames 

viii) Advice and explanation about maintenance cycle and 

procedure 

- Maintenance A 

(including lubrication) 

- Maintenance B 

(including lubrication) 

- Daily check/maintenance 

- lubrication to spi~dle 

5) Roller shop 

1 month 

f months 

1 day 

1 shift 

i) Work of surface grinding and treatment of rubber cot 

is hardly carrie-i out and top roller greasing is 

fairly delayed, as stated in detail in para of drawframe, 

roving frame and ring frame. We made fully understood 

of importance of such work to personnel of roller shop. 

ii) Surface treatment by sulfuric acid was demonstrated. 

iii) Correction of vibration and grinder dressing was 

demonstrated. 

iv) There were lots of rubber cots not well adhered to 

dtawframe rollers. Irrelevant adhesive should be 

replaced. 

6) Ring spinning frame 

i) Life expectancy of bottom apron in this factory is 

already finished and they are featured with roughness 
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and scars on the surface. Replacement of total 

number is required. It was advised to establish 

renewing plan of aprons and to clean periodically 

top apron's stains. 

ii) Almost all blow cleaners were found paralized due to 

faults of power source cord which is advised to be 

repaired or renewed according to-pre-arranged plan. 

iii) Disunity of top weighing arm pressure applied to front 

top roller was advised to be corrected. All top 

weighing arms of one ring frame were checked and it 

was guided to use top arm setting height gauge to adjust 

the disunion and to adopt colour mark system of 

indicating applied pressure. 

iv) As cleaning of drafting roller part is not made much 

of (or cleaning is fairly delayed) , it was recommended 

to get rid of fly by means of cleaning bar and 

cleaning places were indicated. 

v) Many of brake wires for roving bobbin hanger are missing. 

It is recommended to fit all brake wires in order to 

unite tension of roving drawn from the creel. 

vi) Due to many scars, dislocated setting position and 

insufficient suction of pneuma nozzle, repairing method 

of damaged parts was coached. 

vii) Both edges of top roller rubber cot are often damaged 

due to lack of circumferential cutting finishing to 

both edges. Necessity of this cutting was advised. 

viii) Important checking points of machine function such as 

appropriate quantity of spindle bolster oil, setting 

position of roving rod, setting alignment of spindle, 

etc. 

ix) Guidance of preventive maintenance A of 1 frame and 

maintenance B of 1 frame 

x) Advice and explanation of maintenance cycle and procedure 

- Maintenance A 1 month 

(including lubrication) 

- Maintenance B 
(including lubrication) 

- Daily check/maintenance 

- Cleaning of roller part 

- Cleaning of frame and spindle 

part 
- 32 -
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7) R.T. Winder 

i) It was observed that yarn was not caught by slub 

catcher after yarn piecing or winding start. This 

means that defects of yarn are not removed by the slub 

catcher and this is due to that yarn guide and veil of 

tension device are not correctly set. It was coached 

to correct setting position of yarn guide and veil 

and to check and repair slit gauge of slub catcher. 

ii) Bad traverse function and yarn fluff was sometimes noted. 

This was due to damaged yarn path and tension device 

and replacement of defective yarn guide and veil was 

pointed out. 

iii) Contact of drum with cone package is not released when 

yarn is broken, because many of yarn breakage stop 

motion mechanism is not working, thus bringing about 

disorder cf yarn lease of cone and yarn damage. How to 

adjust and work stop motion was guided. 

iv) Defective setting and alignment of peg for cop and yarn 

guide of tension device, which give rise to not good 

balooning and yarn breakage at rewinding, was largely 

noted. Setting position and height of peg and its r~ 

lated position with yarn guide was guided to correc~. 

v) It was noted that cleaning of yarn path and winding 

part was not satisfactory. It was suggested to 
clean once per one doffing and cleaning places to 

attach importance to ~rere explained. 

vi) It was advised to carry out daily check and maintenance 

per one drum, especially to slub catcher, tension 

washer and yarn breakage sto9 motion. 

vii) G~idance of preventive maintenance A and B of each 

1 frame 

viii) Advice and explanation of maintenance cycle and procedure 

- Maintenance A 1 month 

(including lubrication) 

- Maintenance B 

(including lubri~a~ion) 

- Daily check/maintenance 

- Machine cleaning 
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5.3 Improvement of maintenance practice at Thang Loi factory 

Contents of technical demonstration, guidance and recommend 

ation are shown in the following. 

1) Blowing machifo~ry 

i) Re-usable f_~res occupy 15 to 17% in supply quantity of 

polyester, three times more than normal case. It was 

advised and demonstrated to minimize defective laps 

returned and outbreak of sliver waste in carding to 

drawing process and to pay full attention to raw 

material input of fixed and uniform quantity. 

ii) All lap scales are not in service owing to defective 

function. This device is indispensable for check and 

adjustment of lap weight and its earlier restoration 

is required. 

iii) It was pointed out not to delay ~leaning of cotton choke 

in piano motion and cage roller part, which otherwise 

will deform lap shape. 

iv) It was coached to dismantle cotton feeding pipe of 

polyester line and clean and get rid of oiling agent 

of polyester fibre attached inside the pipe, doing thus 

away with cause of cotton choking and clogging inside 

the pipe. The situation was that no cleaning had been 

carried out for 4 years since start up of the machine, 

therefore dismantling and cleaning of this pipe was 

advised t0 carry out with frequency of one year, as well 

as periodical cleaning (at every maintenance A) of cotton 

feeding path such as feeding hopper, scutcher feed 

roller, piano motion pedal and cage roller surface, etc. 

v) It was advised and guided as measure to minimize CV% of 

lap weight fluctuation to carry out relevant supply of 

re-usable cotton, uniform supply quantity of cotton, 

check of piano motion action, adjustment of pedal gauge 

and hopper filling motion, appropriate RPM of be2~er, etc. 

vi) It was advised to re-fit lap licking preventer. 

vii) It was pointed out delay of cleaning of calender roller 

part and cage roller part of cotton line. 

viii) As the strength of cross shaft for working rack was 

insufficient, it was suggested to replace it (1-1/2" 

dia) by a shaft of 2" dia. 

ix) Correct handling of full lap change was coached to 
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x) 

xi) 

prevent lap surface from deformation due to 

handling of operatives. 

Preventive maintenance A to hopper part was 

Advice and explanation of maintenance cycle 

- Maintenance A 

(including lubrication) 

- Maintenance of lap scale 

- Daily check/maintenance 

6 months 

1 month 

1 day 

rough 

coached. 

and procedure 

Check of cotton feeding conditio~. condition of 

re-usable cotton supply, fillin•J motion working, 

blow to cage roller, lap form, machine vibration 

and abnormal sound, etc. 

- Daily cleaning 1 shift 

- Lubrication to ball bearing 1 month 

part and transmission chain part 

ditto to remaining part at every maintenance A 

2) Card 

i) Preventive maintenance A of 1 frame and maintenance B of 

2 frames was carried out in order to coach practical 

technique and procedure (dismantling, check and adjus! 

ment) and important notes to take were explained. 

ii) According to th~ investigation of metallic wire of 10 

cards, 6 cards were not in good condition due to scars 

and no grinding practice. Repairing method of damaged 

MCC and MCC grinding was demonstrated. 

ii~) ~~cording to the investigation of flat wire of 10 cards, 

all were in defective condition. So, flat wire grinding 

and adjustment of wire height not uniform was practically 

directed. Condition of wire point before and after 

grinding was confirmed by use of microscope. 

iv) Adjustment of gauge setting between flat and cylinder 

was demonstrated. 
v) Unsmooth rotation of flat due to oil shortage in flat 

chain and flat fixing bolt was noted, so it was 

directed to clean and dip them in oil. 

vi) Checking and setting of gauge between doffer and cylinder, 

cylinder and taker-in roller, dish ,1ate gauge, and 

gauge of cylinder under casing and taker-in roller 

under casing was practically guided. 

vii) Adjustment of lap selvage guide setting and catch of 

cylinder under casing was practically coached. 
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viii) Nep count of 65pcs per 100 sq.in of card No.10 was 

deducted to 45pcs after doing maintenance B. 

ix) Advice and explanation of maintenance cycle and procedure 

- Maintenance A 1.5 month 
(including lubrication) 

- Maintenance B 

(including lubrication) 

- General lubrication 

- Grinding of cylinder/dof fer 

- Grinding of flat at workshop 

- Stripping and casing ~leaning 
cotton line 

polyester line 
3) Drawframe 

6 months 

2 weeks 

2 months 

6 months 

1 week 

2 weeks 

i) Top roller treatment (same as Dong Nam) 

ii) Top and bottom clearer (same as Dong Nam) 

iii) Top roller weighting arm and 2nd top roller rubber 
cot (same as Dong Nam) 

iv) Coiling diametre in sliver can(same as Dong Nam) 

v) Grinding of top roller rubber cot (same as Dong Nam) 

vi) Overrun of delivery sliver at coiling start (same as DN) 

vii) Irrelevant positioning of card sliver cans at creel part 
viii) Preventive maintenance A and B (same as DN) 

ix) Advice and explanation of maintenance cycle and procedure 

- Maintenance A 20 days 

(including lubrication) 

- Maintenance B 

(including lubrication) 

- Daily maintenance 

- Daily check/cleaning 
4) Comber 

6 months 

1 week 

1 shift 

i) Many of needles of needle cylinder were missing, 

bringing thus about defective combing action which 

affects product quality. According to check of needle 

cylinder, it turned out to be due to imperfect needle 

soldering. Needle embedding work including correction 

of defective shape of solering iron and upgrading of 
soldering quality. 
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ii) As fouling of bottom detaching rollers was remarkably 

noted, cleaning by brush and polishing work was guided. 

It was pointed out cleaning of detaching top roller 

clearer was too late. 

iii) Many scars were found on the trumpet for calender 

roller. As sliver gets caught in such scars, their 

correction was demonstrated. 
iv) Late cleaning of drafting roller part of draw box was 

cautioned. 

v) Serious defects were not detected in machinery of 

combing section (Sliver lap machine, ribbon lap machine, 

and comber) • 

vi) Advice and explanation of mantenance cycle and procedure 

- Maintenance A 20 days 

- Daily check 1 day 

5) Roving frame 

i) Flying about of roving tip and fly (same as Dong Nam) 

ii) Defective rotating of top rotating clearer (same as D.N.) 

iii) Disunity of winding number to flyer presser (same as D.N.) 

iv) Manufacturing of flyer balance correcting tool and 

balance correcting method was demonstrated to cope with 

flyer vibration. Further, alignment of spindle was 

carried out. 

v) According to check of drafting roller part, unsmooth 

rotating of middle top cradle roller due to non-execution 

of lubrication turned out to be giving rise to outbreak 

of many slubs on roving. As the greasing up had not been 

carried out for one year, greasing up to 1 frame was 

carried out for the time being. In addition, breakage 

draft set at 1.096 was modified to 1.136 and the 

outbreak of slub was nearly settled. 

vi) Fouling, wear and scars of top roller rubber cot and 

apron (same as D.N.) 

vii) Adjustment of roving tension is carried out by each 

operative in this factory. This produces difference of 

roving tension at every frame and every doffing. We 

suggest the control by maintenance staff to settle 

disunity of balance. 

viii) Breakage of main motor base occured frequently. This 

was attributed to vibration of cushion starter caused by 
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slackness and wear of coupling of driving cushion 

starter. We guided such modification as reinforcement 

of coupling key for cushion starter and addition of 

one more rivetting. 

ix) Preventive maintenance A of 3 frames and maintenance B 

of 1 frame 

x) Advice and explanation of maintenance cycle and procedure 

- Maintenance A 1 month 

(including lubrication) 

- Spindle oiling 

- Maintenance B 

(including lubrication) 

1 shift 

6 months 

- Daily check/maintenance 1 day 

6) Roller shop 

i) Surface grinding and treatment of top roller rubber 

cot (same as D.N.) 

ii) It was suggested to carry out check, cleaning and 

assortment of defective apron. 

iii) Many of top rollers had so much vibration that correction 

of vibration was practically taught. 

iv) Defective rotation of grinder of rubber cot grinding 

machine was guided to correct. 

7) Ring spinning frame 

i) Bottom apron's problem (same as D.N.) 

ii) Blow cleaner's problem (same as D.N.) 

iii) Pressure and height gauge of top roller weighting arm 

(same as D.N.) 

iv) Scars and dislocated setting position of pneuma nozzle 

(same as D.N.) 

v) Circumferential cutting finishing of both edges of top 

roller rubber cot (same as D.N.) 

vi) Important item about function of machine were explained 

and guided. 

vii) Preventive maintenance A, explanation and demonstration 

Preventive maintenance B, explanation and demonstration 

viii) Advice and explanation of preventive maintenance cycle 

and procedure 

- Maintenance A 

(including lubrication) 
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- Maintenance B 

(including lubrication) 

6 months 

- Daily check/maintenance 1 day 

- Machine cleaning for roller 3 days 

part 

- dit~o for frame and spindle 1 day 

part 

8) R.T.winder 

i) Incorrect setting position of yarn guide related to 

veil of tension device, incorrect adjustment of slub 

catcher slit gauge (same as D.N.) 

ii) Damaged yarn path and tension device (same as D.N.) 

iii) Yarn breakage stop motion was working normally and 

well maintained. 

iv) Defective setting and alignment of peg for cop and 

yarn guide of tension device (same as D.N.) 

v) Vibration of cradle bobbin holder was not detected 

this time by good maintenance. 

vi) We suggest like Dong Nam factory to intensify dai ~ ·r 

check and maintenance per one drum. Above all, 

revolving part and drum groove must be carefully checke~, 

because scars on here always cause a problem for 

rewinding quality of polyester cotton blended yarn. 

vii) Maintenance B was carried out on one frame to 

demonstrate technique and procedure. In this occasion 

maintenance A was also explained about its procedure. 

ix) Suggestion and explanation about maintenance cycle 

and procedure 

- Maintenance A 

(including lubrication) 

- Maintenance B 

(including lubrication) 

- Daily check/maintenance 

- Machine cleaning 

IV TRAINING PROGRAMME 

l Plan and Implementation of Training 

l month 

6 months 

1 day 

1 doffing 

Training progranune is devided into training by lecture 

and on-the-job training. A series of lectures were 

programmed to be implemented from the end of June till 
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the beginning of September and a full-time trainer was 

called from TOYOBO. On the other hand, on-the-job training 

in Viet Thang Factory was carried out at machine side by 

TOYOBO supervisors from the end of march till November. 

1.1 Training by lectures 

Courses of lecture were programmed to cope fully with the 

term of reference given in the Contract. Courses took 

place at every other day for 4 hours per one day. Its 

schedule and contents are as follows: 

Jun 29 

Jul 2 

Jul 4 

Jul 6 

Jul 9 

Jul 11 

Technical management seminar {Senior course) 1 

Technical course for blowing 1 

Technical course for card 1 

Technical management seminar {Middle course) 1 

Technical course for drawing & roving 1 

Technical course for ring spinning 1 

Jul 13 Technical management seminar {Senior course) 2 

Jul 16 Technical course for winding 

Jul 18 Technical course for roller shop 

Jul 20 Technical management seminar {Middle course) 2 

Jul 23 Technical course for laboratory 1 

Jul 25 Technical course for bl~wing 2 

Jul 27 Technical management seminar {Senior course) 3 

Jul 30 Technical course for card 2 

Aug 1 Technical course for drawing & roving 2 

Aug 3 Technical management seminar (Middle course) 3 

Aug 8 Technical course for ring spinning 2 

Aug 10 Technical course for card 3 

Aug 13 Technical course for drawing & roving 3 

Aug 15 Technical course for ring spinning 3 

Aug 20 Preventive maintenance course for weaving 

Aug 22 Technical course for combing 1 

Aug 24 Technical course for laboratory 2 

Aug 27 Technical management seminar {Middle course) 4 

(Statistical quality control) 

Aug 29 Technical course for combing 2 

Aug 31 Technical course for laboratory 3 

Sep 4 Technical management seminar (Senior course) 4 

(Free discussion) 
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Materials for course (in Japanese) were prepared by the 

instructor and handed to each attendant on all such occasions 

of sessions. These were tra~1slated later into Vietnamese. 

Detail of training items of ~ach course is listed as Appendix 

4-1. The courses were geared to each section of machinery 

and all maintenance technicians of each section as well as 

technical and operating staffs concerned attended sessions. 

Management and technical staffs of other factories also 

attended the sessions. When the project activities was 

completed at project area, we left all documents relating to 

training material for Vietnam side for their reference. It 

is listed in Appendix 4-4. 

1.2 On-the-job training 

On-the-job training in Viet Thang factory intends to carry 

out practical training of fundamental maintenance work 

throughout the maintenance practice such as replacement and 

fixing of machine components, checking, dismantling, setting 

adjustment and alignment, and technical explanation about 

relevant maintenance procedure and theory, thus CXXtDletinq technical 

transfer necessary for building up the foundation for setting 

u~ the preventive maintenance system. Supervisors of TOYOBO 

of blowing/carding, drawing/roving, ring spinning/winding, 

yarn preparation and weaving took charge of 0JT and the contents 

of the training are shown as appendix 4-2. 

Accumulative total of man-day from March to October of trainees 

has become 12,971 man-day. Its detail is found in Appendix 

4-3. 

1.3 Conclusion and recommendation on training 

Training has been fulfiled with success and fructified. 

Almost all technicians participant in reconditioning and 

preventive maintenance group have improved their workmanship 

and leader and sub-leader of each group have attained good 

advance and are ranked as instructor candidates. 

What should be suggested in order to make any training 

more effective, taking account of actual situation of the 

Project are: 

1) Whether a training is lecture or OJT, trainees should take 
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more note to avoid forgetfullness later and without 

relying only on material~ given. 

2) However excellently a lecture may be prepared and done, 

what is trained by it will be less helpful to technicians 

than OJT which is well coped with necessary skills for 

maintenance job. 
3) Skills and knowledge adquired by any training must be 

transferred to more people. 

4) Taking a step forward, family training should be 

undertaken. (Family training is one of techniques of 
behavioral science to aim at improvement of climate of 

working place contributing to establish a good leade£ 

ship and raise the productivity and all members 

constituting a workshop are expected to join.) 
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V STUDY TOUR 

1. Summarv on the Study Tour 

We, C. Itoh & Co., Ltd. and ~oyobo Engineering Co., Ltd., 

had made up and proposed the schedule of the study tour, which 

was consisted of the study on the machinery and equipment 

~anagement and naintenance, and the visits to the manufacturers 

of textile Machinery and parts, and operational accessories in 

accordacne with the objectives of the project. Since the 

recruests from Vietnamese side were taken into account in the 

proposed schedule and UNinO Vienna agreed with the schedule, 

all arrangements were made and the study tour was implemented 

in accordance with the proposed schedule and contents. 

Although the dates of the study tour was originally 

planned to be from late August, 1983, it was actually between 

the departure from Vietnam on 24th November, 1983 and arrival 

in Vietnam on 22nd Decel'lber, 1~33, which means about 3 months 

delay due to unknown reasons to the contractor. 

The proposed plan was made up for the participants of 

managerial class people in conformi~y with the 9urposes of 

the project. Although the in=ormation given beforehand from 

Vietnam/UNIDO said that the participants would be mostly the 

Deputy General Managers and Deputy Production ~anagers of 3 

factories concerned, about a half of them were supervisors 

and maintenance eingineers. Yamely they were 3 Deputy Gene­

ral Managers, 4 Production Managers, 1 Manager of UTE, 9 

Supervisors or Engineers, and 4 Interpreters. 

During the study period in the textile ~actories, they 

studied the planning, imple'!'!'tentat~.on, personnel, organization, 

and costs for 1:1aintenance and on ·~he actual conditions of 

machinery as scheduled. In addition, the explanations were 

given on the factory organization, duties of each position, 

detailed production processes, production management, and 

outlines of installed machines upon the request of participants. 
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To our regret, there were several cases for which it was 

very difficult and almost impossible to reply to the questions 

on the limited manufacturing know-hows considered to be secret. 

As regards these issues, these knowledge and data are consi­

dered useless as taken into account the present conditions in 

Vietnao, since there are no such production processes which 

can reasonably apply them. In addition, the studies on the 

utilitv equipments including boilers, PVA recovering system, 

etc., and introductions of new techno:ogy and new machines 

were carried out in order to provide some ideas for the future 

of Vietnamese textile industry. Finally, plenty of ti.~e was 

allocated for the discussion or gues~ion/answer for the 

clarif icaion of any doubts and questions of the participants 

to their satisfaction. 

2. nate and ~ajar ~ontents of Studv ~our 

Nov. 30 (Wed) - Dec. 7 (Wed) · 21 persons 

Place 

Cor.tents 

Toyobo Co., Ltd. Shogawa and Shogawa Dyeing 

Mills. 

a) General outline of the integrated mills 

and study tour of the whole Mills. 

b) Maintenance: production processes, organi­

zation, production management, etc. for 

the spinning pro=esses for combed cotton 

yarns Ne 30's, 40's. 

c) Maintenance, production processes, organi­

zation, production management, PVA recov­

ering system, etc. for the weaving ~recesses 

for ~ainlv cotton broad clothes. 

d) ~aintenance, 9roduction processes, machinery, 

standard recipes of dye stuffs and chemicals 

for bleaching. dyeing and finishing process 

for cotton and nolvester/cotton fabrics. 

e) Factorv administrative organization, boiler 

eauiprnents, etc. 
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Dec. 7 (Wed) : 21 persons 

Place Takagi Manufacturing Co., Ltd. 

Contents Manufacturing processes of injection molded 

products of plastic of thermoplastic property, 

and mould manufacturing processes. Some 

examples of products are ring spinning bobbins, 

roving bobbins, parts for motorcycles. 

Dec. 7 (Wed) 21 persons 

Place Takagi Seiki Co.! L~d. 

Contents ~anufacturing processes of plastic products 

of thermohardening property. Some examples 

of products are collectors, silent gears, 

heatproof ring spinning bobbins. 

Dec. 9 (Fri) 21 persons 

Place Toyobo Engineering Co., Ltd. 

Contf:nts Outline of Toyobo Engineering Co., Ltd. 

Dec. 9 (Fri) : 21 oersons 

Place 

Contents 

Dec. 10 (Sat) 

Place 

Contents 

Dec. 10 (Sat) 

Place 

Contents 

Dec. 10 (Sat) 

Place 

Contents 

Kanai Juyokogyo Co., Ltd. 

!.fanufacturing processes of rings, travellers, 

metallic carding clothes and flat carding 

strip. 

21 oersons 

Nippon ~ire Heald Manufacturing Co .• Ltd. 

~1anufacturing processes of steel wire healds. 

21 oersons 

MIC Industrial Co., Ltd. 

Manufacturing processes Jf heald frames of 

alminium. 

21 oersons 

Miyawaki Industrial Co., Ltd. 

Manufacturing orocesses of shuttles, picking 

sticks, side levers, etc. 
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Dec. 12 (Mon) - 13 (Tue) 16 persons 

Place 

Contents 

Dec. 12 (Mon) 

Place 

Contents 

Dec. 13 (Tue) 

Place 

Contents 

Dec. 14 (Wed) 

Place 

Contents 

Dec. 15 (Thu) 

Place 

Contents 

Toyobo Co., Ltd. Ise ~ills. 

a) General outline of the mills and study 

tour of the whole mills. 

b) Maintenance, production processes and 

organization for the spinning processes 

for the polyester/cotton blended yarns of 

Ne 45's and 50's. 

c) Maintenance, production processes and 

organiza~ion for the weaving processes 

for the polyester/cotton blended fabrics. 

5 oersons 

Daido-Marta Dyeing Co., Ltd. 

Printing processes for cotton and cotton/ 

polyester blended fabrics by the Roller 

Printing ~iachines, Rotary Screen Printing 

Machines and Flat Screen Printing Machines. 

5 persons 

Kyoto ~achinery Co., Ltd. 

Manufacturing processes of dyeing and 

finishing machines, and the new technology 

in the dyeing and finishing processes. 

21 persons 

Kureha Rubber Co., Ltd. 

Manufacturing processes o= rubber cots, rubber 

aprons, and rubber strips, and rubber roller 

treatment • 

21 persons 

Toyobo Co., Ltd. Tomida Mills. 

a) General outline of the mills and study 

tour of the whole mills. 

b) Production processes of the fine cotton 

yarns of up to Ne 200's. 

c) Twisting, dveing, and winding process for 

sewing threads. 
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Dec. 16 (Fri) 

Place 

Contents 

Dec. 16 (Fri) 

Place 

Contents 

21 persons 

Toyoda Automatic Loom Works, Ltd. 

Kariva Factory and Show Room 

Manufacturing processes of spinning machines, 

shuttle looms, air-jet looms, lapier looms, 

and gripper looms. 

21 persons 

Toyoda Automatic Loom Works, Ltd. Obu Factory. 

~anufacturing processes of ~arts of cast iron 

for textile machine~ and automobiles. 

3. Outcomes and Utilization 

The study tour was duly implemented as described in the 

previous chapter. Although it was a rather short tour, the 

participants seem to have recognized the great differences 

between the state in Vietnam and in Japan not only in the 

levels of textile industry but also in various cultural 

aspects. We are strongly hoping that the participants will 

utilize the experiences and what they learnt during the course 

of the UNIDO project and improve the way of fac1..;cry manage­

ment in the near future. It is also expected thdt the study 

tour will give some impacts f.or the progress and improvement 

of the textile machinery industry, and various indusries 

which support the textile indusry. 

At any rate, the true outcomes of the study tour are 

dependent upon the activities of the 'l_)articipants in their 

country. It is hoped that thev will make their efforts for 

utilizing the fruits of study tour. 

The following is t~e is&ues which the participants seemed 

to understand and comprehend~ 

a) Actual status of the machinery management and preventive 

maintenance in Japan. 

b) Good machinery conditions and op~rating ef!iciency as the 

result of the preventive maintenance scheme. 
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c) Organization for efficient factory management, 

production and maintenance. 

d) Actual status of factory management and production 

control in Japan. 
el The necessity of wide industrial bases for supporting 

the textile industry such as textile machinery 

manufacturing industry, manufacturing industry for 

spare parts and operational necessities, etc. 

f) New technical information on the new textile machinery. 

TERMINAL SECTION 
As stated in body section, Project activities in 5 main fields 

have been thus concluded. This report, in addition to reporting 

outcome of those, has dealt with various issues to be settled 

from now on and suggestions related. One may rest assured of 

that this report will be useful at being read by any personnel 

concerned of textile mills in the South of Vietnam, among others 

Viet Thang, Dong Nam and Thang Loi, when they recognize actual 

situation and make a strategic move for the future. 

END 
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RESULTS OF RECONDITIONING WORK SCHEDULE 

Blowing Machineri 

::>ate started May 24 

Date finished August 31 

Card 

Frame No. Date started Date finished Frame No. Date st. Date fin. 

43 May 14 Jun 2 44 May 4 Jul 7 

45 Apr 25 May 21 46 Apr 17 May 10 

47 Mar 28 Apr 28 48 Mar 28 Apr 28 

51 May 21 Jun 2 52 May 7 May 28 

r 
53 May 29 Jun 7 54 Jun 4 Jun 13 

55 t-1ay 29 Jun 19 56 May 23 Jun 7 

59 Apr 9 May 3 60 Jun 10 Jun 21 I 

I 61 Jun 13 Jun 23 62 Jun 20 Jun 29 

63 Jun 22 Jul 2 64 Jul 21 Aug 10 I 
67 Jul 6 Jul 16 68 Apr 20 May lr, 

69 Jul 2 Jul 13 70 Jul 2 Jul 11 

70 Jun 28 Jul 7 72 Jun 26 Jul 3 

73 Jul 6 Jul 14 74 Jul 7 Jul 21 

75 May 9 May 21 76 Apr 28 May 17 

77 Jul 11 Jul 20 78 Jul 16 Jul 25 

79 Jul 17 Jul 27 80 Jul 20 Jul 28 

Drawfrdme 

F.No.7 Date started Jul 25 Date finished Aug 11 

8 " Jul 2 " Jul 20 

Rovin9: Frame 

F.No. 4 Date started Apr 3 Date finished May 15 

12 " May 2 " May 30 

13 " May 17 " Jun 2 

14 " May 30 II Jun 13 

11 " Jun 22 II Jul 5 

15 II Jun 12 " Jun 21 

Rin~ SEinnin9: Frame 

Frame No. Date started Date finished Frame No. Date st. Date fin. 

23 May 3 May 22 25 Apr 4 . May 15 

27 May 15 May 29 29 May 23 Jun 4 



• 
Frame No. Date started Date finished Frame No. Date st. Date fin. 

31 May 29 Jun 7 33 Jun 5 Jun 13 

35 Jun 8 Jun 21 37 Jun 14 Jun 27 

39 Jun 22 Jul 4 41 Jun 28 Jul 9 

29 frames of partial level reconditioning 

Date started Jul 9 Date finished Aug 7 

R.T.Winder 

F.No.4 R.H Date started Jul 19 Date finished Jul 26 

4 ~.H n Jul 19 n Aug 31 

r 
6 " Jun 18 n Aug 13 

5 n Jul 27 n Aug 1 
r 

7 n 15 n 20 
I 

Aug Aug I 

8 " Aug 21 n Aug 23 I 
9 " Aug 23 n Aug 31 ~ 

Warper 

F.No.2 Date started Apr 30 Date finished May 14 

(Barber Colman) 

1 " May 15 n May 18 

3 n May 26 n May 28 

4 " Jun 1 " Jun 11 

(Kanamaru) 

Sizins Machine 

F.No.l Date started May 5 Date finished May 31 

2 " Jul 16 " Jul 31 

Sharer Pirn Winder 

F.No. 1 Date started Jul 6 Date finished Jul 11 

2 " Jun 1 " Jun 11 

3 " Jun 8 " Jun 20 

4 " Jul 3 " Jul 7 

5 " Jun 16 " Jun 26 

6 " Jun 20 " Jun 30 

7 " Jun 30 " Jul 7 

8 " Jun 26 " Jul 3 



.. 
Automatic seooler 

F.No.2 Date started Jul 12 Date finished Aug 18 

Loom 

F.No. Date started Date finished F.No. Date started Date finished 

17-06 Jul 18 Aug 15 18-06 Jul 18 Aug 11 

19-06 Jun 28 Aug 6 20-06 Jun 27 Aug 3 

21-06 Jul 2 Aug 3 22-0'6 . Jun 25 Jul 31 

23-06 Jun 26 Jul 31 24-06 Jun 23 Ju:'. 31 

17-07 Jun 7 Jun 28 18-07 Jun 13 Jun 28 

19-07 Jun 14 Jul 3 20-07 Jun 5 Jul 4 

21-07 Jun 20 Jul 6 22-07 Jun 21 Jul 6 

23-07 Jun 21 Jul 6 24-07 Jun 22 Jul 18 

17-08 Jun 8 Jun 28 18-08 Jun 9 Jun 28 

19-08 Jun 15 Jul 3 20-08 Jun 5 Jul 4 

21-08 Jun 20 Jul 6 22-08 Jun 20 Jul 6 

23-08 Jun 21 Jul 7 24-08 Jun 22 Jul 16 

17-09 Jun 1 Jun 26 18-09 May 28 Jun 4 

19-09 May 25 Jun 4 20-09 May 22 Jun 4 

21-09 May 22 May 31 22-09 May 21 May 30 

23-09 May 9 May 21 24-09 May 9 May 21 

17-10 May 30 Jun 26 18-10 May 29 Jun 14 

19-10 May 26 Jun 13 20-10 May 21 Jun 4 

21-10 May 21 Jun 1 22-10 May 15 May 30 

23-10 May 9 May 21 24-10 May 7 May 21 

160 frames of partial level reconditioning 

Date started Jul 5 Date finished Aug 25 

Printin~ Machine 

Date started Jun 15 Date finished Jul 18 

Raisin2 Machine 

Date started Jun 15 Date finished Jul 9 

Bleachin~ Ran~e 

Date started Jul 9 Date finished Aug 1 
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2-4 !tONTHLY REPOR'!' ON MAC3INERY !lECONDIT!ONING 

APRIL - AUGUST 

Fro•: 

PROJECT DP/VIE/80/038 

REPCR1 CN ?-U,CHINERY RECONDITIONI?IG 

AT VIET THANG FACTORY 

AS AT 30 APRIL 198~ 

T.K. Haworth 
Chief Technical Adviser 

INTRODUCTION 

9 Kay 198~ 

The work is beins carried out by Supervisory Staff from 

Toyobo Engineering Co. acting as Subcontractor to c. Itoh and 

Co. Ltd, Tokyo. Japan. 

Several members of the staff have already arrived: 

February 23 ~r. E. Watanabe Team Leader 
Karch 22 Mr. s. Murayama Blowing/Carding 
March 22 Kr. M. Murata Drawing/Roving 
Karch 22 Mr. K. Hirose Spinning/Winding 
April 12 Mr. H. Hayashi Yarn Prep~ration 
April 12 Kr. M • Hashioka Veavinp; 
.April 19 :rr. K. Tsumori Assistant Ten:r. L'!arier 

The arrival of the Assistant Team Leader was delayed by two 

months owing to the Government's rejection of the visn ~pplication 

of the candidate first selected by C. Itoh. 

In order to establish arrangements for effective communication, 

the transfer of the informntinn, and the use of suitable work 

procedures./ assistance from interpr~ters wa:: t;reci fie':!. 

In terpretP.rs were :u;~" i c:n <'ri as follown: 

February 23 Mr. Lonr, Temporitrily on loan 
from Fhoni:; Fhn 

?-!ar~h "' '.! .... :'hu ::-rr;-:'I !'h I} :'r:tn'i; ,; . ' ... 
!'.:trch r, ''r. r.ue Fr"m r;h:i ':'ran5 
:~:lreh '11 :~s. H11 i From Uh~ Trang 
April 5 ~~s. Hai ~eturn~-t to NhD Trang 
April 20 Ms. Don'!'; Thi Lieu From ff ... no i 
April 20 Ms. Nr,o Th11nh Thuy From ffJJnoi 
April 20 ?~3. :r~u7er Thi rr~~ Fror.: Hanoi 
April ~r. .,~ !.e Th11:r 

,, . 
fro~ !far.oi ...• .. ;1 l. 

T~!H 5/?,h 
• 
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At the present tir.e six interpreters are working with thP. 

auperTiaora. Tvo mo:=-e supe!:-Tisors ere expected on Ma:r 10. 

Tbe eecbinea to be reconditioned ~re those specified in the 

Me•oranduz prepared by the CTA re!: TMH 10/8} with the rollowins 

aaendaenta: 

Ro•ing Fraeea Type FAS 
Major reconditioning Noa. ~ and 12 
Partial reconditioning No. 11 

Roving Yrasea T:rpe FAD 
r.ajor reconditioning l'fos. 13 and i1~ 
PArti~l r~conditio~ing No. 15 

ASSESSMENT OF MACHINE CONDITICN 

Following thr. :irri..,al of the spinr.inr tmpr.rvisors on March 

22 an~ t~~ pr~par~tion ~nd loom supervisors on April 12 an 

assessment of ac·;;ual machine condition vas made on a &ample ba&ia. 

Thia vas carried ou~ in the presen~e of ~actory m9intenance 

technicians by using ~repared forms ~nd annignin& points to give an 

indication of the incidence of de!ects. 

In general it wao found that the condition or m11chiner7 vaa 

poor owing to deficient parts. incorrect settings, and incorrect 

maintenance practices. 

The work of nll supervisors was hampered for several weeks 

owing to insufficient interpreters being present to assist in the 

factory departments and ma.chin~ Gf!C tions. 

CARDING SECTICtl 

At the Gtart or th~ rec>nditioning work, the following c~r~s 

were out or productjon: 

~on. 4? 52 59 68 75 76 

In general the condition or •11 cards was ch•rAct~riR~d b7 

ver7 deficient c~r~ing AurfAe~R on the taker-in, c7linder, dafter, 

and !lats. Also no~~ un~erc•ain~g, fly comb bla~es, And flat 

strippin~ combo w~rn in bad conditinn. DriTinr, belts or various 

TMH 5/84 

r 
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types had been made rrom materials which vere unable to give 

adequate serYice li!e thus ~reatl7 increasing the attP.ntion 

required from ~ainter.ance technicians to si~ple replacement and 

adjustment vork. 

in order to carry out the required reconditioning vork 13 

technicians vere assigned to follow the guidance of the Jap. :ese 

bloving/carding supervisor. The initial tasks ve~e to put 

maintenance equipment in order. This involved obtaining a replacement 

tension device !or the taker-in mounting machine, ensuring the 

satisfactory oper~ti~n or the flat clipping machine, and replacing 

the unsatisfactory grinding vheel on the top roller ~rinding unit with 

the correct type of Krinding stone. 

supplied free-of-char~e by Toyobo. 

Th~ Inst-mentioned item was 

Machinery reconditioning vork consisted of completely stripping 

dpvn each card to the basic framework supporting the bare cylinder 

and do!fer. After ensurin& that the main frame vas correctly aligned 

and centred and the cylinder and doffer were each concentric and 

balanced, new metallic vire was re-mounted on the cylincer and doffer. 

Nev tops were also clipped to th~ flats and the taker-in was re-covered. 

After grinding all carding surfaces to ensure a level and satisfactory 

condition other parts were checked~ replaced if necessar7 and possible, 

reassembled and set. To7obo also provided free-of-charge 64 small 

bearings for use on the ~rivin~ assembly of the flat~. 

Reconditionin~ wor~ on ~~r~~ w~s otartP.d ns follows: 

Card No. Date 

~8 March 28 
47 March 29 
59 . April 9 
46 April 17 
68 April 20 
45 April 25 
~r. Arri1 ~o , - . 

The ~0~1nting or ~rt~lli~ wirr ~n c1lind~rc nnd doffers was carried 

out using the existin~ rnctnry eqttipm~nt. Durin~ the ~~rk of carrt 

re-assembling the oprort.unity wns tAk~n of re~ovin~ ~~ ohsoleto nnd 

inco:plete want~ col~~ctin~ uni• belo~ the taker-in r~~ion. A small 

slot le!t in the re~r section ~r the Matn framework wfll bP covered 

by 3 strip Of ~~crt mn~Al. 

T~H 5/8h 

I 
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Unfcrtunately no card could be returned to the f11ctorJ" !or 

production purposes as simple parte, such ·~ 11 belt sa!et~ guard, 

had not been ••de •Tailable. 

The coil•r u~it on all cards w~e found t? be se~ too l~v ovins 

to a nev flooring su~r~ce h"•in~ been added to the existing floor 

The superYisor desonstrated what adjustsents vere 

necessary to correct!; pQsition the coiler unit in r~lation to the 

front of the card an~ ~ne card vas completed to act 3S a guide for 

the !ar.tory to carrj ~~t the s~•e alteration on other cards. 

During th~ vork of reconditioning informati~r. ~n3 bi•en on t~e 

following subje~ts as part of the training course: 

correcting ec~P.ntricity in c~linder and do!f~r and 
re-b11lancir.g 

fraae a'!.i'!r.•ent 
=ounting of =etallic wire on cylinder and doffer 
re-clothinc !la~o. ~rinding and checkin~ for wire height 
re-coYering t11ker-in 
aligning and re-setting cylinder bends 
grindin~ and setting o~ cylinder and dof!er 
all setting~ and test rqr.nin~ 
i.:il!rcr. t inn 0 r 'lle'tt. 

RO'IUfG SECTICN 

P.econdi tio:tin!". ~('Irk in this ~P.~t:inn Gtnrt;,..i wH:h Frnme ?ro. '~ 

o:t March 3. The rr~m• h~d h~~n idl~ !or a con~ider3~le"period c! 

time and basicall1 con~iatei o! the ~oin framework, i.~. iearing-end, 

off-end, spring piec'?~. roller beac, r.ptndle drive ~e=tion, an1 ~oh:in 

drive carr.iage. 

Twelye !actorj ~P.chn;ci~ns wrre ~nc~g,.ri in ch~ckin~ and 

robuildi:':.~ th'? frar.ie ~1nr!er th!? Co:it.rol or th9 Japan-.se drAwin!V 

ro7in~ ~upervisor. ~h-- rir~t job w~r. to mnke ~ "~~ rrp~ir or ~n old 

crock in the met~l r:~tc or the g~arin~-end. 

roctor1 gr:dunl 11 r.•1rp l i,.,, 111ir.:r.in~ n11c:~111blir.n nnd pnrtn, including 

so•e gearing, whilst other parts wer~ taken Crom th-. !irst ship~-.nt 

o! oparen rrom Jnpn'l. r.urinr, thi:; rt•riod ponr align:nent in the 

lifter Glide W3G corrr.ct'!'.I :ind the bnilriin~ Mec!rnni:;r.i 11ci:i tnken down 

and rebt.1ilt. 
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Some important ite•s. ~ch •• !luted rollers. spindles. con@ 

dru•s, •nd gears r~r the di(ferential inclu~ed in the se~ond shipment 

vere not aYailable until after April 19. 

At the end or the period under reTiev the frame was largel7 

rebuilt up to and includin~ the botto• fluted rollers. Other vork 

which h•d been completed co•ered the re-easembliag or ge•ring 

including the aain drive gearin~. drafting. '".pindle dr.iTe, and 

bobbin driYe; checking, adjustin~. and aligning of flute~ rollers, 

cap b3rs, and tor- ro1ler~; end the fitting or nev spindles and long 

collars. 

Trial running ~o test the cechanic~l r~nctionin~ of the frame is 

expected t" start on ?!:1;- 1lt. 

~bile the work of ~econditionin~ vas taking place th~ folloving 

subjects verc co•e~ei ~s part or the training courGe: 

R!ffG SECTICH 

checking, installin~, and adjusting geerin~ 
correc~l7 adjusting the building •~chaniss 
alisnaent or roller stands 
correcti~~ botto• roller eccentricit7 
cheeking, installing, nn~ adjusting the drafting 
aas~:11'!::l7 

setting or cap bars using gauges 
setting up lifter olideG, spindles, long collars, 

isnd cle!lrer& 
eheekin& n~d adjusting of fl7~r~ ~n~ p~essers. 

Work st:i::-t~-l 0:1 Rir..:t Spinnin~ Fr::1111., rro. 25 on l'.pril '•· 

The fra•~ h~d ~een badly c~nni~~lized and larr,~17 consiated 

of thr. t~o fr~mc en1G, r.p~in~ pic~c~, roller be~m an~ otondc, nrindlc 

rails, som~ aeetinna or tin roller, and creel. 

Althou&h thr cc;.dition o! th~ tin foller was :oun~ to be bad 

no repl~~e~~nt rar~s ~er~ ~v~ilable. Furthermo~~. ~hr. p~r.ition of 

the linP. of the bot.t~m !lu~~d rollerr. w~s not p9rallel tn th~ roller 

beam and the eonditior. or the broken-end aucti~n unit indicated 

so•• deficient partc ought to be reploeed for ••tis!ector7 oper~tion. 

To reduc~ the ri~k of fir~ !rom !ibr-e accumulations and to 

improve the level or libhtin~ the rower ~nd gui1e ~nil~ from ~n 

obsolete o•erhe•d cleaning system vere reao~ed. 



' ' 

6i 

...: r, - . 

• 

Six !act~r1 technicians·vere engaged in the collection and . . 

preparation of many missing parts. The1 worked under the 

direction of the Japanese spinning/winding supervisor. Progress 

was slov largel1 owing to the dela1 in finding all the required 

parts. Howeyer, the fraae vas gr•duall1 re-assembled al:hough 

onl1 a fev nev parts, such as bottoa roller bearing, jockey pulleys, 

and aprons Vere available to contribute towards an improYed 

condition. 

It had been thought that some unused old rings could be fitted 

to the frame but the supervisor found that the diameter vaa less 

than had been stated by the factory and so they were unsuitable for 

the spinning of Ne 20s. 

The main items or work carried out were: 

dismantling, checking, re-assembling, and aligning 
or tin roller 

dismantling, checkin~, re-•ssembling, and adjusting 
all gearing 

adjustment and alignment of spindle rails and 
lappete 

fittin~ new ~earing and correcting the eccentricity 
of the bottom fluted rollers 

setting all rollers and roving bobbin positions. 

It vas found th~t the bread guides to be attached to the lappets· 

were o: the wrong hand ~nd the Toyobo Team Leader arranged for the 

correct replac~m~nt to be supplied. 

BARBER·COLMAN WARFER 

Thia machi~e was found to have the following defects: 

the thrcod ~uide roller badly grooved 
poor operation or th~ thr~~d ~~ide roll~r brake 
incorr~et oper~tinn of the clutch presser lev~r 
poor br:tk'? .:tr.tion 0 r rcr.et r.iotor- and dri•1in& dr11m 
predeter-minerl length counter do~a not function corrr.ctl7 
drops wirrs improperly clP.~nPd 
~arlly p~~\tinn~d ch~P.se bn~~ 
inopcrntive creel !nne 
insecure eon-./cheear. hnlderB 

The warrer was di~m~ntled ~t.nrtinr, on ~pril 2e on~ cnr-rective 

action or~anis~~ in~J~~ing thr. ""~ or aome ports from ~he !octory 

stock pending the opening or th~ rlnm~~ed eaRe of Barber Colman parto 

!rom the Decond ahipm-.nt in th~ p~~~enr.e o! VINACONT~CL !or the 

purpose or earryin,. 011t nn in-:1:0-.,nr."! r.11r·1-,::. 



INTRODUCTION 

PROJECT DP/VIE/80/038 

REPORT ON z.tACHINERY RECONDITIONING 
AT VIET THArlG FACTORY 

AS AT 31 MAY 1984 

The work was carried out by TOYOBO's supervisor staffe stated in the 

former report plus the following staffs from textile machine manufacturers 

in Japan who have arrived at this month. 

May 10th 

May 10th 

Mr. E. Iwai Erection supervisor of drawing frame 

Mr. H. Kawamata Erection supervisor of headstock 

The arrival of the above 2 supervisors was ~s scheduled and the installation 

work of 4 new drawing frames of TOYODA and a new headstock of BABA has been 

taken up. in addition to the reconditioning work of existing equipments. 

Following interpreters were assigned to 2 supervisors. 

May 11th 

May 11th 

CARDING SECTION 

Ms. Dinh Thi Hong Anh 

Ms. Le Thuy Mai 

From MOLI 

Already arrived in April 

On this month the following cards were undertaken for the reconditioning. 

Card No. Date 

44 
75 
52 
43 
51 
56 
53 
55 

May 4 
May 9 
May 7 
May 14 
May 21 
May 23 
May 29 
May 29 

The condition of the above cards can be characterised by very deficient 

carding surfaces on the taker-in, cylinder, doffer and flats and bad 

condition of such parts as undercasings, fly comb, stripping combs, etc. 

as it was stated in the former report on April. 

16 technicians already assigned for the reconditioning work kept on 

working and in order to carry out the reconditioning new metallic wire 

mounting equipment of shipment was used for the first time, in addition to 

the existing factory equipment. The supervisor demons~rated and trained 

the reconditioning technicians how to use it, since the new equipment was 

different from the existing one in several mechanism. Necessary tools for 

changing cylinder shaft ware arranged for manufacturing in workshop and 

added to the line-up of tools required for the card reconditioning work. 
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The contents of machinery recchditioning work carried out this month is 
almost same as what was carried out on last month, but this time the 

cylinder shaft of No.52 card was withdrawn and replaced by new cylinder 

shaft. Also, cylinder casings of No. 45 and 76 were renewed. 

This month the following cards were completed in reconditioning and some 

of them were returned to factory control. 

Date started Date completed Date returned 
to Factory 

No.48 March 28 April 28 r..iay 14 
47 l4arch 28 April 28 May 14 
59 April 9 May 3 May 14 
46 April 17 May 10 May 14 
68 April 20 May 10 May 14 
45 April 25 May 21 May 21 
76 April 28 May 17 
75 May 9 May 21 May 21 
52 May 7 May 28 

During the work of reconditioning, information was given on the subjects 

stated in Annex 1 as part of the training course. 

BLOW R00!4 MACHINERY SECTION 

Reconditioning work in this section started with Frame No.J, BL-62 and 

BL-20 scutcher on 24th May. The opportunity of stoppag~ of this scutcher 

due to mechanical defect was taken of to carry out the reconditioning. 

Rollers and their surrounding areas on the way to l~p forming part from 

the calender part were found to be considerablP- deteriorated and damaged 

on surface. Breakage of neck part of a fluted roller and many spots of 

cage rollers was;alsc noted. 

The reconditioning work was started by 6 technicians assigned for it to 

follow the guidance of the Japanese blowing/carding supervisor. 

Surface grinding was done to scars of calender roller and broken neck of 

fluted roller was repaired and reinstalled. Side frames of auto lap 

feeder was replaced by new frames. Damaged cage roller and pin beater 

blades were also replaced. Piano motion part was corrected in gauge 

setting, adjusted and rebuilt up. 

During the work information referred to in the Annex was given by the 

supervisor as part of the training course. 

I 
I 

! 
I 
I 
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ROVING SECTION 

During this month the progress 

Frame No. Date started 

FAS 4 
FAS 12 
FAB 13 
FAB 14 

April 3 
May 2 
May 17 
Hay 30 

- 3 -

of reconditioning 

Date completed 

Hay 15 
Hay 30 

was as follow: 

Date returned 

May 18 
May 31 

Frames No.12, 13 and 14 ware running when the reconditioning wo~k was 

undertaken. However, their mechanism and function were largely fatigued 

and •orn out. Abrasion of long collar and footstep was notable and extent 

of flyer unbalance and botton roller eccentricity was considerable. 

The number of clearers for top and bottom rollers was seriously scarce and 

gearing co~dition of main gears was found poor. 

Spindles, long collars, bobbin wheels and cone drums were replaced by 

new ones and correct alignment and centering was carried out. Footsteps 

worn out were also replaced. Furthermore, clearer cloth for bottom and 

top roller was reclothed. Correct balance was set for flyers and poor 

alignment in the lifter slide was corrected and the building mechanism 

was taken down and rebuilt. ~ain geari::igs were dismantled. correctly 

adjusted and reassembled. 

Trial running to test the renewed mechanical function of reconditioned frames 

No.4 and 12 was successfully completed and returned to the factory control. 

The above work was carried out by 13 technicians under direction of 

drawing/roving supervisor. While the work of reconditioning on-the-job 

training took place as part of the training course. 

RING SECTION 

Subsequent to ring frame No.25. Nos.23, 27, 29 and 31 were started during 

May, being taken care of by 13 technicians assigned under the guidance of 

ring spinning/winding Japanese supervisor. 

Such frames were on operation prior to the start of reconditioning but the 

condition of tin roller and spindles was found to be bad. No replacement 

parts were available for the last mentioned item and pneumafil equipment 

which was found as a whole to be fairly deficient. For example, the 

connecting joint of pneuma duct was dislocated. The flutes were bended 

and blocked in the holes. Gum sockets and fitting metals of pneuma nozzle 

were defective • 
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Bottom roller nylon metal, jockey pulley, top apron and separator were 

replaced to contribute towards an improved condition. Other works which 

had been completed covered the mending of eccentric tottom roller, correct 

setting of spindle gauge and alignment and centering of snail wire, lappet 

and spindle rail. Tin rollers were dismantled and rebuilt and deficient 

bearings were replaced. 

Slow pitched progress hitherto has been improved this month and frames 

No.25 and 23 were completed and handed over to the factory and No.27 was 

almost completed. Whilst the work of reconditioning was taking place 

subjects specified in attached Annex 1 as part of the training course. 

WARPER SECTION 

The reconditioning of Barber Colman warper No.2 was commenced on the end 

of April and handed over to the factory on 14th May. The dalilaged case 

of this parts from the second shipment was opened in the presence of 

VINACONTROL for insurance survey and fortunately no serious damage to 

any parts was detected. 

Some important items such as clutch and brake cylinder were dismantled 

and rebuilt after beirg repaired and adjusted. The brake part for thread 

roller and reset motor was also repaired. Other work which had been 

completed covered the replacement of clutch plate as well as checking and 

repairing of drop wire, tension bar and cheeze peg spring. 

As to two Kanamaru warpers, the dismantling, repair and adjusting of clutch, 

drum brake and brake cylinder, etc. were carried out. Furthermore, the 

drop wire were checked and corrected. The frames No.1 was completed on 

18th May and No.3 on 28th May. 

SIZING SECTION 

The machine was found to have the following defects: 

-Teflon coating cond~tior1 of drying cyl-nder was bad and marked roughness 

was noted on the surface. 

-Steam leak was noted from cylinder steam pipe. 

-The stiffening and rougp surface of the squeezing rollers gave rise to 

insufficient squeezing and hizh speed running was impeded. 

- The bracket metals of the immersion roller were worn out. 
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-The bea1:1 tension was uneven. 

The main items of work carried out .;~re: 

-Dismantiling of drying cylinder and teflon sheet covering 

-Greasing up of bearings of drying cylinder and repair of steam pipes 

-Repair of top and lower squeezing rollers including packing replacement 

-Repair of immersion rollers. guide rollers. creel metals and creel stands 

-12 warpers beam (Barber Colman) were assembled. 

The-reconditioning work fo~ preparatory for weaving was carried out by 

13 technicians under gui~.:lllce of Japanese prP.paratory supervisor. 

LOOM SECTION 

The work of weaving supervisors was hampered for seve~al weeks owing to 

absence of interpreters and the major recondi~ioning work for 40 looms 

badly cannibalized was started on 7th May at a modest progress rate 

owing to the considerable delay in collecting all required parts to be 

locally supplied @Dounting to 840 items. Fifteen looms were taken up 

for reconditioning. among which seven were completed and 4 looms were 

returned to the factory control for production on this month. 

The main items of work carried out were: 

-Alignment and adjustment of shafts 

-Setting and adjustment of lettinb off motion 

-Setting and adjustment of warp tension m0tion 

-Setting and adjustment of taking up motion 

-Setting and ad~Mstment of warp stopping motion 

-Setting and adjustment of beating up motion 

-Setting and adjustment of shedding motion 

-Setting and adjustment of weft stop motion 

-Setting and adjustment of shuttle box motion 

-Setting and adjustment of brake and driving motion 

-Setting and adjustment of picking motion 

In the reconditioning of looms 3; technicians were assigned to follow 

the guidance of weaving supervisor. 
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TOYODA DRAWING FRAMES 

The installation of 4 new drawing fra.ces started on 11th ~lay under the 

guidance of the erection supervisor. The erection anri necessary 

actjustment and setting of new machines wert -~leted on 26th May. 

Necessary instruction was given in writing an lly to the factory 

side by the Contractor in order to avoid any d~ aused by improper 

operation contrary to it or negligence or lack ot · · :r maintenance. 

Upon completion of installation. the performance test was programmed to 

be carried out on the basis of assessment standards prepared by CT4_ .... id 

the team leader and the first load running test wa~ carr~ed out on 29th 

May and the second test was planned as on 1st June both in the presence of 

CTA and team leader. The check on mechanical function of the machine 

was dlso carried out and ten slivers of 6 yards in consecutive length 

were collected with a view to test the variation of weight and ui and 

CV% together with its spectrograph and sent to Thang Loi Factory's 

testing laboratory. 

After handing the machines to the factory, the training of operative and 

technicians by the supervisor waR programmed to be carried out in May and 

June and this was planned to include video filming of essential steps 

of operation and maintenance demonstrated by the supervisor. 

SIZING HEADSTOCK 

The installation of new headstock got under way on 11th May under the 

guidance of erection supervisor from Japan. Installation and necessary 

adjustment and setting were completed on 28th May. Mechanical ~heck and 

performance test was carried out on 30th May in the presence of the CTA 

and the team le?der of Proj-ect. F·ive warpers beams from Barber Colman 

Warper were prepared for the test under the specification of: 

Yarn c0unt; Ne20 
389 ends x 4 beams+ ~83 ends x 1 beam, Total 1,944ends 
Beam length : 26,000 yds 

The bump and trembling of related part caused by uneven covering of 

f4annel cloth on the pi·ess roller of beaming part was pointed out by 

CTA and the situat~on was corrected by recovering cloth in different 

••ay. Standing ready to operation, the headstock was handed to the fact,ory 

on 31st V.ay. Trcining of operatives and technicians by the supervisor 

was plan~ed including video filming of essential steps of operation and 

maintenance. 
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PROJECT DP/VIE/80/038 

REPORT ON MACHINERY RECONDITIONING 

AT VIET THANG FACTORY 

AS AT 30 JUNE 1984 

INTRODUCTION 

The work was carried out under supervision of TOYOBO's staffs. 

On this month the following staffs from textile manufacturers 

have left for Japan after completing installation, performance 

test and training for personnel of newly installed machines. 

June 7 Mr. E. Iwai Erection supervisor of drawframe 

June 7 Mr. H. Kawamata Erection supervisor of beaming head 

The following supervisors have arrived on this month. 

June 14 Mr. M. Shinagawa Bleaching and raising 

June 14 Mr. K. Nishikawa 

June 14 Mr. N. Fujimoto 

Printing 

Printing 

The arrival of ab0ve 3 supervisors was advanced from Factory's 

request and the installation p~rts supplied to the Dyeing and 

Finishing has been taken up. 

BLOW ROOM SECTION 

Reconditioning work of No. 3 scutcher ( BL--62, BL-20 and Fan 

condenser) has been completed. Main works carried out were 

replacement, aligrment and necessary adjustment of ALO, cage 

roller, lap scale and grid bar and cone drum of BL-62 and botto~ 

lattice, spiked lattice, feed roller stand and doffer leather 

sheet of BL-20. Deteriorated 2 blade beater was re-assembled 

after being repaird at workshop. Furthermore, every feeling 

motion and piano motion mechanism, hopper doffer, air cylinder, 

etc. were overhauled, checked and adjusted for remounting. 

Electric wiring being done and lap weight being adjusted, 

the scutcher was proceeded for test run on 21st June. 

Dismantling of 2 blending feeders started from 25th June and 

new spiked lattice was fit. 

Progress ratio of reconditioning work in this section as of end 

of this month is to be assessed as 25%. 6 Technicians already 

assigned plus two have worked under the supervision of th~ 

Japanese blowing/carding supervisor. 

- 1 -
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During the work information.was given by the said supervisor 

as part of the training course (This will be reported separately) 

CARDING SECTIN 

This month the following cards were undertaken for the recon£ 

itioning and completed. 

Card No. Date started Date completed 

43 (May 14) June 2 

51 (May 21) June 2 

53 (May 29) June 7 

54 June 4 June 13 

55 (May 29) June 19 

56 (May 23) June 7 

60 June 10 June 21 

61 June 13 June 23 

62 June 20 June 29 

63 June 22 

71 June 28 

72 June 26 

Up to the end of this month 22 cards were kicked off among~ 

which 18 were completed and 2 near!~ completed. The progress 

ratio assessed by us is 61%. 

14 Technicians under the supervision of Japanese blowing/card 

supervisor carried out the reconditioning work in which 

information was given concerning subjects in ttis section as 

part of the training course. 

TOYODA NEW DRAWFRAMES 

Upon completion of installation of 4 new drawframes on last 

month, performance test plan was designed and carried out 

several times by CTA and Japanese team leader to ascertain 

satisfactory running condition of new equipments. P~aks 

appearing at regular intervals on Uster spectrograph concerning 

sliver evenness turned out to simply mean sliver's being 

oppressed by cans spring pressure and not due to sliver's )Wn 

problem. 

Training to familiarize maintenance and operational techniques 

of new machine was carried out by the erection supervisor. 
Important procedure was demonstrated by him and was filmed 

for recording purpose. 
- 2 -
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ROVING SECTION 

During this month the remaining two frames to be partially 

reconditioned were set about, as the following: 

Frame No. Date started Date completed 

13 

14 

15 

11 

(May 17) 

(May 30) 

June 12 

June 22 

June 2 

June 13 

June 21 

Frames to be restored we~e equally equipped with spindle collars 

markedly worn out and the top rails vibration due to wrongly 

balanced flyers was remarkable. Defective spindle collars 

were corrected by fitting bushings and correct balance was 

applied to every flyer. Lots of spindles non-operating owing 

to broken aprons and lack of top rollers, etc. were improved. 

Crooked roller covers were mended. 

The reconditioning owrk has bee· taken care of by 14 technicians 

assigned under supervisory control of drawing/roving supervisor. 

Whilst the rehabilitation was taking place on-the -job training 

as part of the training course. 

Assessed rate of progress for this section was figured out. 

as 94% as of the end of this month. 

FINE SPINNING SECTION 

The =emaining 5 frames for major reconditioning got under way 

this month whilst 5 frames were finished as stated below. 

Frame 

29 

31 

33 

35 

37 

39 

41 

No. Date started 

(May 23) 

(May 29) 

June 5 

June 8 

Date completed 

June 4 

June 7 

June 13 

June 21 

June 14 June 27 

June 22 

June 28 

Frames to be restored were in general pretty well done for in 

relation to gauge of antinode ring~ and spindles, horizontal 

alignment of lappets, alignment of snail wires and eccentricity 

of tin rollers near gear end side, etc. In addition to due 

- 3 -
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mending and adjustment made in these respects, lappets were 

replaced by new ones in frame No. 37 and 39 and snail wires 

No.35, 37 and 39 were totally renewed this month as well. 

Twist carrier metals wer~ repaired. V belting method for motor 

and driving pulley has been unified for four belts from motor 

side to be .::placed in order. On No.23 and 29 frames in which 

motor flanges are broken off, the four belts are to be placed 

on grooves from the second groove. 

The reconditioning has been carried out by 13 technicians under 

the guidance of ring spinning/winder sufpervisor. Partial 

reconditioning work for 28 frames has not started yet but 

the progress ratio as of this month can be assessed as 46% 

for all that, b~cause major reconditioning achieved already 

91%. While the wor.k of restoration on-the-job training took 

place. 

WINDING SECTION 

Reconditioning work in this section is to cover 1.5 frames by 

major reconditioning (No.6 and ! cf No.4) which havt Deen 

at a standstill for long time and 4.5 frames by partial 

reconditioning. The work virtually started on 11th June from 

requesting to forward necessary tools and equipments and parts 

to be assembled. It was revealed by investigation that 25 items 

of required parts were not available at outset, becoming thus 

drag for accelerating the work pitch. 

Frame No.6 was undertaken this month. Eccentricity of drum shaft 

were corrected and it was instructed by the supervisor to 

make shortfalling brackets for tension device reconstructing from 

spare peg brackets by moans of electric welding. Stop motion 

mechanism was disassembled and cleaned. 

4 Technicians were assigned for the work under supervision of 

spinning/winding supervisor. Contents of training carried out 
on the spot are set forth separately. 

- 4 -
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WARPER SECTION 

As to this section the final KANAMARU warper frame No.4 was 

completed on 11th June, 100% of progress having been attained. 

The mechanism of drop wire was checked and duly corrected and 

clutch part was overhauled and adjusted. 

P~RN WINDING SECTION 

The reconditioning of SCHARER pirn winder was commenced on 1st 

June and the completion of 4 frames among 8 was recorded up to 

the end of this month. Progress ratio is assessed as 56%. 

8 machines, objective of rehabilitation, were found to be 

fairly done for, for instance: 

The bobbin feeder mechanism was not working and chain driving 

the carriage was done away with. 

Driving shafts and threader heads of winding unit were in 

deficient condition and working unsatisfactorily. 

- Stop motion was not functioning well, etc. 

The work has been carried out by the group of 10 technicians 

assigned under supervisory control of Japanese yarn preparatory 

supervisor. The carriage and bobbin hopper mechanismo were 

thoroughly overhauled for necessary repair and adjustment and 

hopper chain was replaced by new one. The wi;1ding unit was 

taken care of as well and defective driving shafts and threader 
heads were replaced. 

LOOM SECTION 

Major reconditioning of 20 looms was initiated this month 

(cumulative 35 looms) and 13 looms were finished (cumulative 20). 

Progress achieved is assessed as 47%, allowing for not undertaken 

160 looms to be partially reconditioned. 

Frame No. Date started Date comleted 
21-10 (May 21 ) June 

20-10 (May 21 ) June 4 
20-09 (May 22) June 4 

19-0S (May 25) June 4 
18-09 (May 28) June 9 

- 5 -
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19-10 '(May 26) June 13 
18-10 (May 29) June 14 
17-10 (May 30) June 26 
17-09 June 1 June 26 
17-07 June 7 June 28 
17-08 June 8 June 28 
18-08 June 9 June 28 
18-07 June 13 June 28 
20-07 June 5 
20-08 June 5 
19-07 June 14 
19-08 June 15 
21-07 June 20 
21-08 June 20 
22-08 June 20 
22-07 June 21: 
23-07 June 21 
23-08 June 21 
24-07 June 22 
24-08 June 22 
24-06 June 23 
23-06 June 25 
22-06 June 26 

Major items of work contents are: 

- Adjustment of taking up motion abd its ali~Tnment 
- Adjustment and alignment of letting off ~otion and fitting 

of wheel box 

- Setting and alignment cf shut~ie box and stop motion 

- Adjustment of height of temple slide 

Alignment of lathe sword, tappet shaft stay and swing 
rail shaft, etc. 

PRINTING MACHINE 

The reconditioning work was commenced by collecting parts 

to be installed on 15th June by a group of 8 technicians 

assigned under supervision of Japanese 2 printing superv~sors. 

What to do first of all was to replace presser bowl and 

squ~ezin9 roller damaged on recent accident by factory's 
stockec spares. 

- 6 -
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The pressure applying device for printing rollers were 

dismantled and necessary repair and adjustment was made to 

fit new parts for pneumatic lording moc':a. 

8 Cylinders of second tower (drying) were dismantled and 

replaced by teflon coated cylinder and stailess steel 

cylinders. 

RAISING MACHINE 
8 Technicians were assigned to carry out the work under control 

of a Japanese finishing and dyeing supervisor. The work 

was ste.rted on 18th June from dismantiling wire fillet rollers 

in order to rewind new wire fillets. Defective bearings and 

V-belts were renewed as well. Up to the end of this month 

replacement of 17 wire fillets and fillet grinding were 

completed and one metal stripper and 4 rubber strippers were 

rewound. 

- END -
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PROJECT DP/VIE/80/038 

REPORT ON MACHINERY RECONDITIONING 

AT VIET THANG FA~'TORY 

AS AT 31 JULY 1984 

INTRODUCTION 

The reconditioning work was carried on under supervision of i 

TOYOBO's staffs. This month following supervisors left the 

Factory after completing their assigned duties. 

July 5 Mr. KP Nishikawa Printing supervisor 

July 19 Mr. N. Fujimoto Printing supervisor 

Following japanese-vietnamese interpreters left the Factory. 

July 31 Ms. Le Thuy Mai 

July 31 Ms. Ngo Thi Dau 

To this report are annexed "Record of on-the-job training" 

on July and "Table of aelivery speed, revolution and 100% 

production of reconditioned machinery". 

BLOW ROOM MACHINERY 

Reconditioning work of 4 sets of blending feeder, Frame A,B,C,D 

(BL-11,12) was completed this month. New spiked lattice supplied 

were fixed and bottom la~tices were dismantled and fitted again 

after relevant repair and adjustment and its beJ.t was replaced 

by new one. Leather beater and cylinder grid bars were oveE 

hauled and re-fitted. No.4 Scutcher was stopped on 26th July 

for the reconditioning and the kirschner beater was taken care 
blad( •~i\L~r~ 

of, being renewed its pin blade and 2 &le.Ade;_ casiug by imported 

parts. By-pass duct and broken bottom calender roller shaft in 

No.3 scutcher were duly repaired and re-fitted. As for No.12 

opener (BL-31), leather beater was mended and air filter was 

overhauled. New belt shifter importe~ was built in the mechanism. 

In the meantime, some wooden spiked inclined lattices in hopper 

of blending feeder were broken due to excessive compression by 

fed cotton stuffed ini:o the hopper, so observation of operation 

procedure to keep fed quantity inside the hopper being one 

third of the hopper space was cautioned to production department. 

This accide~t is also owinq to non-functioning of war~ing lamp 

equipped, then to restore sucn lamps was recommended to the 

factory mar.agement by CTA and supervisors team leader. 

- , -
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Such are main activities taking place in this section and 

progress ratio of reconditioning work as at end of. this 

month is assessed to be 48%, since another line of scutcher­

hopper feeder-condenser is remaining for completion as well 

as superior cleaner and openers. 8 Technicians assigned for 

the job have been working, but for some time many of members 

left the job to aid other works, thus making delay the recondi 

tioning. Therefore Factory management was requested to secure 

man power and two shifts working was proposed as well by CTA 

to accelerate dismantling work. On-the-job training was done 

by the supervisor with reference to subjects and technical 

skills stated in attached record. 

CARDING SECTION 

This month the following cards got under way and finished off. 

Card No. Date started Date finished 

63 (June 22) July 2 

72 (June 26) July 3 

44 (May 4\ July l 

71 (June 28) July 7 

70 July 2 July 11 

69 July 2 July 13 

73 ,July 6 July 14 

67 July 6 July 17 

77 July 11 J\.lly 20 

74 July 7 July 21 

78 July 16 July 25 

79 July 17 July 27 

80 July 20 July 28 

64 July 21 

It can be stated from the above that up to the end of July 

all 32 cards were started and 31 were completed. Thus, progress 

ratio attained up to now is 97%. 

The recondition work during this month 1.1akes little difference 

from what were carried out so far, namely being composed of 

metallic wire mounting to doffer and cylinder, overhaul and 

grinding of doffer, overhaul of flat wire, wire clothing to 

tak"!r in, etc. 

- 2 -
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A device to put compression ?n sliver passing through the 

calender roller with a view to make finer the sliver in order 

to increase sliver's unit quantity in a cans was considered 

to be desirable and a reducing type aluminium trumpet was 

tested and proved to be effective. 

14 technicians assigned for the work have been maintained this 

month and blow room/card supervisor gave information mentioned 

in attached record as part of the training course. 

DRAWING SECTION 

Reconditioning work for 2 sets of Toyoda drawframes was started 

on 2nd July. 2 heads of No.8 frawa were dismantled and each 

part was checked, adjusted, repaired, replaced ;·n<l assemblicd 

again to the frame. Important components such as calender 

roller, D.H roller, gear and gear bracket, top and bottom 

clearer, bottom armens clearer, sliver breakage stop motion 

were replaced by newly imported parts. No.8 frame was finished 

off on 21st July and handed to the Factory after successful 

completion of test run. Second No.7 frame got under way on 25th 

this month. Progress ratio is assessed as 50%. 

Regarding newly erected drawframes, oil leakage from 8 ;~ar 

boxes was reported and detailed investigation clarified that 

this ensued from breakage of coil spring clipping the oil seal. 

Broken springs were repaired for the time being until these 

are duly replaced. After executed this remedy, oil leak was 

observed to have stopp~d. The ditch between cans rotating 

base and the floor was filled up by wooden plate. Remaining 

part of ditch surrounding the frame was advised to fill up 

also, because even if done so, exhaust air from main driving 

part is r.ot hindered. 

14 technicians assigned for drawing/roving frames carried out 

the reconditioning work under the control of drawing/roving 

supervisor. During the work information was given on the subjects 

stated separately as part of training course. 

- 3 -
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• ROVING SECTION 

On 5th July the_ last frame Na.11 FAB. had the recondition 

completed and was returned to the Factory, thus p~ogress 
ratio reaching 100%. 

FINE SPINNING SECTION 

Remaining two frames for thorough reconditioning were finished 

off on early July and reconditioning for 28 frames got under 

way on 9th July. Progress ratio achieved up to July can be 

assessed as 80%. Man power assigned for this work was reig 

forced by the Factory taking advice of CTA and team leader to 

enable the schedule on punctuality and 21 technicians devided 

into 3 groups under supervisory control of ring/winding 

supervisor put forward the partial recondition of 28 frames 

and completed 16 frames. 

No.39 and 41 frames were thoroughl~ taken care of and thread 

lappets, snail wires and nylon bearings for fluted rollers 

were totally renewed. Tin rollers were dismantled, aligned, 

adjusted and supplied oil. Alignment of lappet, spindle rail 

and antinode ring and correct gauge setting of roller, ring 

rail, trumpet and spindle was carried out. Eccentric rollers 

were mended. 

Items carried out as partial reconditio4 are: 

w Overhaul of drafting roller part/Cleaning and check 

of bottom roller metal/Check and correction of 

eccentric bottom roller/Correction of alignment arid 

gauge setting of lappet, spindle, antinode ring and 

snail wire/Grease supply to tin roller and spindle/ 

Replacement of nylon bearings and defective rollers, etc. 

Meanwhile, snail wires and thread lappets were fitted this 

month to fram~s No.23,25,29,31,35,37,39 and 41. Whilst 

the rehabilitation on-the-job training took place as described 

separately. 

- 4 -
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WINDING SECTION 

During this month the work pitch was accelerated and right 

hand side of No.4 frame and left hand side of No.5 frame' 

were concluded. As for stopped frame No.6 to be reconditioned 

on a large scale, also took place various activities. New 

stop motion and tension apparatus were put together and aligned. 

Brackets were devised and welded to tension apparatus. New 

cradles partially reconstructed were fixed to the holder and 

alignment is being carried out. All drums on right side were 

replaced by new one and drum shafts at LH and RH were fitted 

and aligned and its bearings were renewed. Alignment of pegs 

was carried out by use of newly devised alignment gauge and 

bobbin holders are now being fitted. Existing reduction gear 

was repaired and installed. Spring contact pins are being 

manufactured. As regards recondition of operating frames, 

drum shafts and its balJ bearings were dismantled and cleaned 

and drums were aligned. Stop motion and tension device were 

overhauled and re-fitted. Cradles were ditached from the 

holder for repair and cradle holder's ball bearings were r~ 

placed by brand-new. 

Technicians were reinforced to 7 this month. Assessed ratio 

of progress for this month is 27%. 

SIZIN~ SECTION 

On 16th of this month partial recondition of No.2 sizing 

machine began with dismantling size box, repair of squeezing 

rollers and overhaul of PIV. Drying cylinders were taken care 

of and teflcn made sheet was sticked to the surface of 4 cylig 

ders. Btaming head was also adjusted. This machine was carried 

through on 31st July, achieving 100% of progress. 

Teflon sheet applied on cylinders has come to have inner blis! 

ers or small rise scattered on the surface after the machine 

comes into operation and cylinders are repeatedly heated and 

cooled, in spite of plastering work carried out carefully and 

in strict accordance with the written instruction of sheet 

supplier under the supervisory control of weaving preparatory 

supervisor. This phenomenon could have been foreseen when it 

is taken into account that said cylinders have been working 

- 5 -
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for more than 20 years and its life came to an end definitely 

(because innumerable hollows, holes and flaws almost invisible 

on the cylinder surface produced for very long time on service 

of cylinder cannot be removed simply, causing thus bl~sters 

inside sheet applied afterwards) and teflon sheet plastering 

is a substitute for replacement by new cylinder teflon coated. 

Such bubbles can easily be remedies by applying pinhole or 

notch to remove air inside, though flaws remain on surface and 

adhesive power of sheet weakens if this is repeated. All the 

same this side effect of teflon sheet can affect very little 

the performance of sizing machine. 

It was cleared that breakage of toothed t~ming belt for measuE 

ing roller is not ~nly due to use of un3uitable material but 

to unrelevant running condition created at lubrication and 

cleaning. Countermeasure in this respect was shown by CTA 

and Team Leader to Factory side and incorrect handling of 

filter for main motor was also pointed out. 

The work has been carried out by 11 technicians assigned under 

supervision of yarn preparatory supervisor. 

PIRN WINDING SECTION 

During this month remaining 4 frames out of 8 were accomplished 

and the p~ogress recorded 100\. 

F :, me No. Date started Date completed 

8 (June 26) July 3 

7 (June 30) JUly 7 

4 July 3 July 7 

1 July 6 July 11 

Ov~rhaul, replacereent and adjustment of assemblies of unit and 

hopper c~ain was carried out by 13 technicians (3 exclusive for 

pirn winder) under guidance of weaving preparatory supervisor 

who gave information set forth in attached sheet to technicians 

in relation to part of training. 

10 pcs each of d1:iving shaft and wind wheel for each frame and 

100 threaaer heads of unit mechanism were replaced by newly 

supplied items. Hopper chain lifter and chain guide complete of 
hopper were also renewed. In addition, chain and tensfjn pulley 
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etc. for hopper were manufactured locally to fit to pirn 

winder. 

SPOOLER SECTION 

Reconditioninq work for automatic spooler w~s commenced on 12th 

July. No.2 automatic spooler of Spinning 2 was found to be 

pretty doae for and paralized. Almost all cheese ~ores were 

in shaky condition due to wear of parts. 216 ch~ese cores 

were renewed by imported one. Drums were checked and defective 

8 drums were replaced. 40 spindle brackets b~ilt in the machine 

proved to be broken and imported 10 items superseded defective 

items and remaings were replaced by d~verted items of Weaving 1. 

Many ~bread clamps were in wrong conaition with springs and 

fingers worn out and broken. These were replaced by brought in 

and stocked parts as well as repaired by welding and adjusted. 

Six new elevator chains and ten new snick plates were fitted. 

The balance of 206 snick plates were dismantled and regulated. 

Various components of travelling unit were replaced by newly 

supplied items. What were renewed were knotter, down take arm, 

down take segment, roll brake lifting plow, cheese restoring 

plow, trolley truck and smal~ end finder roll, etc. 

'£he work was put forward by 10 technicians (includi~g 2 leaders 

of Spinning 2) ~nder guidance of weaving preparatory supervisor 

and progress ratio attained for this month can be ~ssessed as 

40%. 

LOOM SECTION 

Major reconditioning of final 3 looms was iritiated this month 

(cumulative 40 looms) and 15 looms were completed this month 

(cumulative 35 looms). 

Loom ~o. Date started Date completed 

19-07 (June 14) ·.July 3 

19-08 !June 1 5) July 3 

20-07 (June 5) July 4 

20-08 (June 5) July 4 

21-08 (June 20) J'1.1ly 6 

21-07 (Jlne 20) July 6 
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22-07 (June.21) July 6 

23-07 (June 21) .TUly 6 

22-08 (June 20) July .7 

2J-08 (June 21) July 7 

24-08 (June 22) July 16 

24-07 (June 22) July 18 

24-06 (June 23) July 31 

22-06 (June 25) July 31 

23-06 (June 26) July 31 

20-06 (June 27) 

19-06 (June 28) 

21-06 July 2 

17-06 July 18 

18-06 July 18 

In the meantime partial reconditioning of 160 looms was 

started on 4th July and 46 looms were completed winthin this 

month. Progress ratio of July of major reconditioning is 

assessed as 88% whilst that of partial reconditioning is 29%. 

Main items to be carried out as partial reconditioning are: 

- Overhaul of shuttle box HS and MS 
- Inspection and correction of reed and \"'od fly back angle 

- Fitting of bend slider 
- Adjustment of duck bill and stop finger 

- Inspection and adjustment of taking up motion 
Fitting of check bottom bracket, check guide and spring 

- Replacement of defective ring temple 

- Inspection of weft fork 
Reconditioning uork was cairied out by 26 technicians under 
guidance of loom supervisor. Contents of information given as 

part of training are set forth in attached record. 

PRINTING MACHINE 
In continuation of last month, pneumatic loading mode to 

pressure applying mechanism was taken care of and colour box 

set was remodeled being fitted doctor blade and spring 

locally prepared. Rubber ~trippers for draw roll of plaiter 

and plain belt for cone pulley were replaced by impo~ted ones. 

After being checked and adjuated various items such as joining 

condition of printing rollers and mandrel, speed balance of 
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printing part with cylinders, engagement of cone pulley belt 

with gearing, condition of colour box, etc., etc., trial run 

was started from 13t:1 July without printing at first, then 

3 colours and 4 colours printing was tried, adjusting colour 

matching and doctor. With successful result the machine was 

handed to Factory on 18th July. The work was carried out by 

10 technicians assigned for the printing machine under supe~ 

vision of printing engineers. 

RAISING MACHINE 

This month adjustment, check and repair was further done to 

~he machine which was handed to Factory after test running 

on early July. 

BLEJl.CHING RANGE 

10 technicians attended to the range under the instruction of 

raising/bleaching supervisor and the reconditioning work 

got under way on 9th July from checki~g of the range and 

preparatory works. Defeccive condition of the range was 

featured by insufficient cleaning care. Deterioration of 

rubber roll, deficient expander, corrosion of inner roll 

bearings and J-box frame and breakdown of cylinder dryer 

proved to have become worse than 2 year::> back. Prior to stop 

of running on 16th July, new parts were brought into the spot 

and assembly and adjustment of such parts w3s made. 

Three 5 ton ~ubber mangles newly imported were fitted to desize 

saturator, NaOH saturater and H202 saturator respectively • 

17 expander rollers were set up and its installed angle was 

adjusted. 4 sets of cloth guider with bridge and corr.pressed 

air piping set were installed as well. Replacement of 2 bottom 

rollers in washing bath of desize s'turator, 4 in NaOH saturator 

and 4 in 11202 saturater was respectively carried out and bearings 

for such ~vllers were checked and defective ones were replaced 

by new steel and stainless steel bearings. Upper guide rollers 

of H~02 saturator were also replaced by locally available one. 

As for the steamer, new 15 guidd roller bearings were fitted 

in !ddition to 4 new window glasses. New thermometers were 

- 9 -



• 

y 

• 

fr 

fitted to steamer, NaOH saturator,NaOH J-box and H202 J-box 

respectively. Pillow blccks of brushing roller and rubber 

stripper of plaiting device were replaced. Existing window 

glasses were replaced b7 newly supplied ones for MaOH and 

H202 J-box. 

As abovementioned, the reconditionin~ work for the bleaching 

range was carried out in accordance with the contract and 

proposal and was completed this month. Trial running was 

commenced on 31st July. 

- END -

Prepared by K. Tsumori, A.T.L • 
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PROJECT DP/VIE/80/038 

REPORT ON MACHINERY RECONDITIONING 

AT VIET THANG FACTORY 

AS AT 31 AUGUST 1984 

INTRODUCTION 

The reconditioning work was entirely finished off up to 
this month. 

Process 

Blowing 

Carding 

Drawing 

Roving 

Ring 

spinning 

Winding 

Karping 

Sizing 

Recondi tio· .ing 

level 

standard 

standard 

standard 

partial 

standard 

partial 

Standard 

partial 

standard 

partial 

partial 

standard 

partial 
P. Winding partial 

Spooler 

Loom 

Printing 

Raising 

Blei!ching 

standard 

standard 

partial 

standard 

standard 

standard 

Nber. of 

frames 

1 line 

(2 scutchers) 

32 sets 

1 set 

(2 heads) 

1 set 

(2 heads) 

4 sets 

2 sets 

10 sets 

29 sets 

1.5 sets 

4.5 sets 

4 sets 

1 set 

1 set 

8 sets 

1 set 

40 sets 

160 sets 

1 set 

1 set 

1 line 

Latest handover date 

to Factory 

August 31 

Al ·~Ust 10 

(July 21) 

August 11 

(July 5) 

(June 22) 

(July 9) 

August 11 

August 31 

August 31 

(June 12) 

(May 31) 

(July 31) 

(July 11) 

August 18 

August 15 

August 25 

(July 17) 

(July 9) 

August 1 

Following TOYOBO's supervisor left the Factory after completing 
his assigned duties. 

August 2 Mr. M. Shinagawa Finishing supervisor 

Remaining supervisors keep on staying in the Factory for 

implemer.tation of preventive maintenance scheme, etc. after 

accomplishing supervision work of i·econditioning work. 
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BLOWING SECTION 

Reconditioning work for outstandir.g machinery, i.e. BL-62 No.4 

double beater scutcher, BL-20 hopper feeder, BL-41 fan condenser, 

BL-31 No.12 opener, superior cieaner and roving waste opener 

has bclen carried out and completed this month. 2 sets of new 

cage rolle~ imported were installed on No.4 scutcher and 

cone drum and va~ious shafts were dismantled, repaired and 

re-assembled. Calender rollers were ground and beater leather 

was replaced and alignment of the framework was corrected. 

Fan assembly of No.12 opener was thoroughly renewed and 

filter, wiring connection, etc. were taken care of. At 

dismantling BL-20 hopper feeder, doffers, spiked lattice 

and evener lattice in poor condition were repaired. The 

function of superior cleaner was restored by repairing grid 

bar, etc. and adjusting t!very gauge setting. As regards roving 

waste openertwelve new pin cylinders were:~ replaced by imported 

ones. After adjusting and conditioning 4 blending feeders 

(repair of spiked lattice, adjustment of comb blade and 

relevant fan balancing), whole line was run on trial and 

machinery was minutely checked in every block, getting no 

extraordinary findings. 

The work was carried out by 8 workers assigned under control 

of blowing/carding Japanese supervisor who gave information 

mentioned in attached OJT record as part of training. 

CARDING SECTION 

Last card ~~o. 6 4 was completed and handed over on 10th August. 

To this frame new mote knife and taker-in undercasing was 

installed. 32 reconditioned cards were again checked generally 

this month and in accordance with findings like web hanging 

down and defective web, cleaning Qf sliver guide and trumpet 

plate, grinding of wire and adjustment of gauge setting, etc. 

was carried out. 

On the job training to 14 technicians was continued by blowing/ 

carding superviso~ with reference to subjects and technical 

skills stated in attached sheet. 
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DRAWING SECTION 
Reconditioning work for remaining 2 heads.of No.7 drawframes 

has been contin~ed this month. Main mechanism was looked after 

and renewed by newly imported items lik~ bott~m roller, 

calender roller, coiler tube, shaft and wheel, top clea:er, 

roller weight spring, coiler tube stop motion, etc. This 

frame was ended on 11th August and progress ratio for this 

section achieved 100%. 

The work w3s put forward by 14 technicians under guidance of 

drawing/roving supervisor. 

RING SPINNING SECTION 

Reconditioning work at partial level for remaining 13 frames 

No.1,3,5,7,9,13,15,19,8,10,14,16,18 was carried out as per 

pre-arranged items set forth in the previous report and 

finished off by the end of this month (Total 29 frames). 

Whilst the work information was given by ring spinning/winding 

supervi~~r on items stated separately as part of training 

course. 

WINDING SECTION 

During this month the reconditioning work for 1.5 frames at 

major level (No.6, L.H of No.4) ar.i 4.5 frames of partial 

level (No.5, 7,8,9,R.H of 4) was accomplished. 

Frame No. Date started Date finished 

Major 4 L.H (July 19) August 31 

6 (June 18) August 13 

.?artial 4 R.H (July 19) (July 26) 

5 (July 27) August 1 

7 August 15 August 20 

8 August 21 August 23 

9 August 23 August 31 

Partial reconditioning of operating frames contains work 

of dismantling, check, repair, adjustment, assembling and 

alignment of cradle, tension device, drum shaft, reduction 

gear. All bearings of drum shaft were ditached from the 

frame and rinsed out, greased up and partially replaced by 

imported new bearings. 
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Workers of ring section came to reinforce winding group to 

finalize all work by the end of August. 

Since substituting parts, i.~. veils, yarn guides, ball bearings 

for driving shaft and cradles have not arrived, existing ones 

were adjusted, repaired or replaced by fabrica~ed parts for the 

time being. (Replacement work of such parts is simple and can 

be carried out without difficulty by maintenance personnel.) 

SPOOLER SECTION 

Reconditioning was going on for this machine. Elevators were 

overhauled being adjusted elevator belt and replaced elevator 

chains by new ones. Detectors were inspected and replaced by 

50 imported new assemblies and other defLctive ones were 

adjusted and repaired. New trolley truck was installed. 

Bobbin pockets and snick plates were checked and deficient 

ones were dismantled and repaired. Pull wire chack, throw out 

hook, drive shaft and collector fan motor were checked, adjusted 

and re-fitted. Starter was instructed to fabricate and cage 

roller motor in stock was installed. All activities were 

completed on 18th August. 10 workers were in charge of 

rehahilitative work under control of preparatory supervisor. 

LOOM SECTION 

Outstanding 5 looms for major reconditioning were completed in 

August. 

Loom No. Date started Date comeleted 

20-06 (June 27) August 3 

21-06 (July 2) August 3 

19-06 (June 28) August 6 

18-06 (July 18) August 11 

17-06 (July 18) August 15 
Meanwhile, reconditioning work at partial level for 160 looms 

was carried on and remainin9 114 looms was finished off this 

month. Reconditioning was carr~ed out by 24 staffs under 

guidance of loom supervisor who also did training on the spot. 
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2-5 

REPORT ON PERFORMANCE TEST RUN OF NEW DRAWFRAMES 

Number of Frames 4 frames 
Manufacturing Number (TOYODA) 
1st passage MFG No.1097/1983, 1098/1983 
2nd passage MFG No.1099/1983, 1100/1983 
Main Specifications 
1 ) Namber of delivery 
2) Delivery can 

1st passage 406mm 

2nd passage 406mm 
3) Delivery jspeed 

per frame :ii. 

(16") dia. x 1,067 (42") H. 2 frames 

(16") dia. x 1,067 (42") H. 2 frames 

250m/min 

300m/min 
4) Drafting system 

- 4 over 3 drafting system with pressure bar 

- Spring loaded over weighting arm 
5) Clearer 

- for top roller •• positive intermittent revolving 

clearer with comb 

- for bottom roller •• Pneumatic clearer with rubber tube 
- for calender roller •• Stationery clearer 
(Exhausted air •• on the floor) 

6) Sliver feeding creel 

- 1st passage 406mm (16") x 914mm (36") H feed can 

- 2nd passage 406mm (16") x 1,067mm (42") H feed c.:an 

- Extended positive driven fluted roller without contact 
roller 

7) Electric stop motion with signal lamp 

- Feeding part (green) •• Sliver breakage on sliver creel 

- Draft part (red) •• Sliver lap-u9 at draft roller 

- Coiler part (orange) •• Sliver lap-up at coiler calender 

roller 

Sliver choking in coiler tube 

Sliver choking in trumpet 
- Pre-determined sliver length control (white) 

8) Indicators (Magnetic counter) 

Indication of shift 1st pi>.ssage 1 shift 

2nd passage 3 shifts 

9) Spare parts Included 81 item parts 
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4. No Load Test Run 

1) Testing date 28th May, 1984 

2) Number of tested frames 4 frames 

3) Test witness 
Viet Thang Factory staff, Chief technical advisor, 

Contractor team leader 

4) Test executer 
Erection supervisor of TOYODA 

5) Results of test 
All checking items of attached Inspection Record Sheet 

were inspected for 4 frames under confirmation of test 

witness. 
- It was confirmed that 4 frames was correctly installed 

and its mechanical run was normal and complete. 

(See Test sheet No.1-1 to 1-~) 

5. Performance Test 

1) Testing date 1st June, 198~ 

from AM9.05 till AMll.05 

2) Spinning condition and situation 

- 1st passage 2 frames 
Feeding sliver •• Card sliver weight 350grains/6 yds 

Delivery sliver •• Sliver weight 350 grains/6 yds 

Nominal delivery speed •• 250m/min 

Actual delivery speed 254.6m/min 

Delivery can capacity •• 2,800 yds (23.3 lbs) 

- 2nd passage 2 frames 
Feeding sliver •• Sli~er weight 350 grains/6 yds 

Delivery sliver ,. Sliver weight 120 grains/6 yds 

Nominal delivery speed •• 250 m/min 

Actual delivery speed •• 254.6 m/min 

Delivery c~n capacity •• 2,500 yds (25 lbs) 

- Temperature and humidity at testing time 

At the beginning of test AM905 95QF, 56% 

At the completion of test AM1105 Seu~, 54% 

- During the running, sliver choking ih coiler tube of 

1 frame of 1st paszage occurred two times. This was 

settled by cleaning oil stain sticked inside the tube. 

- Immediately after commencing test run, delivery sliver 

overran. This was settled by udjusting the height of 

can top plate. 

- 2 -
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6. Sliver Quality Test 

1) Spectrograph of sliver's periodic wavelength 

- Sheet No.2 shows the result of test relating to sliver 

coiled in sliver can without top plate. 

F.No.9 2nd passage R.H (Sheet No.2-1) measured o~ Jun 15 

F.No.9 2nd passage L.H (Sheet No.2-1) measured on Jun 15 

F.No.10 2nd passage R.H (Sheet No.2-2) measured on Jun 15 

F.No.10 2nd passage L.H (Sheet No.2-2) measured on Jun 15 

- Sheet No.3 shows the result of test relating to sliver 

coiled in slirer can with top plate. 

F.No.10 2nd passage L.H (Sheet No.3-1,2) measured on May 30 

- From the result of above 2 tests carried out on separate 

dates, it ls clear that spectrographic peak of 80cm and 

40cm in Sheet No.3 is not intrinsic but this peak is 

nothing more than product of sliver compression of piled 

sliver when it is coiled in the can. This sliver 

compression is set free when the sliv£r coil is fed to 

the roving frame and at this time the sliver returns tL 

the state without spectrographic peak as shown ir. Sheet 

No.2. 

2! Delivery sliver weight fluctuation 

It can be assess~d that CV% of sliver weight of 2nd passage 

is good, resulting in 1.16% on the average as shown in the 

attached Sheet No.5. 

3) Sliver U% 

It can be assessed that sliver U% of 2nd passage is good, 

resulting in 3.03% on the averaqe as shown in the Sheet No.4 

(According to the information of Oster Statistics 1982, 

sliver U% is less than 3.4% in 25% of investigated mills 

in all over the world). 

7. As stated above, satisfactory results were confirmed, with 

reference to the specification, ~erformance and product quality. 

T.M.Haworth M.Watanabe 

Chief Technical Adviser Contractor's Representative 

30th Ju&te, 1984 
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NUMBER OF FRAMES AND DELIVERY ARRANGEMENT OF 

TESTED DRAWFRAMES DY-2 

ORAVJING- FRAHE -
zpYoO.A PY-Z 

_ lf(c 110,IO 

CARD 

M/c)IO. 

00 
-1)EOvERY CA/:I. __ _ 

t...ff ..&fl: 

OELLVER>' CAN 

£.H- RJ:f._ 

9EUllERY CIY'f 

RH LB 

00 
_ 2ND. ... 1'A. . . ~ 

11F<i; NO • 

'""hf'8J 

'-------·------ ---------·--·-----·--------
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5HEET No. 1 - 1. 
MECHANICAL INSPECTION RECORD FOR DRAWING FRAME TOYODA DY-2 

Date ~ ?:g 1 q84 
Frame NO: l Hf~~o 10~7MB~ ) 
Passage I :tb 

Posit:i.un Checking Points Good 
Framework Installed nnsition Front and both sides V" 

Heieht Coller nlate and turn table v 
Level Roller T\A'l'tB ( J.. nnints) u 
Abnormal sound Abnormal heati•"• Vibration v 

Gear End 011 ouantitv in oil bath 011 lea.kaH v 
Tension of V-belt · ,/ 

Roller Part Front and rear 'l'V'!aition Weh·ht1"' 0 arnt Plu"'0 er ,, 
Weiehtina arm 11an Front v 

n '.)ntl - 11"d v 
II ea~lt '. " Weiahtina arm •witch v 

• Eccentricitv of bottom roller /,; 

Roller 0 a"'•e .u 
Contact of ton clearer ,,,. 
~~ntact of bottom clearer v 
Ti.11'htcni"'" of counl.:!.:ie and ea,:,h DCrew v 

Out End 011 ou•ntitv in oil bath 011 leaka11e "" Calender Part Oil ouantitv of autocounter wormbox .... 
r.ni ler 11;·.nn switch "' Tubewheal on nuantitv of bebel box ·v 
Tension of timi ... belt . v 
r.an between aoiler nlate .... 

Creel A<liustment of anide .... 
~laclr nr J1liyA,. v 

Coiling 011 guantiti in worm bo! .:.-

.c:!i•A nf' .. nilina ,,/ 

Electricity Motion of door awitah (1 nnintsl v 
• Settino "" f'ull c•n timer "' Motion of coiler 1 draft and lifter ston v 

M"tion of nhotocell of 11atherer. coiler and .creel v 
Deliverv snAed l2'iOM/Min) 

.. • 

Bad Remarks 

11c::t7 

().4-f 

P.b''"' 
o. 'PllW 

5i'/(oo 
40" ':17.S ,,,,,, <. H111.) . 

.. 

l~Jfl;,, 

• 
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SijEET M?. 1- 2 
Date MAX. za ,qsq. 
Fr~•e No. _ ... 10-.... __ _ 

MECHANICAL INSPECTION RECORD FOR DRAWING FRAME TOYODA DY-2 

(.Mi<a' NO to4~c:t9~> . 
Passage \do, 

Position Checking Points Good 
Fra111evc rk Installed nnsition Front and both sides v 

Height Coller nlate and turn table I/ 

Level Roller na"'ta (/,, nnintsl 'V 
A bnor111al sound Abnormal heatina Vibration // 

Gear End Oil ouantitv in oil bath Oil leakaae v 
Tens~?n of V-belt · I/ 

Roller Part Front and rear ""'Sition Weiahti"" arm Plunaer v 
Weiahtin" arm aan Front (,/ 

II 2091 l£d u 
" Back '. (/ 

Weiahtina arm switch L.. 

• F.ccentricitv of bottom roller .... 
Roller aa11ae 1~ 

r.ont11ct of ton clearer v 

rnntact of bottom clearer v 
Tiahtcnin~ of counli~a and each corcw v 

Out End Oil auantitv in oil bath Oil leaka'1'e II 
Calender Part Oil auantitv of autocounter wcrmbox "" Cni ler st an svi tch v 

Tubewheel Oil auantitv of bebel box II 
Tension or timitw belt ' v 

Bad 

r.-.n between coiler nlate v ·- v 
Creel Adiustment of anide v 

_en "Ck nf' sliver .. 
Coiling Oil guantit~ in worm bo! v 

.~i'""' nf' ~nilino v 
Electricity Motion or door switch <~ nointsl v 

• Settino of f'ull can timer ~ 

Motion of coiler- draft and lifter ston ~ 

Motion of nhotocell of aatherer. coil~r and c~eel .. 
Deliverv sneed (2'i0M/Mi"'' 

• 

"' • 

Remarks 

11~7+ 

"' "-'' d .,., ,, ,. a ....... aun e.~--~ . , 
l)(J.-

06-
'el.8,. 

;!lo.{oo"'"" 
~" ~7.S-111111 (NM.) . 

A.· Jj,1 j,,,.1: .J.; O"IJ ~ .... -.,) 

., .. 

14~. 
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sttepr NO· ,_, MECHANICAL INSPECTION RECORD FOR DR~WINO FBAME TOYODA DY-2 
1'1~ 

(H°FG; ..ii). 1cel~~:;s) 
Date NA'C. Z8 
Frame No. __ q _____ _ 
Passage ZM<l.• 

-
Position Checking Points Good 

Framework Installed nosition Front and both sides v 
Heieht Coiler nlate and turn table v 
Level Roller na"rta CJ. nnintsJ ,/ 
Abnormal sound Abnormal heatino Vibration v 

Gear End Oil auantitv in oil bath Oil lealca"e v ·. 
Tension of V-belt · v 

Roller Part Front and rear nn•ition Wei1rhtirur arm Plunoer v 
Weiahtina arm ll&D Front "' " ?rui. ':l,..d b 

" RA Ck .. " Weight!DK arm switch - v 
• Eccentricitx or bottom_ roller V' 

Roller £8!:1£" j.,, 

Contact of ton clearer I/ 

r.nntact or bottom clearer v 
Ti'1'htoni112 of oounliru? and each :icro\J v 

Out End Oil an .. ntitv in oil bath Oil leakHe v " 
Calender Part Oil auanti tv of' .. nilocounter worrubox v 

r.ni 1 A.. ston 111wi tch II 
Tubewheel Oil guar.titi ot bebel bo! v 

Tension of timirw belt - . v 
r.an hAtween coiler nlate I/ 

Creel Ad_iustment of ouide I/ 
S1Ack nf' 111livet- . I/ 

Coiling Oil ouantitv in worm box i/ .. 
Si•A nf' coilino v 

Electricity Motion of door switch (1 nointsl v 
• Settino nf' full c•n ti•er "' Motion or coiler. draft and lifter ston " Mntinn of nhntooell of eatherer. coiler and ~reel v 

Deliverv snaed (2150M/Minl 

• • 

Rad Remarks 

"'1 "'!~ 

04-
p.6111111 
f), fr,,,, .. 

t;,,;( l1b 
\ ~ .< 37.S""' C H1it) . 

14,,,,,~ 

• 
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:;g'EET @.1.-4 
MECHANICAL INSPECTION RECORD FOR DRAWING FRAME TOYODA DY-2 

Date HA'f Z'~ ,qsq 
Frame No. 10 CH~ i.lb \\t)V.<:19:!1.) 
Passage Z'n0 · 

Position I Checking Points Good Bad Remarks I 
Framework Instelled nosition Front and both sideR v 

He iv.ht Coiler nlate and turn table v I 1q r:r .;(',,.,.._ 
Level Roller nRrts CI. noints > ...... 

Abnormal sound Abnormal heatine Vibration i/ 
Gear End Oil ouantltv in oil bath Oil leakue " Tension of V-belt · v 
Roller Part Front and rear 122sition Weighting arm P1.un11er (/ 

Wei.rhtin11 arm 11an Front v f),'--' 
II 2n~. 3rd I/ I)."""~ 
" Back t/ "· 81111•

4 

Weie:htin1r arm switch v 

E~centricitv of bottom roller ,/ -.<oo ~ -~o "'"" Roller gayge v 4() /( ,, ") .r l1lhl (.H,it) I Contact of to".> clearer v 
CQDtact of bottom clearer t/ 

. 
Tiehtcnir..::: of counling nnd each ocrcY v •. 

Out End Oil auantitv in oil bath Oil leaka11e v 
Calender Part Oil auantltv of autocounter wormbox l.J 

r.niler stnn switch ....... 

Tubewheel Oil guantit1 of bebel box 
I 

v 
Tension of timirw belt ~ v 
r..._n between coiler nlate v 

Creel Adiustment of euide v 
Slack of sliver I/ 

Coiling Oil auantitv in worm box I/ 
~ize of coilino I/ 

Electricity Motion of door switch (3 noints> v 
Settino of full can timer v 1¢111,rl 
Motion of coiler. draft and lifter ston v 
Motion of nhotocell of eatherer. coiler and creel I/ 
Deliverv sneed (250M/Min) 
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1•1-·· 2" a·· 4" 6" a·· 12" 16" 24"32"1yd 1•1, 3 4 

fl 'T :~ ,)~~j=-~~ !· Zcllwc!Jer Ltd. l.''-tflr 
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I, ' '•' :· .... •. ' : .• ~ .~ .. ~~~·:·;.,,,;·,'•"',~·? . •·· 

Wave Length 

--(uo q_,1 f 
I C r ' 

Mat.. ~_M~_.'j;_..JJu.:....1- ;J 

Count. ___ ·--··--··--··--···- . · 
U =.J..Q.. __ 0/o _____ .. __ . 
CV = ... _. ___ 0/o-- .. -----· 
Date _..l.G G - f4. 
Stg. ---·-·-------[·--:'·-_ 

/_ 

( fJo,q-2~ -1....J 

Wive Length 

' , (tJo.q~z) 
Mat .. ~/up.~I.;-,tJr.--J.;:S· 
Count. · --·---
U =J..Jt. ____ 0/o----·--------· 
CV =----0/o-------·-· · 
Date .-1.C.--'.-.f-~-· -- -- - .. 
Sig. 

§ J 
I ... 

,. 
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2-6 . 
REPORT ON PERFORMANCE TEST RUN OF NEW SIZING HEAD 

1. Number of Beaming Head 

2. Manufacturing Number 

BABA MFG. No.4706, Manufacturing date 1984 

3. Main Specifications 

1) Beaming head Model: BS-II 

- Loom beam carriage R.S 44 to 65" 

- Max. dia. of beam flange 31!" 

- Head stock & tail stock arbor •• Pneumatically operated 

- Loom beam doffing Pneumatically operated by press 

roller device 

2) Main drive 

- Running speed •• 4 to 90 yds/min by VS motor 

3) Beam drive 

- Automatic winding tension control system with PIV 

- Tension range •• Drive speed 4 to 90 yds/min 

Winding tension range 50 to 360 kgs 

- Tc~sion control •• Pneumatic remote control 

- Beam arbor cluch •• Pneumatic clutch 

4) Measuring & cut-marking unit 

5) 

6) 

7) 

- Measuring unit •• Electronic counter 

- Cut number counter •• Electromagnetic dial ~ounter 

- Marking unit .. Spray system 

Pneumatic prt=ss roller 

- 2 roller type 

Front comb 

- Zigzag type 

Roller 

Driving roller •• Steel pipe roller 

Measuring roller •. Chromr plated steel pipe roller 

- Twitch roller •• Chrome plated steel pipe roller 

- Guide roller Steel pipe roller 

8) Dlviding rod 

- Stainless steel rod 
9) Draft controller 

- 1 -
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4. No Load Test Run 

1) Testing date 

2) Testin~ witness 

Viet Tha~g Factory staff 

Chief Technical Adviser 

Contractor's Team Leader 

3) Test executer 

Erection supervisor of BABA 

4) Results of test 

29th May, 1984 

- All checking items of attached Inspection Record Sheet 

were inspected under confirmation of test witness. 

It was confirmed that the beaming head was correctly 

installed and its mechanical run was norma and complete. 

5. Performance Test 

1) Testing date 29th May, 1984 

1 hour operation from AM1000 till AM1100 

2) Winding speed 40 m/min 

3) Warpers beam 389 x 4 beams = 1I556 

388 x 1 beam = 388 

Total 5 beams 1I944 

Total length 26,000 M 

4) Running situation 

No anomaly was detected and weavers beams were well ·-ormed. 

6. Satisfactory resul':s were confirmed, with referE:nce to 

total performance, production and quality. 

30th June, 1984 

T.M.Hawor h M.Watanabe 

Chief Technical Adviser Contractor's Representative 

·i 
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D:tte 2f. ~ I q?4-
trc HK=/~ t.>o.,. 4r'l0k 

- - -
Position 

1''ramework 

Dividing Unit 

Taking Up Unit 

Spindle Opening 

Press Roller 

Measuring Device 

Front Comb 

Air Unit 

Drafting Unit 

,. • ... • .. - • 

MECHANICAL INSPECTION RECORD ~'OR HEADSTOCK OF SIZING MACHINE 

t-1F~ ~ - .ft!~ 
• 

Checking Points Good Bad Remarks 

Level Parallel of sheet 
., 
' 

Action of power circuit Action of clutch v' 
Abnormal sound Ab11ormal heating ~ibration v 
Action of air cylinder ..; 
Going up and down Adhesion at right and left ../ 

. 
Adhesion of beam 

Power circuit Progrumm~ runctloo I/ 

Action up and down Action right and left v 
Action of each air vulve ..; 
Sheet tension between cylinder and draw roller v' 
Action of PIV ./ 

Tension at it:..tial and final winding / 
Operating condition of taking up v 



2-7 R. right 
INVESTIGATION OF NEP & FOREIGN HATTERS IN CARD WEB (36sq.in) L. left 

M -.:.I.Ila .. 
i~ 

Before Reconditioning After Reconditioning 
March, 1984 . August, 1984 

R M L AVR. R M L AVR. 

43 S'J 60 SS S8 r6 13 /6 IS 

44 4~ sz .38 45 10 14 ,3 /Z 

45 39 47 ~ ¢3 '6 /4 IS rs 
46 ¢1 so SI 47 /S 1; 29 /8 

47 - - - - ? I~ ? ,, 
48 SB SS $0 S4 17 29 16 zo 
51 so S9 49 S3 18 17 16 /'7 

52 - - - - 2'/ ~6 ,6 zo 
53 .SS b2 tt4 S4 18 17 ,, 18 

• 
r 

54 40 4-9 so 46 8 9 6 8 

:5 .JS 42 4-5 tl-1 20 ,9 /6 18 -· ... 
56 4"4 50 so tf.8 IG .11 b II 

59 - - - - /2 8 21 14-

60 4-3 ss 46 48 12 9 s 9 -
61 31 ~ 37 38 IS 15 19 16 

62 37 4S 38 40 ? /0 /3 // 

63 34 a6 3S 3S /2 9 21 14-

64 - - - - IS /S 18 '6 

67 45 61 39 48 f 13 ,8 13 

68 - - -• - 17 16 Pl- /6 

+ 69 37 46 3'1 41 17 13 12 14 

70 38 S4 1/.3 4S 17 IS 8 13 

71 36 47 44 42. 16 9 13 /3 

72 '10 
,.. .. 37 39 18 /8 18 18 .,,.., 

73 411 So 3G 47 13 ?.S 23 1'7 

74 ~9 so 39 40 73 IS 18 1S 

75 - - - - 20 1$' 1'i' 18 
76 - - - - 8 ff 7 9 
77 SS S9 s~ S7 'l 8 20 12 

78 43 68 4'1- S2 14- 12 21 16 

79 38 83 40 So 8 9 '7 8 

80 4<J Sf ¢.Z 44 10 /2 16 13 

AVR. 4-7 14 
112 



2-8 PHOTOGRA?RS OF SEVERAL MACHINES BEFORE AND AFTER 
RECONDITIONING WORK 

• Yeb condition before reconditioning work Web condition after reconditioning 

Outer view of card before reconditioning Outer view of card after reconditioning 



Outer viev of loom before reconditioning Outer viev of loom after reconditioning 

.. 

,._ -. 
Outer view of ring spinning frame ·--Outer view of ring spinning frame 
before reconditioning work after reconditioning work 



TOYODA new drawframe DY-2 

• 

BABA New sizing winding head 

+ 

• 
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(lCr«)l()J FUNCTION EXAMINATION TABLE POR CARDING ENGINE (TABLE A) 
77Jn1r». _LARD 

.. (B) 111achin• identific•tion 0 A 
function ~ 0 .. ... 

to be exa•inecl .. Q, No. No, No, No. No, No, No, No, No, l .. 
~ ll • g .... 44- .,.S" ~ 4./1 .. . . x ~ a"O ...... ...... .., .... 

g, :s --= • • ........., .., 

1au1e bet-en cylinder and A : 200 1 z~ ,. 
'l' rz 

top flat 
11. tee 0.1 - - - -

aaua• bet-en cylinder and ~ s q s 
doff er 100 2 ~ .. .- + 
aauae bet-en taker-in and 
tlbh plate 50 1 a " " I 

coadition of needle point• 
on cylinder 100 2 2 .z % , 
condition of needle point• z z 2 z on top flat 100 2 

condition of veb 100 10 
I 1 I , 

·-,_ 
condition of flat atr.lp ·wane 50 2 , I I I 

condition of waate f ibera 
underttaker-in roller 

' 
so 2 , I I , 

centertn1 of cylinder 50 1 0 0 0 0 

centeriaa of doffer 50 1 0 0 0 0 

condition of needle point• z 2 2 .z on aarnet vire 50 1 
'Tl10 

total "'!OCIO"' 

• • .. • 

P•ctory 1 VIET TJIANG 

D•t• 1.....tl.....d•Y.l151!l-..1110nth,~••r 

u 
i ... u .. ., ., 

l 1 
... .. a; 

3 ., .a l Io .., .. 
:i gi No, No, No, ... " ... . " 

~I 
..... 0 u u " .. " ~ ~ :l'O :I ? k ... 

'8 1 .. !; •O oW ii ... .., 3 8. 3 ... .., u ...... ...... k j;;'8 G8 ~:I QoW et ....... 0 ...... ... ....... ... ...... " -
4 " 19'/S 19'1.S 1.7'.S 

- - - - -
-4 Z7 ~7S l.JSO '.I Sll'J 

4- I ZS + .ts ZS 

-4- 7 f'IS .)S'O 2SO 

-4. 8 zoo 4d(J 3()() 
'.• 

-
~ 4 100 f.tJdO "loo 

-
4- ,,. 

""' ZtJO If.to 

-
"' "' 100 zoo IS'O 

4- 0 0 0 +so 

4 0 0 0 +so 
-4 8 Zoo .ZIJO ISO - -- --- ----- -- tt/-8()() 

"° ' ' 

··-- -..::_ 
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~ FUNCTlON EXAMlNATION TABLE FOR CARDING ENGlNE (TABLE A) 

" (8) 11111chine identification 0 ,Q 

function 0 ... 0"' ... " to be examined .. "" No, No, No, No, No, No. No, No, No, No, l .. 
~1 4-t" 4-b f-'t # • 8 ..... .. . u u 

11 "0 ;:i" .... .... ..., ... 
0 .. < " " ""u .... ..., ..., 

g4uge between cylinder and A : 200 l 

top flat 
6- I '8 13 

- --- - . 

gauge between cylinder and 
doff er 100 2 (/ () 0 () 
gauge between taker-in and 
dish plate 50 l 

() () 0 n 
condition of needle points 
on cyUndeT 100 2 0 (J /') t? 
condition of needle points 
on top flat 100 2 () 0 0 " condition of web 100 10 

I 0 I I 
condition of flat strip waste 50 2 

() 0 () n 
condition of waste fibeTs 
undeT taker-in TOlleT 50 2 

0 n 0 n 
centering of cylinder 50 l 

0 D 0 n 
centering of dof fer 50 l 

0 n /'} n 
condition of needle points 
on garnet wire 50 1 0 0 f) () 

total 1000 • 

--· ·------.-,_ 

No, No, 

.. .. 

Factory:---------­
Date :~day--1..e.._1NJnth,~ear 

;:; 
Ill "' u ..., 

i " "' .. 
"' ... t .. II" .. "Ill l I! u ..., ..., .. .. ... .. ... .. .. .. g ~ 0 ... .. 0 u u .. .. Ill ..., 

~ ¥ :I "O 11 "0 1: . " ·g 11 ~ .... 
:i !i ·O ... :i ... 8.3 ... u ..., u 

G! ..., u .... ,... .. ....o ..-.o ,.. II 
A ... ~t 11.0 uo Ill .. ..... u -o ....... ..... ... ..... .. 

.. #.. ,J7i.;· 67!"' t1.r -l-71 J.3nJ 

4- /) () 0 )61) 11 .. ,n 
11 n 0 0 1:-o .2.~ 

I/ 0 0 0 / t?'1/ 351; 

It a (J 0 /U't) /Ji.fl(} 

,, .3 JS 7!7J -6S"P :i.lirl 

11 () () () .<""Z> 7 gr; 

I/ 0 CJ () 5-o .:lb1? 

ff /) /) /) ,/;{) 0 

/I /') IJ " h; /) 

" D t) CJ n J..DP ---~ ~ ---- .-$";;$ - tti~ ~ -lo-...._ 

C'-
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~ 'FUNCTION EXAHINATION TABLE FOR ROVING FRAME 

T<) >"ODA FAS U4 .,., /s£C 

II (8) 111achina identification .p, 

• 0 
II .. .. function ... • x. No Ho No No No No No No No No .. .., 

to ba eauiinad x.s .. a.., .. .,. II 

.J s • • 1" .. .. 
~§ ~ ~ . ..... .., ... 
1 ... "I II II .... .., .., 

nllllbar of rov1n& break•&• 200 20 IZ. 6 

clearer part 100 3 ZI .52 

~ ...... t 
cantar1na of bottOll roller 200 10 .s s 

roller aaua• aattin& 50 10 1 ~ 

cap bar 1•111• ••tt1n& 50 5 
7 .3.3 

cantar1na of ap1ndla 100 5 IZ4- IZ4· 

vibration of flyer 100 l 
12f 124 

aatt1na of pr••••r of flyer 50 l 
BO ~8 

vaata U"•ra on flyer 50 l 
,~ IZ 

cantar1na of top and botta. 100 cone drua 5 .z 2 

total 1,000 
' . 

.. .. ... 

Factory I v IE. r TttA N<t 
Data 1 .1.J_ _day~nth, li!a.JHr 

• .. 
tl = 

H 
... 
0 ii .. .. 
a l:i i:i I~ No No .. ~ :a ~1 
~~ 

"O • 
~:I ·§ s-=. .... 

!i 
.., .. .t: -I • t ti ii ... .. u 

II ;:§ ;:;§ u ........ g I. ;s :I u .. A 11 ....... .... .., ....... ....... """II -
z,t.,j ,8 '73 ,tf/.60 ~Z60 

-
~,,411) 7.3 294- rl'2 782 

-
248 8 ~2 3.20 1.20 

-'{248) 4 16 160 110 

-
"24-8) 40 161 8oS 7S'S 

Zf.8 1000 -
Z"'8 tutltl'- ...... Sot.o +Poo 

-246 ~ l~ol) 1. '100 900 

" -
24-8 148 51'17 SP? S4-7 

248 2S 1()f /()f SI 

Ir 2'1-.J) 4 16 80 ... 20 

------ ---- -~ ----- -~ r 
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~ FUNCTION EXAMINATION TABLE FOR ROVING FRAME 

Factory 1 ...lZ.LfJ.T TijAN<i' 
Dac1 : _,.S:_d1y.J.klll...1111nth, ~Hr 

-
"' 

" r ... ~= .. (B) machinB id1ntification il 0 " ... .. A ... 'Q x."' .. 
1i 

• 0 & " II x.n 
~1 

'Q ... " " .. .. 
No No No No No No No No No 0. Ill ... ... funcUon ... 

"'l No No No 
~"' .. 1 :1 .. 'Q ... 

to be 111aatnud "c: .. • ·§ v ... 0 ... 1: 0. ... 0 'Q 

ii"' .. "' 'Q 0. ... 0. 0. ... " 0 .. .g "' a. Ill & Ill • a. .... .. ¥ a ... .. ~ ¥ ... I i:§ ui u I .!:8 .~f·· /.7 .. ...... ..... ... 0 ..... 'Q ... u .. Q" ~l Ill ... ... t~ ~"" ........ ..... 'Q ........ ........ ..... Ill ... ..... 'Q 'Q 

.-
1 nllllber of rovtna break•&~/" 200 20 / .. •' ... 1~ I:- 7~ -'f.l/J 7,~.~ 'nh.~ ·~ '/,· I .J ,, 

,~, 

t II 7 2 clean-r pan 100 3 /. I:· 7.tf f~· /p' '! '7 ,:.,· . ' 
:.Z-:j-t' t-' l centerinc of bottOll rolle-r 200 10 ;fl I I '1 · 4-D 16~ /-01" ~· "f 

+-4 roller aauae a1ttin1 so 10 t: ,() ~.Jt t· b ~ /; () '--it• 
11 -cap bar aauae aettina so s -s I /,, .. "1 17. l;o /C/ '.IA/. 

IJ ~ 
6 centerina of apindle 100 5 I :, 

1· //; t' /) /() ,1,y Zr •·' 

~ '" 1 vibration of flyer 100 1 () /I) / D ·. 40 4.0 6t:1 '/I~ 
t, r- +-

II aettin& of preaaer of flyer 50 1 7. ;.:. 
\ I 70 llJ .~o ti '/'i ·' 

t ? + 9 vaate fiber• on flyer so 1 ?. I .~(: .:~ 1; /If- rt. 
I ?. 1-1) 

t-
10 cent•rina of top and bottoia 100 s I I I 7-- 60 ..-\./) cone d-r\19 

,_ --- i--....... ~ 
i.--- ·I" ;z"u 

7f0~" total 1,000 
l..,,..oo""' -r--...... ~ • ---

~ 
' 

--·-.,,;._ 
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('!CJ!t!!C)) FUNCTION IXAHlNATION TAILI FOR RING SPINNING PRAK! 
z-qyqeA .,a #U2sr 

• 

• J .aJ (I) machine 1d•nt1f 1cat1on • r4 s ... II fuactloa ... ! ... 0 

.t i .. No No No No No No No 
to be ••-1Md lt .. ... .:s ~1 0 .., '· 

:l§ l .... ... .. . 
~~ 2? ~' 

,, uu u .. 
.... ~.:l .. • ! ~ . "'41M 

l~ ~.:.: g.: ii 
atra1aht•••• of bottOll roller 100 4 ataff 9 10 s ~ 
parallel. of top apron 80 0.5 ••t .J .J .i 0 
llOY ... nt of apron 80 3 apron I " 0 z 
vti1ght1na for front roller 50 5 lo1111 w•iabt 1 2 s ...L 
••ttina of pneum11-f lute 60 0.1 ataff s If' 4 9 
auction at pna1191-fluta 40 0.5 ataff - - - -
h•i&ht of lappet 40 0.2 lap pat S1 _-.o 17 20 -aaua• of travallar clearar 20 0.05 clearer 4-J "'° 

,,, 2, 
laval of ap1ndl• rail 50 5 a pan H ,, 111 2.3 
api"41l• aaua• ••ttlna 60 l 1plndle 24'1 20, 20~ ''2 
fuactton of latch hook 30 1 ap1ndle ,,0, 41p ..?IU l4l'f 
tape t•n•ion 40 0,5 4 lpindlH .,, 17 'Z. 1~ 

upriaht of liftina pill•r """°' 2 pillar - - - -
h•taht of vlndtaa bottoa 40 5 rr ... 

' 1 1 1 
ahape of full cop 30 5 rr ... 0 I " 0 

vear of capper neck 40 5 fra•• ' 0 0 0 
; 

bottOll roller aaua• -40-- 10 dd• - - - -
••tttna of a•artaa 50 10 aid• 0 0 0 0 

vibration of fr ... 40 10, fra .. 0 0 7 0 

condition of beartna 50 2 bear in& 0 0 0 0 
total 11~!~ 

• .. a 

Factory 1 ytlT nfANO: 

Date 1 ~dey~11e1nth 1 1914 rear 

~I 
... j~ 0 

i. = 1• .. 
II i i .: t 

:l l .] h No No ~§ 

1 = ~ :l Ji st . . 
s ¥ .a~ l§ gJ Bl a! SJ .... . ,., . 

e~ uo 
-'"4 -· 

"''"°' 30 
'""" $' 

.,_n, - ,6. ...... -Un 9 SI,-' 2r + .S2 

11.40 ..] II:,. s' "F Zf. 
I-

1'6.AA '" u.s .J/.J -,L., 
(II.tr~ 26 1~2.S '" + .L.tL 

- - - - -
1(;00 '~" 

,,,,,,s ,~, -, ,,,, 
IMO ,,,, ,,,,,,. 

~4' -o:r~ 

'1'00' ,, S'2.$.0 .uzs ;-"~ 
1'jlO '" IS21"1.$ C",..,. -Lm 
ldtlO 1.3.sl" 19.1141~ ., ..... -....... 

"'"tn) S.3 3'1.~ /'' -·~· - - - - -
""1"10) 4 z~o IZS - rs 
~,,oo 1 "~ ~2 - z -'--
b'°o' I 

,.,, 
3Z 't ~ 

- - - - -
ft4tM) 0 () 0 +.so 
"16do.) I ,.~ JZ .... ,, 
(t,llO) ~ 0 0 +so -,,., ''" 

c:. 
~ 
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~ FUNCTION EXAHINATIO~ TAdLE FOR RING SPINNING FRAME 

Factory 1 VIET T#ANd= 
Date 1 __ day....N4JZ..110nth, t91f Ytar 

... 1 • = ... ..... u (B) machine identification ¥'II • .A u o a 0 

i= 1! 
.. 

u '5 ... i) ... ! i! funccton ... 0 i u '"' ~! "Cl .. ~ ... 0 'II. 
~! a • x. i .. No No No No No No No No No to be exulned ~ ... ~§ ! i X.t .. • ... 

~- i :- .= t ii a "Cl ~ ... 
:I = ... u 0 "Cl . . J .. ~8 a. .... ... .. u 0 ... s .. ii~ 'II§ l§ u u u .. .. "Cl ¥ I Cl 0 =' u .. u § 

z~ 
...... .= ...... ll ... . ...."Cl ... 

~ 27 .J ( ......... ...... ~ ...... . ...... . .. a.~ <uu §~o u Do e.:i ~ x. 11<0 uo Ill ... ... """'"Cl .., u .... . ...., ... ""'"4 .... . 
1 atr21ahtne•• of bott011 roller 100 4 a ta ff ..3 () ~ f ''"° ' -'B' I.$~ "' .fo 1:-
2 parallel. of top apron 80 o.s aet 

:Z.f t.! 7 /0 ~ .5'9 3.?f "' .. 86 .i /H 
3 aiove1111nt of apron 80 3 apron 0 f) 0 () ~ fl f) 0 80 .s' 
4 ve1&ht1na for front roller so s long weight 0 'O l> () ~ 0 () () .fo RI~ 

s aettin& of pneU1M1-flute 60 0.1 a ta ff 17 2Z ~.s If ~ 7.J 469 4'J' ·t~ ' .1/ 
6 auction at pneU1M1-flute 40 o.s at a ff - - - - - - - - - -
1 hei&ht of lappet 40 0.2 lappet f 8' ,, 13 9 ~ df 319 ~4 .. 114 '14. 
8 aaua• of traveller clearer 20 0.05 clearer zt .32 .JO ,, 

~ 
,, ,,9 ~f J.. ,, 2.$ 

9 level of aptndle rail so s a pan J .., 3 2 ~ ta 9' 4fJoS • st.t '"20 
10 aptndl• aaua• ••ttina 60 1 apindle .u .u .J-4 3'S "I t74 toa& f 11AJI .t 10:1J 4Soo 
11 function of latch hook 30 1 apindle ~9 ~~ 1)'3 Zt.!i. !I d.~11 ztlia 2813 .. ,,,.,,~ to~t 
12 tape tenaion 40 o.s 4 apindlea ; B ' a ~ 1~ 1(3 .t7 ,. 11 t07 

13 upri&ht of liftina pillar 60 2 11tllar - - - - - - - .- - -
14 heiaht of windin& botto• 40 s frame () 0 () tJ ~ f) D D '1'0 11$ 
lS ahape of full cop 30 5 frame 0 () 0 0 ,, D () 0 so .92 

16 wear of capper neck 40 5 fra1H 

' 1() 7 s ~ .28 f :1.t- iTJ' •.h.t A!tl'? 
11 bottOll roller aauae 40 10 aid• - - - - - - - - - ·--
18 aettina of aearina so 10 aid• () () () Q () /) () ~ so 0 
19 vibratiOQ of fr ... 40 10, frue u 0 0 () ~ () ~ () 4.0 .n 
20 condition of bearina 50 2 bearina 0 () D 0 0 0 'O p Sf> 0 

total 1,000 '4)-'' 116J( 

' 1 

··-- -- --------=:-
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C!OiOiQ) FUNCTION EXAMINATION TABLE FOR SHUTTLE CHANCE LOOH 
(TABLE A) 

.. 
,D 

••cttoa s .. 
to ba .. 

part to b• exaatned .. No l . ~ ... 18 a ~ 1l euatned • 0 ' ... .. , ...... 
.?! ... 12 u ~ ¥ 
l .. 

~ 1 '= • ...... .., .,, 
ahuttle 120 ahuttle atopptna poattton l 
atoppiq 

check atrap, aprtna 3 
poa1UOQ 

ahuttl• condition o.s 

ptcktna 80 ptcktna ti• 3 
•chant .. brealr.aa• or wear of picker 2 
aect1on 

tiahtn••• of acrew and k•7 l 

ahedd1na 120 hana1na poa1tion of heald 3 

aect1on aheddina ti• 3 

beat1na ue- fl7 back pr•••ina variation 2 

aection 93 rHd crip l 

reed, box back• ••tt1na anal• 2 

ahuttle race aettina 3 

tiahtneea of acrewa 1 

vef t .cop 60 aettina of waft fork 2 

aect1on weft fork, arid breakaa• 2 

clearance of weft fork • ha .. ar catch z 

• • 

Factory 1 Viet Thang Mill 
Data 1 __ da7__j__1111nth, 1984 year 

• ... 
(B) uchin• idenr.ification J 

... ¥ ... 0 ... l .. g 

II i :1 l.-4 
No No "o No No No No No No ~ .. ... ~l 19 20 21 0 

~. 
0 "'4 11 "' ··g ~! 

.... 
I I I :i J: 0 ... ii l"4 8. ... 11 11 11 ... ¥ "'l"4 

e~J a! ........ El 5§ e.s ..... 
4 2 50 -so 

16 400 -1200 

8 200 ·100 ·1230 
• 

5 125 -'175 

3 75 ·150 

8 200 -200 -645 

7 175 -525 

1 25 -75 -480 

6 150 -~00 

2 50 .50 

2 50 -150 

9 225 ·225 -632 

4 100 -200 ·HO 

i .. 

···----··-·---..... =-
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(TOIOiO) FUNCTION IXAHINATION TABLI FOR SHUTTLE CHANGE LOOM {_TABL~ B) 

leCtiOll • .. s ii-rt to be 1xa•ined (A) (B) .. chin• identification 

l 

-ft feeler ~ po11t1on of weft feeler f 1na•r l 
0 .. 

HCtiOll action of liaitinal•ver l 

aettina of croae apindle • hook~r l 

re .. inina bunch lenath 2 

tlllfle cutter .. aluirpne11 of te•ple cutter 2 
)0 

••ctioll po1ition of t••Pl• 2 

pu1hiq eo 1ction of pu1hin1 1lider 2 
0 

elider 1afety 1prin1 when pu1hin1 1lid1r act• 2 
llCtiOll 

••ttina of knockina bill ' V bolt 2 

.. aaain• box HO • poa1t1on, br1aka11 of .. 1a1ine box· 2 

eectioll 0 po1ition of .. aaaine lea 1 

ti1htne11 • breakaa• of bottoa wire • 2 wood controller 

action of 1huttle china• knockina 11v1r 2 

action of non-1huttle 1top 110tion 2 

dip catch 60 action of 111p catch when folk act• 8 

llCtiOll 110v1 .. nt of alip catch whan operattna 2 

-rp protect 120 warp breakaae •top 110tion 6 

llCtiOG poaition of duck bill • atop fina•r 2 

looaenina of reed 4 

actioll of knockina-off 4 

function of brake 2 . __ , 
I/ I/ v I/ / v / v i/ total tl'ee& I 

• 

DUI I 

c 
(I) 

4 

v / /' 

~.; 

day--'....,_nlonth, 1.2.§!..)11ar 

D E , G 
(8) (8) (I) (I) 

-

7 ,,, -)50 -320 

4 100 -800 

, 25 -50 -790 

, 25 -150 

8 200 -400 

) 75 -:JOO 

4 100 -400 

4 100 -200 -13)0 

v I/ / -5567 

H 
(~ 

• 

• -

~ 
:i 
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l'iO!:!O) t'UNCTION EXAMINATION t'AILI FOil SHUTTLE CHANCE LOOH 

(TAIU A) 

.. .a 
aectiOQ s .. 
to be 

.. part to be e•aain•d .. No t • Q, .. 
e:ua1ned a !1 19 • 0 

I .. .. l .... 
.=a .. ~ ~ 08 u 
l • <1~ • '"""II "II 

ahuttle 120 ahuttle atopplq po· •.tion 1 

atoppiq 
check atrap, aprin1 3 

po•ltiOQ 
. ahuttle condition 0.5 

ptcUna 80 picklna tl• 3 

MC bani- breakaae or wear of picker 2 

acctloa 
tiahtn••• of •craw and key l 

aheddlna 120 han1tn1 poa1t1oa of heald 3 

aect10Q aheddtna ti• 3 

b-:attaa 120 fly back preaatna var1at1o~ 2 

;ectiOQ reed crip l 

reed, bo• back• ••ttina anal• 2 

ahuttl• race aettln1 3 

tl1htne•• of acrawa l 

weft atop 60 ••ttlna of weft fork 2 

••ctioa weft fork, arid breakaae 2 

clearance of weft fork ' haaner 1catch 2 

• • • • 

Factory I yiot Thang Factory 
Date 1 __ d•Y--2,._llDnth, 198' year 

• .. 
(I) .. chin• identification I 

... ~ .. 0 .. ..g ... 
l a = 

M i : I lP-4 

·~ No No :I :I i No ~o No No No No No ... g t 0 "II ~ OP-4 !I 20 21 22 24 ! g .... 
' ' ' I . .. .. " '8 .t: 

~1 
0 .. 

08 09 09 09 .. u .aM "llP-4 &. ... .. .... :: I iii! ....... el i;;g e.: u .. 
'""M .... lltP-4 ..... 

5 3 60 -60 .. 
6 120 -360 -300 

• 

2 40 -120 

2 40 -80 

2 40 -40 . -HlO 

4 80 -240 

2 40 -120 -240 ; 

2 40 -80 

2 40 -40 

2 ~o -80 

2 40 -40 -120 

3 60 -120 

' 2 40 -80 

·I:" 3 60 _, 20 -260 

'Li 
'l 
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(TOWOIO) FUNCTICJi EXAMINATION TABLE FOR SHUTTLE CKANCE LOO~ (TABLE B) 

~ • (B) 1U1chin• identification ••ctton .. part to be exa•ined (.\) 
I a ... 19 20 21 22 24 .. 0 ... "" 08 08 09 09 09 

6 weft fHler 80 !poe1t1on of weft feeler fin1•r 1 

••ctton • action of li~itinglever 1 

eetting of croaa spindle ' hooker 1 

re .. ining bunch length 2 

1 t-.ple cutter 30 aharpneaa of te•ple cutter 2 

aectloa poaition of teepl• 2 

8 puahina 80 action of puehint slider 2 

aUder ·eafety aprin1 when puahin1 slider act• 2 . 
aectioD 

• ••ttin1 of knockin1 bil~ ' V bolt 2 

9 -•••in• box 100 · position, brcaka1e of uaaatne box 2 -
••ct1on poaition of -a•zin• lee 1 

ti&htn••• ' breakage of botto• wire ' 2 wood controller 

action of ahuttle chanae knocking lever 2 

action of non-ahuttle •top 110tion 2 

10 dip catch 60 action of •lip catch when folk acl 8 

Hction eove .. nt of alip catch when operating 2 

11 warp protect 120 warp breakage •top 110tion 6 

eection poaition of duck bill ' atop finger 2 

looaenin& of reed 4 
l 

action of knocki~g-off 4 

function of brake 2 

total 1,000 / v / I/ v / / v / 

• 

Date 

c D 
61) ~ 

6 

2 

1 

2 

1 

2 

2 

/ /I ,/ / 

day_i._•Pnth, ...l2!4yur 

E F Cl 
ftij flH ff')-

.. 

120 -240 -210 

40 -320 -26CJ 

20 -120 

40 -so 
20 -80 

40 -160 

40 -80 -400 

,/ _/ -1,9SO 

H 
fet 

• 

• • 

~ 
'l 
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2-10 
CO~DITION FOR SPEED UP AHO ESTIMATED IHCREASE 
OF PRODUCTION EFFICIENCY No. ___ _ 

Condition before Reconditionin£ Work . 
Process 

rroauction 
Hes.sured RPM 

Calcu.Lated ~uu• Prod. Estimated Remark Measured RPM thickness ".!elivery sneed /hr/frame orod. efficy. 
Blowing 14.boz/yd 9nnuted 8.64yds/min 1 scutcher 68% RPM up is nc 

rol 1,,.,.._ 111n:, . .t ln nlLbs lAn ... ,..11 .... 

Card J50grn/6yds Doff er- 9Fi'H 4ncalender rol 11.J2Lbs 70% '7sets/J2 Doffer-10.8Ri 
22.6Jyds/min stocoaize 

Existing 420grn/6yds 2ncalender 97.64yds/min 2J4.24Lbs 70% Speed up is 
Drawframe roller-559RPM product Qua:: 
New 420grn/6yds 50.5mm calender: 254.7m/min 3J4.J7Lbs 78% 
Drawframe roll-=1,605RPM 
:Roving t. ~90grn/J0yd Spindle 1-1/8nfront r. 1~.94Lbs 65% iset/Jseti Spindle 
(FAS) -66JRPH 15.45yds/min stoppage -700RPY 
Roving F. 290grn/J0yd Spindle 1-1/8Dfront. r. 1JJ.7bLbs b8% Spindle 
(FAB) -678RPM 16.82Yds/min -750RP~·· 
~ Ne20's Spindle 1nrront roller 16.96Lbs 82% iset/J8se1 Rulg S. Spindle 

.WOsp -8.550RPM 11.87yds/min stopoage -9.026RP~'. 
RTW Ne20's 82mm drum J87.1yds/min 165.9 Lbs i .5sets/6 82mm drum 
720D. -1.373RPM stot>oa£e -1 1 8~6RPM 
Spooler 8-J/4Ddrum 71J.47yds/min 

-934RPM 
B.C. 21§"drum 606.27yds/min 
Warper -J23RPM 
Kanamaru ~4" arum Jou .;i:syas I min 
Waroer -172RPM 
Scnarer Spindle At 18mm cop dis 
PWD -9,900RPH 612.49yds/min 
Sizing 45m/min 
No.1 
Sizing 25m/min 
Nn.2 
Loom Crank shaft f.0sets/2uc 

-174RPM stot>nalle 

SECTION 1 



:A7ED INCREASE 
No. ____ _ No. ____ _ 

Conditio~ after Reconditioning Work 

Ee mark Re11ark Calculated 100% Product. Estimated 
Measured RPM deliverv soeed hr frame orod. effic 

RPM up is not expected due to strength of 85% 

70% Doffer-10.SRPM 4"calender roller 13,58Lbs 85% 30 y change/33 Com 
~~1------~--J::.;.:...;:~=--~1-------L---=2~7~-~1.e..1.~s~m=in==---'--~---+-------+r.· und cban__ge fix~d for 

70% Speed up is not relevant for 118.intaining 75% 32 cards upto Sep 20th. 

78% 

82% 

roduct ualit • 

1-1 8"front roll. 178.37Lbs 
17.36vds min 

1-1/8"front roll. 147.9 Lbs 
18.61 d mi 

1" front roller 17.80Lbs 
12 ds min 

78% 

72% 

75% 

87% 

170mm/dia. motor pulley 
is reauired. 
140mm/dia. motor pulley 

motor pulley 
is r uired. 
163-/dia. motor pulley 

.__-+-------l~st~o·o~oa~~~e~11-.....;;;.u.~~.::.....&.-----~-...... ~~---.....&.------r-d 128ma/dia. dan<lY 
ulley are required. 

520yds/min 222.86Lbs 

40sets/2 
stoooa e 

SECllON 2 
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Positioning of 
Preventive Maintenance 

Maintenance 

PREVENTIVE 
MAINTENANCE 

Breakdown 
Maintenance 

• • 

Periodical Maintenance 
Aim at maintaining 
performance of 
equipment 

- Periodical execution 

Special Maintenance 
- Incidental maintenance 

owing to deterioratio 
check and on account 
of renewal of 
equipment 

• • • .. 
Ordinary Preventive Maintenance A 
- Maintenance mainly composed of 

cleaning and lubrication 

Ordinary Preventive Maintenance B & C 
- Maintenance mainly composed of 

overhaul, adjustment and repair 
- Grease change of bearing and bearing 

replacement are included as well. 
- Supply of replacement parts are 

also required. 

Lubrication 
- Daily and weekly oiling to 

bearing part 

Daily Maintenance By Maintenance Section 
- Check of 

stop motion/empty spindles/ 
extraordinary noise, etc 

- Repair of spindle of 
frequent yarn breakage 

By Operation Section 
- Daily cleaning 

Renewal of Equipment 
Partial remodeling of 
obsolete equipment 

- Partial renewal of 
equipment in order to 
upgrade product quality 

Countermeasure Maintenance ~Check of quality deteriors 
against quality deterioration------i..tion (Small defect check) 

Countermeasure Maintenance 
against machinery function 
deterioration 

t 

-[
Check of machinery function 
deterioration check 

Plan and do maintenance scheme 
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ORGANIZATION FOR IMPLEMENTATION 

OF PREVENTIVE MAINTENANCE SCHEME 

The preventive maintenance scheme in Viet Thang Factory is 

operated by vertical organization involving technical staffs 

from Technical Deputy Director till each maintenance technician. 

It can be summerized in attached organization chaLt. 

The flow of order giving, report and feedback, and monitoring 

throughout the organization can be epitomized as follows. 

Technical (S)Technical (4) Group (3) Group 
~ 

Deputy DirectoL (G)Deputy Head (l) Leader (2)Workers 

1) Technical Deputy Heads ,)f Spinning 1 and Weaving 1 who are 

virtually responsible for the implementation of Preventive 

Maintenance System (PMS) shall draw up a Monthly Programme 

indicating each maintenance item planned during one month 

in terms of each group or section, in accordance with the 

established maintenance procedure, and after getting approval 

of the Technical Deputy Director shall hand it to group leaders 

as instruction sheet at latest ten days before the beginning 

of the month. 

2) The group leader (or sub-leader in case of absence of the 

leader) of 5 groups of Spinning 1, 2 groups of Weaving 1 

and 1 group of Spinning 2 shall allocate every day ordered 

works to each group workers in compliance with activities 

specified in aforesaid programme. This instruction is made 

by me~ns of Job Instruction Card specifying the job for 

technicians to do. The leader must prepare beforehand 

necessary number of job card to be hand3d to workers. This 

work order is desirable to be given at l?.test on the previous 

day of implementation day. 

3) Worker technicians assigned for an activity of maintenance 

must do their job as specified in the card and every time 

- 1 -

r 
I 



an ordered work is completed, he shall return it to the 

group leader within the day of designated work in token 

of confirmation of fulfilment of assigned job after filling 

out necessary issues in the card. 

4) The leader collects such job cards after completion of 

allocated job and he shall fill out Check Sheet of various 

maintenance activities on the basis of both returned job 

cards and his own check on the scene. In the meantime he 

shall make a Daily Report for reporting purpose to Tech 

nical Deputy Director and shall hand it to him immedeately 

after completing of planned daily activities. 

5) Technical Deputy Head shall prepare in his turn Weekly Report 

for the reporting purpose to the Technical Deputy Director, 

summerizing progress of preventive maintenance scheme, 

important incidents which took place and necessary modif i 

cation of the scheme, etc. and attaching as the case may be, 

daily reports received from Group Leaders. He shall transmit 

weekly report to his superior at every monday following the 

week. 

6) Technical Deputy Director checks and monitors the implementa 

tion results of preventive maintenance scheme in accordance 

with the report by Technical Deputy Heads and with meetings 

with them to be held from time to time. 

Note.-

Underlined forms are attached herewith and compiled in the 

Manual for Implementation of PMS. 

I 
i 
I 
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Head 
Spinning 1 

Group 
Leader 

Blowing 
Group 

[Blowing 
Machinery 

•Card 

• • .. ... 
ORGANIZATION CHART FOR PREVENTIVE MAINTENANL~ SCHEME 

Technical 
Deputy 

Director 

• • 

r-~~~~~~~~~~~·-·~~~~~~~~~~~----~~--~--~~.~------~~~~~~~~~--~~~ 

Technical 
Deputy 
Head 

Soinninji! 1 

Group I 
Leader 

Drawing 
& Roving 
Group 

Group 
Leade 

Ring 
Spinning 
Group 

~Drawframe LRing ~R.T.W. 
Spinning F. 

.... Roving Frame 

Head 
Weaving 1 

Group 
Leader 

I 

Technical 
Deputy 
Head 

Weaving 1 

Yarn 
Preparation 
Group 

~warper 

1-Sizing Machine 

.. Pirn Winder 

I 

Group I 
Leader 

T 
Weaving 
Group 

•Loom 

Head 
Spinning 2 

Group 
I Leader 

Spooler 
Group 

-.spooler 
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!> 



• 
• 

• 
' 

JOB DESCRIPTION OF KEY PERSONNEL 

1. Worker technician 

1) To carry out a~signed maintenance work on the basis of 

given job card 

2) To be obliged to report the completion of assigned work 

and return the job card duly filled up and signed by him 

to his leader immediately after the completion of 

the work 

3) To report to his leader his findings relating to necessity 

of replacement and/or repair of parts in the course of 

fulfilment of his assign.a:! \"!Cr!:. • 

2. Group Leader & Sub-leader 

* Definition of sub-leader 

He shall substitute leader at absence of the latter. 

He shall work under command of his leader as other workers 

but be expected to give relevant assistance and advice 

to the leader. 

1) To assign each maintenance work ordered by the deputy 

head to each of his worker technicians, taking account 

of time and personnel required for the implementation of 

assigned work. The order is shown by the presentation of 

each job card to each member worker. For such purpose, 

he shall prepare beforehand necessary number of job cards. 

2) Tc collect each job card from his personnel and record 

outcomes of each activity carried out in the check sheet 

in terms of each maintenance items. 

3) To make daily report to the Deputy head regarding the 

progress of preventive maintenance. 

4) To be obliged to make necessary contact with the Production 

department to as to ensure beforehand no hitch impeding 

the implementation of maintenance activities. 

5) To be obliged to hand tools required for each activity 

to workers and to withdraw them at the beginning and 

end of every day. 

6) To be responsible for store of maintenance tools 

- 1 -
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7) To be obliged to make daily report to his deputy head 

as regards the result of ordered work by means of 

prescribed report form. 

8) After being reported by workers of necessity of replac~ 

ment and/or repair of parts, he shall make necessary 

decision about what to do and be in charge of making 

claim note for supply of new parts and/or for repair 

at the workshop and shall pass that note to the Deputy 

head. 

9) To give relevant advice and assistance from time to time 

to the job of his workers, working together with them, 

except when he is engaged in his own assigned work. 

3. Technical Deputy Head of Spinning 1 & Weaving 1 

1) To draw up monthly programme for PMS in terms of each 

section and transfer it to each group leader for the 

implementation of all activities involved there at 

latest 10 days before starting first day of the month. 

2) He shall hand one copy of monthly programme to Head of 

production department so as to get prior consent of the 

production department to stoppage of machinery required 

for planned activities. Such coordination should be 

finalized before fist day of the progrzmme. 

3) To check daily outcome of each activity , in accordance 

4) 

5) 

with daily report submitted by leader of each section. 

To control and 

impler:tentation 

and get rid of 

PMS, trying as 

activities. 

take necessary action for satisfactory 

of PMS. He shall grasp ongoing situation 

any ohstacle to smooth implementation of 

much as possible to inspect the spot of 

He shall deal without delay with claim note for new parts 

and repair requested by each leader and be responsible 

for arrangement for readiness of these in time. 

- 2 -
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6) Prior to drawing up a monthly programme, he shall 

listen to Technical Deputy Director for special policy 

or notes to take, if any, and he has to get approval 

of Technical Deputy Director about drawn up monthly 

programme. 

7) He shall submit weekly report to Technical Deputy Director 

on every monday. attaching progress report utilizing 

copy of monthly programme painted by respective marking 

colour in column of each machine. He must inform 

immediately modification of plan and implementation of 

PMS in an unavoidable case to Technical Deputy Director. 

4. Technical Deputy Director 

1) He shall check monthly programme submitted by Technical 

Deputy Head by 20th every month and approve it adding 

necessary opinion and instructing to the latter an 

assured implementation of the programme. 

2) He shall check weekly report submitted by Technical 

Deputy Head on every monday and return it without delay 

to the Deputy Head, after confirming the situation of 

planning and implementation of PMS. 

3) He shall from time to time contact his staffs involved 

in the scheme so as to monitor the smooth implementation 

of preventive maintenance. 

- 3 -
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Classification 
of Maintenance 

Ordinary Preventive 
:.iaintenance A 
(by 2 ?ersonsiday/set} 

Frequency 

Once every 
J months 

Ordinnry Preventive Once 
da i ntcri:111Ct; n t!Very year 
(Ly J persons/day/set} 

. 
Daily Control Once a day 
(Inspection ar.d 
::-ecord} 

Itegs to be carried out 

1. Taker-in.part 
a) Disassembling and cleaning of 

taker-in roller 
b) Checking of bearing and grease 

change 
fc) Adjustment of gauge relating to 

casing 
d) Checking of garnet wire. mending 

or replacement 
~. Cylinder part 

a) Adjustment of gauge between cyli!!, 
der and flat 

b) Cleaning of waste cotton inside 
the flat 

J. Doffer and coiler part 
a) uisassembling and cleaning of 

doff er gear part 
b) Disassembling and cleaning of 

coiler part 
c) Inspection of fly comb box 
d) Adjustment -of gauge between 

cylinder and doffer 
e} Adjustment of gauge of fly comb 

1. Inspection record of cylinder. doffer 
;~CG. flat wire and t,aker--i n ;~arnet · 
wire. Drawing up of a plan of 
rewinding, if necessary. 

2. Grease change for cylinder bearing 
J. Check and record of eccentric 

movement of cylinder and doffer 
4. Disassembling and repair of fly 

comb box 
5. Disassembling and repair of horse 

roller. Eccentric movement check 
6. Disassembling and cleaning of 

flat pa.rt 
a) Disassembling of flat, washing of 

chain and check of extension 
b} Examination of height of needlP-s 

and its ad." ustment 
c) Disassembling and repair of 

grinding bracket 
7. Inspection and adjustment of gauge 

a) Gauge with each bend and Jheet 
b) Gauge between c1linder and flat 
c) Gauge between cylinder and doffer 

1. Inspection of web, record of nep 
and leaf 

2. Checking if oil iR run out. 
J. Inspection of damage and def·~cts of 

cylinder doffer ;ice and flat wire 
4. Checking if.fly comb is resisting 

and its mending 
5. Removal of waste cotton adhered to 

doffer ends 
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Classification 
of.Maintenance 

Striooing of 
Cylinder ~ Doffer 

Lubrication 
for Machine A 

Lubrication 
for Machine B 

Grinding of 
MCC & Flat Wire 
1. Cylinder:-

>'. Dot' fer 

3. Flat 

Frequency 

1 tiJE a day 

one'!! a day 

once 2 weeks 

once 2 month~; 

once 4 month:.; 

once 2 months 

Cleaning bv Onerator 
:lour A li 

x x 
1.00 

2.00 
} x 

J.00 
~ ) 

4.00 
} x x 

5.0G 

6. ·'JC 
x 

7.00 
x 

3.00 

Iteas to be carried out 

1. To carry out the stripping of cylinder 
and doffer to one third of cards 
equipped per day. 

2. To car.ry out the cleaning of casing 
cylinder and taker-in to card stopped 
for the stripping. 

·1. Driving pulley 
2. Dandy pulley, draw box, end bracket 
3. 4" calender, 2" cal~nder, coiler 

cannon bracket 

'.; • Grooved pulley 

·1 • Lap roller and carrier wheel 
2. Feed roller 
J. Cam stud 
~- Around the plain block 
5. Doffer shaft 
6. Inside the coiler pillar 

,\bout, 2 hours when MCC is new (\lithin 
•)ne y~ar use) 
lli t t.o 

~or 48 hours (light grinding) 

f D g 

x 

x 

x 

x 

x 

x 

Note.-(A. Removal of \laste cotton under cylinder and deffer. ) Frequency - once per ·3 days 
A. Removal of waste cotton under taker-in roller. 
B. 3rushing and cleaning of ca.7d front part. 
c. Removal of flat strips 
o. Cleaning of circular brush ;: brass comb 
E. Cleaning of machinery and floor 

Checking on Deterioration of Machineq Function Once 6 months 

of Cutout 11ality Once 6 monyhs 
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CARD (32SETS OF TOYODA CE TYPE} 

1. Ordinary Maintenance for Co~crol Parts 

1.1 Frequency 3 months 

To be carried out at the .:ame time as "Ordinary maintenance 

A'.' 

1.2 Number of technicians required 

2 (skilled and semi-skilled) 

1.3 Maintenance items 

1) Check, correction and cleaning inside fuse box and 

switch box 

2) Check, correction and cleaning of each push but~on switch 

3) Check and correction of insulation of each cable 

4) Check and correction of edr:h cf each frame 

5) Cleaning and lubricatior. tor each motor and check and 

correction of bearings 

6) Check and correction of slack terminal screw 

7) Check and correction of defective safety cover of each 

electric apparatus 

2. Ordinary Maintenace of Flat Grinding Machine 

2.1 Frequency 1 year 

2,2 Number of technicians required 

2 (skilled and semi-skilled) 

2.3 Maintenance items 

1) Dismantling of each belt and loose pulley 

2) Cleaning of sli{~: part, roller shaft and frame 

3) Cleanin~ of e2ch 0iling hole 

4) Cleanin~ ··~ lubrication of gear part 

5) Lubricr.;·.: . .-,;1_ for each oiling hole and rotating part 

6) Cleanin;, lubrication and mounting of loose pulley 

7) Horizontal alignment of roller 

8) Correction of shaky slider 

9) Check and correction of slacknesa of each screw 

10) Check of vibration 

• 3. Ordinary Maintenance of Flat Clipping Machine 

3.1 Frequency 

1 year 

I 



• 
• 3.2 Number of technic:ans required 

2 (skilled and semi-skilled) 

3.3 Maintenance items 

1) Cleaning of each part 

21 Visual check of vice edge and shape of nail tip 

3) Check whether relation of vices at both sides with 

groove coincides in case of most advanced and backed 

position. 

4) Check by gauge plate in left, middle and right side of 

both sides whether there is no gap between bar and vice 

in the event that a bar is fitted to a stretcher and 

is tightend by the vice. 

5) Check G~ tightness of each screw and lubrication 

4. Ordinary Maintenance of Wire Mounting Machine 

4 • 1 Frequency 

Every time of wire mo~nting 

4.2 Number of technicians required 

2 (skilled and semi-skilled) 

4.3 Maintenance items 

1 ) -.Det-aching top and bot tom roller by withdrawing 

top and bottom roller shaft 

2) Cleaning and lubrication of eact part of top and bottom 

roller 

3) Fitting and oiling of top and bottom roller 

4) Cleaning and lubrication of jack 

5. Ordinary Maintenance of Bare Surface Grinder 

5.1 Frequency 

6 months 

5.2 Number of technicians required 

2 (skilled and semi-skilled) 

5.3 Maintenance procedure 

1) Overhaul, cleaning, lu.brica-:ion and assembling of 

safety covers, screw, roller shaft metal, traverse guide, 

guide fork, hclder, etc. 

2) Tightening each screw. To tighten to full extent nut 

screwing up grinding stone of holder among others. 



.. 
+ 6. Ordinary Maintenance of horse wheel grinding roller 

6.1 Frequency 

2 months 

6.2 Number of Personnel required 

3. ( 1 skilled and 2 semi-skilled) 

6.3 Maintenance Procedure 

1) To peel off emery 

2) Cl~aning of tube disc 

3) Winding of emery 

4) To lubricate to shaft and differential gear. 

7. Ordinary Maintenance of Long Roller 

7.1 Frequency 

6 months 

7.2 Number of personnel required 

3 (1 skilled and 2 semi-skilled) 

7.3 Maintenance procedure 

1) To detach emery 

2) Dismantling, cleaning and ~·reasing up of gear box part 

3) Cleaning of overall surface 

4) Check of eccentricity of roller 

5) Winding up of emery 

I 
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EQUIPMENTS AND TOOLS REQUIRED FOR PREVENTIVE MAINTENANCE 

For Ordinary For Ordinary For Daily 
Names Specifica~ion Preventive Preventive Maintenance Maintenance A Maintenance B 

-- ·- --
1. Spanner 3/16 11 x 5/16. 1 set 1 aet 

t x 7/16. 5/8 x 9/16 
11/16 x 9/16 
3/4 x 9/16 

2. -do- 7/8 x 3/4 ea.1 
1-1/8 x 7/8 

3. -do- 2 x H 1 
4. -do- chrysanthemum type 7/8 x chrysanthemum 1 
5. Driver ~ x 811 (-) 1 1 
6. -do- 611 ( +) 1 
7. Thickness gauge 4/100011 • 511 ,6 11 ,7 11 ,811 1 set 1 set 

911 .1011 .1211 
8. L-type thickness gauge 6/1000 11 ,7 11 ,8 11 ,911 ,1011 . 1 set 

(for flat) 1211 

9. Thickness gauge for gap 1.5/100011 to 15/1000 'i set 1 set 
10. Special gauge for grindinglFor lifter & slide 

bracket · ibox ea.1 
1 ·1 • Hexagonal box spann•)r ! ?/811 1 l L type I . 
12. Box spanner long-L type ~9/16 11 x 11/16 1 
13. Box spap~er T type ; 7 /8 11 (hexagonal) · 1 
14. Ordinary box spanner 13/4 x 7/8 (hexagonal 1 
15. -do- 11 x 3/4. 

;t x 5/8 (square) ea.1 
16. Monkey wrench I 1 
17. Flat screw handle 1 
18. :nat revolving handle 1 
19. Tool for raising and 1 . 

lowering taker in roller 
20. Gauge for taker in under- ! 1 

casing j 
21. Height gauge for cylinder 2i" 1 

c.asing 
22. Scribing block 1 .. 
23. Gauge remover of fly in MCC 1 
24. Tool for dismantling and Ball bearing type 1 set 

assembling fly comb . 

-.- .... 

---··------

Section: Card 

For 
Lub:rication 

l 
. 

• 

~ . 
For 

Operative's 
Cleaning 

. 
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EQUIPMENTS AND TOOLS REQUIRED FOR PREVENTIVE MAINTENANCE 

For Ordinary For Ordinary For Daily 
Names Specifica~ion Preventive Preventive Maintenance Maintenance A Maintenance B 

25. T ;·.vl)e handle For grinding clothir ~ 1 1 1 
26. Phte gauge 1/32",1/16",1/8",i" ea.1 
2?. Har.:Ue for doff er wheel Radial handle 1 

tightening 
28. Iron hammer H lb 1' 1 
29. Oiler 1 1 1 
30. Hand brush For machine cleaninE 2 1 1 
31. Long grip brush For cleaning of 1 1 1 

cylinder casing 
32. Iron belt for bend cleanirg large & small ea.1 ea.1 ea.1 
33. Rag Some quantity 
34. Deck brush For floor cleaning 2 
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Section: Card 

For 
Lubric;ation 
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. 
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For 
Operat1ve 1 s 

Cleaning 

1 
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ea.1 
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CARD 32 sets of TOYODA card 

Standard Frequency and Necessary Staffs 

0( DAY) t(MIN) 
- ... 

Kind of Time 
maintenance 

Frequency 
required Interval Group 

Ordinary 1 day/ 1 card/ 
preventive 3 months 1 
Maintenance >. 1 ca1:·d 3 days 

Ordinary 1 day/ 1 card/ 
Preventive 1 year 1 card 10 days 1 
Maintenance E -
Daiily 1 day 10 min/ 32.cards/ 

1 Maintenance 1 card 1 day 
- ... 

Stripping of S min/ 11 card~/ cylinder & 3 day 1 
dof fer 1 card 1 day 

1 day 
10 min/ 32 cards/ 

2 Lubrication >. ~a.i:L 1 ,.:i_..v 

2 weeks 
20 min/ 3 cards/ 

1 Lubrication E . 1 card 1 day 
2 hours, 1 card/ 

Grinding Cyl. 2 months . 1 card 2 ~s 1 
·-- -- 2·-hours; --·r- er of MCC & Dof. car 1 

flat . 4 months 1 card --~Ll!Y'-- -· ... --. ··--· ·-··-
wire Flat 2 months 48 hours, 1 card/. 1 

1 r::.rd 2 ,.:i::.v~ 

Daily Cl4=ani.n g1 day 
··-·--·--- . --Checking on 1 day 1 card/ 6 months 1 

deterioration 1 card 6 months - . --·--··-· 

• ~ • • 
NOTE."- 1. WolV<IWt;- llHE 1 ~)"' - 8 HtJUR 

' 1 WF.FI\' - 6 PA 'Y S 
1 h"NTll _ z s P"4 rs 

2, A.r:rttAL WO"l<IN~ TIHI:. FtJ/t. 0-RlllDINtr 
.:JOMIN./ IC'A~.'O 

m (PERSONS) 
tv1 C'At.CUIAT/N(} NECESSARY STJ4FI-. 

~R l:>Ai>" 

Technicians ' .. m x t x sets ot MLc tv1 = D x 8 Hr. x 60Min Skilled Semi-sk 

1 1 - 2Px 8HJ', x 60MIN)( 32.rsr:s =a9 
M - 3'10""'x. zSP4>'1 >t 8H•· xso"''" ' 

... ·-

1 2 M - 3 p" 9Nr: x €~':'" x :gz .fll'r.s= a 3 
- l'.2,."''""x a~·x8Nr: )C t;()lflll I 

-
1 1 ty1: 2P l{_ f(J HIN.~ 32 $~: 1,3 

f CMY' )( 8 JI~. X ~Ol-flN 

~---. -· 

1 2 
3P x Sf'111f )( 32 sEr.s. - 3 

M = 3 o.,ys ~ 8 N'I', )(' 60 Miff - a 
·-·--------· 

0 2 M= f P /!. l~ HI~. (!. 32 ~S - Q 7 
1 QA)'~ 8 IW. x 60 ,,,,.., - .. 

0 1 
- 1P x 20HIN·x 32 s•rs M -· -at - 2 11166/U )< O ~.6 )( .§.'!"" )(, &tJl-flr 

M- .£'°~ ~O"''"·>t 3z_ S7ITS - 08 
1 ' 1 _ - z111111ru )(250'IY.x8N.,-, ">< wa'"''r a ...... ....-·--·-~ ---·-
1 , M _ zP ~ ~"·x 32SETT o4 

. - 4-;:.,i,m, '>(2.ftMy, x8Nr.)!§QHl,;=a 
1 , M - 2~X 30"""'· x 32 S'~TS - a8 

. .. - , HOAITH )( 2sfi:i.'flx "S.!.~~ €P...1-11110. __ 
Each operative 7orAu 3.8 

¢ 

1 0 ~o 
-

. --···- ----=-
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[3L0Vy' ROOM M/C 

GAUGE OF 2-0LADE BEATER OF SCUTCHER 

. ' 

'FEED 
ROLL 

• 

CODE 

·a 

• 
c 

.1> 

l 

, 

A 

INSPECTED PARTS 

BEATER TO FEED ROLL 

F~D ROLL TO DEFLECTOR PLATE 
. 

GRID BAR TO GRID 8AR 
.. 

BEATER TO GRID BAR 
• .. , .. 

'KATER TO GRID BAR 

KATER TO AOJUSTAILE STRIPPING 
.. 

.. 

GAUGE (mm> 

I I 

8 

t5 
. 
I I 

• -.. 
. . .. ... .. 18 

. ,. 

RAILCCUT-ClfFJ 1.5 

I' 



GLOW ROOM M/c 
• 
• GAUGE OF CARDI NG 

-; .. ,, . ... ~.-
.... -

EVENER 

.. 
·"VENER PEDAL 

'C.£.!L 

p 

GEATER OF SCUTGHER 

CARDING BEATER 

' --

v 
I 
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Classif'ication 
of' Maintenance 

5etting of' Gauge f'or Machine (T'JYODA) 

No. I Naae of Part Setting Gauge I 
Cinch or 1/lQOO inch} 

1 Cylinder - Doff'er 511000• I 

2 Front sheet - Cvlinder lL. I 
3 Front sh-t - Cvlinder ':U 

I..: Front sheet - Cvlinder I lL. 
s Frnmt 111.eet - Cvlinder ! 24 

i 6 Flat b&r - Cylinder I 10 
7 Flat bar - Cvlinder 9 
8 Back sheet - Cvlinder 12 • 

) 

q Back sheet - Cvlinder 22 
10 Taker-in roller - Cvlinder 9 
11 Under ca•ino - Cvlind~r lO 
12 Under casino - Cylinder 1/16 
13 Under casino - Cvlindar 1/8· 
u. . Taker-in roller - Dish olate 10 

r 
• 

15 Feed roller - Dish plate 5 
16 Mote knite - Taker-in roller 12 
17 Taker-in under casiDO" . 1/1.. 
18 StrinniDR' comb - Fla.t bar 
.19 Flv comb - Doff'er 15 

NOTE 

• 0 SHOr.IS" No. o J: Pl'IAT 
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SETTING GAUGE FOR TOYODA LOOM 

1. Following gauges imported for the Projec·t are available for 

the use at the maintenance at loom running and downtime. 

Calling of Gauge 

a,14 6 

-- Angle gauge ( 86°301
) 

G 1=t8 ===G=Ai=8 ====i 
Angle gauge ·( 86° 3tf ) 

0 
~ 

In 
I I 

D .GAi9 
Angle 
gauge 

~ 

~ 

J; 

O==> 

~ 

~ ~ 
D 

( 90°) 

O.«ii 20A 

0 Ai 2 3A 

OAi 24 

OAi 25 

iJA& 25 

0 Ai 28 

.o Ai 2' 

Descriotion of Gauge 

Gauge for pinion shaft 

Gauge for swing rail shaft 

Gauge for height of lathe sword 

Gauge for fixing cloth roller bracket 

Gauge for height of temple rod 

Gauge for front cloth rail 

Gauge for back cloth rail 

r 
i 
I 



• 
.. 

• 
.. 

2. How to use these gauges is shown in the following. 

1) Gaug" No.6 

gage G Ali 6 

c 

e 

2) Gauge No.8 

\ 
Gauge GS No.8 

- 2 -

c lathe 

d lathe sword 

e ree~ stop rod 

f middle bracket 

I 



3) Gauge No.9 

ae.G.149 

4) Gauge No.20A 

b 

- 3 -

a 

c 

f wood 

controller 

y shuttle 

top guard 

front tongue 

front snap guard 

a pinion shaft 

b tappet shaft 

t 
i 
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6) Gauge No.24 

.. 

I'°' '~ , 

G.d423A gauge 

501.253 

TOp 

P'J'1)11! ~·· 
Bo~~on 

- 4 -

f .. . 
g 

h 

k 

benj 

bowl 

bend 

a swing 

. 1 shaft rai 

slider 

slider 

bowl lever 

lathe sword 



7) Gauge No.25 

i twitch roller 

j surf ace roller 

m cloth rollt. r bracket 

r. front cloth rail 

0 cloth roller lever 

y cloth roller lever 

spring 

z adjust screw 

z 

8) Gauge No •. 6 

gaugea ~!?II 

• p temple slider bracket 

q wood thrash .. 

q 

9) Guuge No.28 & 29 

a side frame 

a &b b side frame 

e front cloth 

rail 

f back cloth 

rail 

- 5 -
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3. In addition to setting gauges aforesaic, following gauges 

are used for the maintenance activity. 

t-----------j - ----------- \=-------1 -------
Gauge GS I& 1 

Used for shuttle box 

-F-----------3 rwi Cf-------~ ---------- lf'"-u -------
GSA&2 

Used for shuttle box 

} 
GS.143 

Used for front snap guard· 

1) Gauge No. 1 & No.2 

- 6 -

g box back 

j front guard 

k top guard 

wood controller 

shuttle top 

guard 



.. 
• 

• 

.. 

2) Gaug~ No. 3 

~·-
atrn 0 ~9 

- 7 -

a 

c 

front tongue 

front snap 

guard 
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Lubrication Chart GB 

Far .. Mn:allan al .. w--.. - NCOllll•ld 
aoi-wdtl lllelaloooing dea:.,-=s: 

SOIDtme: Ulhun - • 

l)QODQirt 8)0C cjsi;°F1 
Peilllalici• 265;295 

ar.nd: 

Ami AralDHl.2 
Ased 1.s1ea EP6· on 
BP Energo-ease LS 2 

Esso Beacan2 

G&M GUlcrown2 

Matli Mcdlx2 

Shel MowaR: 
s..ioco s... Prestigi 2 

Toe.I au& EP2 

For .. gur-boxes - NCOlii&id a mnetal oil will! 
Ille lallllooMlg dlarKlerislics: oniy addilwes agminsl 
llg9ilg.rusl and an bmaliCln - pemilied. 

VISCClily I ll'lO \IGJ 
at «JDC (OCOfJ • cSI C~tsec:J r.8 

&and: 

And Vaml.F68 

AMCll PU16-t20 
BP EfW9CllCS68 
Eao Teresso 68 01 ~ H68 

G&M Ham!Ol1y68 

Med \/actra or DTE heavy lllldUn 

Shel Vrtrea 68 ' 

S&l1oc:o &IM5831 

TclCal Cortis 68 

for d pmns other than lhe geat• lxNI. 
.,.. a ._y thin.non- ....iOus oil.llUCll 
u ..si;-madine oil. . 

WO .. ~ ol Ille i;eat-l>:>xes. al· 
UlnC3l1ll P<dS .-e IP*l,"- trll 
Miii by ... 

Aft• .. trll 1500 l'IOln pnwlg .11111!y 
the .. tn:wn .... gear-boxes. wash llllm 
GUI wilh ~ .nl refl With lrnll oil. 

For ._ IJWN poinll inckaled br • ri1g 

on tw Ulricllion ctwt we IWCCllM*icl 
...... of: • 

.. · 
Kliiber Lubrication 

~flex LDS 18 special 

Product 9f: 

KKiber Lubrication MGnchen KG 
D· 8000 MGnchen Vo (WNt Gemwny) 

1 dnX>of oil 

and ref~I · •• 
wi1h fresh oil 
check lhe 
Oil level 
The oil must . 
touch the talb of lhe lowest gear wheel 

1shot from 
grease gun 

into each 
hole 

2-3 drops 
of oil 

SCHlRER TEXTILE. MACHINE ·woRKS. LTD 
CH-8703 Erlenbac~/ZH, Switzerland 

.. 1'47 E/12.11 • SECTION 1 

. I 
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-LOOM-
LUBRICATION TABLE 

Handle side Oiling 
part Change side 

1. Daily lubrication when a loom is 
Crank shaf't metal 
Tappet shaf't bush 
Tappet shaf't stay 
Eccentric cam 
Tappet and treadle bowl arbour 
Swing rail shaf't bracket 
Fender stay bracket 

2. Daily lubrication when a loom is 
Crank arm metal 
Crank arm pin 
Picking bowl 

running 
1 Crank shaf't metal 
1 Tappet shaft bush 
1 
1 
4 
1 Swing rail shaft bracket 
1 

stopping 
1 Crank arm metal 
1 Crank arm pin 
1 Picking bowl 

J. Lubrication at 
Stick stud 

every other day when a loom is running 

Bend slider 
Bena slider bowl 

4. Lubrication twice a week when a 
Back roller bracket 
Pinion shaft bracket 
Pinion shaft middle bracket 
Side lever cap 
Weft motion cam 
Warp stop motion cam 
Cone clutch thrust collar 
Stick cap 

5. Weekly lubrication when a loom 
Taking up finger 
Ratchet wheel 
Slip catch 
Lifting catch 

1 . 3tick sttd 
1 
1 

loom 
1 
1 
1 
1 
1 
1 
1 
2 

is running 
Back roller bracket 
Pinion shaft bracket 
pjnion shaft middle bracket 
Side lever cap 
Friction ratchet catch 

Stick ~ap 

is running 
1 
1 
1 
1 Crank cam 

Sector brake lever bowl 
Side shaf't bracket 

No 

Ratchet wheel stud 
Pinion wheel stud 
Intermediate wheel stud 
Surface roller bracket 
Twitch roller bracket · 
Weft hammer stud 

2 
2 
1 
1 
1 
1 
2 
1 
1 
1 

Friction ratchet catch lever 
Regulation rod supporter 
Surface rollnr bracket 
Twitch roller bracket 

Weft fork slide bracket 
Starting handle 
Rolling bush 
Stud for take off stop lever 
Brake lever 
Clutcp shifting lever 
Yarn beam bracket 
Saf'ety device· 

6. Weekly lubrication when· a 1001~ 
Taking up lever 
Taking catch lever 
Weft hammer grid 
.Stop rod 

:J? 3 :J t: - ISO (S7X 36) 

Fast Tegulation rod 
Second regulation rod 
Third regulation rod 
Foot lever 

1 
6 
1 Yarn beam bracket 

·4 

is stopping 
1 
1 
1 
1 

Stop rod bracket 
Stop rod 

Oiling 
part 

1 
1 

1 

1 
1 
1 

1 

1 
1 
1 
1 
3 

1 
1 
3 
1 
1 
1 
1 
2 
2 
1 
5 

1 

1 
1 

J 
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week 
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JOB INSTRUCTION CARD 
(Preventive 

1. Department: Spinning 1 
2. Machinery: Card 

Maintenance Scheme) 
Issued by: 
Frame No. 

J. Implementing Date of Assigned Job: 
4. Assigned Job (Maintenance Activity): Ordinary Maiptenance A 
5. Workers Allocated for the Job: 

6. Contents of Assigned Job: 
1) Taker-in part 

a) Disassembling and cleaning of taker-in roller 
b) Check of bearings and grease change 
c) Adjustment of gauge setting relating to casing 
d} Check, mending and replacement of garnet wire 

2) Cylinder part 
~} Adjustment of gauge between cylinder and doffer 
b} Cleaning inside the flat and removal of w~ste cotton 

No. _____ _ 

3) Doffer and coiler part 
a) Disassembling and cleaning of doffe:· gear part I 
b) Disassembling and cleaning of coiler part 
c} Check of fly comb box 
d) Adjustment of gauge between cylinder and doffer 
e) Adjustment of gauge of fly comb i

1 
4) Control part I 

a) Check, correction and cleaning inside fuse box and switch box I 
b) Check, correction and cleaning of each push button 
c) Check and correction of insulation of each cable 
d) Check and correction of earth of each frame 
e) Cleaning and lubric~tion for each motor and check and correction of bearing 
f) Check and correction of slack terminal screw 
g} Check and corr~ction of defective safety cover of each electric apparatus 

7. Detail of Job Carried Out: 

1) Detail of replaced and/or repaired parts 

2) Resulted downtime of machine for maintenance activity 

8. Confirmation of Fulfilment of Assigned Job: 

-· ~ J :: t: - .10 ! 1 • J ~ 
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No. _____ _ 

JOB INSTRUCTION CARD 
(Preventive Maintenance Scheme) 

1. Department: Spinning 1 Issued by: 
2. Machinery: Card Frame No. 
J. Implementing Date of Assigned Job: Ordinary Maintenance B 
4. Assigned Job (Maintenance Activity): · 
5. Workers Allocated for the Job: 

6. Contents of Assigned Job: 
A) Maintenance of Card 

1) Check record of cylinder, doffer MCC, flat wire and taker-in garnet wire. 
Draw up a plan of renewing, if necessary. 

2) Grease change for cylinder bearings 
J) Check and record of eccentricity of cylinder and doffer 
4) Disassembling and repair of fly comb box 
5) Disassembling and repair of horse roller. Check of eccentricity. 
6) Disassembling and cleaning of flat part 

- Disassembling of flat, wash of chain and check of extension 
- EJDimination of height of needles and its adjustment 
- Disassembling and repair of grinding brackets 

7) Check and adjustment of gauge 
- Gauge of ~ach bend and ~heet 
- Gauge between cylinder and flat 
- Gauge between cylinder and doff3r 

?. Detail of Job Carried Out: 

1) Detail of replaced and/or repaired parts 

2) Resulted downtime of machine due to maintenance activity 

8. Confirmation of Fulfilment of Assigned Job: 



• 
• 

• 

/'/'l 

1. 
2. 

J. 
4. 
5. 

6. 

JOB INSTRUCTION CARD 
(Preventive Maintenance Scheme) 

Department: Spinning 1 Issued by: 
Machinery: Card 
Frame No. 
Implementing Date of Assigned Job: 
Assigned Job (Maintenance Activity): Daily Maintenance 
Workers Assigned for the Job: 

Contents of Assigned Job: 
1) Inspection of web (Daily check) 

Counting of number of nep and leaf (Monthly check) 
2) Check if vil is run out. 

No . 

3) Check of damage and defects of metallic wire of cylinder and doffer 
and flat wire 

4) Check if fly comb is not touching and necessary correction. 
5) Removal of waste cotton adhered to doffer ends 

7. D~tail of Job Carried Out: 

8. Confirmation of Fulfilment of Assigned Job: 

:::73 :::t-1~0 .',2•JI>· 

r 
I 
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JOB INSTRUCTION CARD 
(Preventive Maintenance Scheme) 

1. Department: Spinning 1 Issued by: 
2. Machinery: Card 

Frame No. 

J. Implementing Date of Assigned Job: 
4. Assigned Job (Maintenance Activity): Stripping of Cylinder & Doffer 
5. Workers Allocated for the Job: 

6. Contents of Assigned Job: 
1) Carry out the stripping of cylinder and doffer. 

No. _____ _ 

2) Carry out the cleaning of casing cylinder and taker-in to card stopped 
for the stripping. 

3) Procedll!"e for stripping for cylinder and doffer 
a) To stop the web feeding. To confirm full stop of card. 
b) To clean the undercasing of cylinder and doffer. 
c) Removal of fly between cylinder and bend • 
d) To remove fly in front of doffer and on dirt sheet. To open the 

stripping door. 
e) To clean cylinder and doffer by stripping roller. 
f) To confirm removal of leaf and foreign matter. 
g) To rell'~·re cotton wound to stripping roller and to clean it. 
h) To lubricate driving loose pulley. 
i) To start the card, after confirming safety around the card. 
j) Notes.-

- When wire of stripping roller is replaced, the contact and engaging 
depth of the wire must be adjusted to be about 2 mm with cylinder 
doffer. Likewise, when the stripping roller has been used over a long 
period time, its gauge must be adjusted halfway. 

7. Detail of Job Carried Out: 

8. Confirmation of Fulfilment of Assigned Job: 





II 
1.0 

Ill~ 

I~ 

1~ pe 1-2-5 
l~ -
1;.;. Iii 122 
I~ .... 

,_ ·~ 
~ I:! m~ 
·-

llllljL 

111111.
25 

111111.
4 11111~ 

MICl"IOCOPY AE30LUTION TEST CHART 
NATIONAL BUREA•J OF STANDARDS 

STANOAR1J REFHlENCE MATERIAL fOfO• 
!ANSI Anti ISO TEST CHART No ?I 



• JOB INSTRUCTION CARD 
(Preventive Maintenance Scheme) 

1. Department: Spinning 1 Issued by: 
2. Machinery: Card 

Frame No. 

). Implementing Date of Assigned Job: 
4. Assigned Job (Maintenance Activity): Lubrication A, B 
5. Workers Allocated for the Job: 

6. Contents of Assigned Job: 
A) Lubrication A 

1 ) Oiling part 
- Driving pulley 
- Dandy pulley, draw box, end bracket 
- 4" calender, 2" calender, coiler cannon bracket 
- Grooved pulley 

B) Lubrication B 
1) Oiling part 

- Lap roller and carrier wheel 
- Feed roller 
- Cam stud 
- Around the plain block 
- Doffer shaft 
- Inside the coiler pillar 

• 7. Detail of Job Ce.rried 0 A 

' • 
117 

8. Confirmation of Fulfi1ment of Assigned Jcb: 

No. ____ _ 
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No _____ _ 

JOB INSTRt'~TION CARD 

(Preventive Maintenance Scheme) 

1. Department: Spinninq 1 Issued by: 

2. Machinery Card Frame No •. 

3. Implementing Date of Assigned Job: 

4. Assigned Jo~ (Maintenance Activity): Grinding of MCC & flat wire 

5. Workers Allocated for the Job: 

6. Contents of Assigned Job: 

Gri~ding of MCC (Cylinder, Doffer), F:at wire 

1) Purpose Jf grinding 

a) To sharpen wire point for smooth carding action 

b) To make rotator round without eccentricity and to make 

~niform length of flat wire 

2) Procedure o~ grinding 
1 • To grasp condition of grinding roller 

2. To check condition of sharpness of wire prior to grinding 

3. To increase grinding pressure in the ev~nt of the wire 

point not being unsharpen and large. 

4. To grin~ the more firmly, the speedier is the ground 

rotator. 

5. To adjust the spark length to be about 4 inches for the 

cylinder grinding. To adjust grinding extent to be 

just abo~t to spark in the event of loffer grinding. 

To grind flat wire not so as to spark. 

6. To check and confirm sharpness condition of wire ground. 

7. Enery for flat wire grinding should be replaced every 

two or three months. 

7. Detail of Job Carried Out: 

8. Confirmation of Fulfilment of Assigned Job: 
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JOB INSTRUCTION CARD 
(Preventive "aintenance ~cheme) 

1. Department: Spinning 1 Issued by: 
2. Machinery: Flat Grinding Machine (Carding Section) 
). Implementing Date of Assigned Job: 
4. Assigned Job (Maintenance Activity); Ordinary Maintenance 
5. Workers Allocated for the Job: 

6. Contents of Assi~ed Job: 
1) Dismantling of each belt and loose pulley 
2) Cleaning of slider part, roller shaft and frame 
J) Cleaning of each oiling hole 
4) Cleaning and lubrication of gear part 
5) Lubrication for each oiling hole and rotating part 
6) Cleaning, lubrication and mounting of loose pulley 
7) Horizontal alignment of roller 
8) Correction of shaky slider 
9) Check and correction of sla~J01ess of each screw 

10) Check of vibration 

7. Detail of Job Carried Out: 

8. Confirmation of Fulfilment of Assigned ,Job: 

:: ? 3 :J t: - i SO 152 'Joi 

No. ____ _ 
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JOB INSTRUCTION ~AF.D 

(Preventive Maintenance Scheme) 

1. Department: Spinning 1 Issued by: 

2. Machinery: Flat Clipping Ma.chine (Carding Section) 

J. Implementing Date of Assigned Job: 

4. Assigned Job (Maintenance Activity): Ordinary Maintenance 

5. Workers Allocated for the Work: 

6. Contents of Assigned Job: 

1) Cleaning of each part 

2) Visual check of vice edge and shape of nail tip 

No. ____ _ 

3) Check whether r~lation of vices at both sides with groove coincides 

in case of most a~vanced and backe~ position. 

4) Check by gauge pls.te in left, middle and right side of both sides whether 

there is no gap between bar and vice in the event that a bar is fitted 

to a stretcher and tightend by the vice. 

5) Check of tightness of each screw and lubrication 

7. Detail of Job Carried Out: 

8. Confirmation of Fulfilment of Assigned Job: 

; 7 3 ~ r: - !O 52 • j.') 
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JOB INSTRUCTION CARD 

(Preventive Maintenance Scheme) 

1 • Department: Spinning 1 Issued by: 

2. Machinery: Metallic Wire Mounting Machine (Carding Section) 

J. Assigned Job (Maintenance Activity): Ordinary Ma.~tenance 

4. Implementing Date of Assigned Job: 

5. Workers Allocated for the Job: 

6. Contents of Assigned Job: 

No. _____ _ 

1) To detach top and botto• roller by withdrawing top and bottom ~~ller shaft 

2) Cleaning and lubrication of each part of top and bottom rcller 

J) Fitting and oiling of top and bottom roller 

4) Cleaning and lubrication of jack 

7. Detail of Job Carried Out: 

·-. 

8. Confirmation of Fulfilment of Assigned J,,: 

::J? 3 ::J t: -1SD (S2><lol 
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6. 

JOB INSTRUCTION CARD 
(Preventive Maintenance Scheme) 

D-!pa.rtment: Spinning 1 Issued by: 
Machinery: Auxiliary F.quipment for Card 

No. ____ _ 

(Ba.re surface grinder, Horse wheel grinding roller, Long roller) 
Implementing Date of Assigned Job: 
Assigned Job (Maintenance Activity): Ordinary Maintenance 
Workers Allocated for the Job: 

Contents of Assigned Job: 
A) Maintenance of Bare Surface Grinder 

1) Overhaul, cleaning, lubrication and assembling or safety covers, screw, 
roller shart metal, traverse guide, guide fork, holder, etc. 

2) Tightening each screw. To tighten to full extent a nut screwing up 
grinding stone or holder amor.~ others. 

B) Maintenance of Horse Wheel Grinding Roller 
1) To peel off emery. 
2) Cleaning or tube disc. 
3) Winding or emery 
4) To lubricate to shart and differential gear. 

C) M~intenance of Long Roller 
1) To detach emery 
2) Dismantling, cleaning and greasing up of gear box part 
3) Cleaning or overall surrace 
4) Check or eccentrl.city or roller 
5) ~1n~ing up or e~ery 

7. Detail of Job Carried Out: 

8. Confirmation of Fulfilment of Assigned Job: 
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Ordinary Preventive Maintenance A 

Maintenance Pl•n·and Check Sheet of TOYODA Card No. 43 
Name of machine 

N•- Of Work R•m•rk• of Work• Frequency J11n. Feb. Har. 

Taker-in part 
Disassembling and 
cle1tuing or taker-
~--~ii--

Taker-in part 
Checking or bearilli 
and grease change 

Taker-in part· 
Adlust•ent or gauge 
l'l!'le.t.ing to C!!.Si?'~ 

i-

Taker-in part 
Checking or garnet 
~t!&cileg!ng or 

Cylinder part 
Adiustment of gllugt 
!>:~W'f~tcylinder . 

Cylinder part 
' Cleanir.y of waste 

cotton nside 
the flat 

Jorrer/coiler part 
Disassemblir5 and 
cleaning or orrar .. 
g-.ar oart 

Dorrer/coiler part 
Disassembling and 
cleaning of coiler 
ne.rt 

Dorrer/coiler part 
Inspection of 

fly CO•b h....,_ • 

• • . .. 

Y•• r s _1.,.9:..;:B;.;.i4:.__ ____ _ 

Apr, M11y Jun. Jul. Au9. Sep. Oct, Nov. Dec. 

. 
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Ordinary Preventive Maintenance A 

Halntenance Plan and Check Sheet of TOYODA Card No. 
Name of machine yea.; I 1984 

I 

N~une of Work Remark• of Work• 
~ 

Frequency Jan. Feb, Mar. Apr. May Jun. Jul. Auq, Sep. Oct, Nov. Dec. 

noffer/coiler part 
Ad ~uatment of gaug' a 
between cylinder 
and doffer . 

Doffer/coiler part 
Adiuat•ent of . gauge of fly comb 

, 

. . 

. 
. 

. .. 

.. 
• 

. 
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Ordinary 
Preventive Maintenance B 

Hdntenance Plan and Check ShHt of TOYODA Ca.rd No. 41 
Name Of machine 

. 
Name of Work Remarks of Works Frequency .Jan. Feb. Har. 

Insrr;ction record of Drawing up of a plan cyl nJer/doffer HCC of rewinding, if flat wire and taker 
~- • LI~ ..... 

necessary 
' 

Grease change for 
cylinder bearing . 
Check and record of 
eccentric movement cw-
"."Yl~nti.,.l' ~nrl tioff.,.r. 

Disassembling and 
repair of fly comb 
box 
Disassembling and 
repair of horse roll ler 
Eccentric movement 
check . 
Flat ~t 
Pisa sembl~ng of f 1 at 
Wash of chain ana 
check of extension 

Flat f:t 
Exam nation o1 
height of needles 
and its adjustment 

Flat part · 
Disassembling and 
repair of 
grindi02 bracket 

/continued 

.. .. 

Apr. May 

. 

. 

···-·--···- -· 

. .. 
year 1 1984 

Jun. Jul. Auq, Sep. Oct. Nov, Dec. 

. 

. 

. 



~ .. , .. _.,.,. - - _.,,._ •• ·-·······-.· -..-..... ..... 1111(1" • .., ................... - ....... ~ ....... 4, •• _ .. , .. • ... .. ... . .. 
Ordinary Preventive Maintenance B 

Maintenance Plan and Check Sheet of TOYODA CARD No. 
Name of machine year 1 1981. 

' Na- of Work Remark• of Work~ Frequency Jan. Feb. Mar. Apr. May Jun. Jul. Auq. Sep. Oct, Nov. Dec, 

Inspection and 
adj-\lstment of 
gau~e 

a) Gauge of each 
bend a!\d sheet 

b) Gauge between 
cylinder and 
fle• 

c) Gauge between 
cylindor and 
doff er 

-
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~ 
"° DAILY MAINTEHANGE 

1. Inspection o" · 1eb, record or nep and leaf 
2. Checking if ~ • is run out. 
J. Inspection of damage and defects of cylinder 

CHECa LIST or doff er HCC and flat wire 
N~•• of Work 

~ date . 
'It 

.. chinery ldentificatio~ 1 2 l 4 lo. s 6 7 I \) 10 11 u 13 14 lS 1' 17 

TOYODA Card N.o.4J 

44 .. 
45 . .. 

46 
' 

. 
47 

. 
48 ..__ i 

51 
. I 

.. 
52 ---._. 

53 

54 
. 

SS 

56 -
59 

60 
.. 

61 

62 

63 

64 

.. • 

4 ~ecking if fly comb is resisting 
l:lnd its mending 

S. Removal of waste uotton adhered 
to ctoffer ends 

Month 1 Aueuat 1984 - -. 
11 19 20 21 22 2 J 24 25 26 27 21 2 9 JO Jl 

. 

, 
I -·-I 

. . 

. 
" 

"It 

• 

-

• • 
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........ 

~ 
LUPRICATION A' 
1. Driving pulley 4. Grooved pulley 

CHECK LIST or 
2. Dandy pulle)·· drPw box, And 3Kr 
3. f"calender. 2"palender. coiler cannon.BKT 

Name of Work Month 1 August 1984 
•• 

"' d•t• ' 
.. 

... 
.. chinery identific•tio""'- l 2 J 4 !' 6 7 8 ' 10 11 12 ll 14 15 16 17 11 19 20 21 22 2] 24 25 26 27 28 :z 9 lO l1 

TOYODA Card No. 43 

" .. 
45 .. 

. 
'~ 

. 
. 

47 I I ,-· --
~it I 

51 
I ' 

! 
.. 

'~ 
I 

I 
. . . 

5J 
' .. 

54 

55 

S6 
. . . 

59 

60 
.. .. 

61 ' .. 
62 . . . 
0) 

I -
64 I 
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........ 

. 

' 
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LUBRICATION B 
1. Lap roller .. nd carrier wheel. 
2. Feed roller · 
3. Cam stud 

CHECK LIST or 4. Around the plain block 
Name ~· f Hork 

"" date 
~ 

.. chinery.ldentification"' l 2 l 4 5 6 7 a 

TOYODA Card No. '3 

44 . . 
45 

46 

47 

·48 . i 

51 

5.t: i 

53 

54 

55 

56 

59 
.. 

60 
.. 

61 

62 

63 . 
64 

9 10 11 

. 

• • 
.~. 

5. Doff el' shaft 
E. Jnside the coiler pillar 

Honth 1 September 1984 -.. 

12 ll l4 15 16 17 18 19 20 ;!l 22 23 24 25 26 27 28 29 JO Jl 
" 

.. .. 
1-

.. . . 
.. 

I 
.. 

. . 

-

' .. 
. 

.. __ --·----..:;-
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• • .. 
STRIPPING OF CYLINDER DOFFER 
1. Carry out str 1ing of cyl~nder 

and doffer to uvery card. 
2. Carry out cleaning of casing and CJlinder 

CHECK LIST or ~~~~~~~~~~~~~-
Ne• of work 

-

~ date . 
-

aachinery ldentiflcatio~ 1 2 J 4 ~ 6 7 • 9 10 11 lZ l3 14 lS 

TOYODA Card ~o.b"/ 

68 
. 69 . 

70 . 
71 

72 . 
73. I I I 

• 

. .,,, ·-

75 

76 • 

77 

78 

79 

80 .. .. 

I j 

• • • • 

Month 1 A 11q11st 1984 
--------.;r------

' 

16 17 11 19 20 Zl n 2J 24 2! H 27 28 29 30 31 

' 

I I 

-

. 
' 

.. ' 

. 
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CHECF- LIST OF Grinding of HCC of cylinder 
N•- of \fork 

d•t• 
• 

.. chi~ery identification""' l 2 3 ' 5 6 7 8 9 10 11 

TOYODA Card No.43 

44 

45 

46 
. 

47 

48 

51 

52 

53 

54 

55 

56 

59 

60 
.. 

.. 

61 

62 

63 

64 

~ .. • • 

Month 1 August 1984 - -
I 

3011 

I 

12 13 l4 15 16 17 18 1 9 20 21 22 23 24 25 26 27 28 29 l 

. 

I 
I 

I 
·I-"-·. 

i I 
. 

. . . 

. ' 

-.....,.,_ 
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CHECX LIST OF Gr~nding of flat wire 
Na111e of . \~orle 

~ date I I .. 
~ 

.. chinery identification"" 1 2 3 4 5 6 7 

TOYODA Card No.43 

44 . 
45 

46 

47 
.. , 

... 0 I 

51 

I .. 
52 

I-

53 I 

54 

55 

56 

59 

60 
.. 

61 

62 

63 

64 

.. • • • 

Month I A Yi ult 1984 -. 
8 9 10 11 12 l'l 14 15 16 17 18 19 20 21 22 23 24 25 26 27 'B 29 30 ll 

. 

, 

I 
. 

. 

. 
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, 
l 

.. 
s 

6 

1 

• 
9 

10 

11 

" • 

(1~ FURCTION IXAMINATl~N TA~LI FOil CARDING ENCINI (TABLE A) 

Checking on Deterioration of Machinery Function 

~ .. 

" (B) 1Mchlne identification 0 .0 
(unction 0 ... 0 .. .. l 

to be e•••lned ... No, No, No, No, Ha, Ho, No, No, Ho, No, No, l .. 
G'O 
.. II • 8 .... .. . !f ~ ~?- ~1~ ;3 ..... .., .., 

---- -·-- --· ---.. ·-- -· -....- ··-- ,_, -- ··- ·-·--· ·-.. ··· 
1•111e between cylinder and 

A : 200 1 

top flat -
I I 100 0.1 

- --I- -
1au1e betve-n cylinder and 
doff er 100 2 

·-·- -- -- - ----·---
1au1e between taker-In and 
dhh plate 50 1 

-- -- ---- -- ---1-

coadition of needle pointa 
on cyltnder 100 2 

---- -·- ·-· -H-- -- --
coadition of needle poihta 
on top flat 100 2 

coaditton of web 100 10 

coadttion of flat atrip waate 50 2 . 
·--coadltion of w.ate ftbera -- -- - -- --· -- -- -- ·- --

under taker-in roller so 2 -
centertna of cylinder so 1 

centertna of doffer 50 1 

coadltlon of needle point• 
on 1arnet wire 50 1 - -

total 1000 

• • 

Factory 1 

D1te 1 ___ d1y ___ month, __ ya1r 

;; 
.:J ... u .. I II ... .. ... ... l .. 

I .I ~ •• l •i • No. .... .... :s ~~ .. • ! E 0 ~.:J .. Ill 

.1 ~4 
a.., 

'8 ! H 
....... !: ~j a ... l~ .., u ..... ....... G:8 u8 ID~ Q ... !:!l -o ..... ... ..... ... ..... .. -- . ··-··- ---·- ··---·- .. ... ·~ -

-- --·-- ---· 
--- - -· 
--,_ ----- ---· ---
--- ---
--

--·-

--- - --- -- - -
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(!Srl9!9J SHALL DEFECT EXAMINATION TABLE FOR CARDING ENGINE 

Checking on Deterioration of Output Quality Factory 1 

Dace 1 dav llOnth. Year 

ttea to be e•a•tned atandard of juda•••nt 

number of defect pH ••chine ! 
1l 
I . I '(; t 
... • .:a. 

01 l:a .. ~ .. 
1
._., ~tl u~ 

•II II .r:: 
.., llW 'H u 

--··--·--·--1-t-1-1-1-1__._J_ B.: - _:tL 

No ~1~1~1~1~1~1~1~1~1•1~ 
... 
t 
~ ~ 
u ... 

i '5 .,. I 

I l J Uber han1tn1 at fly c~---·'· fi~~~~~~~!. ~!._I>~~~~-·----- t--·---t- i-... -- ·t--•_._I t--•-·· 

2 I cleantnaof fl~!!!'!~~!~l.~~~~!_!~_!!~be~ .• !_leaf ptecuj. __ 1_1_.,_1_.,__t---l-l-1---f 1 1 1 --tt---t-

1 l I mov ... nt of flat bar a1100thneea -+--.__·l---1--1_.__1--1 - -·--1----+----1-..:...._~~-----------t ----·----
4 I atrtpptna door !~~~~!!-~e~~!!_!.i~~!... ~CJl!i.~!=~~- ----"--1--1--t·-·---1--1---1--1--1--•·--·-·---
S I cotter ptllar \'ibracton, noiae, altver •tacking 

.... -............. -- ··-·- -·--··-···-· .. --·------
6 I web tenaton · __ .. __ ,___ --t-•--·----.. --·-·-
1..J_ fly cClllb bo• -·· ·--"'·-· --·-- , __ , _ ___,, __ . __ 

.!~~~~.~~~~~~~-- .. -····--··-·-·--·-1·---~- ·-·-·--·­
.~·~ •. ~~~~~~~-· .• ~o.~11.~._1_~~!~ ··-···--·-··· ·-· .~ . •-•-·•--

------------1 tu ..... cOliM1•1a-uut ---- I ·~..-1-J--I 1 1--1--1--f-~ ...... 
ltnder bend 

1 ff•r vh••l 

11 belt ahUter 

u rt 

ll poattton of fly cClllb blade 

14 feed roller atep -·-· ·--·····--
lS I floettna of flat bar 

t~!~~! of~~!!-~~-~---····· 
17 I rotation of plain block 

18 I eelvaae of veb 

19 ACS, ever-cleaner 

total 

~!~~!~~·~~~~~~~!. no~ae .. lev~l ..... - ... .. -··~-·- I~-- ---··.-.-•--I··- .. -• t • ••• 

I I I 1-1---1 1-... --1 I I t----

_, -.-+-~-t 1---

----------~----+--i--1---•-- 1--1-+--1 •·---

clearance 1 1/16" 1 

1 flat floa.~~n!.. !~.~_!-~~•-ibl.!_ .. ~-I I l~-f--J-4 I I J-4 I I 

~!~~~!!!! .!~~.!! .. ~~~n~.:~~t .... -··-- . 
··--· --···-·--·-···---1-1----1----1---1----1---

' -~t~1!~---·····-·---····--·- _. ____ J __ !.,_,1--1-t--1--t--t--·t--1--··--.. -·--···-.. -·-.. ---·----·--- ... 

fiber flock• ·-----·------··---·-·-··-·--1---_.-l--l·-I· -l-+···-l--·l-·1--1-I- ---1----+----t 
proper function ~ .... ~ l. -;~---·--·-··-··-~~-=~--12:J -1.~r-i-··1-~:-r-1 t -1 r·=11·- -1 · 1 - 1--=i 
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WEEKLY REPORT (PREVENTIVE MAINTENANCE SCHEME) 
Reference No. 
To: Technical Deputy Director 
Fro•: Technical Deputy Head of Spinning 1 

1. General Situation of Preveri ti ve Maintenance ------
Section Hain activities Number Deputy Head's Detected ~~fects Supply Shortfalling Problems fer 
(Group) carried out of assessment on and breakdown of condition spare parts implement! 

Absentee the work hi2h frequency of new parts tion of PMS ----
Blowing 
Machinery 

Card 

_ ..... ··- ·---··-····- ----··-····~·-·-- .•.. »•·•·•·"·'-'"• .. ·- ............ ..... ... ..... . .... - .... '. _ .. _ .. _____ 
Drawfra•e 

-·- .... ····--····- .. ·-···-- -· .... ·-··-·--··_ ...... _._ ... _ ·--·----·-· -·· Roving 
Fra•e 

---.. ·-· .. _ ... _ -·····-----" 0 Ro ... - ... --·----

__ ,._.. _____ . 
Ring 
S. Fra•e 

Winder 

--"""'···· 2. Other Special Notes 3, Circulation I Head of I l~roauct1on I 
Sci""'~"" 1 Deputy Head -

• • 

z 
p 

.. 



No. ____ _ 

• 
DA IL Y R E P 0 R T 

(Preventive Maintenance Scheme) 

To: Technical Deputy Head of Spinning 1 
From: Carding Group Leader 
Date: 

1. Implementing Situation of Maintenance Activities 
Description of Maintenance Frame No. Date Date Assi&rned Workers 

I Name Started Finished Name I Abse!lce 
Ordinary Maintenance A 

Ordinary Maintenance B 

Daily Maintenance 

• Stripping of Cylinder and 
Doff er 

• Lubrication A 

Lubrication B 
Grinding of HCC of :!ylinder 

Ooffer 

Grinding of Flat Wire .. 
Maintenance of 
Flat Grindin£ Machine 
Maintenance of 
Flat Clinnin~ Machine 
Maintenance of 
Wire Hountin£ Machine 
Maintenance of Auxiliary 
F.quipment (Bare surface 
G~inder. Horse roller, Lon£ roller 

2. Special Notes 
1) Df>tail of replaced and/or repaired parts 

• 
2) Detected defects or breakdown 

3) Supply condition of spare parts and shortage 

4) Resulted downtime of machinery due to maintenance activity 

5) Problems hindering implementation of preventive maintenance and any other notes 

3. Circulation As Needed 

I I 
/?i' ::J?3 ::Jt:-ISO ($2>'36) 
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MACHINERY RECORD 
.... 

Name of Machine Record·of Major Maintenance/Remodeling Works 

Modei Name/Number Date ·contents of Works 

Manuf~cturing Number .. .. 
Manufactured Date 

Name of Manufacturer. 

Installed Date .. 
. 

Machine Identification 
-

Main Specifications and Remarks 
. ' .. 

. . 
. . 

. 
. . 

I 

--·-----··- ----..:: 



(TOYOBO) GENERAL SCHEHE . .. ac PREVENllVE HAIN72 

' I .,_,,,,.~.rr·-_ . I I. . I I . I !IQVE ,. - ' ,_ 

.kJND. aE ~!UJN..ce:-- PATE ___ I 
1 2 3 (4) 5 6 7 A Q 10 61) 1? p; 14 ~ 

1. ~· __ ,., #"'IA~ &.I H/~ .,uNE 
1.~t~~L •• ··- - _ ___ r ~HONT1i 11') . . 

l"">I ~ ---- .-.11 .-- ---
--·-;-v;. __ _sc_UIC./LJ!UL___ . 
-2 .. c't~~~CILECK/Nfr. C1nM"· 0 
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u - ·~ 
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(rovoao) GENERAL «scHEHE aE 8?EVEN71V£ HAlllTENAJ 

' I I I • I • I • I No VEHA 
.DATE.. 

1 2 3 (4) 5 6 7 8 g 10 0 1? 1~ 14 15 

A r' "-'11S 
tS· 
0 

6 ::;:.--.-.o::. --•• -~/A.IJI'!:!... --a·- .?II~ 
lZ 8 5 s:z. R Pi s 

~ n n ~ p ~Af~ -- """ ~ n ·1 - ~ ...... - --A''"' ,_ 
~ 

) . 
• ~ 6 ~ t3 •l 

~ ~ n a 

~ n n 0 \ 

~ 0 =) ' ~ 
'4 

~ ~ ~ ~ F) n n () 

. 2 ORDl.M\RY /:? {L. HOll11I$ ~ fl B ~ -- . .. . . 

- . .. 
~ · n&u.v ,..,A11V,_ • · ··-:::: >J , ,. 

15 . 
( 7 °'\Y) 

..... . --4 1 11 £> ,.., r,o( TLtlAI A -
5. l..U.SR.t.C..A r.l.aN. . ~ (,WEEK) 0 0 
6~ /1 -·,Ttn1.1 c ( t,fftJN111$) R n ;:I 

·7. r.utJ.R1~rf.a"' D ( ,YDR) B ~ ~ ,._I 

('.~IJ#ryS) "' 
. . ~ 

B ~~LI.I.al~ ~,-~ ·~·-1:; - -.. -211 
( 1 o.Ay) - ....... 

Q n.A//V r.1 ._.. ••·,,.;~ - --
· 17. D _ T.. l,JJtwt "='R t:: sE'TS "' 

.l------::==-=::::----------=-Jl--+---t--+--t---t-tr-r-1r-11-r11·-­ni-:-~2~_o~Z&i~E/N,,/W.{£ArQ_~,~·-.....l:J·~--1LfJ.:ro··~-~-~-E.....-7:ta.....~(.fi.:.1~HdN.::__111._sfl--+-t--t--1---+-rn"--1r--t--t--r-;--r--r-r--
1-------------------'--D-·-l-4--+-1--+---ir--t--+-r---r-r--11-r · ··· 

(70'tY) - '"' ~ .., ,_ -l-----------~-1t::--t-+-t-:-+-+-+--r-r--t=t:::t:::t=:r=r·--3 rtA•I v MAIN•--.,.··-:= 
(' ., l1tWT1I • ~ I{) n 0 
( ~"""'"'5' ~ 
~Y) - ..... 

,_ -

, 
.J-==·~4-~L~~'~'aln·O~lr:d.JA1T7a/~·JY_Al_t.A.:i_ ___ ....1,..L__~~~-t-+--t~t--rJ-t.t--t--1i""l"--J!"---r---"1-.---ro~ 

L..:-:_.:i.._5_~/U(J!'RiJ"""~-:i!~iJ-[l""'J;,-~L_1 ~~iL.----,.~Jt...--~fl--t-t--t:-:-t--t--r-r---r-;--r:-t--r-==r=r=·-.:= 
-6 rl41LY L!/ -· .... -

• 
I .. .I I II . I . I I . 

SECTION 1 
"I 



,..---------------------.----------------------------------------....... ~--~------------------------------,----~ 

l---+--~~t---+~-+----+---f--+-+---f--+--+--t-----+--+----ll---+--t---1---+-+--l---+-+---=1----11s 

0 0 

., 

.... 1n11a11•1 14 ~ IXJOOX211 SU.A. N 

--------- -· ___ ...._ ______ _ 
SECTION 2 

.·, ·' 



(TOYOSO) GENERAL .SCHEHE OE pREVEH_llVE ft4./Nn 

I .,.,,l'IMl:H. 

--rl 
I . I I I NO!IE FRrDllE!fCY 

.klNO. aE. l:::MfJ./7E~N.C.E. DATE 
1 2 3 CiV 5 6 7 8 g 10 .Ql) 1? 1 1~ 1-4 -

fi...__w.AR.e~R d SEr.s' 1 
n-

~ -] OAP,NllJt)' -A ,,,__ :i. 

-ERS..vEN:tntE.J::MVN.- n-

2 c:ROI~ ·- "70IV7f#S' :! I __ -:-__ ._.Ef!E.Y.&NDYE. -~~ B__(~__.t. ·-
() -- -

---------- . -·- - .... - - ------ ·--- . - --- ,_ -
-=-3 ...... bY.BRICATION. _A ____ . _ ( [Drl4Y) "' 

, __ 
, , 

-4 LIL...1'3SJ.CAUON __ B ______ ( 6 IToNT/IS' 
·--

19 

-5 ~ ZM_D ...... : ! -- ....._ 
, DA.ILYd _ _cl.E.N!./.1.NG-_____ 1_ _ I 

, ,, 
. -- ---·- -!--·- -I I ------- -- - ------ --- -- ,.._... 

g_ ~~iNG-._ .HA.Cftltffe...,.- 2·~ --· _ ~ oAt>uvAR:r ~ Q -~~lf£d.77Y..E~A-.C. ___ ~ ---- --

,_ O/:il11NAJCY. -·------ -·--

-? ~V..liHJ1Y~_}3_(6,._111oS"2 ... 

--- - . 
- 3 _ ]2A{.Lr_ (I/JAY .., W"'\ _ ..... 

s CHECK I,_ , , 

-4 LUBRICATION A r 3M:Y3": 0 0 0 0 
( ~· I 

.-=-5--1..~..:...lillL B. z .. -·· ·--- - ~--

- 6. LUBR/CA TlQH_c__ (~ fflWTl/3 i ,.._..._ --r--1. CL.EAH.£NG A (, ... ~' 0 0 
- 8. I" I =A,ff.£lf.G- B. ( ~ ,.,0/#TllS j 

10. PIRN W/NDl=R BSITS 
-1 OR.l2.'-~A~'1' A (,,._.,TN A ?-., :z. 3 - . .. n n 

~INA/ty - R. r.~ "1o#711S 
1 % - 2. - - /77VZ: ffA'' - •~ () n 

s 

OR.Dtff,,..RY ,,_.,,,,~ ... .. 

__ - 3 -P~....EH..IIYE. t::l4.l.l:l.7Etf&tCE C (~~1 n -- -· 

-4. L...ilfMS.lc.d. 'DU.ti /'~YEAR' 

-s r..tFAJJ/Nr- A ( tDAr ) - --...., , , 

- 6. r'.!7:.~Mt/JG R_ ( f WllAk - ..... _ 
- , 

I I I I .1 I II I I ' 

2.tJ 2. SECTION 1 

---· -----
' 



----

. 

;'JI= PPEl/ENTJI/;: HA./NTEA',,, vCF. Q DID/CATES MAINTENANCE WORK V4 
TD SC. CAR~IE.D OUT. oer. tt?B4.. 

' I NQ "-.E..f:l..RER 
. I I I 

- 6 7 ) B g 10 idl 12 13 14 15 116 17 fit lQ a:> 21 22 23· :?4 (Sq ?fi 21· ?R ?Q ~n 

1 
n ~ 4 i 

>-' n ' I-

I i 
I I H 10-1 

..___ 
i 

--- --r-->- -

-~=r-+ -·- --- - -·· - ----- I -5 - ----. ---
I 0 

--1=- t---~ -

·- -- ·- - -- -- - ·- -- - - \ ·--
i 

-- -~---1 .. -- -
f 

I '\) 
~-

,___ ,_ ___ - -- - --f--- -- ---- - -· - ----- - - -· 

.. ---!--

---t---
.•. 

-- --- I 10 
:t '.) - -- ---- 0 -- ·-

.=l:~I~~-
-

=~---
-;-- -- ·-

. ·-
__ I ---- -- - ·-

--· ~J-- ----

- -- - ---
"' ·- 15 

) 0 0 0 0 G 0 0 

-i- ·- - ·- -· ,_._J_ i-.--~---- .. - -
I 0 0 0 0 -j --i---- ··-

·- f- - 20 -
-f- -

-
~ 

:z. 3 4 n ~-- ~ n n n D n () 

! 
- , -- - . ---- -- --· 

~ i ~ n I -- :IS 

i .. - --- - -·- - ---._ I ......... 
I 

--- .1. 
S' ' I Q __ ; ,_ --- - --- ... . -- . . - --- ---- ----t· - - ----- f---

··- -- n ·- -·- - -..... - 311 -.... -
_,_ - -- 1-
-

I I I I I I 
35 

IU19 r11~m•1tm•> B4 " IXIOOX20 SU.A. N 

rt- I s E c T I 0 N 2 

I · . -----
I 

I I I 

I 



(wtOSO) GENERA!, SCHEHE oe P/?EVENllVE HA/J 
! ~"''"./TJ.I I l . I ' I Jfil. ---== 

.kf l{O OF MA/lliENANCE DA~·-··· 
1 2 3 (4) 5 6 7 8 9 10 av 1? 1~ 

JJ~ AU_TO/'f~ Tl_(;. SR:JOl.ER 7SET ---- - -·-
CltD'N""~" A (. ,_.,,,' 

- ) • ..E!BAVliUilY.ILHNNIEP~F ., . "' ... -- ---- ··-

0R&1'N~· --- - -·- --· 

__ """: _2~1-!Rfi,Y.&Kl'T.VL..lf!YH.ll;_l(Af<E 8..:(.3~ 
--~ ·--- - ·-· 

-·-r 
I 

5 ~ 3-0kD:":-;ly ~ - . -- .. -·-· - . ·- ( YEAR 

'" 
-- ... I -

--~(L. _'fi#It ~-t:!AIHEHA!:ia= .. C.. 1 ) 

~--· -· ---------- --------- --- ·-H----
- 4. V,4./LY-.J:IAIN..aE1t!tNCE _._ __ ____lJ_ DAY ) ""' ·--..... 

~---->--t---- --· !· ... --
-=-5-J&SB.~O..t/ __ -__ A._ • Dfl'}') ,_ -..... 

( I "'....:.. - I -- ----.......-
- n -LUBl?/C5J:lQf::L_ ___ ]j_. c.2 wEE'1<S) . n -- --10 

- 7. Ll!BRl~TLQ N_ _____ C, _____ [t_~rN ) i -- f----· - --- - --
-A / /, D ~Olf171S' I {gl?JLJ_"J/{)/:/_____ ---· - 6 __l --- --- ··--

-~_bf.!JJBLCAIUUY __ _£~--- ( fYEAR) -
-

15 
12 f).Jt}M ?/JI'!~ - . -

1 HAINTf~A#f7',,,M - .. - ( ;> WE.ISJtS - - -
I 

2 
H/I\ /N'TE//JWCE. (,a.~$' 

·--- - -
- Ar 1 .tJOH sr~_g~ ·--·--

0 n n n () n n 0 0 I 
-· - - _Q_,_Q 

211 

0 () "' () () n 0 0 0 _Q _ _Q -
-3 Lli8t.e.A TION ( 7MY• ) ..... --

-A. J 11:::::;;~,-,,..,7;nJJ (zD4Y.S-) - -- ---r ·-

5 L.ase..L CAr1aN ( ,w1&V<) - - -r-· 
-6 '' ''DOlr.41/oN (_ ~D!lty.s ) - - - t 

I 

-· 
-7 T>L..11 y r/rAA.f1aJr- ( ft::ll'>Y) - -- r- ·--

·- ·-......_ ... ~ ~-- .. - ·-

-· -

30 - >---

-

-

I I I I .. ·' I ' I ' 

SECTION 1 



- _ __: _ __L -+--+----! 
I 
! 

- --.-- ---~--
! 

I 
I 
I 

l 

. I 
- -. ---,.--;.---

: t ! 
' I • r-:--r 
• - --1 _ _j __ 

: I r---
-f----11-4--- .. -1---+---I 

~--+-+--->~~---f·--il--+--+--+--+-1 

=r--F--1_---+--1~~--+--l·O 
--t--1--1--1---11----1 ----+-+---4 __ f_ ___ , _ _. 

I 
- ~- -~--t---+--+---l--+-1---1 __..___, -+----f--1---l+--4-~-4---1---T----I 
·t-- --t---1---1---1-~-4---J..--1-- 1---+----ll---l---+-+--+-----11'---l--+--l---+-----l'---l---+--l 1s 

- -- r -- -t--
f r I , 1 _·_ -~--r-- - ----.-~ ~----'-• ~--\-+---t--+--+---+-t---

-- --- ! -.+-----+---!-

14119 !ll1Jm•11m•> 84 ~ IXl00><20 51.6.A. N 

--- - ------·---·----
&i SECT I 0 N 2 



lt/JNVlLY PROti-1?.Vt 6 'F 

~"' HONIH OCTO -ENCY /<INCi OF 
_DATE: 2 3 4 5 6 :(7) 8 9 t0i1 l 1~ . H~//tl?'ENAHCE. 1 ,...._ 

3 ~--
® PE/i!IODICAL 

~EVENTTllE .IYAINTENANCE 

- T. 1:>1 z:: .,,.. ~.n "- A.IJs:IJ/E~ -
-2. SC.UTCHJ:R M;:1.3 

J.10.4 

1 DA')' ® [)A/LY C-LEANllVQ- 0 0 c 0 p c 0 0 0 0 c 
10 DA-J"s ~ LUIJIUC;li,T/0"1 

C£EANING- lol -
I H/c. 11/c. NO. I 'rt; #o,Z. 

/.10, •F LA/> 
.7Wd-WAY 

/VO. 3 SCU TCl{ER "£>/S"TIU/Jtl~ ~ 
lt.l..,DttF k:Ai..E 

HA/NTE • 

@ D 

~-D 

( Bt.~2) (Bi.-20) (FC) (' 7D) U!J.L.Z-&J/'-&/~ NIJ, t?.-CJpEJIEI?. 

H/c 
Na, 4 svrqrgs -

S'lltJWS :-

1-fARklN(f I I 

<Bl ~I. 8£-.JT) 

.--

1 

li.VJ:RY I WEEK 

.. ·~ ........ ·~-··. __ .... ___ ,~ - " ·- ........ .., ~··~· 



l i 

I 

t 

0'000 

11/c. NO. I 
__ carNIER. 

Ma.LZ-LJ/?.£41~ NI>, 12. -t:J~ ( SP..) 
< 8{ 4/. 8£-.JT) 

A.VERY l ~EEK 

_AIR.Flt..~!?. __ 
C8LS2, Bt:-S3) 

~.DJHc'f_E£E~ -
CBL. 12, BL.- tr) 

f'-1/c 
Na. :ZD 

NCI. :ZC 

/lo, 'ZB 

-M:>.2A 

0 

0 
0 

'
---- --------- --·- ---- - ---- - --

SECTION 2 



CAR.D 
. - Ol. IU 'mEGJU i<JHD~ 

-E#C)' HA!NTENAM:E 1 2 3 4 5 6 ~ 8 9 10 11 12 13 
3 /'1tJNT1/S CD _O~DI NARY PRE VEJ.IT/VE 

A r-. r-. j('; -/1-f.Ll..llJT;t: .,A .. ,,.~ . 
I YEAR Kg) ()~{)/NARY PREVEJ.ITTlllE .(3 

I~ ~ I H~IMTFNANI'" I= ' 

7DAY @ OAJL')' MAIWTENANCE 0 0 0 0 0 0 0 ob b 0 bl 
3DAY ® 5~/.DP/N(T 

CWINER ~ ri;, .,...._~ '"> 0 0 0 I ol 
® Lt.18/UCA. TlON ob 

I 

7DAY A 0 0 0 0 0 0 c 0 0 01 
® L..U BR/CATION 

I I 

2
wFEI( B 0 0 0 0 0 0 0 010 0 0 Oi 
H4N111 (j) ~NDINti- ~'F HCC 

() In n () r'I In I 2 CYL.tNDER 

4 Hi1Nf71 ® 6-RtNOINCi- "r HCC 
DOTFER 0 0 0 I I lol 

2Ha#711 ~ 
CiR IN /J/ II<;- o F-

0 c 0 0 0 Id I _Fl.AT WIRE 
\V 

70 71 7'2 73 

4 

I 

9 
c;.c;, ~ ~~ 

I 

-~L --- ~ 

'SHOWS:- 4~ .4.4 4~ 

1 

2 
3 
_ _j -i:; 

·---
. -

HA~IC./Al(j-, , , I I 11 
'£V•R t I WGI( ·- -h .... 

7 ·-J'l. 
a 

SECTION 1 



&Ot/7711-Y ~ 

0 
0 
0 
0 
0 
0 

: ' 
I ' i 
IOI 10! 0 0 
1 

i ! I o 0 
0 0 !ol fO 0 0 

71 7'2 73 74 
I 

75 76 77 7f 79 
I 

I 

- :ts :;~ ts:.i b.:: 54 f:j( 

- -1- -1-.. 

~ 

.... 4-4 4!-1 4~ ".)_J ...... ~3 

- I--
. - I 

I 
._ 

·-



y 

H/c. 'FREQUE"~ • l<IND~ 
Ht1"1TH 

OAT.EE· 
5 ; 6 \( HAINrEPAkCE:.. ---.;.;.::,____ 1 2 3 4 

ORD//VA-llY I 2'0 D4YS CD PREVEHnvc hA1N7FNANeE A I 
' 

~/3TtNt;- 8 H4NT1/~ OA D r,/llA R.y 

G I @~EVEN71t'E /o9tlNTENACE 
DRAW""ti ! --
FRAHE. : 

I .PAY @DA1Ly J-rAtHTENl'fNCE ! 
2 SET.'S on n n O;O: 

( 41/EADS~ ··-

ale 
: I 

1
oAy - @ LUIJRICA TllJff : I 

on oio! 
I ; 

© O~Dl~ARY A I <r ~~<!"G NEW ~EVEN7"1VE .L(,N NTEM'INCE. 
·-

DRAWINQ- ~"~ARY 
13 @ PR£Vif:N77VE ff,<t/'I TE HA.NC 

~RAHE 
I 

2~ t ' 
1.Q4Y @b,11r/£Y hAIA/IEN/IVICE : ; 

I I 
(41/EAOS) o~ 0 In o~oL 

olo 
. . 

@ £UBRICA TION 
; : 

0 0 0:0• 
·-I ln1 © OROtAIA ll.Y 

HAIWTCNANO!E A 
: 

f Ht!NTJ.! ' ROVIN<i PltEVCNTl'UE I _, 
FRAHE 6/-(4NT1f @ORPtNAR.Y 

H.11/QTCNA#CE G I I i 
P/IEVi:N71VE 0' I 

I 

6 S£f.S 
; I 

f OAY @ D-*. It .. Y ff A-I #~NANCE : 

c 0 () 0 o•o 
I 

tDAY 
@LUBRICATION i 
/ 0 0 0 0 o:o 

NEW 
ORAWlN'(i= F(MHE 

KtNO,._:,F = ... -,;:: 

~ 1) 
2) 

@ 

© -
(1} 

® 
@ I 

i 

----- ·-·· ------
SECTION 1 



/v!ONTHLY PRtJfiMH ~'F PREVENTIVE HAl/.ITEHANCE 

0000 

0000 

000 oc c 

oo oo olo ioooooo 000000 
NEW 

OBAWtA{G Ff?AHE· 

111 
l I ' ; I 

I I 
I I 

I ! 

ROVING-
.CAS Z:JSB 

_ __.M~i?.._..4~ ___ w........._11,, _ __.u.,...a .... 1 ..... 2 M?, tJ 

I--! 
I 
I 

I 

-1.-~. - . 

' I 
' . 
I I 
I I 
I 

- N414 

I SECTION 2 

0 
0 
0 

-- 0 
-. .i 

~ l 
: 

0 

0 

0 
0 

0 

0 

\ 



-, 
ROLt..ER .3/IOP HONTllLY PROGR!-t 

MQHI/I.. . ()( 
. W11.RKll'f tr __ . .DATE. (-;) . 1 2 3 4 5 ,:; B 9 10 11 , 

1. GRINDING-· OF RUBBER COT 

2. LUBRICATION oF TOP ROl.lER 

3. RtULER TREATMENT ROLL.ER 
oF TOP 

(j;/JU/PffEHT :"F _1,/lTRA -VIOi.ET RAY) 

1.-.oNTH NC 
...!H-ORKINt:r ______ _ __DATE 

1 2 3 Gl 5 6 718 9 1101(1) 1 

1. GRIND/Ne; OF RU/3BER COT f?F FF ~F: 

F1 
- ( ._,s °"IS n. i. 

2. Lt/BR/CATION OF TOP RollER ~ 
~l:S i ~ 

3. ROL.~ TREATMENT 
~F 'FF qF 'FF' ~ 

•fS 1#1.5 .,,,, ~14. ~ 
OF_ TOP ROLLER 

I (.,E6?U!PHENT oF Ul7RA-VIOL1=T Rl\Y) 

klND lJF TOP Ro~ "FREO":,..$,CY FREo 
l::'Jf: INOIA/G . ~ 

DRAWIN<T 
b H<JNTHS 01<. DY-2 'FRONT TIJP ROt,L£f< 

-
2ND. -. !.3ACI( TOP RtJLLER. / 2 HONTJl.S 

RCJV/NQ- rRtJNr TOP RtJ<-t.GR 12 H0/.171/S 
;:-As. FA :S • 

2ND • ..... BACK rap ·RtJL.LER /2 HON"T'lfS 

R/N(/" SplNN/#~ FRtJNr rap ~ot.t.ER 72 Mt>N"T'll'S 

SECTION 1 



.-------- --·- - - -

.'vfoHTllLY PROGRf.1 IJF PREVENT!vE HA/NTENAllCE 

-;NOTE-

SI/OW$:­
HARKIN'f 

(FF) 
.J?..dVJNtr 

f--~~+-+--+--+--+-+--+~f--!--+--+--+--+--+-+--+~f--J-=+-::=!--...:._~+--+--+-=+--+--fl---- l:RNIE .PK 

l:r::FI 

f'Si 
I 

-WOlET RAY Tl?~ATH&IT 

6 HONTHS 

u:R, f 2 HONTll.S 

f2 HoN711S 

/ 2 HON r/f:S 

12 MOHTJ.I~ 

zoDAYS 

20"""'~ 
f /'fOHTH 

I HON-rH 

.] HO/.IT'H.S 

T. 

EJ1;1Sr/Hti­
M.o<WFIW'T£ 

l>Y-2. 

I SECTION 2 



HO/VTH 
/:RE.OU K'NO~ 
-ENCY HJ4./NTENA#CE DATE. 

I H11111711 
ORD,MWY 

Q) PREVENT/Ve HA/ff.7CNANCE A 
6 IYONT/I 2) C!.'!P'NARY ·- NA - B 
10;11oy l(3)D-V£Y l'TA,IVrENANCE 

f'°""'y 4) .i.U8R'CA TT(JN A 
I WEE}( SJ L.UM/CA T/ON G 
6 HoN71I G) L.UM/CAT/OIV c 
1 )"Z'\R 7) LuBIUCA TIOIV D 

/QNI> oF 
r/. 

HNllTE_ 
M/C 
NO 41 . 

~-
37 35 33 

CD 
® 
® I 

I @ I 
I 
I 

®I 
@! 
Q) 1: 

Q) 

® 
® I 

© 
® 
® 
Q) 

>, 

.. 

M/C 
NO 42 . 

' 

~-I 

40 38 

SECTION 1 

. 

-

-
" 

1 2 3 
u IU u 
0 10 I(' 

0 
, 0 :n . ' 

0 0 I~ 

10 
0 

31 

OCTOBER 

4 -s 6 ff 6 9 10 ~1 12i13 {.4)!1s 16l17ii 
u u 0 u 0 IU u 0 u 

I~ u10 < 
10 ("\ :o In ('\ n 0 n 0 0 () ( 

n n I I In 
0 0 0 0 0 0 0 nln nlo ! olc 
C': IC 10 n 10 (') () 'Q () o! ololc 

; 

I ' 0 ('\ ' \ ! 

10 I I loi ('\ i 
In o I ! i : 

I : 101 

29 27 25 23 21 19 

I 11 

I 11 

i Ii I 
', I 

30 28 26 24 22 20 

l I 

I 



25 23 21 19 17 15 13 11 9 7 5 .. 3 

-- ·-

i 

" 
i I I I ' 

' ~ I 
. ' 

'' I i I I 
I ' J_ I 

I --
I ! I I I 

I I I 
'' ; I I 

I 
I 

I . 

l~ : I 
t I 

26 24 22 20 18 16 14 12 10 

I 
I 

11 

I 

s-mw.s:-
Hl\llKIN~ EYERY J w~ 

I l I I I ~ f 



R. T. WINDER HU-947:4 6 ~ 
r 

~u KIND-~~ -
-la#CY lfAIN'7EN4NCE DA TE 1 1 2 3 4 5 6 (7} 8 9· . -

0 
fH4"'TN CD OROIWARY 

PRfl.VENT/VE ffA/NTEJIA/KE. A 0 

61*WTW ® ORD/NA't.y 
,oteE\l'EN77VE HN/lflENANCE [3 u 

fDAY @ ~N .. Y HAINTENANCE () n n () 10 () () () I 

t"IW77{ @) L.Ul!JRICATION 
I 

A 0 : 

6'""1#7# @ LU8RICA TION B 0 I 

·-
k1J.:O ilF ,_,AINTCJ./-"ll'CE M/C N0.6 
-

CD 
® 
@ 

© 
® 

M/C 9 

CD 
® 
® 
© 
® 

~ .... -, .. p.__.. --·---· 

---------· 



-----
. 

, 

M1.t:LT11tt.'L. PhJOGRA.1'-1 t:JC, PREIL,'ENT/'l,S, t:::f~{ll~t:fdNCE 

o~ras.ER /-/ARKING-
i 1 2 3 4 5 6 (7i 8 9 10 11 12 13 64 1516 17 18 19 ~ et 22!2~ 2425 26 27 ~e 29 ~ 131 Ct>l(JR 

ii I 0 OI u IU 
~ 0 0 'O 
: I 0 

' I 0 i 

)olnl~ln 0 () n () (') (') (') () (') 0 0 () In () 0 c: () n 10 0 In () IC: 0 
i i I 0 I ! i n I n () 0 

I I In n 0 0 0 
! 

N0.6 5 4 

·- SH()WS.'-

HAR kl NG- 'EVERY /'NEEJ( 

I I I I I I I I ~ I I I I I I I 
. 

·-
9 8 7 

I 
._ 

I I I I t I I I t 
-

,,---- -

- .. _._ - . -

• SECTION 2 
"' 

rt... 

I 



M/C NO. 
.. ..- .... I --·· 

I ~ . .:. · . , __ . 
·- I 

I I I i I I I I I I I I I 

I I I I I I I i I I I I I I I .. . . 
I I I I 
I I I 

I : I I 

L_ ...... 1 ::r 1cz= - ·1 " ::-· .:. ·-· 

~~r--
'-' I '-• 

,L_ 
'I I ,_ I 

I I I I 
IT! f lffiffi i I ! ' I I "'';:mm ™j I /jllfl1il!fl1 llllli Ill 

:SHOWS :-
D - CM>' 

'· ;::.t?t)vh!ICJ' W - VVl/CI( 
1¥ - NONrl/ 
IJ" - 'Y.SA" 

Z..H~Ktk~ lI!i!IJ .&Yl:lfY f Wiii( 

SECTION 1 

.;../o 

~ T 

.. 
1" . , 

• I 
.!-,~- , .. .. 

I I i ,o , ... 
I I I I ,o 

.-. I .r 
I I 

6 .. :-.1 
I I I 1" 

I i I 3#1 

Z" 

~ 

I I I I ,w 
€ .. 

-::: I .-·, 1 , ... i-.:..-<- __..__.,_ 

; i ·~.: 1 3 " -o-~ .. 
~~7 tffffi; i :z 

I : ,,,,, 

··-
' I 

, .. 
, 

.3 .. I .. _,, 

1Y 

I I ,o 
I ,,, ,_ 
I 2"" ,_ 
I I , .. ·-6" 

',, 

HoNTllLY PROGRAM 

HON711 
K/NiJ---___ ~ 

OF /YAIN~NA~ 
_, A 

; aF ffAf/llTENAl/CE 

~"-· -~P. HAIPiENANCE B 
~ -3 LvBRt04TPJN A 
~ -4.. 61-'BRICA T!ON B 
~ -s. EWLY CLEANIN(i 

~ -20.P. HAINE/./,#.~ B 
~ -3. o. · ll.Y CliF~K 

t -1/.. l.UBINCAT/OH 

~ -S. a//!JRICATTOIV 

~ -6. t..UBR/CA r10N 

A 
B 
c 

""' - 7. CL£ANl/.IQ A 
~ 

-8 Cu /4NtNct B 

'"I -
1·a ··..> HAwTENANcE A 

?(..~ -z. , I• 
~ 0, P. HAINTEllAHCE. 8 
~ -3. c 
~ (J.p, HAIHn:PA#CE 

1 12 314 : ~ 

I !O 
010 010!( 

I I 
0:0 OiO'.( 

I i I 
I 1 I I 

OiO O:OiC 
0 IOI 

I I I 
I I I 
I iOI 

i I 
10 ! :c 
I 101 I 

I I 
~ -4-. LV/31<1CATION 

~ .....S. OEA1-NN@ 

A: -6. Ct..£.ANIN(J-

I I 
A 0 01010!( 
B 110101010 I( 

A 
'- -z.O,P. "1AIH7ENANCE 8 

-3 c 
~ ·aP. H41117ENANCE 

'1 -4. DAILY NA/1/"/ENAHC£ 

~ ··S- L.Vl3/;'/CAT.f(JH A 
~ -&. L.UBRtCArttJH G 

-9; UtMICA TtON C 

-9. t..&J81UC"AT/t3N E 

I 
I I 
I I 

OIOIOIOH 
0 0 OiOt 1 



112 3i4 1 5 61 

'AINTEAtANcE A I I I I I I I I I I I I I I 0 
. .q/NEN~A"=E_ B I I I I ; I I i I I I ! I I I I 0 
-Y CltF=K llOiO OiOIOIO 101010!0!010 :OIO!OiO;O!OI 10!0 0.00101 0100 

·/CAr/oN A 0 10 !QI IOI iO IQ! 10 0 0 0 
xrC'1770N B I I I I I I 0 I I I Q 

A I lO I 10! 0 0 
.. ·mv<j- B I I I I I I 0 

0 
0 

·:NTENANCE c 0 I I o 
NAfi/'TENAA"CE 01010101010 QIQ!Q!QIOIOI 

f-1 ~-;.s-r~o-H--A ~Q,...;.1 ...,,.-0+.;;::;0,,.....i~ 00~0~-;-0~0~1-:-01010 0 
10 0 0 0 010 1010 0 0 
0 0 0 0 0 0 01010 0 

G 0 0 0 
c 0 0 
0 0 
E 10 0 

I SECTION 2 



LOOH 200 SG7;5" __/fOtlTflLY PROt;RA/1 4F J 

"'Fil>/! QI( ~AN71/ 0 
-ENCY .f< 11.10 ll4 TE I 2 I 3 4 5 6 ©16" 9 10 
2 \<El( 1. -HAINTENANCE 

' AT £(JOH RllPN/NG- 0 0 0 0 0 0 0 0 Qi 
4'-lV ff"411fiENANCE 0 0 0 0 0 0 0 0 0 2. AT LOOH STOPPAGE. n In () In '('\ If'\ In 10 0 
11:1A¥ .Y. Lt-<B/?ICATTON 0 0 0 0 0 0 n 0 o~ 
z9.AY IA LUBRICATION 0 r, 0 0 0 0 0 0 o~ 
7~ S. ~Uf3RICAT/ON 0 0 0 0 0 0 0 oo~ 

3 D,._Y 6. Llf/j~ICATIOI./ 0 0 0 0 0 0 0 0 0( 
7 AAY 'l. DAll..Y ClEAN//./t;- 0 0 0 0 0 0 c5 0 0( 

l SECTION 1 

. ,/ 



tfONTHLY PROGRA/1 OF .PREVEllTIVE MAINTENANCE 

0 
0 
0 
0 
0 
0 
0 

I SECTION 2 



I 
i 

Im NO.OF 
..,_., 

/'rNNT. -£CY 

I.OOH ?IJll SET:S 

l 2w 

~ 
2 4M 
~ 

4 ,J 

::> 
b ~, , 

1 2W 

~ 
2 4 M 

~ u 

I ~ 
4 l 
~ w 

h n . ' 
D .....:. I f 

I . ' 
l w 

l 

~ 
L' I• H 

l l 
3 n 

I~ ~ 
4. D 
~ w 

' h n 
~ ; " ~ ~ 7 10 

" 

I I I I 

: ~ ~i~ ~I~~ ~ 1 2 w 
2 4H 

I~ ~ ~ ~ ~~ '~ i~ I .... 
~,.... 

! I~ ,_. 4 

~IC 
{\I .... I 

II ~ ~ I: 1: I> h ., 
~ -~ ~11 ~I~ 1~ 1 ~ 7 1 D 

I' i' I' i( I] - ' - - . I' I ''.J V1i 

~re µ:~ 

~ 
,., , M 

3 D , .... ~ 4 > D 
~ w 

~ t> 'I 

~ 
. I 1 L.: 

I I I 

--

I I I I I I I 

" 1 12 w I I ,.. 

~ 
2 4H 

~ ~ _j 

. ~ni 4 ~ 

~ 
t> 

I 

Q)~t 
I ,,., w 

~ 
2 4H 
~ 0 

~ q 

~ t ::> ' 
rl \ 

. ~ ~ I 

·'·~ ~ 
~g ~ ~ 

~-~: ri 

l I I I 

~ii ii 

I I I 

-06 -07 -OB -09 -10 

I SECTION 1 



~ 
I l 11 

' 

! 

I 

! 
~~ ..... 
r-

- ,_. 

I I I I I 
' 
! -~ 

I 
I ' ' 
.-
I -
I 

t 
! I 

I I 11 I I I I I T I I I 

; I 

- I 
~ I 

t 

I . I I I I 

-
I 

I . 
.... 

~ I ' I I ' - I I 
! -

-
: 
l 
I ' 
I --

I 1 I I I I I . 

I I I I I I 

-17 . =J..8.._ 

ISECTION 2 



-~c NO.OF ~" 
HO. J'fl'JJVT: -ccr 

/,/JOH i?IJ(l SE r.s 

1 2W 

~ 2 
4M 

I _j 

14 
I .., 

L b r-:t-
l 

L__/ 

t· 2W 

·~ 
2 4 M 

... 
14 

'."\ 
h 

I 

11 .. I I I I I I I I I I I I I 1 I I I 

9 
... I• 

_"\ J 
4, ") 

~ 
h 

7 lO 

1 12 -

~ 
... 4 ~ 

"'\ 
4 
~ VI 

h L 

-

--
7 ~ -IU I I I I I I I I I 

l .. yj I I I I I 

·~ 
,,, •M 
~ Q 

4 •) 0 
'."t w 

n \ IJ 

I I . ... I 

I LI 

1 .... w I I I I 

-~ 
2 4M 
~ 

4 ~ 

~ 
t> 

( 

] '1"W 

~ 
2 4M 
~ 

I "J 

:> 
h 

I 

I 
I 

' j 

I I I I I I 
I --'~ 

. ( I . - -. 
I 

~ 
... I• M .... , .. 
::J 

t> 
( 

I I I I I I 

ii·ii 
-19 -20 -21 -22 -23 -24 

SECTION 1 



I I I I I I I I 1 I I I I I I I I I i I I 

I 
I 

L; 
I 
I 

I 

I 

I ., 
J . 

I I I I; I I I I I 

! I II Ii I I I I I I I I 

-; ·- 1~>- "" - - I• ... - - I• 

I 
I 
I . 
I 

. -
I I I I 

I 
I 
I 
I 
I 

I I I I I I ~-

I 
! -- ·---
I 
I 

. .. I 

iiiiit+-+-+-t-+-il I I i r-r-tl ~' '_' ..... '_..' 1-1--.1 

-21 -.22 -23 -24 -25 -26 -27 -28 -29 -30 



• 

.. 

3-2 MONTHLY REPORT ON SETTING UP OF 
PREVENTIVE MAINTENANCE SCHEME 
SEPTEMBER, OCTOBER 

INTRODUCTION 

PROJECT DP/VIE/80/038 

REPORT ON SETTING UP 

PREVENTIVE MAINTENANCE SCHEME 

AT VIET THANG FACTORY 

AS AT 30 SEPTEMBER 1984 

Preventive maintenance scheme to be set up in Viet Thang 

Factory was inaugurated substancially on 13th August 1984. 

The shcme had been elaborated by TOYOBO's maintenance 

specialists. Needless to say, practical observation and 

experience of 5 supervisors who had been engaged in training 

selected technicians technical skills through the reconditio~ 

ing work were reflected on the scheme. 

Machinery for which the scheme is applied is all reconditioned 

machinery including all mechanical and electircal parts and 

all related auxiliary and control equipments at Viet Thang 

factory. 

Spinning 

Weaving 

blowing, carding, drawing, roving, ring 

spinning, winding 

spooler, warper, sizing, pirn winding, loom 

Provision had been made to the Factory on 7th August, as for 

documents and forms required for the implementation , like 

work specification, check sheets, implementation timetable, 

etc. and as of 13th August such forms were partially available 

after being translated into Vietnamese and the scheme was just 

started to run by both factory management and personnel in 

charge. 

On 15th of August, factory staffs involved in the preventive 

maintenance scheme of carding section of spinning were gathered 

to be informed of detail of the scheme which was explainted to 

them by factory management an~ consultant team staffs. On 22nd 

of August, all concerned management staffs composed of heads, 

technical and production deputy heads of spinning and weaving, 

staffs of electro-mechanical department met and were made fully 
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understood of the operation of new system of maintenance. 
Thereabout the scheme made a start involving all sections 

without delay, although in such sections as blowing~ winding 

and weaving in which machinery reconditioning work was not 

finished off upto the date, the implementation of preventive 

maintenance was left over. 

Documents to guide the scheme and forms to be used in it are: 

- Positioning of preventive maintenance 

- Description of the scheme for each section 

- Description of equipments and tools required for the scheme 

- Description of maintenance activities for each section 

- Check sheets for each activity of each section 

- Reporting and recording form 

- Draft timetable for each activity 

Following documents were supplemented later on to the above 

by the end of September. 

- Information of minimum number of staffs required per diem 

for each activity of each section 

- Final timetable for each activity of each section 

- Overall programme of the scheme (from August to November) 

for control purpose of the responsible of the scheme 

- Auxiliary record sheet and check sheet (for gauge setting, etc.)· 

- Proposal for improvement of workshop (maintenance room) 

- Maintenance procedure for auxiliary and control equipments 

BLOWING SECTION 

As the reconditioning of this section was accomplished at the 

end of August 1984, the preventive maintenance scheme for this 

section was set up from the beginning of September. Same 

members in charge of reconditioning (8 technicians) were 

retained to take care of the scheme. During first week, 

members were organized and trained by the blowing/carding 

supervisor so as to adapt themselves to and get necessary 

skills for the scheme as early as possible. The supervisor 

- 2 -
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instructed members detailed procedure of periodical cleaning 

and lubrication and repeated check and correction of skills 

of technicians until he leaves for Dong Nam factory for another 

assignment. 

Daily cleaning in charge of production operatives was original 

ly contemplated in the scheme. But once started the scheme, 

this maintenance work proved not to be done satisfactorily, 

therefore cleaning was decided to change from operatives' 

charge to maintenance workers' with ten days frequency, by 

consultation of the supervisor with group members. Periodical 

cleaning and lubrication was carried out on 14, 15 August, 

6, 18, and 29 September at a interval of ten days. On the 

other hand due to lack of detailed information of lubrication 

parts which is complicacy of lots of bearings to lubricate, 

a lubrication diagramme was expected to be drawn up by the 

supervisor. 

CARDING SECTION 

Prior to shifting to the scheme, technicians had been partially 

instructed by the blowing/carding supervisor practical skills 

for maintenance activity such as stripping and grindig methods 

of cylinder and doffer. Detailed explanation of the scheme 

was made to 14 technicians assigned for the performance of 

preventive maintenance activity succeeding rehabilitation of 

32 cards on 20th August and recording and checking methods 

relating to preventive maintenance of card were informed by 

the supervisor. After that, maintenance items preset for this 

machine, i.e. ordinary maintenance A, B, daily maintenance, 

lubricating procedure, stripping of cylinder and doffer, 

grinding of metallic wire, etc. were instructed in detail and 

technicians' skills obtain~d were reiteratively checked and 

corrected by him. Whole progress of the scheme in this section 

was also watched and the scheme was arranged to proceed 

automatically as per preset timetable under the control of 

group leader during the absence of the supervisor. 

- 3 -
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The activities attained by the end of this month are as follows. 

Frame No.43 
44 
45 
46 
47 
48 
51 
52 
53 
54 
55 
56 
59 
6o 
61 
62 
63 
64 
67 
68 
69 
70 
71 
72 
73 
74 
75 
76 
77 
78 
79 
80 

Maintenance Maintenance Stripping Grinding Daily 
A B (freque_!! Cylinder Doffer Maintenance 

(1 frame/3 ( 1 frame/10 cy 3days) (1 frame (1 frame Lubrfoation A 
days) days) /2 days) 14 days) Lubrication B 

Aug 21 
Aug 24 
Aug 28 
Aug Jl 
Sep 4 
Sep 7 
Sep 11 
Sep 14 
Sep 18 
Sep 21 
Sep 25 
Sep 28 

Sep 19 
Sep 6 

64 frame 
per week 
(twice a 
week) 
from Aug 
22 

Aug 22 
Aug 24 
Aug 27 
Aug 29 
Aug 31 
Sep 4 
Sep 5 
Sep 7 
Sep 10 
Sep 12 
Sep 14 
Sep 17 
Sep 19 
Sep 21 
Sep 24 
Sep 26 
Sep 28 

Every day 
J2 frames 

Aug 22 from Aug 21 
Aug 27 (J frames/ 
Aug 31 day for 
Sep 4 Lubrication B) 
Sep 7 
Sep 12 
Sep 17 
Sep 21 
Sep 26 

Due to non-availability of special setting tool for flat 

grinding, however, the grinding of flat wire scheduled for 
September was not implemented. This tool was placed order 

to be manufactured. 

DRAWING & ROVING SECTION 

This section was also ready for start of the scheme on 13th 

August. Before and after this time, 11 technicians in charge 
were explained by the drawing/roving supervisor about the 

contents and detailed procedure of preventive maintenance 
in this section. Immediately after paper and forms were 
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made ready and available by the.factory side, the scheme was 
. . 

inaugurated by undertaking ordinary maintenance A to a roving 

frame FAS No.12 on 24th August. Successively various activities 

like maintenance B, lubrication and greasing for both speed 

frames and drawframes were carried on. Though the check and 

follow up by the supervisor was interrupted from 10th 

September due to his visit to Dong Nam and Thang Loi mills, 

the preset timetable was faithfully observed under control of 

group leader and sub-leader in accordance with the discussion 

held between the supervisor and the latter. 

Following activ ·.tes took place as part of the scheme up to 

the end of September. 

Maintenance A 

[Drawframe) (frequency 20 

2 heads days - 2 heads 

per frame per day) 

F.No.7 Sep 4, Sep 28 

F.No.8 Aug 25,Sep 17 

[Roving F.) (frequency 

1 month -

frame/5 days) 

F.No.4 Sep 13 

11 Sep 18 

12 Aug 24, Sep· 24 

13 Sep 29 

14 Sep 3 

15 Sep 8 

Maintenance B 

(frequency 

8 months) 

Aug 30 

(frequency 

6 months) 

Aug 27/28 

Sep 5/6 

Aug 29/30 

Daily maintenance 

and Lubrication 

Every day from 

Aug 24 

Every day trom 

Aug 24 

Detailed lubrication diagramme proved to be necessary as 

supplementary information for mor"! organized lubrication work. 

RING SPINNING SECTION 

13 technicians were allocated for the job of preventive 

maintenance under the supervision of ring/winding supervisor. 

They were at first instructed by the latter to know the 

detail of system. Explanation relating to integrant staffs, 
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frequency, time required for~ frame, work procedure and 

contents concerning each maintenance item was made by the 

supervisor. And afterwards they were practically trained 

how to carry it out. The system was carried on in compliance 

with the preset timetable. The check and follow up by the 

supervisor went on till 8th September, his departure date to 

Dong Nam mill, but the work proceeded after that almost 

satisfactorily as organized, except a bit delay of starting 

whole system. The summary of activities which took place by 

the end of September is shown below. 

F.No. 3,4 
5,6 
7 
8 
9 

10 
11 
12 
13 
14 
15 
16 
17 
18 
19 
20 
21 
22 
23 
24 
25 
26 
27 
28 
29 
30 
31 
32 
33 
34 
35 
36 
37 
38 
39 
40 
41 
42 

Maintenanct0 A 
(2 franes/day) 

Sep 8 
Sep 10 
Sep 11 
Sep 11 
Sep 12 
Sep 12 
Sep 13 
Sep 13 
Sep 14 
Sep 14 
Sep 15 
Sep 15 
Sep 17 
Sep 17 
Sep 18 
Sep 18 
Sep 19 
Sep 19 
Sep 27 
Sep 27 
Sep 28 
Sep 28 
Sep 29 
Sep 29 

Sep 1 
Sep 1 
Sep 4 
Sep 4 
Sep 5 
Sep 5 
Sep 6 
Sep 6 
Sep 7 
Sep 7 

Maintenance B 
(1 frame/5 days) 

Sep 24 
Sep 28 

- 6 -

Lubrication 
A B C/D 

Every 
day 
38 

frame 
from 
Aug 
27 

Every 
Satur 
day 

.38 
frames 
from 
Sep 1 

Sep 24 
Sep 28 

Daily 
Maintenance 

Every day 
38 frames 
from Aug 
27 
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WINDING SECTION 

Due to the completion of reconditioning of R.T.winder at the 

end of August the set up of the scheme was delayed. 

7 assigned technicians were informed by the supervisor about 

object and procedure of each maintenance item. Owing to 

assignement of the supervisor in Dong Nam and Thang Loi mills 

upto the beginning of October, however, detailed practical 

guidance on the scene or system check up had to wait for his 

return to Viet Thang Mill, but the implementation of various 

maintenance activities got under way from 17th September on 
the basis of documents. 
[Results of activites on September] 

Maintenance A Daily Maintenance 
F. No. 4 Sep 20/21 Every day 

5 Sep 22 6 frames 
6 Sep 24 from Sep 17 

7 Sep 25/26 
8 Sep 27/28 
9 

YARN PREPARATION SECTION 

13 technicians were appointed for taking care of 4 warpers, 

2 sizers, 8 pirn winders and 5 technicians for 1 spooler of 

Spinning 2. Subsequent to the reconditioning work completed 

on middle August, setting up of preventive maintenance system 

for the y~rn preparatory section made a start and theoretical 

explanation about the system, technical standard required, 

concrete procedure, etc. was carried out by the yarn 

preparatory supervisor until late August. Practical outset 

took place on 27th August from maintenance A of No.3 warper. 

Following items were implemented by the end of September. 

[Warper] 

F. No.1 

2 

Maintenance 
A 

(frequency 
1 month -
1 frame per 
week) 

Sep 17 

Sep 11 

Maintenance 
B 

- 7 -
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Maintenance A Maintenance B Maintenance C 
F.No.3 

4 

Aug 27/28 

Sep 24 

Sep 4 
[Sizing Machine] 

F.No.1 Sep 12/13 

2 

Maintenance 
A 

[Pirn WO] (frequency 
1 month -
2 frames 
per week) 

Sep 11 

Sep 14 

Sep 14/15 

Sep 18/19 

Maintenance 
B 

Maintenance Breakdown 

(1 frame 
per 10 days) 

C Maintenance 
(1 frame 
per 3 weeks) 

Sep 4/5 Sep 11,24 
Sep 19/20 Aug 28,Sep 6 

F .No. 1 

2 

3 

4 

Sep 18 Sep 5/6 Sep 17,19,20 

5 

6 

7 

8 

Sep 

Aug 

Sep 

Aug 

Sep 

Sep 

Sep 

21 

28 

25 

31 

28 

4 

7 

[Spooler] (frequency 

1 month) 

F.No.2 Sep 10/11 

Sep 12/13 

Sep 26/27 

(frequency 

3 months) 

Sep 18/19 

(frequency 

1 year) 

Sep 26/27 

Aug 29, Sep 11 

15,17,20,24,26 

Aug 29, 

Sep 8, 15 

As hitch of smooth implementation of preventive maintenance in 

this section detected after starting the scheme, following 
should be taken into account. 

1) As for sizing machine, existing defective air compressor 
cannot supply fully compressed air for cleaning. 

Likewise, non-availability of bearing grease for drying 

cylinder is hindering grease change at preset interval. 

DAPHNE high temperature grease supplied for finishing 

machine should be considered to be partially diverted to 
this case. 
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2) With reference to pirn winder, life of parts is so short and 

breakdown outbreak ratio is so high due to trustless quality 

of locally manufactured spare parts that breakdown maintenance 

often takes place as shown in the above table. Lubrication 

schedule was also affected by difficult procurement of 

designated oil. Therefore, lubrication frequency was re­

adjusted to cope with such situation in talks of supervisor 

with the responsible of weaving 1. 

WEAVING SECTION 

The scheme started after the reconditioning of 160 looms at 

partial level was finished off toward the end of August. 

The maintenance at loom downtime taking opportunity of cloth 

beam change was commenced from 5th September and 29 looms 

underwent this maintenance within this month at a ratio of 

1.3 looms per diem, whilst programmed ratio is 2 looms. 

The maintenance at loom running started on 12 September, 

concluding 214 sets by the end of September in the rate of 

13.4 looms per diem against 18 planned. Lowerly achieved 

rate is owing to shortage of man power to be engaged in the 

scheme. This has been improved, however, gradually as the 

scheme went along the right lines. Like the case of pirn 

winding, lots of locally made parts of poor quality and easy 

to wear equipped for looms reduces the effect of preventive 

maintenance and cycle for thier replacement becomes shorter. 

As for the maintenance items of short term interval like 

lubrication and cleaning, the preset procedure was exactly 

followed but due to very poor quality of available oil alm~st 

waste, the predetermined standard frequency for lubrication 

was reconsidered and readjusted in consultation of technical 

deputy head with the weaving supervisor. 

END 
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INTRODUCTION 

PROJECT DP/VIE/90/038 

FINAL REPORT ON SETTING UP 

PREVENTIVF. MAINTENANCE SCHEME 

AT VIET THANG FACTORY 

AS AT 7 NOVEMBER 1984 

This report has been drawn up in accordance with the prevision 

of Contract with a view to let the reader know the actual 

situation and future view of the preventive maintenance scheme. 

During the month of October the preventive maintenance scheme 

has been set to rights and found in full swing. This report 

deals as subjects with the development following the initial 

report, record of main events and refers to partial changes, 

if any, relating to earlier recommended system. Also it tries 

to assess the machine and staff performance levels involved in 

the scheme and finally mentions our conclusion and recommend~ 
tion for improvement. 

About two months have gone by since the preventive maintenance 

scheme started in each section of spinning and weaving and it 

has come to be run well as the system, after being overcome 

difficulties and inexperience at initial stage. It is required 

for the efforts of Factory to firm the established system and 

try to preserve the skill and experience obtained in the Project 
work and to extend it to more workers. 

Description will be proceeded about each maintenance section 
in compliance with mentioned subjects. 

OUTLINE 

As documents to guide the scheme and forms to be used in it, 
the followings were added. 

- Standard and diagramme of gauge setting for blowing machinery, 
. drawframe, speed frame, ring frame and loom 

- Organization for implementation of preventive maintenance 
scheme 

- Job description of key personnbl 
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Job instruction card for all sections of spinning & weaving 

- Monthly programme for October and November 1984 

{Visual indicator and check sheet for the progress of the 

scheme by each machine of spinning and weaving) 

- Lubrication diagramme for blowing machinery, card, drawframe 

{DK, DY-2), speed frame, ring frame, winder, warper, sizing 

machine, pirn winder, spooler and loom 

- Preventive maintenance scheme for new drawframe DY-2 

Abovementioned documents were prepared by us due to necessity 

for setting up a functional preventive maintenance system, 

taking account of opinions of supervisors and techni.cians 

and suggestion made by CTA and evaluation mission after 

checking the ongoing system. Thus, necessary documents have 

become complete and the translation into Vietnamese is expected 

to be gone through for earlier establishment of documentary 

perfection. 

The overall discussion was held on 2nd with Spinning 1 and 

Weaving 1, 23rd with Spinningl and 27th October with Weaving 1 

with the presence of Factory management (Technical Deputy 

Director, Technical Deputy Heads of Spinning 1 and Weaving 1, 

Group leaders of Spinning 1 and Weaving 1), Consultant team 

members and Chief Technical Advisor. The meeting aimed at 

monitoring the situation and results of the scheme and promoting 

its efficient and smooth implementation. As product of these 

meetings, technical demonstration and explanation relating to 

various maintenance items of each section of Spinning 1 was 

raised and decided to be repeated by each group leader and 

Japanese supervisors for the sake of technicians concerned 

under presence and superintendence of Japanese supervisors. 

This work was planned to proceed from 24th October till 7th 

November in compliance with the preset timetable. 

Performance state of machinery reconditioned and covered by the 

preventive maintenance system as at the beginning of November 

is assessed as good as a whole. It will not be out of place 
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to say that care by the preventive maintenance keeps up qood 

condition achieved by the reconditioninq work. In relation to 

follow up system and organization suggested by us can be 

observed being materialized gradually and steadily thanks to 

full recognition of the Factory manaqement about the signifi 

cance of preventive maintenance. 

As for the technicial level attained by all technicians involved 

in the scheme, our evaluation is attached at the end of this 

report. Theoretical knowledge and practical skills of techni 

cians trained throuqh both sitting session and on-the-job 

training in the reconditioning work has been organized and 

systematized in the course of prventive maintenance practice 

and we could say output over long period of the Project has 

fruited. 

BLOWING SECTION 

Preventive maintenance activities in this section became full 

scale with the return to the factory of the blowing/carding 

supervisor on Oct 8th. The periodical maintenance of 3 months 

frequency took place for the first time on 8th to 10th October. 

(No.3,4 scutchers and a series of machinery in front process) 

As additional work referred to in the former chapter, an 

explanation about how to improve quality of laps and to correct 

defective shapes of laps was made by the supervisor on 29th 

October. Likewise on 31st October and 1st November adjustment 

procedure of each beater and of various qauge setting, detail 

of procedure of periodical maintenance items and lubrication 

frequency and place were accounted for by him. 

As for the machine performance, windinq of initial lap to lap 

rod is being done by hands due to non-equipment of automatic 

lap starting system, but restoring parts for the system were 

incorporated in the supplementary parts list. 

CARDING SECTION 

Implemented results of the scheme in September during the absence 

of the supervisor were checked by him, being assessed as general 

ly good but some oversights at performinq daily check items were 
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pointed out and corrected. During the said month procedure 

for flat grindinq and replacement of cylinder shaft was 

instructed by the supervisor and as additional training items 

f~llowing subjects were explained by the supervisor. 

- Flat qrindinq on running machine 

- Flat grindinq on specialized equipment 

(This could be started from this month when a special tool 

had been made ready) 

Winding procedure of metallic wire 

- Hose roller grinding 

The activities which took place up to the date are as follows. 

F.No. Maintenance Mnintenance Stripping Grindi!!g Daily 
A B (frequen- Cylinder Doffer Flat aintenance 

(1 fraae/ (1 fraae/ cy 3 day) (1 frame (1 fraae (1 frame Lubri-
3 days) 10 days) /2 days) /4 days) /2 days) cation A 

Lubri-
cation B 

43 64 f raae Oct 26 
44 per week Oct 29 Every day 
45 Aug 21 (twice a Oct 31 Aug 22 32 frames 
46 Aug 24 week) Nov 2 Aug 27 from Aug 21 
47 Aug 28 from Aug 22 Aug 31 (3 frames/ 

Aug 22 Nov 5 day for 
48 Aug 31 Every Aug 24 Sep 4 lubrication 

Wednes- Nov 7 B) 
51 Sep 4 day and Aug 27 Sep 7 
52 Sep 7 Satur- Aug 29 Sep 12 
5J Sep 11 day) Aug 31 Sep 17 
54 Sep 14 Sep 4 Sep 21 
55 Sep 18 Sep 5 Sep 26 
56 Sep 21 Sep 7 Oct 1 
59 Sep 25 Sep 10 Oct 5 
60 Sep 28 Sep 12 Oct 9 
61 Oct 2 Sep 14 Oct lJ 
62 Oct 5 Sep 17 Oct 17 
6J Oct 9 Sep 19 Oct 22 
64 Oct 12 Sep 21 Oct 26 
67 Oct 16 Sep 24 Oct 30 
68 Oct 19 Sep 26 Nov 3 
69 Oct 23 Sep 28 Nov 7 
70 Oct 26 Oct 1 
71 Oct JO Oct J 
72 Nov 2 Oct 5 
73 Nov 6 Nov 5 Oct 8 
74 Oct 24 Oct 10 
75 Oct 11 Oct 12 Nov 7 
76 Oct 1 Oct 15 Oct JO 
77 Sep 19 Oct 17 Oct 27 
78 Sep 6 Oct 19 Oct 2J 
79 Oct 22 Oct 20 
80 Oct 24 
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DRAWING & ROVING SECTION 

From October, preventive maintenance to newly i :.stalled drawframes 

DY-2 was started. Necessary documents were :1anded to the Factory 

on 25th October. At first the supervisor checked quality of 

the preventive maintenance in September during his absence and 

made necessary comments and repeated the correct guidance about 
some items, but as a whole the result was found satisfactory. 

Maintenance activities up to the date were as below. 
Maintenance A Maintenance B Daily Weekly 

[Drawframe} (frequency 20 (frequency maintenance check & 
days - 2 head 8 months) Lubrication Cleaning: 
per day) 

DK No.7 Sep 4,Sep 28 Aug 30 Every day 
Oct 23 fron: Aug 24 

8 Aug 25,Sep 17 
Oct 10,Nov 2 

DY-2 No. 9 Oct 9,0ct 25 Every day Nov 3 
10 Oct 9 Oct 26 from Oct 9 Nov 3 

[Roving Fl (frequency (frequency 

month - 6 months) 
1 frame/5 day) 

F .No. 4 Sep 13,0ct 13 Aug 27/28 Every day 
11 Sep 18,0ct 18 Sep 5/6 from Aug 24 
12 Aug 24,Sep 24 

Oct 22 
13 Sep 29,0ct 29 Aug 29/30 
14 Sep 3,0ct 3 
15 Sep 8,0ct 8 

In the meantime, following additional guidance and explanation 

was made by the supervisor to group technicians. 

Oct 24 Work contents and procedure of ordinary mainter.ance A,B 
(drawframe) 

Oct 30 Work contents and procedure of ordinary maintenance A,B 
(Roving frame) 

Nov 1 Procedure for alignment and correction of eccentricity 
of bottom roller 

Nov 2 Procedure for installation of speed frame 
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Nov 5 Procedure for fitting and alignment of driving shaft 

Nov 6 How to correct eccentricity of top, bottom cone drum 

Nov 7 Efficient proceeding of daily maintenance 

It has transfired frequently that daily maintenance specified 

for the roving frame could not be implemented due to refusal 

of frame stoppage by operatives. It is urgently required to 

make all workers of the Mill understand the system and to 

assure them that less production due to machine stoppage by ant 

maintenance activities is taken into account at assessment of 

work quota of operatives. 

RING SPINNING SECTION 
Progress so far and problems newly raised were fully discussed 

between the returning supervisor and group workers. As outcome 

of this meeting, more detailed explanation about such as daily 

check or lubrication activities was made by the supervisor. 

Furthermore, additional instruction and explanation specified 

separately relating to ring frame was done as follows. 

Oct 29 - Problems related to bottom roller 
(Roller pitch not consistent with the frame pitch, 

resistance of nylon metal, difficult alignment, etc.) 

- Procedure for installation of ring frame 

Oct 31 - Continuation of frame installation 

Spinning theory 

(fibres, spinning principle, moisture regain 

in each process, etc.) 

Nov 2 - Continuation of spinning theory 

(Yarn count, spinning calculation) 

Nov 5 - Continuation of spinning theory 

- Ordinary maintenance A 
(TOYOBO's system) 

From October, the frequency for ordinary maintenance A was 

changed from 2 frames to 3 frames per diem (from frequency of 

1 month to about 20 days), according to the requirement 

for more efficient maintenance effects. 

All activites which have taken place up to now are summerized 

as follows. 
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Maintenance A Maintenance B Lubrication Daily (2/3 frames/daz) ( 1 frame 15 dazs) ! 1! C/D Maintenance F.No.3 Sep 8,0ct 3 Every Every Every day Oct 22,Nov 7 day SatlJ!: 38 frames 5 Sep 10,0ct J 38 38 from Aug 27 Oct 22,Nov 7 frames frames 7 Sep 11,0ct 4 from from Oct 22,Nov 7 Aug 27 Sep 1 8 Sep 11,0ct 4,2J (Once 9 Sep 12,0ct 4,2J a week) 10 Sep 12,0ct 5,23 
11 Sep 13,0ct 5,24 
12 Sep 13,0ct 5,24 
lJ Sep 14,0ct 6,24 
14 Sep 14,0ct 6,25 Sep 24 Sep 24 15 Sep 15,0ct 6,25 Sep 28 Sep 28 16 Sep 15,0ct 8,25 Oct 3 Oct 3 17 Sep 17,0ct 8,26 Oct 8 Oct 8 18 Sep 17,0ct 8,26 Oct 12 Oct 12 19 Sep 18,0ct 9,26 Oct 17 Oct 17 20 Sep 18,0ct 9,27 Oct 22 Oct 22 21 Sep 19,0ct 9,27 Oct 26 Oct 26 22 Sep 19,0ct 10,27 Oct JO Oct JO 23 Sep ?.7,0ct 10,29 Nov 6 Nov 6 24 Sep 27,0ct 10,29 

25 Sep 28,0ct 11,29 
26 Sep 28,0ct 11,JO 
27 Sep 29,0ct 11,30 
28 Sep 29,0ct 12,30 
29 Oct 12,31 
30 Oct 12,31 
31 Oct 1J,J1 
;2 Oct 13,Nov 1 
33 Sep 1,0ct 13,Nov 
34 Sep 1,0ct 15,Nov 
35 Sep 4,0ct 15,Nov 2 
36 Sep 4,0ct 15,Nov 2 
37 Sep 5,0ct 16,Nov 2 
38 Sep 5,0ct 16,Nov 3 
39 Sep 6,0ct 16,Nov 3 
40 Sep 6,0ct 17,Nov J 
41 Sep 7,0ct 17,N9v 6 
42 Sep 7,0ct 17,Nov 6 

WINDING SECTION 

During this month theory and practical skill necessary for 

implementation of preventive maintenance system was fully 

instructed to group workers. Explanation was made by the 

supervisor in relation to work contents and procedure of 

pceventive maintenance. Regarding additional technical 

explanation and demonstration, following was carried out. 
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Oct 30 - Control system of preventive maintenance 

Nov 
- Assessment of deterioration of machinery function 
- Working contents of maintenance A, B 
- Cause and countermeasure of defective winding-

Nov 6 - Cause and countermeasure of vibration 
- Assessment of life and function of parts 

Nov 7 - Procedure for frame installation 

[Result of maintenance activities] 
Frame Maintenance A Maintenance B Daily Lubrication ALB 

(frequency (frequency check 
1 month) 6 month) 

F.No.4 Sep 20/21, Every 
Oct 15 day 

5 Sep 22,0ct 19 Oct 26 6 frame Oct 26 
6 Sep 24,Nov 2 Oct 4 from Oct 4 
7 Sep 25/26 Nov 6/7 Oct 15 Nov 6/7 

Oct 24 
8 Sep 27/28 

Oct 29 
9 Oct 1/2,Nov 6 

YARN PREPARATION SECTION 

Japanese yarn preparation supervisor left the factory on 10th 

October, but the scheme has been kept up as scheduled as follows. 

[Warper] 

F .No. t 

Maintenance A 

(frequency 1 month) 

Sep 17,0ct 15/16 

Maintenance B 

(frequency 6 months) 

2 

3 
Sep 11,0ct /9,Nov 5/6 

Aug 27/28,Sep 24 
Oct 4/5 

Oct 22/23 

4 Sep 4,0ct 29/30 

[Sizing M/CJ (frequency 3 months) 
F.No.1 Sep 12/13 

2 
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Maintenance N Ma in tenar.ce B Maintenance c 
[Pirn WO] (frequency 1 month - ( 1 frame/ ( 1 frame/ 

2 frames per week) 10 days) 3 weeks) 

F .No. 1 Sep 11,0ct 9,Nov 6 Sep 4/5 

2 Sep 14 ,Oct 12 Sep 19/20 

3 Sep 18,0ct 16 Sep 5/6 Oct 16/17/18 

4 Sep 21,0ct 19 Sep 12/13 Nov 3/5/6 

5 Aug 28,Sep 25,0ct 23 Sep 26/27 

6 Aug 31,Sep 27,0ct 27 Oct 3 

7 Sep 4,0ct 2,0ct 30 Oct 13/15 

8 Sep 7 ,Oct 5,Nov 2 Oct 24/25 

[Spooler] 

F.No.2 Sep 10/11 Sep 18/19 Sep 26/27 

Oct 8/9 

As to hitches of smooth implementation of preventive maintenance 

in this section raised in previous report, oil necessary for 

lubrication items was acquired by arrangement of UTE and 

prospects for incessant supply has been looked up. DAPHNE 

high temperature grease supplied for the Project has been 

decided to divert partially to the bearing grease for drying 

cylinders of sizing machine. Compressed air has become available 

for the cleaning of yarn preparatory machinery. The preventive 

maintenance system for yarn preparatory section could be said 

satisfactorily progressing except that in pirn winder non­

persistence of locally made parts makes its effect less. 

As machinery in this section is as a rule of sophisticate 

mechanism, thoroughgoing preventive maintenance protecting 

machinery from outbreak of breakdown is desirable, and close 

and prompt communication relating to any bad adjustment of 

machinery from operating staffs to maintenance personnel is 

essential. And all staffs should avoid an easygoing compromise 

and try to maintain best condition of machinery as it i~ so 

expected. This thought can be applied to every section of 

the factory. 
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LOOM SE.:TION 

The maintenance at loom downtime due to full cloth beam ioff ing 

was carried out to 60 looms up to the end of October over 45 

working days at a ratio of 1.~ looms per diem whilst planned 

ratio is 2 looms. Meanwhile, 598 looms underwent maintenance 

at loom running toward the end of October duritg 39 working days 

getting 15.3 looms per dieffi against 18 planned. The reason why 

actual figures were lower than the target is attributable to 

1 ) shortage of skilled man power and technical unskillfulness 

of newly assigned workers. 2) In some cases there are not always 

looms out of running to perform the maintenance at loom downtime • 

Regarding the man powerlessness, this will come to be resolved 

by the training by instructors like technical deputy heads or 

group leaders following the gone weaving supervisor. In order 

to solve the second case, the factory management has selected to 

stop running loom in the event of no loom ready for undergoing 

maintenance at loom downtime. In this case weaver's beam is put 

aside on the floor and cloth beam is put on the top of the frame 

without cutting material during maintenance work. Lubricant's 

quality problem will be settled same as in yarn preparation 

section, but shortfalling conditicn of some indispensible parts 

for better performance such as weft stop moti~n components is 

lasting yet owinr to short life and unreliabla quality of locally 

manufactured parts. 

Wilh regards to the preventive maintenance system for loom section, 

Factory management hopes that not only reconditioned looms but 

all 826 looms become shortly object of the system. And this i·s 

feasible by overcoming routine shortage of man P•>wer and 

establishment of supply and readiness at all times of fully 

trustworthy spare parts. 

Allowing for high wear ratio of wooden made parts, one carpe~ter 

should be assigned a~ internal member of maintenance group so as 

to be engaged in repairing and fabricating wooden parts solely 

for maintenance purpose, being independent from wooden workshop. 
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CONCLUSION 

At this stage the preventive maintenance scheme is under way 

in good order and it is being put in total system of the factory. 

And it has been observed to be effective for maintaining good 

machinery condition and performance by eliminating faulty or 

broken parts and by affording an opportunity for staff to 

ensure consistently accurate machine settings. It is premature, 

however, to assess another merit of the scheme for the responsible 

to be able to estimate future requirements of spares and accessQ 

ries with gradually improving accuracy and to highlight the 

frequent repetition of a similar cause of failure by means of 

the analysis of all recorded details. Therefore, the responsible 

of the scheme is expected to try to realize mentioned benefits. 

It was pointed out by CTA at initial meeting for establishment 

of the preventive maintenance scheme that it is essential not 

to allow short-term requirements in the way of a desired surge 

in production to interfere in the schedule of preventive 

maintenance laid down. Sine@ start up of the scheme, ,,. - have 

observed from time to time that operatives are tied up with the 

present work quota system linked to salary assessment and therefore 

that such an implementation of maintenance activities as daily 

check or lubrication were often hindered by refusal of operatives 

to stop machines, because we suppose they are not well informed 

of the scheme and are only concerned about bad influence to norm 

evaluation by deducted production due to machine downtime caused 

by maintenance activities. To record downtime by the scheme is 

specified in documents, therefore it is expected for factory 

management to systematize this relation soon. 

There is tendency that operatives don't much care about slightly 

bad condition of machines in their charge and don't let know the 

maintenance staff the situation, presumably for fear of the stoe 

page of machines and consequent non-fulfilment of the norm loaded 

on them. This becomes contrary, however, to the significance of . 
preventive maintenance to prevent the onset of unsatisfactory 

running conditions and to forestall failure and breakage of parts 

and machines. It is obvicus that small defect not attended 

immediately leads to more serious damage and obliges the machine 

longer downtime. 

~ END. 
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GROUPI BLOWING 
Full name of 
technicians 

' 

Truong Duy Trinh 
Nguyen Van Lu 
Nguyen Van Tot 

Mai Minh Tam 
Nguyen Van Xu 

Thai Tan Thanh 
Vu Xuan Tuyen 
Pham Van Dung 

~ ... JI: ... 

TECHt :AL APPRAISAL OF MAINTENANCE p: SONNEL 

I Spinning 1 I TECHNICAL ASSESSMENT ITEMS 

Factory to The~retic knowledge Technical skills 
which belongs · of machine mechanism for maintenance 

and maintenance prQ practice in his 
cedure in his sp~ special! ty field 

· ciaUty field 

Viet Thang 5 4 

" 4 4 

" 3 4 
II 3 3 

II 3 3 
I 

II 3 3 / ,. 
" 3 3 

i 

Dong Nam 2 3 

' 

- -

Aptitute for 
instructor 

Yes 
Yes 

Pr~mising 

.' 

Remark 

Leader 

' 

~ . 

z 
~ 
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GROUP! Card 
Full name of 
technicians 

. 
Ouorg Van Sang 
Do Thi Chai 

Nguyen Thi Thanh 
Truong Qu~ng Khoi 

Pham Tan Kiet 

Ninh Van Minh 
Huynh Thi My 

Pham Thi Thanh 

tluynh To Muoi 

Pho Vinh 

Nguyen Ngoc Gia~ 

Uong Van Dai 

Hoang Viet 

!Tran Minh Sang 

... ... .. • 
TECHN AL APPRAISAL OF MAINTENANCE PE' O~NEL 

I Spinning 1 ' TECHNICAL ASSESSMENT ITEMS 
Factory to Theoretic knowledge Technical skills 
which belongs of machine mechanism for maintenance 

and maintenance pr£ practice in his 
cedure in his sp~ speciality field 
ciality field 

Viet Thang 4 5 

" 5 4 
II ) 4 
II 2 ) 

II 2 ) 

II ) ) 

II ) 2 
II 3 3 
II 3 3 
II 4 3 

Thang Loi 4 5 

Khanh Hoi ! 3 3 

Phong Phu I 3 3 
Viet Thang 3 3 

Note. * Exce lent technical skill 

** Exce lent leadership 

She I as mastered well techni "al skill for sher 
*** Exce lent technical sKill 

**** Keen to work 

Aptitute for 
instructor 

'ies * 

Yes · ** 

.. 

Yes .. *** 

Promising 

Promising***,. 

period. 

Remark 

Leader 
Sub-L 

. 

i 

~ . 

I 

z 
!> 

I' 
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TECHNICAL APPRAISAL OF MAINTENANCE PERSONNEL 

GR OU Pl Drawing & Roving I Spinning ·,_ ' TECHNICAL ASSES ENT ITEMS 

Full name of Factory to Theoretic knowledge Technical skills 
technicians which belongs of machine mechanism for maintenance 

and maintenan~e pr~ practice in his . cedure in his SP! speciality field 
ciality field 

Tran Hoang Van Viet Thang 5 5 

Tran Van An " 4 5 

Nguyen Thanh Trung II 
4 4 

Ly Thi Diep " 4 3 

Nquyen Thi Hoa " 2 2 

Nguyen Van Hai " 3 3 

·Bui Van Quy " 4 4 

Tran Thanh Son Khanh Uoi 4 4 • .. 
Nguyen Anh Tuan I Dong Nam 4 4 . I Nguyan Thi Nguyet 

I 
'.'iet Thang ] 2 

Tran Van Minh Phong Phu 3 2 
Doan Van Tam I Thang Loi ·4 4 

. I I 
I 

·. . . . . . .. . " . .. 
.. 

.. ·. 

-··--··· .. · ... -... ..... _ . 
• 

" + 

Apt.itute for Remark 
instructor 

I 

Yes Leader 
Promising 

. 
.. 

Promising I 

•p 
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GROUPIRinq Spinninq 
Full name of 
technicians 

. 
Pham Van So.i 

Pham Thi Tho 

Tran Xan Tac 

Danq Van Ben 

Tran Van Ui 

l<ieu Minh Hong 

Nguyen Thanh Nam 

Tran Thi Dang Giang 

Vu Van Sau 

Nguyen Van Bao 

Pham Van Hien . 
Tran Hoang Oanh 
Nguyen Van A I 

I 

.. -··· 

• • .. .. 
TECllN AL 1\PPRAISl\L OF MAINTENANCE PF 10NNEL ·-

I Spinninq . 
' TECHNICAL ASSESSMENT ITEMS 

Factory to Theoretic knowledge Technical skills Apti tute for 
which belongs of machine mechanism for maintenance instructor 

and maintenance pr2 practice in his 
cedure in his sp~ speciality field 
ciality field 

Viet Thang 5 5 Yes 

" 5 5 Yes . 
.. 

" 5 5 ves .. 
" 4 5 
II 4 4 
II 3 4 
II 3 4 . 
II ·. 3 2 
II 

.. 
5 4 Promising 

Thang Loi 5 5 Promising . 
Phong Phu 3 4 .... 

l<han·h Hoi 4 
' 

4 

Viet Thang 3 i 4 ' 
Remark. 1 Steac ly work 

2 Care ul '(lork 

3 Exce lent understanding 

4 Work is reliable. 

5 Keen to work 

6 Steac •Y wo~k .. 
' ~ 

·- .... ·---·· ----· ---· --... ·---··· --··· -·- -·- .... -- ·-···---··· -·---·- ........ 

Remark 

1 

2 

3 

4 

• 

5 

6 

. . -·· 

... . 

I 
' 

z 
0 

• 
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TECH' :AL APPRAISAL OF MAINTENANCE P SONNEL 

GROUP Wind~r Spinning 1 I TECHNICAL ASSESSMENT ITEMS 

Full name of Factory to Theoretic knowledge Technical skills I Aptitute for I Remark 
technicians which belonqs of machine mechanism for maintenance instructor 

and maintenance pr2 practice in his 
• I I. cedure in his sp~ speciality field 

·ciality field 

Tran Duy Binh Viet Thang 5 5 Yes 1 
Pham Van Cuong II 5 5 Yes . 2 

Nquyen Huu Tai l II 4 4 PrC?mising 3 

Nguyen Minh Linh II 4 3 4 . 
Nguyen Thi Thanh Huon II 3 3 

Tu Lan Phan I 
II 2 5 I I 5 .. 

Ho Thi Le Hang II 2 3 . 

Remark. 1 Theore~ically knowledgeable 
2 Work w s well mastered. 

3 Good p sitiveness 

I 4 Steady'work 
I 

Work il reliable. 5 

.. -- .... -
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SECTIONIYarn Preoaration 
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Full name of 
technicians 

. 
Phung Suan Dao 
Truong Tich Van 

Tran Ki• Thanh 

Tu Thi Loan 

Nguyen Thi Thanh 

Nguyen Ngoc Tuoi 

Tran Canh Son 

Do Hai Naa 
Le Tan Phung ·Ell 

Do Dinh Sung 

Nguyen Ngoc Chau 

Le Trong Hoa 

I Nguyen Van Tho 
I 

. 

• • .. • 
TECllN AL APPRAISAL OF MAIMTENANCE PE ONNEL 

I Weaving 1 
' 

TECHNICAL ASSESSMENT ITEMS 

Factory to Theoretic knowledge Technical skills 
which belongs of machine mechanism for maintenance 

~nd maintenance prQ practice in his 
cedure in his sp~ speCiality field 
l ity field 

Viet Thang 5 5 
II 5 5 
II 4 I. 
II 4 I. 
II ) .:; 
II 2 1 

"' 
II ) ) 

II 4 I. 

Thang Loi ) 1 
.; 

Phong Phu 2 2 
II 2 2 

Viet. Thang .) 3 
II .) 3 

Aptitude for 
instructor 

. Yea 

Yea 

.. .. 

.. 
" . 

,•. 
I I : . . 
• .. 

. 

Remark 

Leader 

Sub-leader 

. 

... 

z 
f) 
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SECTION I Yarn Preouation (Spooler)ISPinnina 2 

Full name of Factory to 
technicians which belongs 

. 
Do Ngoc Thi' i Viet Thang 

Nguyen Van Linh II 

tlguyen Van Hai II 

Nguyen Ta -''nh " 
fiuang Don Tuan~ II 

.. 

---.. 

TECHNICAL ASSESSMENT ITEMS 
Theoretic Knowledge Tecnn1ca1 sK111s 
of machine mechanism for maintenance 
and maintenance prQ practice in his 
cedure in his SP! spacial i tyf ield 
cialitv field ·-· 

4 4 

4 5 

lJ '· 5 
2 .) 

2 .) 

. . 

. ... ____ .. -------

Api;.;it.ue ior Ri!ma"tk 
instructor 

·Yea 
Yes 
Yea 

" 

.. 

• 

+ • 

z 
fl 

.· . 
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SECTIONIWeavinQ 
Full name of 
technicians 

. 
Nguyen Hanh Thanh (leader) 
Pam Ki• Thanh 
Dang Phi Hung 
Ngo Gia Dong 
Vuong Ngoc Thanh 
Ngo Thi Kim Hong 
Quach Thi Nga APh 
Cat Thi Kim Lien 
Duong Phuoc Hy 
Vu Duy Phuc 
Vu Phi Van 
uo Huu Phuoc 
Vu Cong Loe 
Le Hoang Dung 
Le Quang Dung 
Nguyen Thi'Anh 
Do Van Son 
Tran Thi Thanh 
Nguyen Hung Cuong 
Nguyen Anh Tuan 
""ang Thanh Ha 
Huynh Thanh Hoang 
Pham Tan 'Ihanh 
tlguyen Sl ~ieu 
Kieu Quang Thenh 
Nguyen Van Dang 
Bui Hinh 
Nguyen Thanh Tung 
tlguyen Van Cau 
Nguyen Trung Anh 

.Nguyen Van But 

tlote.- 11 Bo\.h kno\· 
119 Future 11 

·-·--
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TECllN-.AL APPRAISAL OF MAINTENANCE PE ONNEL .. 
Weavinq 1 ' TECllNICAL ASSESSMENT ITEMS 

Factory to Theoretic knowledge Technical skills 
which belongs of machine mechanism for maintenance 

and maintenance prg practice in his 
cedure in his Sp!_ speciality field 
cialitv field 

Viet Thang 4 5 
5 5 
J 4 
J J 
J J 
2 J 
J J 
2 J 
J J 
J J 
J J 
J J 
J J 
J 4 
J J 
4 4 
4 J 
J J 
J I J 
2 J 
J J 
4 J 
J J 

Thang Loi 4 J 
II J 4 
II 2 2 

Phong Phu J J 
II J J 

Dong A J J 
II J J 
II J J 

ledge and skill are c :<cellent. 
structor on probatior 

----c..:... 

Aptitude for 
instructor 

Yes 
Yes 

.. 
. 
. 

· ... . . 
... . . . 

~ . -
.. 

. 

·~ 

. . : 

• • 

Remark 

e;xcellent 
leadershi > 

• 

. 

•• " 

J 
z 
!> 

• 
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3-3 

PROPOSAL FOR BETTER FUNCTION AND 

PRACTICAL USE OF MAINTENANCE ROOM 

1. Introduction 

The use of well organized and functional maintenance room 

along with implementation of maintenance activities is an 

important factor for the establishment of a preventive 

maintenance system. Various functions to be fulfilled by 

a maintenance room are: 

1) Overhaul of minute parts, assemblies and parts to avoid 

cotton waste and dusts should be carried out inside a 

maintenance room. This also requires maintenance and 

tool carriages. 

2) Likewise in the event that overhaul work of assemblies 

around a machine becomes obstacle for smooth operational 

work, such job should be done after carrying dismantled 

parts to the maintenance room. 

3) Check, adjustment and repair of parts requiring tools and 

equipments installed in maintenance room is to be done 

in that room. 

4) Arrangement and storage of consumables and spare parts 

is a function of a maintenance room. 

5) A maintenance room is used as the case may be as place for 

instruction, guidance and communication for implementation 

of various activities. 

2. Proposal for betterment of general aspects of maintenance 

rooms in Spinning 1 and Weaving 1 

1) To ensure enough space for working benches and auxiliary 

equipments enabling effective work in the maintenance 

room, disposing of non-usable parts and equipments and 

removing to other place parts and equipments which have been 

kept without use for sevgral years and will not be used 

within a year hereafter. 

2) It is necessary to arrange systematically and in a effective 

way in line with an efficient maintenance activities, 

store racks for tools and parts, working benches and store 

space of lubricants and grease. 

- 1 -



.. 

3) Taking account of clothes·change habitually done.in 

maintenance rooms in Viet Thang Factory, locker and 

changing space should be secured. 

4) It is sensible in view of work discipline to get rid of 

actual habits of cook and meal in the maintenance room. 

5) It is not agreeable smoking in the maintenance room. 

In order to do away with this bad habit it is necessary 

to arrange several smokin~ areas fixed inside the 

production building. 

3. Proposal for betterment of details in maintenance rooms 

3.1 Layout drawings of existing maintenance rooms and improved 

room plan are shown as attached sheets. 

Fig. No. Layout drawings 

Fig.1 

Fig.2 

Fig.3 

Fig.4 

Fig.5 

Fig.6 

Fig.7 

Fig.8 

Fig.9 

Fig.10 

Fig.11 

Fig.12 

Fig.13 

Fig. 1 4 

Fig .1 5 

3. 2 Detail 

Layout of existing maintenance 

Layout of new maintenance room 

Layout of existing maintenance 

Layout of new maintP.nance room 

Layout of existing maintenance 

and roving 

Layout of new maintenance room 

roving 

Layout of existing roller shop 

Layout of new roller shop 

room for blowing 
for blowing 

room for carding 

for carding 

room for drawing 

for drawing and 

Layout uf existing maintenance room for winding 

Layout of existing maintenance room for ring spinning 

Layout of new maintenance room for ring spinning & wind 
ing 

Layout of existing maintenance room for yarn 

preparation 

Layout of new maintenance roo~ for yarn preparation 

Layout of existing maintenance room for weaving 

Layout of new maintenance room for weaving 

of equipments and fixtures items in drawings 
_r_t_e_m __ No.._. Name of equipments and fixtures 

1 

2 

Parts rack of 3 - 5 shelves 

Parts rack of 2 shelves 

3 Small parts rack 

4 Tool shed 
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5 

6 

7 

8 

9 

10 

11 

12 

13 

14 

15 

16 

17 

18 

19 

20 

21 

22 

23 

24 

25 

26 

27 

28 

29 

Maintenance carriage 

Working bench 

Working bench with vice 
Drill press 

Grinder 

Locker 

Clothes changing space 
Parts yard 

Access 

Window 

Maintenance job area 

Store rack of lubricants and grease 
Mezzanine 

Flat wire clipping machine for card 

Flat chain washing machine for card 

Taker-in wire mounting machine for card 

Flat wire grinding machine for card 
Grinder for top roller 

Top roller treatment machine 

Top roller cot assembling machine 
Top roller diametre tester 
Washing tank 

Electric welding area 
Lathe 

Shower 

3.3 Main improvement points 

1) Blowing (Fig.1,2) 

- To remove mezzanine ~ 

- To provide clothes changing space Q]J Q}; 
- To increase working bench@ 

- To set working area in good order 
2) Carding (Fig.3,4) 

- To put up 1 set of flat wire grinding machine ~ 
- To move a flat wire clipping machine ~ 
- To increase working bench with vice<Z) 

- To set to rights auxiliary equipments area 
- To provide clothes changing area ~QJ> 

- 3 -
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3) Drawing & Roving (Fig.~,6) 

- To remove parts rack of 3 - 5 she! ves G) and secure 

space for repairing of long size parts such as bottom 

roller, etc. 

- To increase working bench with vice (j) 
To move store rack of lubricants and grease ~ 

- To provide clothes changing space ~QJ') 
4) Roller shop (Fig.7,8) 

- To reduce space of washing tank (remove a part of it) 26 

- To provide parts rack of 3 - 5 shelves G) 
- To move top roller diameter tester @ and modify 

greasing spot for top roller 

- To provide clothes changing space @@ 
5) Ring spinning (Fig. 10,11) 

- To halve the space of existing maintenance room and 

divert its half to new maintenance room for winding 

process 

- To modify totally layout of working benches@XZ)and 

parts rack GJ 
- To use the maintenance carriage@ not on).y for storage 

of tools but for maintenance job on the spot 

- To move drill press@and grinder® 

- To provide clothes changing space (£9)<!]) 
6) Winding (Fig.9,11) 

- To withdraw the existing maintenance room of Fig 9 and 

divert it as store for unnecessary and deficient parts 

- To move it as per Fig.11 

- To modify layout of parts rack G) 
- To use the maintenance carriage@ not only for storage 

of tools but for maintenance job on the spot. 

- To modify layout of working bench ([;(f: 
- To provide clothes changing area ~<[D 

7) Yarn preparation (Fig.12,13) 

- To h~lve the space of existing maintenance room and 

modify totally its layout 

- To modify and increase working bench~ 

- 4 -



- To modify layout of parts rack GXD 
- To provide clothes changing space ~Qj.i 
- To withdraw shower ~ 

8) Weaving (Fig.14,15) 

To provide a partition for transferring actual parts 
yard 

- To increase and modify layout of working benches(V 

- To modify layout of parts rack [XbQ; 
- To provic'.e clothes changing space @';<!.]_: 
- To move Jrill press@; 

- To withdraw mezzanine (!}: 
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.. 
INTRODUCTION 

On the basis of the understanding reached bP.tween UNDP. the Ministry of 

Light Industries and the Union of Textile Enterprises in relation to a 

change in the work programme concerning Thang Loi and Dong Nam factories. 

we. the technical staff of Toyobo investigated SACM and Lieter machinery 

in the two factories to assess technical condition existing there. The 

visit to Dong Nam factory and Thang Loi factory took place c~ 4th and 

5th June 1984 respectively. We also tried to get necessary information 

relating to quality contrJl of two factories. Findings and our assess 

ment will be exposed in the following. 

SITUATION OF MAINTENANCE AND OPERATION OF EACH MACHrnE 

In this paragraph we show actual situation of maintenance and operation 

reflected on each machine·appraised by us concerning each investigated items. 

I 

-Abbreviation used here: 

Column A Is the machine equipped wi~h necessary parts in 

satisfactory con1ition? 

B Is the setting of parts and gauge appropriate? 

C Is the machine well maintained or taken care of? 

D How is the situation of cleaning of the machine? 

E Is the action of operatives correct? 

() indicates that investigated items are found to be 

.in good or normal condition. 

~ indicates that investigated items are found to be 

slightly bad or poor condition. 

)( indicates that investigated items are found to be 

in unsatisfactory condition. 

Dong Nam Factor! 

1. Blow Room Machinery 

Investigated Items ! ~ Q Q 

1 • 1 0verall condition of equipment 0 0 0 0 
1.2 Material feeding 

1.3 Sensithity ,,f piano motion mechanism 0 0 0 0 
1.4 Sensitivity of feeling motion mechanism c 0 (; 

1 • 5 Material blc,-1ir.ig to cage roll"!r 0 r ,,... 
L v •...) 

1.6 Opening of raw m~terial L 0 
1 • 7 Condition of calender roller part !:::. 0 ~ 

1 .8 Shape and condition of lap L::. 
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Investigated Items 

1.9 Handling of lap 

1.10 Lap scale 

2. CARD 

2.1 Overall co~dition of machi~e 

2.~ Condition of metallic wire of cylinder 
and doffer 

2.3 Condition of flat 

2.4 Gauge between cylin~er and flat 

!.5 Gauge between cylinder and doffer 

2.6 Condition of ta~~~-in wire 

2.7 Revolution of flat 

2.8 Coiler part 

A 

-"""' v c 0 

0 0 0 0 6 
~ 6 0 
x x 0 

x 0 
6 

x 
0 0 0 0 

0 
0 0 
Nep is more than normally. 2.9 Condition of web 

2. 10 Lap licki ig No lap licking but lap crease is a little more. 
C'..11 Flat grinding machine 

2.12 Hose roller 

2.13 Stripping roller 

2.14 Flat tester 

2.15 Top clip~1ing machine 

2.16 ~hain washing machine 

2.17 Take~-in mounting machine 

0 

6 

0 

0 0 
2.18 Waste cotton is few under taker-in but too much under flat. 

3. DRAWINr; FRAhE 

3.1 Overall condition of aachine 

3.2 Condition of fleece 

3.3 Condition of gearing 

3.4 C;ondition of I·oller part 

Top roller 

Stop motion 

Top clearer 

Bottom clearer 

3.5 Condition of creel part 

Pos:".tion and preparation of cans 

StoJ. motion 

3.6 Coiling condition of coiler }J&I't 

3.1 Condition of cans 

3.8 Top roller Grinding <:onditfon 

0000.~ 
6 0 ·[). 
0 0 0 0 

x 0 
6 0 
)( 6 
~ 6 

6 6 
6 

0 0 
0 0 

6 >< 
6 0 0 0 
x 0 0 
x 

x 
TrAatment method and condition X 

Grinding machine condition X 
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• Investigated items A § ~ ~ ~ 

4. ROVING FRAME 

4.1 Overall condition of machine 0 0 0 0 
Operative motion of sliver piecing up 0 
Operative motion of roving piecing up 0 
Operative motion of doffin~ 0 

4.2 Condition of roving. shape and defects 0 0 0 0 
4.J Condition of draft gearing 0 ) :·-.. 

'-
4.4 Condition of gearing of GE \ 

'-i \.,,· \....' 
4.5 Condition of roller part -- ~ 

Bottom roller L ' 0 '-' 

Top roller 6 0 6. 0 
Apron I 0 l:::. 0 .. 
Weighting arm _) r-. 0 0 '-
Clearer L 0 L. l:::. 

4.6 Condition of spindle part ) ') l:::. /),. 

Spindle ') 0 l:::. l:::. 
Flyer l:::. l:::. /),. 

4.7 Condition of bobbin rail part 0 0 u 0 
4.8 Condition of building.motion . ..-, (1 0 0 ·- '-' 

Cone drum belt l:::. 0 0 
4.9 Roving tension c 0 
4.10 Condition of creel (Position and 

l:::. 
preparation of cans) 

0 0 0 (J 

5. RING SPINNING FRAME 

5 .1 Gve1·all condition of machine c 0 c t::. 
Operative motion of yarn piecing and doffing 0 ... 5.2 Shape and defects of cops 0 0 

5.3 Condition of draft gearing (1 0 0 
5.4 Condition of GE gearing 0 0 ~) 
5.5 Condition of roller part c 0 0 0 

Bottom roller 0 c t::. 
Top roller 0 l:::. c 
Apron x 0 A 
Weighting arm 0 t::. 0 t::. 
Clearer 0 t::. 0 0 

5.6 Condi ti on of spindle part 0 0 0 0 
5.7 Condition of spindle tape t::. 0 
5.8 Condition of building motion 0 0 0 

- 3 -
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Invest~ation Items A ~ Q Q ~ 

• 
5.9 Condition of anti-node ring 0 0 0 
5.10 Condition of ring (Unevene;s of tensi~i(l) 

,..... 
0 u 

5.11 Condition of creel and umbrella 0 6 0 0 
5.12 Condition of blow cleaner x 0 I I 
5.13 Condition of pneuma flute 6,. 0 0 0 0 

6. WINDER 

6.1 Overall condition of machine 0 0 0 0 
Operative motion of yarn piecing 0 
cop supply and doffing 0 

6.2 Condition of drum /;::, 

6.J Condition of slub catcher /:::. L x 
6.4 ConJ.ition of stop motion x /:::. 6 

6.5 Condition of tension part 0 0 6 6 I 6.6 Condition of yarn guide x 0 
6.7 Condition of peg x /:::. 

6.8 Condi~ion of bobbin holder /:::. 0 b. x I 
6.9 Condition of cheese (Shape I: defects) 0 \ 

I 

II Tha:!B; Loi Factori 

1 BLOW ROOit MACHINERY 

1.1 Overall condition of machinery 0 0 /:::. /:::. 6 

1.2 Feeding of raw material 

1.J Sensitivity of piano motion /:::. 0 0 6 

1.4 Sensitivi~y of feeling motion 0 0 0 
1.5 Blowing to cage roller surface n 

'-' D /:::. /:::. 

1.6 Opening of raw material 0 b. 

1.7 Condition of calender roller part 0 b. x 

• 1.8 Shapg and condition of lap b. 

1.9 Handling of lap L 

1.10 Lap seal~ b. b. 6 

2.~ 

2.1 Overall condition of machinery b. /:::. b. /:::. 

Operative' s 16.p doffing, sliver piecing - 0 
2.2 Condition of metallic wire Cylinder O L:,. /:::. 

Doff er x x 6 

2.3 Condition of flat 0 6 0 
2.4 Gauge between cylinder and flat 6 

2.5 Gauge between cylinder and doffer /:::. 

2.6 Condition of ta.~er-in wire 0 

- 4 -
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.... 

Investigated Items 

'2.. 7 Revolution of flat 0 0 
2.8 Condition of coiling at coiler part O O 
2.9 Condition of web Cot~on cards are fenerally slightly bad. 

2.10 Lap licking Lap crease is often observed. 

2.11 Flat grinding machine 

2.12 Hose roller 

2.13 Stripping roller 

2.14 Flat tester 

2.15 Top clipi;.i.ng machine 

2.16 Chain washit..; machine 

,.17 Taker-in mounting machine 

2.18 Waste cotton 

3. DIU.WING FRAME 

3.1 Overall condition of machine 

Operative's action of sliver pi~cing 

3.2 Condition of fleece 

3.3 Condition of gearing 

3.4 Condition of roller part 

Top and bottom roller 

Stop motion 

Top and bottom clearer 

3.5 Condition of creel part 

Position and preparation of cans 

Stop motion 

J.6 Coiling condition of coiler part 

3.7 Condition of cans 

3.J Top roller grinding condition 

Treatment method and condition 

4. ~LIVER LAP MACHINE AND RIBBON LAP MACHINE 

4.1 rverall condition of machine 

0 
0 
0 
6 

0 

0 

0 
0 = 
0 
~ 

".....,; 

c c 0 c 

0 0 

x x 0 
0 0 0 0 
6 6 6 6 

6 

0 0 0 0 
x 0 0 
x 

x 
x 

0 0 0 0 
~perative's action cf sliver piecing and lap change -

4.2 Condition of lap shape and hardness O 0 

4.4 

4.5 

licking condition and nap 0 0 0 
condition of irregularity 

Condition of fleece on the table 

Condition of clear~rs 

Condition of drat~. draw box 

Top roller 

Clearer part 

Selvedge guide 

Weight 

- 5 -

c 0 0 
0 c 
c 0 
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r 

.) 

0 
0 

0 
J 

0 
0 

0 
0 
0 
0 

0 

0 
0 
6 
6 

0 

0 

0 



• 
Investigated Items ! !! .9. !! ! 

5. COMBER 

5.1 Overall condition of machine 0 0 0 c 
Operative 1 s action of sliver and lap piecing - 0 

5.2 Condition of reeded lap 

Shape and hardness 0 0 0 
Condition of fluff and licking 0 0 0 
Condition of irregularity 0 0 0 

5.3 Condition of fleece 0 c c 0 
5.4 Condition of cylinder 0 I.._.· 

5.5 Condition of top comb r r 
0 0 ........ \._. 

5.6 Condition of nipper 0 G 0 0 
5.7 Condition of top detatching roller c 0 0 6 

+ 5.8 Condition of pressure of t. d. roller \... ·'-· -' 
5.9 Condition of detaching clearer -. 

0 L\ 0 
5.10 Condition of perforated roller and 

suction box G 0 0 0 
5.11 Generated waste ratio 0 0 

Difference among delivieries 0 0 
5.12 Condition of draw box 0 0 0 6 
5.13 Condition of coiler part 0 0 0 
5.14 Condition of GE and gear box L 0 0 
5.15 Condition of each stop motion c c 0 ,., 

'-' 
5.16 Condition of cylinder brush 0 .'-" 0 
6. ROVING FRAME 

6.1 Overall condition of machine 0 0 0 0 
Operative's action of sliver piecing = 0 
Operative 1s action of roving piecing 6 
Operative's action of doffing 0 

6.2 Condition of roving, shape and defects 0 0 A 0 x 
6.3 Condition of draft gearing 0 0 0 
6.4 Condition of gearing ~r GE 0 0 0 
6.5 Condition uf roller part .~. 0 c. L '.._) 

Bottom roller 
,..... 

G , "\ .-'- v '._) 

Top roller .6. 
., 

.6. c . .) 
Apron x .. .6. ._; ._, 

Weighting arm 0 c c 0 
Clearer 6 x x x 

6.6 Condition of spindle pvt c 8 6 6 
Spindle J 6 ~ 
Flyer .6. D. D. 

6.7 Condition of bobbin rail part """'\ 0 ·:) c '-" 
.l$'? - 6 -



.... 
Investigated Items ! ~ Q ~ ! 

6.8 Condition of building motion 0 0 6 0 
Cone drum belt 0 0 0 0 

6.9 Roving tension 0 0 
6.10 Condition of creel (PosUion and 0 0 0 0 0 

pi-eparation of cans) 

7. RING SPINNING FRAME 

7.1 Ov~·all condition of machin' 0 0 0 0 
Operative•s ~otion of yarn piecing and doffing 0 

7.2 Shape and defects of cop 6 
7.J Condition of draft gearin6 0 0 0 
7.4 Condition of GE gearing 0 0 0 
7.5 Condition of roller part 0 0 0 

• Bottom roller 0 0 0 
Top rolle.,. A 0 0 
Api-on x 0 6 
Weighting arm 0 0 
Clearer 0 0 0 6 

7.6 Condition of spindle part 0 0 0 0 
7.7 Condition of spindle tape 6 0 
7.8 Condition of builJing motion 0 0 0 
7.9 Condition of antinode ring 0 0 0 
7.10 Condition of ring (Uneveness of tension) 0 0 0 
7.11 Condition of creel and umbrella 0 0 0 0 
7.12 Condition of blow cleaner {). 0 {). {). 

7.1) Condition of pneuma flute 6 6 

8. WINDER 

• 8.1 Overall condition of machine 0 0 0 0 
Operative•s motion of ye.rn piecing, 

cop supply and doffing 0 
a.2 Condition of drum {). 

8.J Condition of slub catcher 6 6 0 
8.4 Condition of stop motion x 6 {). 

8.5 Condition of tension part 0 0 6 6 
8.6 Condition of yarn guide x 0 
8.7 Condit!on of peg 6 6 {). 

8.8 Condition of bobbin h~lder 6 0 {). 6 
8.9 Conditio., of "heese (shape and deff~cts) 0 
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PROPOSAL FCR D.fl'ROV!N} HAmTENANCE PRACTICE RELATING TO EA.CI! MACHllE 

On the basis of·findings and."8.ssessments·relating ":.o the machinery 

condition ensuing fram current Eaintenance and ~peration practice 

of two factories referred to· in the·feregoing chapter~ 

various suggestions to intend to iaprove it wil.l be stated here, 

pointing out and explaining what to improve. 

- Abbreviation used here: 

A Proposal is shown as A. when it is restricted to recommendation 

to be envisaged by the 111U1agement of factories. 

8 Proposal is shown as 8, when it will be instructed practically 

on the scene by our supervisors. 

- Item numbers referred to in this paragraph corree~nd to thoee of 

inve~tigRte~ items in the pre~cc'dcg pu~.grapi. 

I Dong Nam Factorx 

1 • BLOtt ROOM MACHDIERY 

item No. Description 

1.8 E :t is cansiderP.d to be nece~sa:-7 to acijus~ the hlow.ing 

o~ mate::-ial to thP. eage to :.nproY~ ~::0"! hn.rdness a."'ld 

d~!er.ts of shdpe. 

1.2 a P:;:opor-;inn :>f re-usable i'!.b.res o.:euJ;ied in•the raw material 

amou~ts to 25~ and this situation must be improved doi~g 

feedback to foregoing processes. We noticed card-shaped 

cotton is mixed in was~e of pneU!ilafil of Ring section and 

such should be removed. 

1.1 B It is necessary to set correctly grid bar of superior 

1.1 

~. CARD 

2.2 

2.5 

2.3 

2.18 

2.1 

cleaner. 

A It is essential to use lap sheet. 
,, 

A 

B 

B 

B 

g 

A 

As a whole, any serious 3ituation was not detected, exclusive 

one scutcher paralyzed owing to shortage of parts. 

Doffer metallic wi.~e damaged should be repaired or renewed. 

Hore careful attention should be paid to handling of it. 

Gauge between cylinder :.nd doff er is unequal among frames. 

Correct gauge setting ib to be instructed. 

Grinding condition of flat wire is extremely poor. 

Periodical grinding is to be· instructed. 

Waste cotton under flat is excessive while that under 

taker-in is fewer. Examination ~nd instruction concerning 

vaate cotton is needed. 

It will be necessary to check appropriateness of lap piecing 

up in the event of high speed operation, since lap piecing 
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2.14 A 

motion of operatives is found to be often unproper. 

Current flat needle height tester might as well be 

replaced Ly a dial gauge type. 

Three cards among 25 sets are paralysed owing to 

shortage of parts. 

J. DRA\1ING FRAME 
3.4 B Control of top and bottom clearers is net satisfactory 

and their cleaning does not catch up with the requirement 

of running frames. Up-and-down motion of tcp clearer 

gum patch !.s excessive and needed to be mer,ded. 

3-8 B Surfa~e t~eatment and washing of top roller is not 

carried out efectively. Furthermore, damage and 

abration is observed on surface~. It is necessary to do 

surface grinding. 

J.7 B As the top plate of cans is situated lower than normally, 

the sliver overruns disturbing t~e coil appearance immediately 

after starting or change of can. Such sliver is t:l.k~u us 

re-USAble fiber thuF raising sliver waste generation. 

J.5 B Cans position for creel is not suitable, being put far from 

the sliver guide. 

In general any serious problems were not observed. 

One frame among ten was stopped due to no availability of 

necessary parts. 

4. ROVING FRAME 
4.1 l 2 B Winding number to presser of roving is not unified. 

Instruction to operatives is needed. 

4.5 B Control of clearers is not satisfactory and their cleaning 

does not catch up with necessity of running frames. 

In the same situation are washing of top roller and apron 

and treatment and grinding of top roller surface. 

4.6 B Many of flyers are not well balanced thus causing eccentric 

A 

* 

spindle revolution This situation should be corrected. 

It is necessary to supplement new top roller gum cot and apron. 

Any noteworthy defects were not noted in this process but 

one frame was in s·~oppage due to lack of necessary parts. 
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5 .RING SPINNTilG FRAME 

5.5 A The life of all bottom aprons is over and these are recommended 

to be renewed as soon as possible. Confusion of pressure 

marks for top arm is observed and it is needed to be unified. 

B Cleaning of top arm. apron and bottom roller parts are not 

carried out timely and it is necessary to establish cycle for=­

periodical coiHng cleaning. Washing of top apron is delayec.. · 

as well. 

5. 11 A On some fral!les the braking wire for umbrella is acting, but 

on others not. This situation should be corrected to be 

unified. 

5.12 A Blow cleaners of almost all frames are nnt working owing to 

no availability of parts but this situation should be corrected 

as early as possible toward operable condition. 

5.13 A Damaged pneuma flutes are left as they are. Periodical check 

and mending is recomn.ended. 

5.5 B Circumferential cutting of both e~_ges of top roller gum cot 

* 

6. WINDER 

6.J B 

6.4 B 

6.6 A 

6.J,5,SA 

is needed otherwise current damages occured at both edges 

cannot be prevented. 

What earlier settlement is urgent is as stated aboi·e, replac,!t 

ment of defective bottom aprons affecting a great deal the 

quality of yarn. It is necessary to put into practice cycle 

inspection to carry out removal and replacement of defective 

aprons. Paralysis of blow cleaners is also fatal. I~s 

operation is indispensible. SACM ring frames are all in 

operation. 

When a operative makes yarn piecing, the thread is not caught 

automatically by the Plit of slubcatcher thus making it 

out of the slub catche~. Therefore, it is necessary to 

the setting position of slub catc~er and to improve the 

or shape of yarn inlet of it. 

Lots of stop motion for yarn breakage are not working, 

causing damage to yarn of cone and disturbing traverse 

winding. It is necessary to correct the situation. 

pass 

correct 

condition 

thus 

Deficient or damaged yarn guide makes yarn traverse imperfect. 

It is essential to inspect and correct all items. 

It is widely noted that fly and yarn waste is attached to 

yarn running portion. It is recommended to intensify cleaning. 
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6.7 B Lots of pegs for cop bobbin went wrong with alignment owing 

to breakage of peg spring. It is necessary to amend defective 

pegs. 

* Consideration or concern for the quality of product as the 

final process seegs to be scar~~e in general. Among others, 

unfunctioning slub-catcher, insufficient cleaning to yarn 

pa.th and unfunctioning stop motion for yarn breakage should 

be corrected with priority. 

II. !hang Loi Factory 

1 • BLO!.i ROOM HACHINERY 

Item No 

1.2 

Description 

B Operatives for feeding raw material and re-usable cotton 

are not selecting and removing cord shaped polyester wacte 

of pneumafil. This will cause unsatisfactory open5ng of 

fibres. 

1.5 B Blowing fibres to cage roller are not uneven due to insufficient 

cleaning of cage roller part. This brings about· irregularity 

of lap. The situation can be i~proved by pe~iodical checking 

and cleaning. 

1.3 B Cleaning to piano motion part is not sufficient. 

1.7 B Cleaning of calender roller part gets delayed. Cycle for 

jismantling and cleaning must be reorganized. 

1.8 B Lots of laps are of deficiet shape owing to unsufficient 

1.9 

hardness and collapse of both selveges. Inspection and 

prop'9i· adjustment is required to from cage roller part to 

calender roller part. 

A Operative•s lap handling is rough thus increasing lap waste 

generation due to collapse of surface and beth sides of lap. 

1.10 B Measuring accuracy of lap scale must be checked more often. 

2. CARD 

Periodicel check by standard weight is to be carried out. 

The fact that marking on recording paper is carried out 

before the indicator stops makes its accuracy a bit doubtful. 

* As a whole, serious problem could not b-9 pointed out and 

all ra;iges are working. 

2.2 B Doffer metallic wire are larGely damaged and due replacement 

or repair is necessary. It is to be instructed correct 

handling of doffer and necessary to re-establish wholly 

cleaning and grinding method for metallic wire. 

2. 3 B Grinding to flat should be carried out 111ore earlier. 

Re~rganization of grinding frequency is necessary. 
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2.4 B Gauge figures between flat and cylinder.are set widely 

in the po~tion near the taker-in and are becoming 

na!"rower as the setting points go away from it anti-clockwise. 

Necessity of such a taper gauge setting shall be left to 

furtner analysis. 

2.9 A Quantities of nep in web are more than normally. Measures 

like item 2.2 and 2.3 must be taken. 

2.10 B Creases are largely noted on feen lap. It is necessary to 

2.14 A 

2.16 A 

* 

investigate the reason in blowing section as well. 

Current flat needle height tester might as well be replaced 

by a dial ga·ige type. 

It is better to adopt flat chain washing equip~ent. 

As there is no serious problem to note, what is needed is 

to reorganize daily control suggested above like repair of 

doffer metallic, improvement of flat grinding and gauge 

setting between flat and cylinder, etc. 6 cards among 40 

are net working due to shortage of spare parts. 

3. DRAWillG FRAME 

3.2 o As there is often noted turbulence of fleece at both ends 

of roller part, it is conve11ient0-to check the selvege guide 

3.4 B Effective control for top and botto~ clearer is not done and 

necessary cle~ning is apt to be delayed. Breakage and defect 

of rubber covering of top and bottom roller is notable and 

periodical inspection and replacement of defective one is 

required. 

3.5 B Arrangement of sl~ver cans in creel part i~ not adequate. 

3.6 B As coiling diameter is large in relation of can's size, 

inspection and readJustwent is suggested. 

3.7 B Just like Don~ Nam factory, in this factory too, overrun and 

resulting di~order of sl~ver at starting machine due to low 

position of top plate of sliver cans is noticeable requiring 

some solution. 

3.8 B Surface treatment and washing ot' top roller is not carried 

out effectively. De.CJage and abruion is noted on surface. 

It is necessary to ~o ~urface gri~ding. 

* In general any serious problems were not observed. One frame 

among 26 heads was stopped due to shortage of spare parts. 
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4. SLIVER LAP MACHINE AND RIBBON T..AP MACHINE 

4.5 A Cleaning of top rollers and clearer parts was ~elatively 

delayed as well as washing of top roller. 

* Generally speaking, serious situation was not presenteu. 

5. COMBER 

5. 7 & 9 A Top detaching rollers were found to be bit dirty. Cleaning 

of detaching clearer is needed. 

5.12 A Draw box should be cleaned earlier than currently and cleaning 

cyc~e should be analyzed again. 

* On the whole serious mechanical situation was not noted. 

6. ROVING FRAME 

6.1 t 2 B Winding number to presser of roving is not unified. Instruction 

to operatives is needed. 

6.2 & 8 B Coming off of roving of full package is occuring frequently. 

Building moticn should be inspected and readjusted. 

6.5 B Apron should be washed earlier and periodically. Many of 

6.6 

defective aprons out of standard are mixed. Inspection 

from time to time is desired. Both grinding and washing 

of top roller are much delayed. The revolution of top and 

bot~om clearers are fairly deficient and their cleaning is 

delaying. It is suggested to establish periodical check 

and adjustment. 

B It is necessary to carry c,1t periodically inspection to detect 

unbalanced flyer and eccentric spindle. Cleaning of flyers 

is generally delayed. 

* Although there was not found out serious defects, abovementioned 

countermeasures are necessary to be taken. 1 set among 16 

is paralysed due to non availability of spare parts. 

7. RING SPINNING FRAME 

7.5 A The life of all bottom aprons is over and these are suggested 

to be replaced as early as possible. Mixture of aprons out of 

standard specification local!~ made is seen. Periodical 

inspection and replacement is .. eeded as well as earlier 

washing. aoving wastes are often attached to bottom clearers. 

Operatives must be instructed from time to time to avoid this. 

B Circumferential cutting of both edges of top roller rubber cot 

is needed, otherwise current damages at both ends cannot be 

avoided. 
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7.12 A It is desirable that all blow cleaner equipped run. 

Periodical maintenance and adjustment is needed. 

7.13 A Pneuma flutes are found to be damaged or wrongly set up. 

* 

8. WINDER 

Periodical inspection and correction is needed. 

In general bottom apron's defective condition is conspicuous. 

It is required to c~y out inspection and replacement cf 

defective ones. All blow cleaners working condition 

should be established. 1 Ring frame was not working 

owing to spare parts shortfal:.ing. 

8.2 A Trim part of <!rum groove for winding polyester cotton blended 

8.3 

yarn will be easily damaged. Periodical ~h~ck to detect it 

for mending is required. 

B It is taking place as in Dong Nam Factory that pieced yarn 

is difficult to be caught by slub catcher and this is not 

doing its cleaning function. Thorough inspection and 

correction to improve the situation is urgent. 

8.4 B Stop motion for yarn breakage is largely not working. As 

this gives rise to fusion phenomenon, it is necessary to 

let all stop motion work. 

8.6 A Damaged yarn guides are making yarn traverse impossible. 

It is inevitable to inspect and correct all yarn guides. 

8. 7 B Lots of pegs, for cop bobbin went wrong with alignme1.t. 

It is necessary to amend defective pegs. 

8.8 A Abnormal vibration was detected in some bobbin holder. 

8.J, 5 & 8 A 

It is necessary periodical check of bearings. 

It is widely noted that fly and yarn waste are attached to 

yarn running portion. It is recommended to intensify 

cleaning. 

Concern for upgrading yarn quality as final product 

seems to be scarece in Thang Lei mill as well. It is 

urgently required to ensure the function of slub-catcher 

as well as yarn breakage stop motion mechanism. Current 

cleaning to yarn path should be more intensified. 
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QUALITY CONTROL 

1. We looked into current methods for quality con~rol in two factories. 

Information relating to testing equipment existing in laboratories of 

two factories and items and cycles for quality check as well as 

resulting data vill be shown hereunder. 

1.1 Testing equipments in Thang Loi and Dong Nam Factories 

Description Testing Object 
1. Micronaire 

2. Pressley Tester 

J. Digital Fibrograph 

4. Sorter 

5. Shirley Analyser 

6. U ster Rveness Tester Set 

7. f,ap Tester 

8. Lap Block 

9. Lap Reel 

10. Seriplen 

11. Balance 

Fineness 

FibrP. strength test ug/in, lbs/1n 

Fibre length 

Staple diagram 

Non-lint content test 

Uj, IPI 

Lap weight/m 

Sliver & roving length 

Yarn length 

Yarn check 

Weight 
12. Single Yarn Strength Tester Yarn strength 

Twist number 13. Twist Counter 

14. Moisture Content Measuring Tes~er 

15. Yarn Counter Yarn count (Nm) 

1.2 Current testing items and cycles and quality data 

! Dong Nam Testing Items 

Blowing 1. Lap weight 

2. CV% of lap weight 

Card J. Sliver count 

Sliver count CV% 

4. Sliver 0% 

5. Nep count in web 

Draw1.ng 6. Sliver count 

7. CV% of sliver count 

8. Sliver U% 

Roving 9. Roving count 

10. Roving U% 

Ring 11. CV% of yarn count 

Testing Cycle Resulting Value 

1 lap/set/day 50ml - 20kg/lap .t 250g 

1.6 - 2.0:: 

twice/set/week Nm0.18 27.78g/5mL 
n 

n 

" 

4 - 5% 

9 - 19pcs counting by a 
perforated plate of 20 holes 
of 28mm dia. 

twice/set/2 shifts Nm0.18 .t 0.004 

once/set/week 

once/set/shift 

twice/set/week 

once/set/month 
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1.4 - 1.5% 

4.5% 

Nm1.6 .:!:. 0.07 

Nm2.0 .t 0.07 

Nm1.6 5.6~ 

Nm2.0 5.8% 

Nl"54 0.2 - 1.5% 

Nm40 " 
Nm34 " 
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Process Testing Items 

Ring S. 12. Yarn U% 

Testing Cycle 

Once/set/month 

13. Single yarn strength Once/day 

14. CV% of single yarn 

strength 

Once/day 

15. CVj of twist per metre 

Twiceiset/week 

16. I.P.I. Thin Twice/month 

17. " Thick n 

18. n ~lep n 

II Thang Loi Factory 

Information is shown in attached sheet. 

Resulting Value 

N1:154 16% 

Nm40 · 17.Jj 

Nm34 20.0j 

CN. 

Nm54 180 - 300 

Nm40 250 - 400 

N1!134 300 - 500 

Nm54 9.8 - 11.5~ 

Nm40 

Nm34 

iim54 870t/m 3.361 

N1!140 728t/m J.G2~ 

Nm34 742t/m J.03$ 

Nm54 588 

Nm40 604 

Nm34 627 

Nm54 59 

Nm40 521 

Nm34 408 

Nm54 74 

Nm40 115 

Nm34 126 

2. If we try to decide the position of Dong Nam Factory in connection 

with the quality level of products on the basis of investigated data, 

we will pick up the U% ebovestated and compare this figure with the 

statistics of Uster in 1982. 

Nm54 belongs to the group of 75%. 

Nm40 belongs to the group of 95%. 

Nm34 does not belong to any group on statistics. 

That is, Dong Nam Factory's products will be classified in lower quality 

group than the avarage quality groups in the world and Nm34 1 s quality 

above all is further inferior to any groups on statistics. 

Likewise, U~ of the product of Thang Loi Factory (P/C Nm67) is 14.1% 

and this pertains to the group of 75%. This is also inferior to 

the mean group of the world as far as the product quality is concerned. 
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3. Finally. our suggestion concerning betterment cf quality control method 

will be brought forward in the following. 

3.1 In the first place we regarded testing equipments in two factories 

referred to in rara. 1.1 as being replete and in good condition and 

control for carrying out daily quality control. Good function and 

control of the equipments at present should be maintaind. 

3.2 It is necessary to devise more minimized sampling number and cycle 

for testing. 

3.3 As far as data recording form is concerned, a simple description 

methcj is aQopted in both factories but such recording style is somewhat 

restrained one and does not necessarily accord with co-related action 

brought ~bout by quality control to confirm measured data, forsee 

variation by time, carry out feedback and answerback to foregoing 

pro~esses and to instruct and ensure the function of "record-check­

action". Furthermore, some betterment such as to introduce as much 

as possible graphic description form enabling to record variation by 

time should be tried. 

3.4 Keeping and utilizing method of such data enabling maintenance and 

operational personnel to have a look at it at any time also should be 

thought out. And these data must be made the most of in order to 

check the equipments problem and take due measures. 

3.5 Every testing data should state clearly the control limit U.C.L. and 

L.C.L. 

SUMMARY OF PROPOSAL 

We have stated hitherto proposals which will contribute towards an improvement 

in maintenance and processing techniques using findings obtained on inves£ 

igation visit at two factories. But we have to remark that this on-thi-spot 

investigation was carried out in restricted time available and our technical 

assessment was obliged to rely upon the technical power of our staffs accumy 

lated through long carrier owing to non-availaoility of accurate information 

about maintenance items and cycles in two factories. For the assessment the 

functional examination and smal~ defects examination were made reference 

as well. 

The deteriorated situation regarding necessary spare parts is still remaining 

and considerable number of machines are unable to operate or only able to 

operate below standard as reported above. And impossibility to obtain 

machinery manuals in English is hindering to prepare the work specification 

for the maintenance scheme. Lnder such restricted circuraustances, 
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ai'ter groping for a possible way, what we can bring forward hereupon 

is to implement our proposal for improvement of maintenance practice 

and machiuery condition and to put into practice through brief and 

concentrated traiuing by means of suitable instruction and advice and 

technical demonstration to technicians in these t~o factories by our 

supervisors. Information enabling correct procedure for maintenance 

field will also be given through assistance of said technicians to 

the lectures given by a full-time trainer in Viet Thang Factory, thus 

being ovarcome existing problems wrich will be summerized again as 

follows: 

1. Blow Room 

- Excessive re-usable fibres 

- Supply method of re-usable fibres 

- Defective shape and hardness of lap 

2. Card 

- Grinding cycle and method of MCC of cylinder and doffer 

- Grinding cycle of flat clothing 

- Gauge between flat and cylinder 

J. Drawframe 

Height of top spring plate of sliver can 

- Maintenance control of top and bottom clearer 

- Surface treatment and washing of top roller rubber cot 

- Unrelevant qize of sliver coil 

4. Roving Frame 

- Cleaning cycle and maintenance of top and bottom clearer 

- Inspection and correction of flyer balance 

- Treatment, grinding and washing of top roller apron 

- Defective shape of flyer 

5. Fine Spinning Frame 

- Inspection and replacement of defective bottom apron 

- Daily checking control for every spindle 

- Grinding and cleaning of top roller part 

6. ~finder 

- Check aud control of tension part for complete functioning of 

slub-catcher 

- Cleaning of yarn path 
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IMPLFJ4ENTATION OF PROPOSAL 

1 Implementation Items 

1.1 The supervisors in charge will implement the abovementioned training 

and items referred to in para. PROPOSAL IDR !!-!PROVING MAINTENAllCE 

PRACTICE RELATING TO EACH HACHTI\E will be instructed practically 
on the scene. 

1.2 Advice will be made in order to improve quality control work. 
2 Supervisors In Charge 

Blow Room i-lachinery and Cud ••• Mr. S. Hurayama 

Drawf"rame, Roving Frame and Combing Machinery ••• Mr. ~[. Murata 

• Fine Spinning Frame and Winder ••• Mr. K. Hirose 
3. Required Man-months 

).J~ 

3.1 Necessary terms for training will be two weeks for each Factory. 
3.2 Required man-months will be: 

0.5 x 3 supervisors x 2 Factories ••••• 3 man-months 

We bring forward balance of 3 man-months to be made the most of 

to supplement and fortify ongoing reconditioning work and 

on-the-job training in the Spir..ning department of Viet Thang 
Factory. 

-END-



Process Testing Items Testing C~cle Polyester Cotton P/C Blended 
Blowing 1. Lap weight/M oncei2 days 20Kg .±. 200g 20Kg .±. 200g 

2. CV% of lap weight/M II less than 2.5% less than 2.0~ 
Card 3. CV% of sliver count once/week less than 7% less than 7'J, 

4. Sliver U% II 3.5% 4i 
5. Sliver nap count II 0 piece counting by 

a perforated plate 
40pcs 

of 28 holes of 28mm.d 
Drawing 6. CV% of sliver cour.~ once/set/shift 3.3% Mixing 3.0% 

1st Passage 1 • 'n 
2nd Passage 1.7% 

7. Sliver H% once a day 3.8,1 Mixing 1 •• 19% 
1st Passage 4.0% 

2nd Passage 4.1% 
Roving 8. CV% of yarn count once per shift Nm2.15 2.7% 

9. U% of roving once/week 0 
Nm2.15 5.?% "' Combing 10. Sliver U% II 

5~ 
11. Waste % 

15% 
Ring Sp. 12. ~V% of yarn count once/4 days P/C Nm67 4.5J 

1J. U% once/month P/C Nm67 14.1J 
14. Sin&le yarn strength once/day P/C Nm67 )21g E-4 
15. CV% of single yarn II 

P/C Nm67 12.6% w. 
Cl) strength 

~ 1f>. CV% of tw'\.st per metre It 
P/C Nm67 4.?J u 

17. I.P.I. Thin once/month p/C Nm67 579 ~ 
< Thick II 

P/C Nm67 205 
Nap II 

P/C Nm6? 16 

~ • • I~ 
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4-1 CONTENTS OF COURSE LECTURED 

A. Technical Management Seminar (Senior Course) 
1. Management of Factory 

1.1 Organization of factory 

1) Connection diagram of factory organization 
2) Orga~ization chart of factory 

1.2 Control index 

1) Number of personnel employed per bale 
2) Output of one spindle per diem 

1.3 Cost control 

1) Spinning yield 

2) Manufacturing cost 
1.4 Safety control 

1) Importance of safety 

2) Accident statistics 
1.5 Sanitary control 

i) Caus~ of disease 

2) Control of working environment 

3) Protective and first aid material 

4) Education of safety and sanitation 

2. Education and Training (Case of TOYOBO) 

2.1 Central Training Institute of TOYOBO 
2.2 Training at each textile mill 

1) Job classification system GB-GA-SB-SA-K 

2) Technician's card (Training material) 
3) Assessment points 

4) Training at Maintenance Centres 
5) SA training 

3. Preventive Maintenance System 
3.1 Performance control 

1) Lowering of performance 

2) Fundamental activities 

a) Periodical check of machinery and equipments 

b) Adjustment and maintenance (Daily maintenance) 
3.2 Effect of preventive maintenance 

3.3 Policy of setting up preventive maintenance 
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3.4 Maintenance scheme 

1) Maintenance plan 

2) Personnel plan and scheduling 

3) Order placing of required parts and accessories 

4. Cotton 

4.1 Ginning and b2ling 

4.2 Features of cotton at each production area 
4.3 Cotton grading 

1) Grade 

2) Staple length 

3 ) Character 

4~4 Cotton mixing 

1) Object of cotton mixing 

2) Caution at cotton mixing 

5. Man-made and Syntheti~ Fibres 

5.1 Selection of fibres (fibre length) 

5.2 Number of fibres constituting yarn 

5.3 Fibre length at being mixed with cotton 
5.4 Fibre properties 

1) Staple length over the limited cut length 
2) Fineness 

3) Tenacity and elongatior 

4) Knot strength 

5) Crimp 

6) Friction coefficient 

7) Oiling agent 

6. Spinning Process 

6.1 Action of spinning process 

6.2 Blow room process 

1) Object 

2) Machinery arrangement 

3) Main action of each machine 
6.3 Carding process 

1) Object 

2) Description of carding engines 

3) Important control items 
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6.4 Drawing process 

1) Object 

2) Important control items 
6.5 Roving process 

1 ) Object 
2) Important control items 

6.6 Ring spinning process 
1 ) Object 

2) Important control items 
3) Quality control 

6.7 Winding process 

1) Object 

2) Important control items 

3) Quality control 

B. Technical Management Seminar (Middle Course) 

1. Calculation Method of Conversion Ratio of Personnel and 
Manufacturing Cost 

1.1 Decision of standard spinning machinery 

1.2 On the basis of ring spinning frame 

1.3 On the basis of roving fr.ame 

1.4 On the basis of blow room machinejry to drawframe 
1.5 On the basis of winder 

1.6 Other personnel 

1.7 Personnel of other departments 

1.8 Calculation of required personnel per bale 

1.9 Conversion ratio of manufacturing cost 

1.10 Conversion ratio of power 

2. Preventive Maintenance Items 

Detail of preventive maintenance syst~m per each process 

( Freq•1ency, personnel and time required, number of machines 
and contents of maintenance, etc.) 

3. Function Examination Items 

Detail of function examination per each process 
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4. Product Control 

4.1 Raw Material Control 

1) Cotton classing 

a) Cotton fibre 

b) Mechanical classing 

Fibre length/Fineness of fibre/Fibre maturity/Fibre 

strength/Colour/Impurit}/Moisture regain/Honey dew 

and cavitoma/Others/Assessment of each fibre property 
c) Classing in factory 

Description of deficient cotton/Grading/Classification 
and grade of cotton 

4.2 Control of semi-finished goods and products per each process 
1) Control points per each process 
2) Control criteria 

3) Production process control 

4) Responsible personnel for control 

5. Statistical Quality Control 
5.1 Distribution 

1) Standard deviation 
a) Formula 

b) Properties of standard deviation 
c) Histogram 

2) Distribution of mean value 

3) Distribution of range (R) 
5.2 Control chart 

1 ) Control chart of X - R 
2) How to draw up a control chart 
3) How to understand a control chart 
4) Description of control charts 

5.3 Various distributions 

1) t Distribution 

2) F Distribution 

5.4 Verification and presumption 

1) Verification of mean value? of population 

C. Course for Each Process 

1, Blowing Process 

1.1 Outline of blowing process 

1.2 Caution at cotton mixing 
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1.2 Construction and Action 

1) Construction and action of each machine 

Creeper lattice/Bale opener/Hopper bale breaker/Hopper 

mixer/Superior cleaner/Crighton opener/Porcupine opener/ 

Hopper feeder/Shirley opener/Double beater lapper/Lap 

machine/Blending bal~ opener/Single beater opener/Two 

way distributor/Magnetic separator/Roving waste opener/ 

Fan condenser 

2) Arrangement of machinery 

3) Automated apparatus of blowing machinery 

1.3 Pre\~ntive maintenance 

1.4 

1 • 5 

2. 

2. 1 

2.2 

1) Periodical maintenance 

3 months periodical maintenance/Lubrication/Cleanins 

2) Function deterioration check 

3) Small defect check 

Cotton feeding adjusting apparatus 

1 ) Piano motion 

2) Photocell system 

3) Feeling motion (Swing motion) 

Quality col'ltrol 

1 ) Licking and splitting 

2) Badly dust-removed lap (Dirty lap) 

3) Lap with much twisted fibre 
4) Deformed lap 

5) Defective selvage lap 

Carding Process 

Outline of carding process 

1 ) Object 

2) Description of carding engines 

3) Carding action 

Construction and action of card 

1) Construction of feeding part 

Feedle back/Lap roller/Dish plate/Feed roller/Feed roller 

step/Weighting apparatus/Feed roller clearer 

2} Taker-in part 

Taker-in roller/Mote knife/Taker-in undercasing 
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3) Cylinder 

Back sheP.t/Flat bar/Flat chain/Flexible bend/Front top 

sheet/Front bottom sh, et/Steel (Stripping) door/Cylinder 

under casing/Flat cleaning device 

4) Action of flat and cylinder 

Gauge between flat and cylinder/Action of flat/Movement 
of flat,Action of cylinder 

5) Doffer 

Doffer/Doffer bend/Dandy iever/Doffer comb/Doffer dirt 

sheet/Trumpet plate/Coiler 

6) Card clothing 

Wire cloth/Metallic card clothing (MCC)/Comb blade 
2.3 Process control 

1) Gauge 

2) Test and inspection 

Examination of neps and foreign matters/Investigation of 

waste cotton/Sliver grain and grain variation 
3) Hooked fibre 

4) High sr·.:.ed operation and damage of fibre 

5) Life of MCC and clothing grinding cycle 

6) Defective quality and its cause 

Unevenness of web/Defective selvedge web/Defective 

flat strip/Defective web/Others 
2.4 Preventive maintenance 

3. 

3.1 

1) Periodical maintenance 

Maintenance A/Maintenance Bf Stripping of cylinder and 

doffer/Lubrication/Wire grinding/Cleaning by operatives 
2) F~nction deterioration check 

3) Small defect check 

Combing Process 

outline of combing process 
1 ) Object 
2) Main action 
3) Arrangement of machinery 
4) Descriptiun of comber 
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3.2 Construction and action 

1 ) Sliver lap machine 

2) Ribbon lap machine 

3) Super lap former 

4) Whitin J type comber 

3.3 Waste cotton 

1) Waste cotton ratio 

2) Faults of waste cotton 

3) Adjustment of waste cotton ratio 

4) Investigation of waste cotton ratio 

3.4 Prevention of faults of fleece 

4. Drawing Process 

4.1 Outline of drawing process 

1) Object 

2) Main ac;ion 

Doubling action/Drafting action/Coiling action 

4.2 Construction of drawframe 

1 ) Drafting mechanism 
2) Features of high speed drawf rame 
3; Weighting system 
4) Clearer 
5) Coiler part 

6) Stop motion 

4.3 Operation control 

1) Various calculations 

Gearing diagram/Revolution of each part/Turnout 
2) Test and examination 

U %/Measuring of grain/Staple diagram 

3) Diameter of reducer hole 

4) Capa~ity of sliver can 

4.4 Preventive maintenance 

1) Maintenance A 

2) Maintenance B 

3) Daily maintenance and lubrication 

4) Inspection and cleaning by operatives 

5) Function deterioration check 

6) Small defe~t check 
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5. Roving Process 

5.1 Outline of roving process 
1) Main action 

Drafting action/Twisting actiori/Cop building and 
winding action 

2) Description of roving frames 

5.2 Construction and action of roving frames 
1 ) Draft part 

2) Weighting system 

3) Clearer 

4) Twisting and cop building motion mechanism 

Twisting motion/Winding and building motion/Diferential 
motion/Swing motion 

5) Stop motion 

5.3 Process control 

1) Number of layers 

2) Winding -~ange 

3) Roving tension 

4) Roll~r gauge, weight, draft distribution 
5) Number of twist 

5.4 Preventive maintenance 

1) Maintenance A, B 

2) Daily maintenance and lubrication 

3) Che~k and cleaning by operatives 

4) Function deterioration check 
5) Small defect check 

6. Ring Spinning Process 

6.1 Outline of ring spinning process 

6.2 Construction and action of ring frame 

1) Feeding part (Creel part) 
2) Drafting part 

Draft and roller gauge/Roller stand/Roller weight/ 

Bottom roller/Cradle/Trumpet/Apron hand/Collector/Clea~er 
3) Twisting and taking up part 

Ring/Traveller/Burning of traveller/Traveller clearer/ 

Spindle/Tin roller, tin pulley/Bobbin/Thread guide/Tape 

tension device/Spindle tape/Anti-balooning device/Twist 
coefficient 
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4) Building motion 

Taking up device/Ring rail motion/Cop build mechanism/ 
5) Appurtenance mechanism 

Pneumatic clearer device/Blow cleaner (Suction blow 

cleaner)/Automatic speed changing device/Tin roller 
sudden stopping device/Auto doffer 

6.3 Process control 

1 ) Yarn faults 

Fluffy yarn/Rubbed yarn/Loose twist yarn/Overtwisted 

yarn/Snarl/Irregular yarn/With fly/Slab/Piecing defect/ 
Kinky yarn 

6.4 Preventive maintenance 

1) Maintenance A,B 

2) Daily maintenance and lubrication 

3) Cleaning of roller part and cleaning by opera~ives 

4) Function deterioration and small defect check 

7. Winding Process 

7.1 Outline of winding process 
1) Object 

2) Description 

3) Description of traverse pattern 

7.2 Construction and action of rotary traverse winder 
1 ) Creel part 
2) Tension device 
3) Slub catcher 
4) Drum 
5) Package 
6) Knot 
7) Quality of package 

7.3 Preventive maintenance 

1) Maintenance A,B 

2} Daily maintenance 

3) Punction deterioration check and small defect check 

8. Preventive Maintenance of Weaving Process 
8.1 Preventive maintenance of warper 

1) Maintenance A,B 
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2) Lubrication A,B 
3) Cleaning 

8.2 Preventive maintenance of sizing machine 
1 ) Maintenance A,B 
2) Daily check 
3) Lubrication A,B,C 
4) Cleaning A,B 

8.3 Preventive maintenance of Scharer pirn winder 
1 ) Maintenance A,B,C 
2) Lubrication 
3) Cleaning A,B 

8.4 Preventive maintenance of loom 
1 ) Maintenance at loom running 
2) Maintenance at loom downtime 
3) Lubrication and cleaning 

9. Quality Test and Control of Spinning Process 
9.1 Raw material (Cotton) 

1) Fibre length 

2) Fibre strength 

3) Fibre fineness 

4) Moisture regain 

5) Sugar content test 

9.2 Blowlnq process 

1) WeighL control of one lap 

2) CV % of grain per yard of lap 
3) Trisection test of lap 

9.3 Caraing process 

1) CV% of grain of card sliver 
2) Waste cotton ratio 

3) Investigation of neps and foreign matters of card web 
4) Visual check of card web 

9.4 Drawing process 

1) Control of grain of sliver 
2) U % of sliver 

9.5 Roving process 

1) CV% of mean grain per 30 yds of roving 
2) U % of roving 
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3) Strength of roving 

4) Number of breakage of roving 
9.6 Ring spinning process 

1) Percentage of deviation of yarn number count 

2) Percentage of moisture regain 
3) U % of spinning yarn 

4) CV % of variation of yarn number count 
5) IPI (thin, thick, neps) 

6) Assessment of yarn evenness on board 

7) ~~nsil strength of single yarn 

8) Number of twist 

9) Moisture regain 

10) Number of roller twining, number of apron breakage 

11) Number of end breakage (Measuring at one doffing) 
12) Instantaneous end breakage number 

9.7 Winding process 
1 ) End breakage ratio 
2) Number of faults of cheese yarn 
3) Number of generation of defective cheese 

9.8 Others 

1) Generation quantity of yarn waste 



4-2 RESULTS OF ON-THE-JOB TRAINING 

ON-THE-JOB TRAINING CARRIED OUT TO DATE 

10 ~ay, 1984 

CAPJ> RECONDITIONING GROUP 

1.Following information was given to the leader and sub leader between 
26th and 30th March, 1984. 
1) Method and purpose of nail de.f'ects examination 
2) Method and purpose of .functional examination 
3) Necessity of' intermediate gauge adjustment 
4) Necessity and method of' examinatio:~ of eccentricity in cylinder 

and dof.f'er 
2. Following information was given and d.iscussed in the meeting with • 

all members of' workers between 5th Ap:-il and 5th Hay, 1984. 
1) Explanation and instruction about duties and attitude of members 

for this reconditioning 
2) Information about levelling and inspection method of bearings in 

cylinder 
3) How to prepare, execute and adjust the grinding to ~ICC of cylinder 

and doffer 
4) Control of written guarantee of wire and clothing 
5) Information and explanation was gi•ren to 5 operative technicians 

including a leader of every shift ~egarding operaeion control and 
cleaning of the reconditioned machine. 

e).How to decide and calculate tensiiln for mounting metallic wire 
7) Checking method of neps and .foreign matters in the web 
8) History of invention of the card 
9) 2 methods of' setting wire at start of metaljc mounting. Practice 

of soldering was instructed. · 
3. Up to 28th of April, follo~ng technic was transferred on the spot. 

1) Correcting eccentricity in cylinder and coffer and re-balancing 
2) Frame alignment 
3) Mounting of metallic wire on cylinder and doffer 
4) Re-clothing flats, grinding and check-ng for ~ire height 
5) RP·-covering tak:er~in 
6) Aligning and re-setting cylinder bends 
7) Grinding and setting of cylinder and doffer 
8) Assembling of coiler 
9) All settings and test running 

10) Inspection of web 
4 • 2r.d ;o{ay 

1) Grinding of cylinder and doffc.· was directed to 2 workers in advanced 
grade. 

2) The lecture was made to all workers about 2 types of HCC settipg at 
start of mounting. a} bend and se~ MCC to cut part of L-wire b) 
solder to L-wire 

5. 3rd May 
1) Mending of bended sheet, correcting distortion of sheet by means of 
• packing and gauge setting ( technic:.ans of advanced grade 1 and 2 

intermediate) 
6. 4th May 

1} Practice of flat re-clothing (technicians of middle grade} 
2) Grinding of cylinder and doffer and finishng check was lectured to 

all technicians. 
7. 5th May 

1) Practice of recovering taker-in (2 advanced grade) 
2) Practice of checking height of flat clothing and grinding 
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8. 7th i.fay 
1) Practice of mending detriments of ~CC a..~d grindir.g af'ter mendill6 

(2 advanced) 
2) Procedure for gauge setting- between cylinder. and flat 

( 1 advanced, 1 middle) 
3) Explanation about cause of defective web (2 advanced, 9 ~iddle) 

9. 8th i~ay 
1) Practice of mending improper function of fly comb 

(1 advanced, 2 middle) 
2) ~aery and reply about relation of spinning count, gauge and waste 

ratio ( 1 advanced) 
10. 9th ;>fay 

1) Practice of mo~Jting of HCC mounting equi;iment ~ith 2 pillars 
(2 advanced, 8 middle) 

2) explanation of the above (13 tech~icians) 
11. 10th May 

1) Grinding of HCC in case of jointing new wire to old one 
(1 advanced, 4 middle) 

2) Practice of new MCC mcqnting equipaent (1 advanced, J middle) 

ROVING FRAME RECONDITIOHING GROUP 

1. Up to 28th April, following practice and explanation was made to the 
group technicians. 
1) Repair of flyer balance 
_2) Alignment of lifter shaft 
JY Alignment of bobbin rail 
4) ~orrectly adjustment of building mechanism 
5) Mending of eccentricity of ~ans 
6) Alignment of top and bottom cone drum 
7) Alignment of ·_jack box 
8) Alignment of driving shaft 
9) Mending eccentricity of bottom roller 

10) Setting of bottom roller stand 
11) Alignment of spindle 
12) Alignment of lifter slide 
13) set up bottom ~learer 
14) set up bobbin shaft and collar 

_, 

2. From 2nd May to 10th May, following technique was transferred to 
group technicians. 
1) Dismantiling long collar, top roller and gearing parts 
2) Disassembling building mechaniSlil, bottom roller and draft gearifl6 
3) Hending flyer and disassembling jack box and bobbin shaft 
4) Alignment of spindle, bobbin shaft, bottom rolle~. 

• 

J. Technical theory was explained to all technicians u~i to 10th May, regarding 
1) Gearing parts 
2) Alignment of bottom roller and spindle 

RING SPINNUiG FRAME RECOMDITIONING GROUP 

1. from 4th April to 6th Hay, following on-the-job training was carried out. 
1) Bottom roll~r 

a) Fabrication of check stand of roller eccentricity 
b) ;~ending eccentricity using the check stand 
c) Explanation of procedure for alignment of bottom roller on the frame 

and its practice was car:-ied out. 
i) t9 coincide neck ii) Roller stand iii) ;-1ethod or aligning front, 

middle and back roller iv) Replacement or nylon metal 
d) Roller gauge setting 
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2} Aligning cap bar, aliotd.ng for: 
a) Difference on right and left 
b) Clearance on right and ~eft 
c) Parallel of TX3 roller 

3) Explanation and practice of horizcntal aligning method of spindle rail 
4) Explanation and practice of vertical alig.U.ng method ;,f poker pillar 
5) Explanation and practice of unifying height of rocking shaft arm 
6) Gauge setting of ring rail 
7) Explanation and practice of unifying height of lappet hr 

a) Distanc~ from top of boobin to snail wire was set up as mere than 25mm 
at 7 inch lif't for reduction of yarn breakage. 

b) Distance from lappet bar to roller beam was set up as 45mm. 
8) Mending method of height of lappet 

a) Fabrication of gauge and ~endir.g implement • 
b) Practice of mending method 

9) Spindle gauge setting 
a) Manufacturing of tools and implements 

10) Procedure for gauge setting of snE-il wire (Manufacturing of implements) 
11) Practice of aligning traverse bar 
12) How to set trumpet gauge (Practice of setting in case no gauge is available} 
1J) Gauge setting of traveller clearer and its practice by simple gauge 
14) Explanation and practice of setting and aligning tin roller 

a) How to tighten ball bearing b} Appropriate greasing 
c) Use of gauge and implement d) Correct height of tin roller 

15) Practice of aligruaent of iockey pulley 
16) How to hook spindle tape 
17) Pneuma flute gauge 
18) Mending bad seam of gum socket 

2. 7th May ·' 
Hov to align horizontally spindle rajl and how to align middle roller 
was practically instructed. 

3. 8th May 
Alignment of spindle tape and driving shaft 

4. 9th May 
Practice of roller gauge setting and aliglll!lent of spindle tape was carried 
out and this was made understood throughly by technicians in the meeting. 

'.IEAVING PREPARATORY MACHINERY RECONDITIONING GROUP 
1 • Barber Colman 'J arper 

Fl-om 25th April to 9th May, following information and technique was 
conveyed to the group. 
1) Disassembling and mending brake cylinder 
2) Disassembling &11~ mending clutch (Replacement of clutch facir.g) 
3) i-lending yarn path on thread roller ll.'"ld repair of brake band 
4) Inspection and mending of 4~set CE.m 
5) Maintenance of creel fan 
6) Checking and setting cheese bar 
7) Checking cheese bar peg spring and replacement of defective parts 

·8) Checking and change of gear case oil 
9) Checking and mending drop wire 

10) Following was explafoed to the leader. 
a) Periodical maintenance atandard 
b} Frequency of lubrication 
c) Special points to note 

2. Sizing lfachine 
Up to 9th of :;ay following wu trainE•d. 
a) Dismantling and checking r?ller and cylinder in size box 
b}Explanation and practice was carriE•d out around applying teflon sheet 

to cylinder. 



LOOM RECOtillIT!ONTI:G GROUP 

1. Adjustment and mending of take up motion ~as repeatedly trained to 
leader and subleader (including adjust~ent ~r taking up catch and 
slip catch). 

2. Practice of aligning crank shaft and lathe sword was made. 
J. Pracetice of mounting lathe to loom was made. 
4. Aligning method of crank: shaft was lectured. 

The above training was carried out fro~ the beginning of riay till 8th inst'llnt. 
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Technical Guidance On The Spot 

11 May Metalic wire mounting by new mounting machine 
(Senior 1, middle .3) 
2. Covering of fly comb blade and its effect 

(Senior 1, i.Jiddle 2) 

12 l-tay 1. Dismantiling work of cylinder shaft 
(Senior 2, Middle 2, Iron worker 3) 

14 ilay 1. Installation work of cyli.nder shaft 
(Senior 1, Iron worker J) 

2. Trouble shooting of ending part of metallic 
mounting (Senior 1, Middle .3) 

15 May 1. Adjustment of gauge and height of cylinder 
casing (Senior 1, Middle 4) 

16 I-lay 

2 • Fitting of soldered wire at beginning part of 
metallic mountine and positioning of side 
pressure plate (Senior 1, i.Jiddle 1) 

1. Setting of neu netallic mounting machine and 
its tension :oettin; angle (Senior 1, Middle 6) 

2. llount5.n :· o!' trk~ r-in wiro (tliddle 2) 

18 Hay 1. Soldering and repair of cylinder under casing 
(Middle 2) 

2. Replacement of long boss of eccentric pulley 
(Senior 1, Middle 4) 

ROVING FRAME 

11 Hay 1. Drawing of a cardinal line 
2. Procedure of test running 
J. Alignment of driving shaft 

(Middle 5) 

12 May 1. Assembling of gearing parts 
14 Hay 1. Adjustment of buildjng motion 

(Senior 1, Middle 1) 

• 
Explanation In Group ;ieeting 

1. History of spinning tequenic nnd 4 major function 
of spinning 

2. Purpose and function of carding engine 
(Senior 2, ~iddle 8) 

1. i;er:H, ,:emerit a ·d difference of 2 types of metall:.c 
mounting machine 

~. Metallic wire and its surface speed 
(Senior 2, Middle 8) 

1. Caution prior to teat running of roving machine. 
2. How to carry out test runninf~ 

(Senior 1, Middle 2) 

• 
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~ Technical Guidance On The S122t 

15 May 1. Spinning of roving (Senior 1, Middle 2) 
2. Alignment of bottom roller (Middle 3) 

16 May 1. Alignment of bottom roller (Middle 2) 

17 Hay 1. Disassembling and checking of bottom roller 
(Middle 8) 

2. Setting and alignment of bottom roller 
(Mjtidle 3) 

3. De.lancing of bottom roller (Middle 1) 

18 Hay 

RINu SPINNING FRAME 

10 May 

11 May 

12 Hay 

14 May 

1. Alignment and inspection of roller. 
Pointing out of defective part and its mending 

2. Alignment method of snail wire 

1. Finding of vibration of T.C.W stud 
2. Gauge setting of antinode ring 

1. Gauge setting of driving shaft 
2. Gauge setting of antinode ring 

a) Mending of defectjve parts of L ti 
b) Mending of large defects 

1. How to use spilaclean 
a) Reversing motor and ad ustment 
b) Use of cleaning gun 

2. Checking and mendjng bottom roller distortion 
by left and right 

J. Correct gap between flute and front roller 

• .. 

Explanation In Group Meet.ing 

1. Function of roving (Senior 2, Middle 10) 

1 • Alignment method of bottom roller (Prepnrat.lon procedure) 
a) Connection of 3 staffs 
b) Adjustment on check stand 
c) Connection of whole rollers nt machine side 
d) Adjustment of neck of front, middle bottom rollers 

1 • Alignment method of bottom roller (Work procedure) 
a) Temporal fixing on roller stand 
b) Positioning of GE and OE s~and 
c) Putting front roller on stand 
d) Alignment 
e) Positioning of each stand 
f) Mending of eccentricity 
g) Put ting of middle roller and gauge set.Ung, etc. 

1. Gau~e setting of driving shaft 

1. Handling of necessary tools 
a) Ring lifting gauge 
b) Bolster hook spanner 

---···--~ 
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15 May 

16 May 

17 May 

18 May 

19 May 

.. 

Technical Guidance On The Spot 

1. Procedure of operation starting 
2. Setting 01' height of rocking shaft arm 

1. Mending of alignment of trumpet 
2. Mending of hole of flute 
3. Dismantling of machine 
4. Adjustment nnd alignment of ring rail 

1. Alignment and checking eccentricity of b. roller 
Practice of mending of defective parts 

1.Alignment of antinode rin~ by using hand made 
implement 

2. Chocking eccent.ricity and alignment of bottom 
roller and practice of mending of defective 
parts 

SIZING MACHINE 

10 Hay 1. Replacement of cylinder neck 
t 2. Disassembling and ad ustment of cylinder 

12 Hay steam trap 

14 May 1. Setting up cylinder piping 
2. Mending of steam leakage of cylinder neck 

15 May 1. Setting up cylinder drive chain 

16 Hay 1. Maintenance of creel stand 
2. Ineta1lntion of beaming head 

17 May 1. Installation of beaming head 

18 May 1. Distribution of air piping 

KANAMARU WARPER 

18 May 

1QQ!! 
9 Hay 

1. Dismantling and adjusting clutch and brake 

1. Alignment of crank shaft, lathe sword and 
pinion shaft 

• 

Explanation In Group Meet1ng 

1. Method of extracting broken bolt in tin roller 
a) By reverse tap 
b) By drill 

1. Explanation of reconditioning work by using doc11mt1n:, 
18 items on para. 1 of Ring Frume on Report on 10 Muy 
of ON THE JOB TRAINING CARRIF.O OUT TO I>A'l'f!: 

1. Why height of rocking shaft arm must be unifol'm? 

1. Function of steam trap 

1. Function of cylinder piping 

1. Adjusting mechanism of contact pressure of' benm 

... 



pate 

10 May 

11 May 

12 May 

14 May 

15 May 

16 May 

17 May 

18 May 

19 May 

.... 

Technical Guidance On ThP Spot 

1. Setting up of let-off motion mechanism 

1. Setting up of taking-up motion mechanism 
2. Alignme11t of swing rail shaft and crank shaft 

1. Adjustment of taking-up motion mechanism 

1. Adjustment of taking-up motion mechanism 
2. Settine up of reed fly box 

1. Setting up of dobby apparatus 
2. Timing of bend slider 

1. Setting up of stop motion mechanism 
2. Adiustment. of handle and cone clutch 

1. Setting up and checking of stop motion mechanism 
2. Alignment of tappet shaft stay 
J. Alignment of swing rail shaft 

1. Setting up of shuttle box 

1. Alignment of side lever 

• .. 

Explanation In Group Meeting 

1. Relation of ratchet wheel with slip catch 
2, How to get timing of crank wheel and tappet wheel 
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Date 

CE 21.5 

i22.5 

23.5 

25.5 
126.5 

BL 23.5 

24.5 

~5.5 

; FF 21.5 
' I 
! 

I 22.5 

! 23.5 

~4.5 
I 

: ~5.5 

I 

I ~6.5 
I 

: RF 121.5 
o I I . 
I I 
; f2.5 I 

j23.5 

-

.. • .. 
RECORD OF ON-THE-JOB TRAINING 

Technical Guidance On The Spot lrrainees 
Class Nberl 

Counting check of leaves, neps and 
forei~n matters in web A 3 
Trouble shooting method of reclothing taker-
in wire (mending of P-roove width. etc.) M 2 
Incorrect mounting of MCC due t.o incorrect A 1 
settin~ of mountinP ma~hine M 2 
Mounting of coi ler anrt 1rnari n~ ad u 5tment M 1 
Procedure of gauge ad uf!tment btwn. cylinder 
and flat M 1 
Mending of broken fluted roller/Replacement 
of shaft M 2 
Di Sil ssembling ALO of sc utcher A 3 

M 3 
f-_.-. )mbling of piano motion/Gauge adjustment A 2 
of nedal roller of scutcher M 1 
Alignment of snindle shaft and driving shaft M 2 
MendinP of buildinl? cut rack M 1 
Alignment of bottom roller A 1 

M 2 
Ad ustment of lifter slide bracket/ Align 
ment vf snindle M 2 
Alignment of top cone drum shaft A 1 

M 2 
Balancini? of flver M 1 
Gauge setting of bottom roller/Alignment 
of cone drum shaft M 2 
Settin'1' un bobMn wheel and snindle ninion M I. 
Mending of bobbin wheel and shaft A , 

M 4 
Inspection of gearing part/Mending of draft 
chan~e bracket M 1 
Ad ustment of heiPht of rocking shaft urm M 2 
Chockinl! and mendinc vibration of fr-.,t roll 
Ad ustment of height of rocking shaf ... arm/ 

A 1 

~lending and replacement of eccentric and 
vibrated rear front roller M 2 
~lendinl! of launet hinl!e M 1 

A ••• Advanced claas trninou 
M ••• Middlo claaa trainee 

Explanation In Group Meeting Tl'cdncrns -·--- .. - ·-
r.Jass Nb0r. 

Maintenance cycle and its purpose 
A 2 Grinding cycle and its purpose 

Lubricatin2 snots and its cvcle M 9 
Procedure to cope with flat clipping A 2 
(Explanation by ilustration) M 9 

I 
I 
I 

' 
Caution to be taken for performi.ng maintenance to j A 2 
sneed frame in oneration ! M 10 
Mechanism of roving frame ' A 2 

I M 9· 

Cause for unstableness of height of rocking shaft M 2 
arm 
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,____ 

Date 

21..5 
25.5 
26.5 
21.5 

22.5 

23.5 

24.5 

25.5 

26.5 

21.5 

22.5 

23.5 

24.5 

25.5 

26.5 

.. 

Technical Guidance On The Spot 

Minute check i w1 of each oart 
Checkine and mendinP. of bottom roller 
MendinP of soi niil e "'a11ge 
Mending of guide roller/Covering of teflon 
sheet/MountinP of warners beam 
Covering of teflon wheet on cylinder I 
Courting of cylinder frame and cre~l stand I 
Courting of cylinder frame and creel stand 

Setting and alignment of squeezing roller 

Setting of cyUnder cover of size box 

Alignment of crank arm/Adjustment of ' I 
Letting off motion I 

I 

Alienment of takine uo motion I 
Adiustment of taking un motion i 
Renlacement of taooet shaft 
Winding of surface roller strip 

Setting of letting off motion 

Adjustment of taking up motion 

Setting of surface roller 

Winding of surface roll~r strip 

Alignment of pinion shaft 

Adjustmenv of height of lathe sword 

Adlu~tment Of height of front tonPUe 

Trainees 
Class Nter 

A 1 
A 1 
A 1 

M 3 
A 1 
M 2 
A 1 
M '5 
A 1 
M 5 
A 2 
M 6 
A 1 
M 6 

L '3 
L 2 
A 1 
L I. 
A 2 
M 2 
M 1 
L 2 
M I 1 
L I 5 
M 1 
L '3 
M 2 
L I. 
M 3 
L 2 
A 1 
M 2 
M 2 

.,. 

Explanation In Group Meeting 

Function and purpose uf Ring frame 
1. Draft mechanism 
2. Twist 
Tension of B, Colman warpers hoam 

About alignment of surface roller 

1'rn I nuuu 
C li11w N bur 

A J 
M 5 

M J 

M 1 
L 

•. 
J 
.. 

.. 

I 
I 
i 
i 

___ __J 
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RECORD OF ON-THE-JOB TRAINING 

SECTION: Blow Room Machinery 

Date Technical Guidance On Tna Spot 

28.5 How to mount ALO frame and make horizontal 
al iirnment 

31.5 !low to fix arnl u li1w worm gear of cone drum 
2.6 Re-clothing of hottom lattice and finishi.ng 

of screwed surface 
6.6 Build up und gnugo mljustment of 2 blending 

beater/How to renlace doffer leather of BJ,20 
8.6 Replacement and adjustment of leather beater 

1~.t> Engaging and adjustment of gearing 

13,6 Settinl! ua and b11ildinl? un of lan scale 
1L. .6 Build uo of vulvo for Ian nan 
15.6 Build up and ad~ustment of lap scale 

16.6 How to rennir broken gear and narts 
20.6 Explanation and pructice of resicon belt glueine 

22.6 Checking points before starting up 
Ad\ustment of lao weil?ht 

26,6 Gauge setting for porcupine cylinder and grid 
bar 

27.6 Function of spiked lattice and evener comb 

3.7 Handlin,. of lap scnle and timer settinl? 
?.7 Checking points before starting up blending 

feeder 
9.7 Repair and soldering of duct 

I 

10. 7 Re""ir of bottom lattice 
11.? Setting of angle anll gauge of grid bar 

17.7 Ad1ustment and mendinP- of cvlinder casin2 circle 
18.7 Repair of calender roller shaft of scutcher 

21.? Repair of broken spiked lattice 
- . 

Trainees 
Class Nber, 

A 1 
j-.1 2 
t-1 1 
A 2 
M 2 
A 1 
M 1 
A 1 
M 1 
A 1 
M 1 
A 2 
A I 1 
A 1 
M 1 
A 2 
A 2 
M 1 
A 3 
M 3 
A 1 
M 1 
A 1 
M 1 
A 2 
A 2 
M 1 
A 2 
M 1 
M 2 
A 1 
M 2 
A 1 
A 1 
M 1 
A 1 
M 1 

A,,,Advanced class truinuu 
H ••• Mlddle clnss traJnou 

Explanation In Group Meeting Trainuoa 
~l uso Nhc1r, 

' I 

Maintenance control of blow room m/c A 3 
1,Cleaning 2,Lubricat1~~ 3.Lap weight M 3 . I check. etc. 

, 

. 
I 

• 
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SECTION: Blow Room Machinery 

Date Technical Guidance On The Spot 

27.7 Renair of broken frame of scutcher 
J.~ uuldance or how to renair of broken spiked lattice 
8.8 Control of cotton t'eeding at blending feeder/About 

cause for breaku:e ot' spiked lattice 
22.8 Guidance for relevant fixing angle of comb blade 

blendin2 t'eeder 
23.8 Guidance for repairing mothod for worn out t&per 

lap roller 
24.8 Adjustment of gauge setting and repair for cylinde1 

and 2rid bar of suoerior cleaner 
27.8 Guidance for maintenance procedure for opener/ 

Instruction for renairinP. damaii:ed cylinder tip 
30.8 Replacement work of cylinder pins of roving waste 

onener 
31.8 Balance adjustment of fans 

1. 9 Procedure for lap yard test on the spot (Lap 
samPlin2 and measurin2) 

3.9 

6.9 jinstruction and check of lubrication and cleaning 
of 10 davs freauencv 

8.10 Instruction of Periodical maintenance A 

9.10 Guidance of overhaul of scutcher calender roller 
and check of bearinii:s (Periodical maintenance) 

10. 10 Guidance of important check points of front part oJ 
the line. Cleanin2 and adiustment 

15.10 Guidance of correction method of defective shaoe lB 
18. 10 Check of cotton feeding and correction of 

defective action of feelin2 motion 
23.10 Lao wei2ht check and method of 3 division test 
29.10 

31.10 

1.11 

' 

Trainees 
iass Noor 
A 2 
A 1 
A 1 
M 3 
A 1 
M 2 
A 2 

A 2 
M 4 
A 3 
M 6 
A 2 
M 4 
A 2 
M 3 
A 1 

A 1 
M 5 
A 3 
M 5 
A 2 
M 4 
A 3 
M I. 

D A 2 
A 1 

A 3 

• 

Explanation in Group Meeting 

Explanation about maintenance, daily 
check, lubrication of blowing eQuipment 

Action to take for improvement of 
aualitv of lap 
Gauge setting and adjustment of each 
ne.rt 
Procedure and methodology of periodical 
maintenance and lubrication part arid 
frequency . 

Trninuua 
lansa N 1wr. 

A 2 
M 6 

A 3 
M 6 
A 3 
M 6 
A 3 
M 6 

• 
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RECORD OF ON-THE-JOB TRAINING 

SECTI0?1 · Card 

Date Technical Guidance On The Spot Trainees 
r.1ass Nber 

29.5 Assessment of grinded condition of MCC and A 2 
Judll'ement usinu sidesco"" M 1 

30.5 Assemble and alignment of taker-in garnet wire 
mountina machine M 2 

31.5 Procedure for build up of MCC mounting machine A 1 
M 3 

1.6 Clothing of garnet wire for taker-in/Mounting 
of metallic wire on doffer M 1 

6.6 Set uo of taker-in under casinu and 11auue adiustment M 2 
8.6 Procedure for build up of MCC mountillg machine] 

Different e:aue:e settin11 for cotton bnd nnlvester M 1 
11.6 

12.6 Repair and after-treatment of cylinder casing A 1 
in the event of waste cotton suction M J.. 

13.6 Procedure for coverinll' taker-in roller bv G. wire M 1 
11..6 Demonstration and uuidance of rel'\Slir of c. casin11 M 2 
15.6 Inspection points at takur-in wire grinding and 

its ad\ustment M 1 
16.6 Trouble finding and 1 ts treatment of Ml.a; A 1 

{Makinu use of card) M l 

18.6 Mondin" n-..ocedure of defective taker in "roove M 2 
20.6 

22.6 ~lountinu of metallic wire M 2 
n.6 Treatment of corrosion of bearing adaptor and A 1 

Shaft M 1 

25.6 Rectification of eccentricitv of coiler can M 2 
26.6 Checking points to start up card (wire contact, M 2 

en11a11ement of e:earin" and safetv measure 
28.6 Gage setting of flat and check points before M 2 

trial runninir 
29.6 Difference between new MCC and used one (Check A 1 

bv usim? mairnifvine: e:lass) M 1 

2.7 Surface irregularity after rewinding repaired A 1 
MCC and its mendine: M lj 

I..? Buildin11 un and ali11nment of coiler M 2 

A ••• Advanced class trainee 
M ••• Middle class trainee 

Explanation in Group l.feeting Trainees 
':lass N-bur 

Explanation by illust.ration about A 2 
structure of e:rindine: bracket M 8 

Structure of grinding bracket and its A 1 
relation with wire l!rindine: on machine M 8 
Overhaul and build up of grinding A 1 
bracket M lj 

Calculation method of' total dl'aft/ A 1 
Exnlanation of d1.aflram M 10 

Spinning calculation (rotating value A 1 
and surface sneed/oroduction} M g 

Attitude and corncern for safety A --;-
at maintenance work at card section M 10 

Responsible attitude required for A 2 
maintenance technici.ans of card M 10 

·----· .. 

.. 
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SECTION: Card 

Trainees Trainees Date Technical Guidance On The Spot .-1 Nb Explanation In Group Meeting Cl t"' • ass er ass ,der, 
5.7 Assembling, grinding and adjustment of doffer M 1 

nart 
7.7 Procedure and caution for repair damaged MCC A 1 

M 3 
9.7 Cause for surface uneveness of MCC wound on A 1 

doffer (Unoroner tension. deficient MCC etc.) M 3 
10.7 Horizontal alignment and eccentricity mending of M 1 

coiler can bottom/Assessment of coiline: condition. 
11. 7 Procedw·e and method of MCC mounting/Handling of I M 2 

HCC mountine: machine 
12.7 Mendi02 method of MCC flaws M 1 
13.7 Gavge setting between cylinder and flat/Correct M 1 

use of thickness e:aue:e for orecise e:ae:e .>_d._t,_t_.i .... n-..1?...,... ____ -1 

16.7 !Mounting of taker in wire M 1 
17.7 Correcting method of distorted back sheet/ I A 1 

Adiustment of l?aue:e settine: i M 2 
18. 7 IAd]ustment of g'luge setting between cylinder I A 2 

.and deffer ! M S 
23.7 Piecing up of metallic wire/Mending of belt l A 1 

loosenine: ! M 1 
24.7 Repair and rectification of back sheet and I M 2 

-----+ba--..c .... k--..concentric bend bracket ! 
25.7 Cleaninu of filthv flat wire I M 2 
27.7 1Procedure for flat stripping ; A 1 

I M 6 
31.7 Repairing method of damaged metallic wire ! A 2 

(Partial/Overall damae:e) ' M 8 
2.8 I Quality of gauge setting and its affecting A 2 

on sninnine: nronertv and nroduct oualitv M 11 
J.8 Technical guidance for engagement adjustment ofj_. A 1 

_ eccentric t>ull~y --~•!~ .. w()rm _ ~l!~l--·--·-·~ ... }1 __ 2~----+-=--:---,...,,---...,.---,--.,,-..,.~---::---:---:--.,...,,..--+-.....,.--+--...--t 
6.8 Guidance for installation of taker-in undercasing\ A 1 Explanation about relation of mote knife A 2 

and mote knlfe M 2 angle with waste generation under taker-in M 9 
?.8- Guiciance"rcir' 'i>.rocedure of ordinary wire grinding M ~ 

and gauge setting aft~r. ~rind~!l.i __ ·----····--·-·- -·~+-~-t 
8.8 Guidance for cleani~oc~~~-2!....f!~t wire M 2 

11.8 Guidance for procedure of stripping and M 2 
manufacturif!iLEf too!Ll.2!:_~trJ:P£~!lg __________ ,__ __ ------···--· -~---....---.---+--.--+--,,,~ 

14.8 Explanation about how to take record and A 2 
make the most of it at preventive mainte, M 11 

• 
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SECTION: Card 

Date Technical Guidance on the Spot ----· _______ .__ _____ 
17.8 
20.8 

Instruction of stripp!_ng ______ .. - .............. ·--·----· 

21,8 !Working procecfiir_e .. and ·gauge. setting. of -maint! . 
nance A/Instruction for lubricating place and 

22.8 ~!d:~~~~~~l.strippinifmethod and casing 
cleanine 

23.8 Guidance of procedure of maintenance A 
and wi!:!_ grin~ing _ 

24.8 Guidance of adjustment.and-repalring method 
of daill maintena~ce 

27.8 Gui~_!~~£-~f _pr~~!~~re of wire grinding ___ 
30.8 Guidance of sliver doffing timing and can 

£!,P.!C!_t._y_ .. 
31.8 Guidance of Job .. oTres.pons .. ible-of preventive 

11ai~!4:'1~'1?~!r~quired personnel and check. :record 
3,9 Guidance of investigation method of neps and 

foreign matters of web 

···---·---. 
6.9 Guidance of maintenance B 

12.10 Guidance of replacement work of cylinder shaft 
and how to use each tool (detaching of shaft) 

n.10 Procedure of refitting of cylinder shaft 

15.10 Prccedure of alignment of cylinder bend 

16.10 Procedure of grinding on machine, gauge settin@ 
and adjustment of lifter BKT 

24.10 

26.1C 

- --30.10 

1.11 Procedure of deterioration check of machinery 
function and its calculation method 

' 

Trainees 
lJlass Noer, 

M 3 ........... 

. ..... ._ ........ 
A 2 
M 9 

A l 

M 5 
A ,-
M 4 
A 1 
M 6 
M 4 A·- -. 

1 
M ·--~-·--A 2 
M 6 

.. A-· .. -·y--· 
M 2 

A 1 
M 4 
A 2 
M 6 -A 2 
M I.. 

A 2 
M 8 
A 1 
M 2 

>-·- r----

i----- -·-
. 

A 1 

.. 

.. 
Explti.na ti on in Group Meeting Trainees 

'-'la SS noer, -... .. .. .. . .... ···-·-··--·-- _ ................ _ 
"°Kp1a'nat1on about maintenance""~, daily A 2 
check and wire grinding/Explanation about M , , 
recording method and how to deal with 
.i.mpo~~~n~ __ i ~~~~-C>~. P!:eventi ve maintenance 

.i\.i>ouCquaTity-oTSf i ver arrec'ted by A 2 

.!!.a_~dli!}.& ... ~.f-~P.l!!.!': ti ves ._.. ... _ .... , 

°lipJanation. a'b6'uCiiepa-·a·nd· foreign mat.t.ere " I 

investigation (standard number as per eac~ M 5 
l'~!'.!1 .. ~.~!:!nt/~aing of m~gf1~fy~ng g~~!!!L __ 

Procedure of replacement of cylinder sha1·1 A 2 
M 10 

. 
Procedure of grinding on machine and A 2 
alignmint of cilinder bend M 8 

'"'Re-exp anatlon aEOUl."'"pro-cediireol"grI"ndln~ " ~ 

on m!£..~!!l!..!.'!~ .. !!!:h ... S.a!::!1!-~~~~-!._ng M 10 
Handling of flat grin ing machine A ~ 

--~- -~----·· .. ··--·---····f'i 10 
Re-explanation about metallic wire mounting A 2 
and its caution M 10 . 

.. 

z 
p 

! . 

• 



'v ,, 
"> 

., 

u 
~ 

w 

u 
IT 

... 
0 

;;; .. 
·' ... 
e.. 

... 

' 

SECTIOtl: Drt1wframe 

Date Technical Guidance On The Spot Trainees 
Class Nber, 

5.? 1ulldinl!' un of gearing nnrt M 3 
6.? 'ssemblin" of bottom clenrer nart M 2 

10,? .Uienment of bottom rollur M I. 
1uildim• uo of creel ""rt M ' n tti Of!' of rod arm sor 1 n1' M 2 

12.? ;etting up of bottom chiu1·or A , 
M 2 

.\li1rnment of bottom rollor M 2 

16.? 
-'liGnmont of clearur uhnl't M , 

1?.? \d-1ustment of ro•.ation of ton II bottom clearer M 5 
20.? 

25.? Ghecking and mending of deficient parts A 2 
M 8 

29.? Buildine uo of 11earinl!' of DK tvne and alianme11t M I. 
30.? Alillnment of bottom roller M 2 
31.? Settinl!' un and alillnment of coiler wheel ~1 2 
2.8 Ad\ustment of wei1?ht1ru! arm CRenlacement of snrinitlM I. 
l.a Fi ttinir of ton clf!!.t..l!L!.P.f) M 1 
6.a Guidance of fitting of top clearer/.;;~ding of M 2 

--1--... er roll!r eccentri~.!~2/fitting of creel(D ~) 
a.a Guidance of procedure for operation and ~~~us1 M 2 

•ent of roller treatme~J:_,!guipment (R.ahon 
14.8 De•onstration of how to use tools. for preventivt A 1 

uintenance M 9 
16.a 

-.- .. -.... ·-··-···---·--.. -· .. ------- ·-···-- .... -...... 
21.8 

- -- ,_ __ , __ 
-5-24.a Guidance of maintenance A/Grease and oil q 1 ty M 

of FAS L ) 

------·····- ~ 

25.8 

2a.a Guidanc~ of maintenance B-(FAS, alignment of M , 
spindle. adjustment of build~ motion, etc,) L ) 

29.a Guidance of maintenance i'CfFA 7Repair of A ~ .... __ • ___ ---..... ...a-.·-

+ 

Expl~nation In Group Meeting 

Grinding of drill 

Handling, repair and adjustment of 
ston motion mechanism of DK tvne 

Explanation about worKlng cont.enta or 
.-P.rn.~n~AY!~."'~~n~t.ll!n9.!.._ 

Explanation about tools and implements to 
_.£!~!..~~..!~r_.er!Y!!!:.!!!.2!'.~~ n ~enance 

Explanation about notes on maintenance A 
work of FAS 

Explanation about notes on maintenance A 
of DK 

. 

.. 

Trot noon 
Class Ntior. 

A 1 
M 8 

A , 
M 8 

A 1 
M 10 
A 1 
M 9 
A l 

M 8 
L 3 
A 2 
M 8 
L ) 

• 

z 
p 
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.. tCORD OF ON-THE-JOB TRAINING 

SECTION: Roving Frame 

Date Techni~al Guidance On The Spot Trai \ees 
Glass Nber 

28.5 Ali11nment of bottom cone drum s~aft M 3 
Adjustment of bu1ldin~ motion M 3 
Arliustment of draft l!earin11 M 2 

29.5 Necessary adjustment for trial running and A 1 
sninninP. M 2 

J0.5 Necessary adjustment for trial running and A 1 
sninnine M ? 

Jl.5 Can.-...r 11auee settin11/Build un of anrons M 3 
1.6 Ali11nment and correction of eccentricitv of B. roJ 1 M 3 
2.6 Insnection and renair of llear end nart M 2 
7.6 Installation of roller weil!ht snrinl! M '3 
8.6 

12.6 Build up of gearing part A 1 
M 2 

Trial running and necessary adjustment A 1 
M 3 

13.6 

14.6 Cleaning and setting adjustment of top and bottom A 2 
clearer M 10 

15.6 Overhaul of gear end part M 3 

~u.t> Caution to take at fitting bottom apron roller A 2 
cover M 10 

22.6 Checking method of cone drum shaft and bearing M 4 
and drivin11 nart/Mendina of roller cover 

25.6 Correction of alignment of bobbin shaft and spind e M 3 

29.6 Ali11nment of bobbin rail M 3 
Balancine ad ustment of flver M 1 

J.7 Correction of eccentric roller and shaft M 3 
(Practice at eccentric check stand) 

5.7 Adjustment of building motion M 4 
. -·. - ···----------.. -·-····--------. ··- ~-·-· ---- .... -···-

A ••• Advanced class trainee 
M ••• Hiddle class tralnoo 

Explanation in Group Meeting Trainoo11 
'naao Nhor 

Importance and cycle for replac~ment A 2 
and maintenance of boarin1rs M 8 

Purpose of each spring of FF A 2 
M 8 

Procedure tor setting and adjustment A 1 
of draft 11earin11 M 9 

How to detect deficient bearings/ A 2 
RenlAcement cvcle of bearinus M 10 
Alignment or bottom rollertntting A ~ 

and alignment of roller stand/Correcj M 10 
ion of deflection of roller neck 

Explanation about spindle alignment A 2 
M C) 

Explanation about bobbin raH and A 2 
lifter slide M C) 

-- ... ____ 
.. -· .. -

• 
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SECTION: Drawfra•e/Roving/Roller Shop 
Trainees u Date Technical Guidance on the Spot Nb Explanation in Group Meeting 

~ c ass er. 
Trainees 

clasd Nbe 
w J0.8 Guidance of dafi-y-ch.eck--· ·----· ··--·--···-·-·----·-~-· ...... !. .... r· ···- -----------·--·---··----·--·------------
~ 1 .9 ·-----··· ····· ·---· ·- ---- EXP!anatfon about procedure o 

I ----..-----· -· -······ .... ·-·-· Qbe~k ·- ·-····· .... -· ······ ·········-· 8 l 
:; /.,9 Guidance of mainten!.11£!L~.{fA!U. _____ ··------· ... M ..... 6 ..... -. ···-·········-··-··-····-········· ·----·-······· . --·-:----::-~---1--~+ ....... -

5,9 Guidance of maintenance B (FAS) L 3 Explanation about function of roller A ;; .. 
" .. 
~ 

Operation, adjustment and maintenance A 1 treatment equipment M 8 
_ of roller tr~~~!l!~'!~-~~J.P.'!l!'l!lt (R.sh~ .M_ 8 

6.9 Guidance of maintenance B (FAS) M b" 
I --···----·-·---- L _ _J__ 

8. Maintenance A (FAB) -------- J-1 __ _ ]····-- ___ f 

8.10 Instruction of ordinary maintenance A and gauge A 1 Matters to be attended to practice of A 2 
setting of capper and b2ttom rolle.r...J.~F) M 1 reventive maint~nance so....f!!: M 6 

9.10 Re-instruction of daily maintenance M 1 roce ure ortr&Iiy maintenance 
1 • ns rue on of orOlnar,f-aialnienance X tFFr-· - -'I-- -···-----.. -"'--------------+--
15. 10 lauidance of gri~ding of--t;;-p roller of RF, FF- -·~ ·-}--- ----· --·-

and DF (ft.shop) M 3 
1 I ~ I ~ I 
19.10 IGrindfog treatment-or tciprC1ller-and procedure--1-A I 1 11!;Xplanat.1on aDout. t.tJ p roller maintenance 
_____ of replacement by grind~!!...!~!!_ted roller M 3 M 5 
20.10 xp anation a out preven ve man enance 

I - ·---· -- -·~-- !~t...DY.2 ------·-----~~1--1-11-~ 
22.10 Maintenance A and replacement work of top roller A 1 Explanation about procedure of A 2 

treated by ultraviolet (FF) M 8 deterioration check of machinery function M 1 
1 24~U -- ~tana&ra-ororainary malntenance A'\D 

t- -----------·-····---· ·-- -·-- ·- M/l 12 I 25.10 Maintenance A of DY-2 and cleaning of gatherer A 1 
coiler tube and tapper cle!!:.!!:,_ M 5 l -----·-------------

26. 10 IMaintenance 8 of DY-2 A 1 f Calculation of deterioration of function A I 1 

" I 2 I M/l 12 
I 27. iohnstruction of practical skill of daily che-~T·H--~--l Standard of ordinary maintenance B (OF) I · I 2 I 

<9. 1010rdiniry m&intenan-ceA-TFFT&na- gauge-siltt:fng 
of top & bottom roller 

A J 1 
M/ 12 

~ I 
31.101Deteriorat1on check-TlfF~&-FF,--------- ---··1·----1·--... -,Itanaaraof orarii&ry maTiil.enance ~,B .... 

. . F.Fl ------·--··--·---............ 1.11 ditto-
5.111 I I u I AIIgnment and fixlng or-ifr-fving shaft 
"b.Ti -------- -- ---·-··1'AIIinmeiit'ana&aJuitriienCc>reccen£Ficrty 

~-

Uj. wup llX "'"Ulla w.a ""' 

• 
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RECORD OF ON.-THE-JOB TRAINING 

SECTION: Ring Frame 

Date Technical Guidance On The Spot Trainees 
Class Nber 

28.5 Check and correction of eccentric bottom roll. 
/Inspection of gear part A 1 

29.5 Check and correction of eccentric bottom roll. A 1 
/Inspection of parallel or interference of 
too roller/Check of trumn<>t nnsition A 1 

30.5 Insnection of gearing nsirt M 1 
Inspection and replacement of tin roller M 2 

31.5 Procedure for alienment of soindle tane M 1 
Method of check and correction of eccentric 
bott0m roller A 1 

1.6 Method of tin roller setting in the event of 
tin roller arbour being stiff/Check and mending A 1 
of eccentric bottom roller M 1 

I 2.6 Hooking of spindle tape M 1 

! 
I 7.6 

I 

I 

8.6 Inspection of bottom roller and correction of 
defect!ve narts A 1 

9.6 Inspection of bottom roller and correction of 
defective parts (How to detect accident and 
use of nackings) A 1 

12.6 Checking of spilaclean in the event of not 
rotating (tambler switch/filter choking/cord 
or outlet) M 2 

A ••• Advbnced class trainee 
M ••• Middle class trainee 

Explanation In Group Meeting Trainees 
~lasa Nber 

Function and purpose of Ring frame II 
1. Twist 

1) T/inch 2) Twisting direction A 3 
1) Twist coefficient l·I I. 

1. Cause of troubles at reconditioned 
frames (Change of contact of rotating 
objects/fly clogging in poker pillar/ 
yarn friction with spindle) 

2. Shooting of varn friction trouble A 2 
Function and purpose of Ring frame III 
1. Theory 
2, Countermeasure against soft cop · A 2 

(Shootin~ of varn friction trouble) M 6 

Review of inspection and correction of 
eccentric bottom rollers on reconditioned 
frames A 1 
Explanation about checking places pr:lor to 
overhaul of running frame (Eccentricity 
of bottom roller and tin roller/Abnormal 
sound and vibration of gear cart) A 3 
About error often committed on correctlne 
defective bottom rollers A 1 

• 

" 
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l - SECTION: Ring Frame 

Date Technical Guidance On The S?ot Trainees Explanation In Group Meeting Trainee a 
~lass Nber r:1ase Nber 

13.6 Fitting and in~pection of gear part Summary of maintenance procedure I A 3 
1, Alignment of bottom roller M ? 

1) Preoaratorv work 2) Alignment work 
14,6 Summary of maintenance procedure II A 4 

1, Continuance of Alignment of bottom M ? 
roller 

2, Alignment of tin roller 
1) Pre-check 2) Matters to be attended to 
3) AliErnment work 

15.6 Re-alignment of trum""'t and 2au2e settin2 M 1 Summary of maintenance procedure III A 4 
Re-setting of traverse motion M 1 1. Technical question and answer M ? 

1) Roller gauge 2) Welghing method 
(magnet type/arm type) 3) Draft 

I.) Other items 
111.b 1 :neck and rect. i fication badlv aliened stav BKT M 1 
22.6 Check and mending of latch hook and bottom A 1 

flanae of soindle 
23.6 Practical way of spindle gauge setting A 1 

(makine use of rectifier and naoer nackine) M 2 
27.6 Check of main driving part (Alignment of motor A 1 

& drive oullev and necessarv rectification) 
3.7 Snindle eauge settine M 1 After care maintenance to reconditioned A 2 
6.7 Practice of tidiness of reconditioned frames M 3 frames 

(Rearranae of scatterd rui~ts under frame) 
9.7 Correction of roller shake M 2 

14.7 Countermeasure to rise of roller after fixing A 1 
of front roller bracket M 1 

25.7 Correction procedure for bottom roller shake A 1 
and eccentricitv M 1 

31.7 Correction of deflection and eccentricity of A 2 
front roller eear end shaft 

2.8 Question and answer (Cause for outbreak A 1 
of raw varn. effect of antinoderin2 etc ) M 1 

3.8 Notice to take for using local made GE shaft A 1 
,.8 Guidance of ad.1us.tm~nLor G~_roc!!nL!h!ft arm M 2 
7.8 Techn!=~!_d~~~~E~ ~~?~_!!!?~-~?-~:3~-st~!?~~i:'~-~P~-- A 1 
9.8 '"IfiouCa-cfJustment of""he:ight or al!: rocking 

shaft arm 
10.H -· About handling of taci"iioiiieter (EE-1, 'l.)f . A 1 

stroboscope M 10 
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SECTION: Ring Frame 
Trainees Trainees Date 

11.8 

17.8 

Technical Guidance on the Spot Explanation in Group Meeting 
~lasslNber 

l~~l:;~~:,:~-~;::~:~ .-1~~r;_~::~~h.r.~~!::.-= etr1~':==-··-----_.--··-----·-----~=~:-.. ------·'l'---+-----t 
Explanation about preventive maint.,.nance A 2 

!Guidance of investigation of HP~16f mofor 
pulley and twist change wheel 

A 
(Ma1n~enance A,B, lubricat1on1 dail check M 11 

~8 

25.8 
'27:'8' 

28:8 !Guidance of maintenance A I A , ___,,. 
M 5 

-ditto- -----~=~~----_-_-_-:.__---~---_-_-j--A-_-1J.-._-_""'!_-.. 1.,.~·r=-=T==c 
"uou1. .1.mp.1.emen1.at1on programme ror rMi::I A I ;z 

29.8 l°uTdance-ofdaTly mainten~.!!£e A 
1 

About implementation detail of preventive ~ ~ 
J0.8 maintenance 
8.9 About notes on ongoing preventive I A I 2 

I 8. 10' --·--··-··-·-· .. ··•• ·····--···-··--·--··-·-· • -··-· 
maintenance and its record 

--·-···· 'Matte'ra-·ta-oe ·e:uenaea··to-prevennve -------,-x--n 

10. 10 
maintena~c_!__practiced so far 

··-····Procedure--aria-C'Orif.'entsOr-aaITymarnt'enance m -----1-1?.10 setting of vertical position of ririg .. ra"iT----,--T-1 .. -;·-... ·----·-
1 20. 10 Check of mai~t~;-A·-----· ····-· --·--·--·---·--· -t- -}-.. j·About con-tents of maintenance-·5-·- A 

M !:! 1 
22.10 --
29. 10 

Guidance of recoralng-s-ydtemof preventive m A 
-··xdClitional explanation of bottom roiler 

, 
1 .,. 
T 

problem and frame installation erocedure M 
Jl. 10 !Guidance of fun. ction deterioration CheCk A 2 ··1 Addi tiona1 explanatTOnofframe 'fnsiartarron ... --x--'I.__, 

s indle auge, traveller clearei:...s.auge) M~ 1 an~neral seinning theory M 
2.11 uidance of function deterioration check ~ -·r -1- AdditionaTexp anat'Ion of yarn count and 

1 . (Bottom rolle!. !C:~_«:.'!.~r!~.~-~y, -~~i~ dev!~-~~~-..£.. . f~ut .1-·-··· .~P.~!:1-~ing __ cal:,~1:..~~n me tho~---- __.!! 
J.11 uidance of function deterioration check A 1 

11 
~ 

11 
)' 
11 -

llel of toLJollet1 _~a~-t~nsion) ·•--•·--···-i--s-· .-.... ---~------~- ------Adoi tional explanation of sp!nnlng calculal~n A 
t---+----------------------i----1---t.~mg__g11neral !.~P!£~Lm!.!!l~~!1~'!£..~ A M 

Collection and calculation of deterioration A 
check data M 

5.11 

9. 11 

-i--
14 
J 
2 

I 

• 

.. 

z p 
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SECTION: RT-Winder 

u Date Guidance On The Spot Trainees 
'> ulass Nber. 
w 18.6 Rectifying eccentric drum shaft (on eccentric A 2 
u check stand) M 2 
rr 

20.6 Reconstruction of DKT for tension device A 2 I 
.; 21.6 Instruction of weldini? lii? for reconstruct-on A 2 0 

... 22.6 How to handle files A 1 
~ M 2 " ... 25.6 How to handle disk cutter A 1 ~ 

M 2 
26.6 Guidance for electric welding for tension BKT A 2 

M 1 
2?.6 jReconstruction of cradle/Manufacture of gauge A 1 

M 2 
28.6 

2.? jPost treatment of welded tension BKT (fitting of A 2 
defective ones and finishing bv disu sander} M 2 

? • ? I General caution at fixin1• n11.,.ts M 2 
9.? lHandlinl? of files/DevicinP.' of small chisel A 1 

10.? Attention to be taken for drum shaft align111ent A 2 
M 2 

14.? Correction of horizontal alignment of tension A 1 
brackets (ty use of olumbinl? bomb) M 1 

1?.7 Instruction of reconstruction of BRG housing cover A 1 
23.? RenRir and adiustment of reduction P.ear A 1 
24.? Care to cradle part (Cleaning & grease up of BRC • M 1 

rust removal and oil.Ln~)-
26. 7 Ad iustment of ston motion M 2 
30.? Adjustment of stop motion A 2 

M 2 
31.? !Alignment of cradle A 2 

M 2 
h )( r.ui~n-~A nf' f'it.t.inn nf' ""'" A 1 
?.8 
8.8 Guidance of measuring by stroboscope A 2 

M 2 
13.8 Guidance of manufacturing of veil A , 
16.8 Guidance of winding and cutting of piano wire A ~ 

21.8 Guidance of correction of eccentric drum shaft A 1 
4.9 Guidance of using /Adjusting of stop motj on M 1 
'i. q Guidance of manu~·acturinl? of tension BKT 
7.9 

+ 

Explan~tion In The Me~ting 

Not.ice to take for lots of welding 

Caution to take using disc cutter 

Exelanation about stroboscope 

. 
Det11 of preventive maintenance 

·1 rn l nuoo 
r.lasa Nhcr. 

A 2 

A 1 
M 2 

A , 

A 2 
M 6 

• 

z 
!> 

• 
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RECORD OF ON-THE-JOB TRAINING 

SECTION: Sizing Machine & \Jarper 

Date Technical Guidance On The Spot 

28.5 Build in of creel and beam brake CSZl 
Trial runnin2 and adjustment of sheet tension(SZ 
Insnection and adiustment of brake & clutch (WP) 

29.5 Inspection and adjustment of cylinder and 
creel (SZ) 

30.5 Trial running and each performance check and 
&diustment (SZ) 

31.5 Ditto 

1.6 InsLection and correction of droo wire CWPl 
Overhaulin2 of clutch nart (WP) 

11.7 Periodical mair.tenance for B.c.warper ~WY) 
(Check, adjustment and replacement of brake shoe 
/Overhaul of front comb and clutch) 

16.7 Dismantling of size box and repair of rollers/ 
Dismantlin2 and renair of PIV (SZ) 

17.7 Care of drying cylinder/Teflon sheet apply/ 
Overhaul of P!V (SZ) 

18 to Ditto 21.7 
'3 to Assembling of PIV/Cleaning and coating of 
27.7 fra111es (SZ) 
30.7 Assembling of size box/Adjustment of beaming 

head and PIV {SZ) 

Trainees 
"lass Nber, 

M J. 
A 1 
M 1 
A 1 
M 3 
A 2 
M 3 
A 1 
M 3 
M 2 
M I. 
I\ , 
M 5 

A 2 
M 4 
A 2 
M 6 
A 2 
M 6 
A 2 
M 6 
A 1 
M 6 

A ••• Advanced class trainee 
M,,,Middle class trainee 

Explanation in Group Meeting Trainees 
Class Nber 

Take up mechanism of B.C.warper M 4 

t'eriodical maintenance xor warper I\ 1 
M 5 

Procedure for applying teflon sheet A 1 
M 6 

-·- .. --- ··- ·-·-

.. 
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nECORD OF ON-THE-JOB TRAINING 

SECTION: SCHARER Pirn Winder 

Date Technical Guidance On The Spot 

1.6 Overhauling of carriage and bobbin hopper 
2.6 Adjustment around bobbin honner 
4.6 Overhauling of unit/Replacement and adjustment 

of driving shaft and threader head 
5.6 Overhauling of unit 

6.6 Overhauling of unit 

7.6 Overhauljn~ of unit 
8.6 Overhauling of unit/Adjustment of carriage 

9.6 Overhauling and adiustment of unit 
11.6 Overhauling of unit 
12.6 Assembling and built in of unit and its 

15.6 adjustment 

16.6 Ad.iustment of unit 
Re""ir and adiustment of honner 

18 to Overhaul of unit/Replacement and ad·ustment of 
21.6 honner chain 
22.6 -ditto-

23 to -ditto-10. 7 

Trainees 
"lass Nber. 

M 6 
M 2 
A 1 
M 8 
A 1 
M 8 
A 1 
M 8 
M 8 
A 1 
M 8 
M 8 
M 8 
M 6 
M 2 

M 6 
M 2 
A 1 
M 8 
A 1 
M ? 
A 1 
M ? 

A ••• Advanced class trainee 
M ••• Middle class trainee 

Explanation In Group Meeting Trainees 
Class Nber 

Mechanism of bobbin honner M 6 

Mechanism of bobbin feeder M 6 

14.6 Purpose and procedure of main A 2 
tenance/Importance of preven M 8 
tive maintenance 

Maintenance, lubrication and cleaning A 2 
of oirn winder M 5 

.. 
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SECTION: Automatic Spooler 

Trainees Technical Guidance On The Spot Date Class Nber. Explanation ln Qrouj) Meeti.ng Trainees 
Clasal Nber 

12.? Overhaul of spooler drum M 5 
13.? Overhaul of cheese core M 5 
14.? Overhaul of cheese core M Ii 
28.? Repair of thread clarnp and cheese core A 1 Procedure for repair of throad clamp 

and cheese core 
M Io 

M 6 
1.8 Dismantli of defective drum M 6 
2.8 Dismantling and renlacemont of defective drum M. 6 
3.8 I -ditto- I M ~ 
4.aDismantling of conveyor/Check, adjustment and A 2 

replacement of detector M 8 
6.8 

?.8 

8.8 

9.8 

Overhaul of booOin pocket and snick-plate~· ·--r-A--2 
M 8 

Check and overhaul or'-de.fecHve -bobbin poc1<et7 --r-----i 
Overhaul and replacement of defective traveller M 8 
Check and adjustment . of conveyor -be it./"Repl.;:;.a=-c _=-e;:;.;..-+-.=.:A:....--~2-+--=E.-x-p~l-a-na....,...ti.,..o-n-a.....-0-u..,.t....,...kn-o-t""'t,...e-r-m-e-c ... a-n-a-m---r""'R 
ment of trolley truck M 8 

8 

Check and cleaning of collector pirilAdjustment oj A 2 
pull wire chacklOverhaul of knot ter __ M _B 1 
Fitting of collector fan motor/Check and adjustment A 2 Explanat.ion about trave 10.8 
of traveller Manufacturin of starter M 8 

11.8 ~djustment of traveller and cheese core -·----tt---:-A---,2....--+------------------------'-----''----I 
M 8 

13.8 Check and adjustment of traveller A 2 
- 15 M 8 
16.8 Fitting of throw out hook drive shaft Check of A -2--

17.8 I Che~~~~~~tor and bobbi~ pocket/Adjusti~-g---{--··}-r Explanatio0 ab0ut pe;iOdiCi.I-maintOn&iico A 
points with Priority of spooler M 8 an'!_P.oints to be given ~~.ten ti on M 

Overall explanation about preventive A 20.8 
- 25 
28.8 I Guidance of maintenance A of warper I -,;r--2 

1 Guidance of maintenance A of sizing machine M 2 
Reoair ofhopper or_oirn wifiaer I M 3 

29.8 I Adjustment and repair of hopper of pirn winaer--r-~ · - 3 
JO. a us~orunit of er M -7+ 

31.8 
1. 9 
n 
5.9 

adjustment of warper's 2 
Maintenance A of pirn winder I M J 
Check and adjustnient )f unit of pirn winder M 6 

I Guidance of malntt=nan:~e _!·corr: rn w n er 
Guidance of n:aintenan1)e B,C of pirn winder M 3 

maintenance es per each machine M 

Standard of preventive- maTnte-narice -Spooler -A 
I M 

.. ··-···----...: 
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RECORD OF ON-THE··JOB TRAINING 

SECTION: Loom 

Date Technical Guidance On The Spot Trainees 
"lass Nber 

J0.5 Adjustment of crank shaft brass step A 1 
J, 3 

31.5 Fixing procedure of surface roller and 
intermediate wheel L 2 

1.6 Fittin~ of lettino-off motion/cloth roller bracket L 2 
2.6 Alignment of bracket for pinion stud M 2 

L 2 
Fitting of letting-off motion M 1 

L 2 
4.6 Ali2nment of swin2 rail shaft M 3 

Fitting of letting-off motion M 1 
L 2 

Fit tin2 of st on rort bracket L 2 
5.6 Alignment of surface roller and winding of strop A 1 

I, 3 
Mending of cloth roller lever A 1 

L 1 
6.6 Ad iustment of tal:ino un motion A 2 

Ali11nment of swiu2 rail shaft L 2 
How tc. measure ni.ckin2 time M 2 

7.6 Ali11nment of swing rail shaft A M.L ea.1 
Ad iustment of stem motion A 1 

8.6 About nickin11 stroke A 1 
Fitting of lathe sword M 1 

L 3 
Ali11nment of tann<>t sh&ft stav M 2 

9.6 Ali2nment of let off ninion shaft M.L ea.1 
Exnlanation about heieht of front tonoue f.I 2 

11.6 Adiustment of bracket for tension brake lever M 2 
Adiustment of lettino off motion L 2 

12.6 Ali1!nment of lathe sword M 2 
Adiustment of takino un motion L 2 

A,,,Advanced class trainee 
M ••• Middle class trainee 
L ••• Lower class trai . . --

Explanation Ira Group Meeting Trainees 
~lass Nber 

Explanation about shedding motion A 1 
mechanism and warn tension L I.. 
Shuttle <llhange and bobbin change M 2 

L 2 

• 



.. + • 
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Date Technical Guidance On The Spot Trainees 
Explanat.ion In Group lfeeting Trainees 

~lass Nber Glass Nber 
lJ.6 Fittin2 of bracket for tension brake lever L 2 About size for catch for let off 

Ali2nment of tannet shaft stav L 2 ratchet A 3 
14.6 EnPaeine <'f taonet crank wheel A 2 

Adiustment of dobbv arnu•~atus L 3 
15.6 Alignment of swin~ rail shaft L 1 

Adi'ustment of lettin2 off motion M 2 
Exnlanation about heieht of front toneue A 1 

1b.b Alignment of crank shaft A 1 Handling of reamer A 2 
L 2 M 5 

18.6 Adjustment of taking up motion A 1 
M 1 

Ad\ustment of bend slider M 2 
19.6 Ad1ustment of shuttle box A 2 

Alignment of lather sword M 1 
L 1 

20 0 Fittin2 of wheel box of lettine off motion L J 
21.6 Explanation by illustration of A 6 

Taking up motion mechanism/?itting M 12 
of lathe sword/Fitting of lotting 
off motion/Motion of crank cotter 

L 6 

22.6 Motion of takine un motion slio catch I A 2 
Fittina of lettine off motion wheel box I L 2 

2J.6 Alignment of letting off motion pinion shaft M 1 
L 2 

25.6 Ad;ustment of letting off motion M 1 
Adiustment of cone clatch A 2 

26.6 ~stment of ston motion A 1 
UStment Of takimz UD lolOtion L 1 

Assemblv of shuttle box L 1 
Adjustment of letting off motion M 2 

L 1 
27.b Re2ulation of dobbv sheddine A 1 Explanation about assembly of A 2 

Reeulation of lettine off motion M 1 shuttle chanee motion M 2 
28.6 Re2ulation of shuttle box A 1 Adjustment of duck bill and stop A 6 

Reaulation of hei~ht of temole slide M 2 finger 
Fitting of checking ~uide L 1 

29.6 How to reclace boy front M 6 
J0.6 Adiustment of tension A 1 

Oiline and oil short of crank 
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SECTION: Loom 

Date Technical guidance On The 6pot 

2.7 Reeulation of cone clutch 
Re2ulation of slio catch motion 

3.7 ReA?ulation of lettinP. off motion 
Reeulation of taking uo motion 

4.7 Assembly of machine side snuttle box/Dismantling 
and reassembly of letting off motion 

S.7 Reolacement wo~k of reed cao 
6.7 Re~ulation of takinP. uo motion 

Fitting of check guide 

7.7 ~egulation of duck bill and stop finger 

9.7 Regulation of fitting nosition of wood fly back I 

Regulation of slip catch motion of taking up 
motion 

10.7 Check and regulation of warp protecting apparatus 

11.7 Regulation of lettin11 off motion 
12. 7 Guidance on order of ad ustment of taking up 

motion 
13.7 Replacement of stop rod 

Adjustment of weft hammer position 

14.7 Regulation of stop motion 

16.7 Reeulation of takinP un motion 
: Re11ulation of duck bill and stoo fine:er 

17. 7 I Regulation of taking up motion 

18. 7 I Regulation of duck bill and stop finger 

Reeulation of weft fork and weft hammer 
19.7 Reeulation of lettine: off motion 
20.7 Ree:ulation of duck bill and stop fine:er 
23.7 Regulation of taking up motion 

24.7 Regulation of position of reed 

A 

·rra1nees 
t;.laSS Noer. 

A 3 
M 2 
M 3 
M 1 
A 2 
M 3 
L 3 
A 1 
A 1 
M 1 
L 3 
A 1 
M 2 
M 2 
A 1 
M 1 
A 1 
L 1 
M 3 
A 2 
M 1 
A 1 
M 1 
A 1 
M 2 
A 2 
M 2 
A 2 
A 1 
A 1 
M 2 
A 3 
M 2 
M 1 
M 2 
M 2 
M 1 
L 1 
M 1 
L 1 

+ 

Explanation In Group Meeting 

About taking up motion 

.. 

.. 

. 

'!"rs1nees 
Clc::s Nber. 

A 1 

• 
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SECTION: Loom 

Date Technical Guidance On The Spot 

24.? Regulation of duck bill and stop finger 

25.? Regulation or duck bill and stop nnger 

26.? 

28.? Regulation of reed and box back angle 

JO.? Regulation of reed und box back angle 

31.? Regulation of letting off motion 

1.8 Replacement of wood lathe plate 

2.8 Relation between reed and box back angle and 
flving out of shuttle 

J.8 Correction of wing for stop rod reed fly back 
rusted 

4.8 Adjust•ent or duck bill and stop finter 

6.8 Adjust•ent of angle of reed and fly back 

7.8 Replace•ent of surface roller strip metre at 
loo• downtime 

8.8 Correction of rusted wing for stop rod reed fly 
}\a,..lr 

9.8 Adiustment of duck bill and ston fin~er 
Mending of rusted wing for stop rod reed fly bac~ 

10.8 Correction of angle of reed and box oack 
- 14 and insnection of shuttles 
15.8 Replacement of worn out let off pinion 
16.8 Guidance or maintenance at loom downt.ime 
- 21 
22.8 

23.8 Guidance or maintenance at loom downtime 
- 2'i 
29.8 

' 

Trainees 
"lass Nber. 

A 1 
M 2 
A 1 
M 2 

A 2 
M 1 
A 1 
M 2 
A , 
L 1 
M , 
L 1 
A J 
M 1 
A 1 
M 2 
A T 
M 2 
A .1 
M 2 
A , 
M , 
A 1 
M 1 
M 2 
A 1 
M , 
1'J 0 

M b 

:IT. ,'o 

A b 
U,/T 1/ 

+ 

Explanation In Group Meeting 

About l~tting off motion and setting of 
warn tension 

About relation of shuttle accommodation 
with check strap -
Explanation about maintenance plan , 

Trainees 
rt~ass Nber. 

A 2 

. 

A 2 

A J 
M/L 12 

• 

z 
p 

.. 
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SECTION: Loom 

Date Technical Guidance on the Spot 

31.8 Reolacement of broken weft fork of 50 looms 
1.9 Check of RPM of reconditioned looms 
J. Q 

5,9 Guidance of maintenance at loom downtime 
Correction of shaky crank cap/Grease up of 
letting off worm gear box/Replacement of 
worn out le•, off pinion gear/Mending of rusteo 
wing for stop rod/Adjustment of warp stop 
•nt.innlr.h .. t>lr nr ...... ti aru!'le. ate. 

6.9 Guidance of maintenance at loom downtime 
Adjustment of warp stop motion/mending of 
defeotive crank cap 

7.9 Guidance of maintenance at loom downtime/ 

8.9 
Guidance of maintenance a~ loom running 
Guidance of 11&intenance at loom aowntime 
Replacement of driving pulley worn out 

12.9 Replacement of crank metal worn out-··---· 
13,9 ditto and guidanceo£ maintenance at-loom 

downtiae 
14.9 Guidance of .iafnteriance··af-f0om-·downtime·- ....... 
15.9 Gura&ilcaor·ma.irlienarice·-e.i Tooiii' ·Ciowntiiile ·- .... ·- · 

~ •• f ,...a_,. .. or .... .1D~IDAD.£St..A.k.l.22m..l".Ynn1ng__ __ 
17.9 Guidance o} preventive maintenance 
18.9 Guidance o maintenaiice --a·t ·-100iii""iiowntinie 

Guidance of maintenance at loom running 
Deterioration chec!t,2f.J!!!£h!U!!ILJ!:!!)2~!2JL ___ 

19.9 Guidance of maintenance at loom downtime 
Guidance of mainte~! . .!l.1.22!_.!'!t~n.~ng ___ .. _ ... 

20.9 Guidance of maintenance at loom downtime 

21.9 
Guidance of maintenance at loom running ditto ---·- ..... ~ .• 

22.9 Guidance and check of maintenance at 
-28.2 loo• downt!!l.!..!..J!!Lr.Y..rm.!1!8. -·-29.9 -ditto-

1.10 -ditto-
-9.10 

• 

·rra1nees 
~J.aas NDer. 

A 
-3 .... 

M 2 
L 4 

A , 
M 2 
l,, 4 
A l 

M/L 4 --A.··- -;··-· 
M/L 8 

A , 
M/L 3 
'M/L- ""·l>-· 
·we .. - ... ~r-· 
i-M-.. _J_. 
M/L 3 

-M/L 3 
.M 3 
-~·-~~· ... ,J. __ 
M/L 6 

M -.1-... "M7i:-· 3 
M 3 
A 1 
M 2 
L 3 

--·-

• 

Explanation in Group Meeting 
-- -
_,,A.2..qY.l..!ll'ID2f!An~...!.liH .... QL.P.t.~Yenti ve M. 

About procedure of maintenance at loom 
running time 

-EX laniit!On··a·bout -imii.rr-ae·tecY ·cfle-ck .... -.P.. _ ........... ·-· " .............. _ .............. _ 

-------·--········ ........ _____ 
F.~l?f~~.a t~~~ut machi~l.!~~~.!:~~ 

-Explanatio;-;bc"U't1U'b";l'Oat·i;;n-;nd cleanir 

-2!lJ'.~L-·--·-·---·- ·--"·1·-·"• ---

Explanation aboiltistlck afac1C1-ng 

---· 
Explanation about correction of temple 
position . 

··--........:.... 

Trainees 
Cla88 ,Neer. 

A 2 
A 2 

• • 

A , 
k A 1 

g A , 

M i 

M ) 

• 

z 
f) 

.. 



... 
' 'l 

.. 

ISec-
ti on 

BL 

CE 

DF 

FF 

RF 

\:IP 

sz 

UI 

TO-
TH 

' 
Factory 

Viet Tharu? 
Viet Tharur 
Tha•u• Loi 
Khanh Hoi 
Pho•"' Phu 
Viet Thana 
Viet Than11 
Than11 Loi 
Don11 Nam 
Khanh Hoi 
Phon11 Phu 
Viet Thana 
Tharur Loi 
Khanh Hoi 
Phono Phu 
Viet Thana 
Tharur Loi 
Phnna Phu 
Viet Thanll 
Than11 Loi 
Phona Phu 
Viet Than" 
Thano Loi 
Dono Nam 
Phono Phu 
Viet Thane 
Thano Loi 
Dorur Nam 
Khanh lloi 
Phono Phu 

GRAND TOTAL 

• • 

N U M B E R 0 F TRAINEES 

-- ----M A R C II A P R I L M A Y 
Nber. Man-dav ~bar. Man-dav Nber. Man-dav 

of By of By of By Total Total 'l·otal Trainee Factor) Trainee Factor~ rrrainee Factor~ 
Ii 1.8 1.8 

7 11 13 ~00 ~- '311 
1 J. 1 21. 1 21. 
1 I. 1 2'3 1 21. 

J. 1 ·v.? 1 15 l? I. 
? 126 126 

0 27 Q 211 Q 
·- 216 ·-

1 21. 1 ~., 

1 21. 1 2'i 
1 21. 1 21 

2? 1 2'3 '308 1 21. 311 
2 12 10 2fQ 10 2/.7 

1 22 1 18 
1 16 1 . 18 

12 2'i7 1 16 2QQ 
Cs ~o 11 68 

1 5 
1Q ., 

I. ?? 
( 8) 7 <11 160 

( 1 12 
7 11 8 180 

12 6-2 2'f 512 
1 I. CJ 
'] 51. 

62 2 22 637 
15 72 '52 808 "" 1.688 , t. 3 102 ? 11 

1 27: -1. 71 

1 J. '] 61 1 0 
AO 1 21 1 -020 " 8' 2.052 

17 80 60 1,020 106 2,052 

-·· ·- "-~ 

Accumu~f t1ve 
1'nt.n 

Man-dav 
p,. 

J Total 
}<'actor~ 

~8 1.8 
61..1. 

'52 
51 
1' 762 

121 126 
l.'51 

J.1 
J.1 
t. 5 
/.7 61.6 

J.78 
1.0 
31. 
16 'i68 
75 
37 

I. 116 
167 

12 
8 187 

'i7 I. 
1. Cl 
lj/, 
22 6CJCJ 

2.'i68 
239 
103 
130 
112 3. 1 'i2 

), 152 

.. 

Note,-

Working dava 

.... 
I 

""'' 
~ 

March 6 duya ~ 
5 weekdays trJ 

1 Saturday " 
April 24 dnya ~ 

20 weekdays ~~ 
4 Sa~urdays ~ 

Hay 26 days ~ 
22 weokdays ~ 

~ 4 Saturdays 



.... 
' I.)-. 

u 
~ 
w 

u 
IT 
I .. 

0 

;;; .. 
" .. 
~ 

ISec-
ti on 

BL 

CE 

OF 

FF 

RF 

WD 

WP 

sz 

P\'1-D 

SP 

LM 

Factol'y 

Viet Thanl!' 
nnno Nam 
Viet Than"' 
Than" Loi 
Khanh Hoi 
Phone Phu 
Viet Tnan~ 
Thang Loi 
Khanh Hoi 
t'hOnll t'hU 
Dong Nam 
Viet Tnang 

I Thang Loi 
11.nanh Hoi 
t'nong t'nu 
Uong Nam 
Viet Tnane 
Tnang Loi 

· 11.nanh Hoi 
Phone Phu 
Viet Thang 
Viet Thane: 
Thane: Loi 
Phone: Phu 
Viet Thang 
Thane: Loi 
t'nong t'nu 
Viet Than~ 
Thanll Loi 

I Phong Phu 
! Viet Thane 
i Th&!!§ Loi 
! PFiong Phu 

Viet '!'hang 
Thang Loi 
rnon~ t'nu 
Dong Nam 

Accumulative 
Total March-May 

Man- oav 
By 

Factor'll ·Total 

1.8 
48 

644 
52 
51 
15 ?62 

126 

126 
45b 

49 
45 
47 
49 646 

4?8 
40 
34 
16 568 

1u·1 I I 
5 I 

4 116 
' 1b7 

12 
i 8 18? I 

I 

574 
49 
:c?:c? 

54 699 

... • 
" 

N U M B E R 0 F T R A I N E E ~ 

J U N E J, U L Y 
Nber. Man-dav Nber, Man-rlav 

of By of By 
Trainee Factor\ Total 

rJ'Aj nAA Fa~tol'v 
ll'otal 

? 1?6 ? 1 A? 

1 6 182 1 26 - 208 
11 279 11 2?1 
1 15 1 25 
1 26 1 25 
1 21 341 1 24 ·u5 

10 210 
1 18 
1 20 
1 18 -

1 21 28? 
10 253 10 40 

1 20 1 4 
1 25 1 4 
1 19 1 4 -
l ..::' 342 1 4 56 

10 24? 18 4J.:: 
l 18 1 2b 
1 24 1 25 
1 20 309 1 ii 505 
4 'fU 70 7 177 1 n 
9 18 9 9 
1 2 1 1 
~ 4 24 2 2 12 
91 9 8 I Bb 
1 1 1 9 
21 2 12 2 ~u 115 
9 187 l 10 00 

1 22 1 7 
2 45 254 l2 15 88 

9 54 
1 b 
2 12 72 

22 521 20 462 
3 68 3 60 
2 38 2 41 
3 21 648 1 7 570 

Accumulative 
Total March-Jul" 

MA,.,-dav 
By 

Fan+,nt'v T.:>tal 
/JI/.. 

32 438 
1.194 

92 
102 
60 1,448 

33b 
18 
20 
18 
21 413 

749 
73 
74 
'(\J 

78 1,044 
1, 1'·1 

84 
83 
';8 1 • )P,.2 

i. :1 ';.4'/ 
1 14 

8 
10 152 

:c?b~ 

22 
JU 314 

253 
29 
bO 342 
54 

b 

12 72 
1.557 

17? 
101 
82 1,917 

Note, 
~or~ias; da;i:s 

June 26 days 
21 weekdays 

5 Saturdays 

July 26 days 
22 weekdays 
4 Saturdays 

. 

• 

z 
p 

• 
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" 
" 

u 

" w 

u 

"" ... 
0 

... 
~ .. ... 
<> 

Sec-
ti on 

TOTAL 

Factory 

Viet Than~ 
Tham• Loi 
Khanh Hai 
Phon~ Phu 
Dom• Nam 

aRAND 'fOTAL 

Accumulative 
Total March-Mav 

Man-day 
By 

Factor\ Total 

2.t>OO 
207 
130 
112 
103 3.152 

3,152 

.. 
A 

J U N E 

Nber. Man-day 
• of By 

Trainee Factor\ Total 

73 1.760 
? 1.l..6 
3 ?5 
7 149 
5 52 2, 182 

95 2, 182 

+ 

J.U LY 

Nber. Man-day 
of By 

Trainee 11'actor\ Total 

82 1 989 
? 156 
3 ? I. 
? 158 
3 58 2,1..'~5 

102 2,435 

Accumulative 
rotal March-Julv 

Man-dav 
By 

Factor11 Total 

6. 'H.9 
509 
2?Q 
1.19 
213 7.769 

7,769 

. 

• 

z 
p 

.. 



No. ____ _ 

NUMBER OF TRAINEF.S 

AccU111ulative ·Accumulative 
"'otal Harch-Jul'll AUGUST Total March-August _ 

Sec- -· . Man-ciav Nber. Man-dav :'!an-aav 
ti on Factory By of By 

otal ! By Total, Total F. _ ... ·-. h'rs5 n .... li'•.ctorv F11ctorv . 

Viet Th11no- lnl. 7 18Q I 5Q5 
... 

31 n,,. .. .,,. Ham 32 438 1 27 216 5Q 6'i.J. 
Viet Tharur 1.194 11 238 1 I. 1? 

Thamr Loi 92 1 12 101.. . 
CE 

Khanh Roi 102 1 15 117 
Phorur Phu 60 1.448 1 21.. 289 81.. 1. 737 
Viet Tllaru!' Jib 10 260 596 
Tharur Loi 18 1 ! 11 2Q 

E.F 1Ul8.Dn Hoi : 20 1 ' 11 11 
Pho~ Phu 18 1 I ?? Ln 
Do~ Hu 21 413 1 25 1?Q /.h 71.2 

' 
Viet Tnamr 749 71.Q 

i Tharur Loi I 73 ?l 

• FF Khanh Hoi 74 7l 
Pho!!& Phu ! 70 70 
Dorur Nam ;, 78 1.044 78 1 .QI.I. 

Viet Th!!!& I' 1.1~r I 16 l?l 1 "~1 I 

RF Tli!!!S: I:oi Ii 1 27 i I 111 
: raianh Hoi ; 83 1 27 I 110 . Phorur Phu 58 1,382 1 25 503 83 1.885 I 

WO Viet Tharw:. 247 247 7 185 185 J..32 • J.l2 
Viet Tharur 134 8 R 11? 

WP : Tharur Loi 8 1 1 . Q 

... I PhoM Phu ! 10 152 I ~ 1 10 I 11 11.? 

Viet Th!!!! 262 . 8 21.. H=· ; 

sz I Tharur Loi 22 1 3 I I 

Pho~ Phu ,,_! 30 314 1 3 30 ..., 31..J.. 
Viet Thg I 253 1+ 8 R'i I 118 I 

PW-0 ! Thang Loi I 29 1 5 ! Jit 
Phorur Phu " 60 342 1 5 05 I 65 I J.l7 . Viet Tharur 54 8 1 /./. ! 1Q8 

SP Thang Loi b 1 1R ?/. 

' .rnorur .rnu 12 72 1 18 180 30 252 
: Viet ·rnang 1.557 20 489 2.0J..6 

• i "l'hang Loi 177 2 47 221.. LM rnorur rnu 101 2 52 151 I I 

"Dong Ham 82 1,917 588 
I 

82 2,505 - - I I 

Viet Tharur 6.11..9 82 2,046 8.1Q'\ 

Than11 Loi 509 6 1?/. '-":11 
rroTAL Khanh Hoi 279 3 53 332 

Phona Phu 419 6 150 50'1 

7.769 - 26"1 Dona Nam 211 2 52 2.1..21; 10 1'U 

[;RAND TOTAL 7,769 99 2,425 10, 194 

Note.-
Working dax:s 
August 1984 27 days 

23 weekdays 
4 Saturdays 



• 

\ 

• l 

NUMBER OF TRAINEES 
I 

Accuaulati va 
Total March-August 

Sec- -- :o1an-aav 
tlon 

Fact0l'7 &y 
Fact.,.,r' Tot.al 

Viet '!'hen"' 'i:JI( 
!!L n-.~ .. Nam c;Q <.&. 

Viet Tt:anz , t"t""> 

Tha~ Loi 10~ 
CE Khann ifoi ll? 

Phonz Phu . c· '.?1? 
Viet Iilanir ' <06 
Thanll' Lo1 : 2CI 

DF Kher.it iioi ,, 
Pilon.< Phu '1'1 

uonll' !tu ' I;. .. ,., 
I Viet 'inanz ·~ 

Thenll i..01 l .,, 
FF !lr.an."I :ioi ...,, 

rnonl! rnu .. 7(• 
uonz !Jam 7!! 
Viet i'nanr. ·' , cp1 

RF ' lnarw: ..01 ~ 
Anann rioi ~ 

: ?nonl!' ?nu 
l<D Viet il':s~. 

i ViH !h11n;r 
WP rr.an .. Loi I 

: PhorJ rhu I 

·aet rnaM 
sz i Tt.ar~ Loi 

I l'ncni: Pnu I 

' Vie~ Than" I 

PW-D. lnan;r Loi. 
Phoni?' Phu ! 
V1et Tnalll!' 

SP 1naiur ;.o1 
rnonl! rnu 
VJet u1anir 

LM 
, Tnan11 1.oi 
I rnoN!! l'nu 
j "liong Hu 

V1•t iha"" 
Than"' Lot 

troTAL l':har:n ilo1 
!''n~nll' P:iu 
Don" ll•s 

~WD TOTAL 
·--Hota.­

llorking dart 

It 1 
111" 

e1 
ll2 ,,., 

Q 

1l 
2!!b 

2"> 
,! .... 
~~ 

E:'i 
1'19 ,, 

l!l 
2-0!.C> 

22' 
H1 

82 

II 'O" 
~11 

)J2 
~~ .. 
')I-.~ 

1.0IL 

1 IUIC 

I 'l.'.) 

.,., 

.. ,, 

L17 

2'i2 

2,505 

10. 101 

10, 194 

Septellber 24 days 
19 vork1n1 days 

5 Saturdays 

. 

Sepu-.r October l Accuaulat1Y• 
• Total l!orch-Oct 

Nber. Hftn-d•v l'lber. fl!l!l-•ISV I Mer.-ria•1 
or &y !tot.al 

or . By 
11·ot.a1 1 '"-~!--. ~-·--- "'--·~- ""--'-•• 1ic.-.,. .. -p-... Total· 

~ J6il I .le" "l:J.! 

- - 168 - - 189 c;q 1,011 
11 250 11 297 1.979 
- - - - 104 
1 12 - - 129 
1 9 271 - - 297 91 2,305 
8 78 5 67 741 
- - - - 29 

- - - - 'll 

- - - - 40 
- - 78 - - 67 4b 887 

(8) 71i \>I 68 D7> - - - - 73 
. 

- - - - ,,. 
- - - Ii.I ·-I - - 78 - - r.R 78 I IQft 

! 9 212 9 243 2.036 
1 2l - - 134 
l 11. - - u .. 
I 21 ... , - - ?.!.1 105 2.409 
7 162 162 7 179 179 773 773 
5 •n - - 172 - - - - 'I - - 10 - - - 11 1 •2 -<Sl JO - - Jib 
- - - - l) 

- - JO - - .. )) J)~ 

{~\ 1n - - 368 
- - - - J4 
- - JO - - - b) 467 

CSl JO - - 228 
- - - - 24 
- - JO - - - JO 282 

16 284 11 287 2,617 
- - - - 221, 
I 'i - - 1>11 

- - 289 - - 287 82 J,081 
63 l,JS2 50 l ,lJO 11,077 

cl 2J - - D:>D , .. - - mn 

1 -,,, - - 60> 
- - ,447 - - 11,330 lD> 12,971 

69 1,447 50 1,330 12,971 

October 27 days 
23 vork1n& days 

4 Saturdays 

. 



. •· I 

I 

• 

• 

1. 

2. 

'J. 

4. 

s. 
7. 

8. 

9,. 

10 • 

11 • 

12. 

1 3. 

4-4 TECHNICAL DOCU~?lTS HANDED OVER 

TECHNICAL DOC~MENTS TO BE FORWARDED 

INSTRUCTION HANDBOOK FOR HIGH SPEED DRAWFRAME MODEL DY2 

BARBER-COLMAN AUTOMATIC SPOOLER MANUAL 

SCHARER L/GB AFT V 

SCHARER OPERATIONAL INSTRUCTION FOR THE FULLY AUTOMATIC 

FILLING BOBIN WINDER MODEL GB 

HOW TO MOUNT METALLIC CARD CLOTHING 

CARD CLOTHING STANDARD 

GRINDING IN FLAT CARD 

BK ~'J- "A• ~~.::tr~~~-$~B~_:g. 

GK-7C, 7D;ijib- r"~'&l1>>l:t= ~ 
A. {7' ~ - ~ - ~~~~-!til tJ~·t.;rJt-~ C{B ~~ «f.~~VJ:l:t 
cE~p~aae~t-
G1 ,2,3j!Jtlijtj~~~~ 

1 s. 'A 11. y;.-7-}.l: ~b~il"t, ~it~~ 
16. IJ1·.,7"'71lt( ~~i'OX-:t 
11. 1~vJ.~- µ,= s?11 :.~·tr l;-? ... -r 

· 18. USTER CUSTOMER INFORMATION SERVICE No.26 "USTER TESTING 

FOR THE EFFICIENT TEXTILE LABORATORY" 

19. :12~*-~ 
20. ~ip~l'~ '~~~# 
2 T • t~ ~;J}.#f~~ '"?~¥.!l·3f. fJv~:t:..:f!.~~-' 
22. ,, '"~t~~.f.~~.~~~i"~J 

·23, '' r~. ~~t...l:-.I.A'.1!./.;i.1 
·24. ,, ,.~ l~ ~~i'f-:f,->Ap 

25. ~ip~~ r~~~~,'Mt~J 
25. ., ·~~~J 

·-;. 7 • "' r ~ ~.:J:.,;f!. .J 

,, rn. J:.;!..;:i:I_J 28. T->-

29. A%~i~f1J"~(f 
Jo. ;nS ·:~..;·<)';{~\f\;t-t.l-~ 
31 • NS K ~~ A' :J !f>~ ~ 
32. NSK MOUNTED BALL BRG UNITS & PILLOW BLOCKS 

33. INTRODUCTION TO TEXTILE TECHNOLOGY 

r 
I 
I 



r·- -·.· I . 

• 

• 

~I 

34. 'i(trT~1'~r·S:.-:rsf r~-'1~..J 
35. • ~!f/i:: .J 

36. 

37. 

38. 

39. 

40. 

.. 
• 

• 
,. 

r;r~~-JJtJ 
r~~J 
r~11i'f~..J 
r ~A&, 'l:.ltl .J 

r ~ ~ "'~1!_ .J 
r - ,._~ 

41. " ~U1·~;,~J 
42. RIETER SERVICE INSTRUCTIONS FOR THE "F:l COMBER 

4J. RIETER OPERATING INSTRUCTIONS FOR SLIVER LAP MACHINES, HOD. E 2/4 
44. 5 VIDEO CASETTES AS TRAilHNG MATERIAL DEALING WITH FUNDAMENTAL 

KNOWLEDGE ABOUT ELECTRICITY, ETC. 
r ~41.., -'@-7 .. '"?;.J--iff·-%J (~-7z;.J-...,~Jf.,.%..,, r:..-r:..;.?1LS ~/, ZJ 



I 

t 

• 

·1. ~I~~3..~ oper~tinq instructions for co~~in~ ~reparation mac~ines 
Pa=t 1 sliver l~p ~chine 

2. ~i tto Part 2 ri~~on l;!:: 1:iac!du~ 
":' .. 

..... 
!: • 

E. 
11. 

1:. 

·H. 

.. -. .: "- ... ····---

---- ;-:-··· 
..... ~-----

---.--· .-- -­·-!--- .. ·---·· 

l'..:~;r!;::. -:5 ... ·~:: 

"'~­---

; • .:-~,··· -1· 
,,;, ···-~-- --

--........... --'-'-··---
~1:..v~= , --. 

1 :: • ~ ~~-% ':f c ~ .~ f ~ 4 ~P. rte.~ !f 1-J ~ 1-\ r~ ) 
,._ _.. II "\'f (' ' . • ~-

lf. ~d~~~~'.,(~1 .• 1i\. ~;'\~-'<) 

i-:. 'f\ iit~;l !!'. .i..9.. ~c ... ~n~. 1 ... 4.;-f, 0·1-·~f,) 
1:;. ~ 11~ :Jai 1°' ~'if! c'!f·lft1 t~, ,\'r.\'1.\) 
D. '· t- - •i.i1~ 11-ir.lc~~it.r1 ... +q;. 0-7-lT.:_>fl . • ~~1~) 

7 =~·· i .:: 

r 
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ASSESSMENT OF PARTICIPANTS TO THE STUDY TOUR 

Main Section of R~ Full Name Factorv '1rade -·-- -----
Spinning Tran Van Nho Viet Thang A 

Truong Van Na Thanq Loi A 

Do Van Cuonq Thang Loi B 

floang Xuyen Oonq Nam B 

Phan Van Tue Oonq Nam B 

Nguyen Huu Thunq Viet Thanq B 
Ngo Thi Minh rhu Viet Thanq B 

Bui Nguyen Tien Viet Thang A 
Do Thi Chai Viet Thang B 
Vu Van Sau Viet Thanq B 

Weaving Ho Sy Linh UTE B 

Nguven Dang Giao Viet Thang A 

Cao Xuan Ngoc Viet Thang B 
Hoang Van To Viet Thang B 
Phung Xuan Dao Viet Thanq B 

Dyeing & Finishing Pham Van Hue Viet Thang A 

Vu Van Nhuan Viet Thang B 

Note: The grades were put on partici.~ants on the basis of co'mprehensive 

assessment as regards their positivism and enthusiasm towards the study, 

.,, 
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Toyobo Engineerin~ Co., Ltd. 13 January, 1984 



Shcedule of Stl 

5-2 SCHEDULE OF STUDY TOUR 

day Leader {l person) Spinning ( 7 persons) Weaving (6 

Interpreter (English) Inter,>reter (Japanese) Interpreter (J. 

Ll/24 Thu Ho Chi Minh to Jangkok 

25 Fri Stay in Bangkok 
- - -------

2b Sat .. 
- -- - ----- - --·- ----- -- - ------ ------- --·- - --- -- -,-_, Sun Bangkok (10:30) --- TG740 - Tokyo {18:25) 

2f> Mon AM: Greetings to Viet Nam Embassy in Tokyo ,PM: 
----·- -- -- ---- - -- - - - - - ··- ----- ·- . -- --

241 Tue Tokyo [Ueno (9:00) -- Express Tra~n "Hakusan No.l" - Takaok. 

30 Wed Gut line of Toyobo Shogaw<1 Factory and Toyobo Shogawa Dyeing Factory, Introdu1 
--- - ----- -- -· - - - -- - -- - - - - -- ---- -- -- - -i- - - - -----
UI l Thu [to joi~ one of three] Maintenance [Blowing & Carding] Maintenance [Prep; 
~---- --- --· 

2 Fri groups in the right " [Drawing to Roving] " [Prep; 
I 

3 Sat Sight-Seeing 
~---- -- - -------- ----- ------- ----------- ---- -------·- -----------

4 Sun Sight-Seeing 

.) Mon (to join one of three] Maintenance [Spinning] Maintenance c~eav: --- --- -- -------------- -· --- --- - - --- -- -------- --- - -· -- --- -- -- ---- -
6 Tue groups in the right " [Winding & Rolle:r Shop J " [lieav: 

- --- -- - - - . -- - -------- ·- ------------·- --
7 Wed AM: Summary and Discussion ,PM: Visit to Mam 

8 Thu Takaoka [Express Train "Raichoo"] - Osaka 
r------··- ---- -·--- -- ----- - . -· -·· - . - -·--- --- . -.. -- - ... - - - -·· ------

9 Fri AM: greetings and discussion at Toyobo Engineering Co. ,PM: Visi.t to Mam 
~--- - - --- ----- ·- - ··- - ----- ·---- . -- --- ----------- ... ·---·- ·- . --·-. --·-· - - --- .---· 

10 Sat Visit to Manufa..:turers (shuttle), (Wire heald), and (temple) 
~- -· - -------------- ·--···---- ---- -- -- -·-------·-·----------

11 Sun Sight-Seeing in Osaka 

12 Mon -r ~~-join_ one of two 

1 
Osaka (chartered bus) ~ Ise ,PM: Outline of Tc 

-- ··------ -
13 Tue , groups in the right Maintenance (Spinning) Maintenance (Weavj 

14 Wed Visit to Manufacturer (rubber cot, rubber apron, rubber strip, pick 
- -·-· 

15 Thu Visit to Toyobo Tomida Factory {Spinning, Sewing Thread, Yarn Dyeitl 

16 Fri Visit to Manufacturer (Toyoda Automatic Loom Works: Spinning Machitl 
---··-- - ~ -- . -···-·--· ---- ----------

17 Sat Nagoya - [bullet Train "Shinkansen"] -- Tokyo, 
--

18 Sun Sight-seeing in Tokyo 

19 Mon AM: Summary ,PM: Greetings to 

20 Tue Tokyo (12:45) -- JL717 ~ Bangkok (16:55) 
- . 

21 Wed Bangkok 

l2 Thu Bangkok to Ho Chi Hinh 

SECTION 1 



Shcedule of Study Tour 

i 
Weaving ( 6 persons) Dyeing & Finishing { persons) 

--- ------r----:----
Interpreter {Japanese) Interpreter {Japanese) 

City of lodging 

(21 persons) 

Bangkok .. 
.. 

------------------- --- -------------· 
:8:25) 

,PM: 

'.;San Xo.l" - Takaoka (15:15)] Takaoka 

Dyeing Factory, Introduction of People concerned 

Maintenance [Preparing] Maintenance [Dyeing & Finishing] 
.. [Preparing] .. 

--------------

_ I' Mainte_n~n~e [~~av!~g) -----------1 ~i-nte~~~~--~D!eing !_ Fi~~sh!~g] 
- : " [Weaving] " _J___________________ ----- ------ ----

,PM: Visit to Manufacturer (plastic products by injection molding) 

-;aka 

,PM: Visit to Manufacturer Crin~, traveller, carding cloth, HCC) 

-~ld), and (temple) 
----------- ----------- ---- - -------

,PM: Outline of Toyobo Ise Factory Visit to Printing Factory 
----- ------------------t ----

Maintenance (Weaving} Visit to Machinery Manufa~turer, Move 

•?ron, rulber strip, picker etc.) ------------------------
-~wing Thread, Yarn Dyeing) 

._::i Works: Spinning Machines, Looms, et;c.) 

Tokyo 
.. 

----------------! 
Takaoka, Toyama-Pref. 

.. 

.. 
. - -- ---------1 .. 
.. 
.. 
.. 
.. 
.. 

Osaka 

" --------------1 .. 
-------

" 
Ise, Hie-Pref./Osak3 

Ise, Hie-Pref. 

Yokkaichi, Hie-Pref. 

Nagoya -------
" ------ --------------------------------------·---t-------------t 

Tokyo, Tokyo ----------------------------------- .. 
,PM: Greetings to Viet Nam Embassy in Tokyo .. 

') :55) Bangkok 

" 

I SECTION 2 
•IJ•a•·-·•-•f/t' -·--~ _.,, •• • 

-"> - -
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