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THE PROBLEMS AYD TREr~DS OF THE WOOL TEXTILE INDUSTRY ~ 
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Those • of you who have either lived in or visited South- 
.ern California have some idea of the affection the peop!e of 
that community have for their state. An Fasterner saved his 
money and by and byfound that he had enough to go t o •South- 
ern-Cali.fornia and buy a ranch. He wentto Southern ~- 
California~ bought a ranch~ settled down, and tilled his few 
acres. After he was pretty Well established for no good ~ ~ 
reason at all fn Southern California, He died. The • neighbors 
and friends • gathered around to pay their last r'espects. The 
preacher apparently had forg0tte n all about the funeral. He 
was delayed so long that the folks began to be rather annoyed 
and worried. By and by a native son who was sitting quietly 
in the corner arose and said: "Friends~ I do not know 
whether there is going to be any one here to say anything 
about the deceased or not, so in the meantime if you do not 
mind l will just Say a few words about Southern California.,, 

That is somewhat the way I feel about the wool textile 
industry. I am rather a curious individual in that I am 
ve~ fond of the business that I am in. 

I consider it a great privilege to be •able to come 
here this morning, and I v~ant to thank Colonel Jordan for 
the opportunity he has given me to occupy your platform for 
a few minutes. 

The wool textile industry goes back a good many years. 
As a.matter of fact, it dates back to antiquity. Even the 
Egyptians •used ~wool garments, and the Romans • used wool to 
make their best vestments. An interesting observation 
relative to the manufacture of wool in ancient Rome is that 
they had two types of cloths: one was known as "Trita,, 
and the other was known as "Densa.,, The Trita was made 
of long fibers, a thin, flimsy cloth comparable to what we 
today call a worsted. The Densa was a thick~ bulky Cloth 
comparable to ~hat .we today Would term a woolen. 

Contemporary with ancient Rome~ the Incas in Peru 
were using animal fibers and dyeing them with natural 
colors _ some vegetable. The Incas developed a purple, 
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similar to the royal purple that was produced in the fine 
wool fabrics in ancient P~ome, by using the extract of the 
rnlrex shellfish, which was identical with the method used 
by the Romans. ~qen the Romans invaded Britain they dis- 
covered that the Britains were wearing sheep s~ins, furs. 
You can well appreciate that when the men from Romeu in- 
vaded a country such as the British Isles they would 
naturally wonder what they could do to L-eep warm. The 
Reruns made rather hast.v observation of the apparel worn 
by the Britains and before very long had established wh~%t 
is probably the first organized wool textile factory in 
the world. The invading armymade some sort of apparel 
of wool in an organized fashion under the factory plan to 
cover the bodies of the P.omans during this period. 

We are going to step along very rapidly because I 
do not want to devote too much time to this history; 
however, I do want to follow the continuity, if I can, 
of the development .of the wool tentile industry and the 
important part that it has played in the development of 
industry in general, 

Let us now thin~ oT the James Watt's patent, ~vhich 
was ~ condensei ~ that made the steam engine of that period 
economical and practical. The steam engine at that time 
was used _]~01~_~ .~ for power to operate pumps for removing 
water from mines, and the device that made it practical 
for other purposes was James Watt's patent. Industrial 
development began to t~e place very rapidly at that time 
because it ~;~as contempowary with Watt's basic patent that 
the first improvement in spinning wool yarn was made. 
The old hand woo! wheel, which you see quite often, the 

• r~ large wheel with the slnole spindle, was the commonly 
used device for manufacturing wool yarn, 

Immediately fo!lowinl that the spinning jenny ~as 
invented. The spinning Jenny operated by hand and spun 
eight threads at a time instead of one, using almost the 
identical principles of the hand wheel. 

The hand spinning ,i~eel. I would li~.'e to describe 
this process to you simply as a matter of information. 
It n~.y be he!pfu! in the discussion later. Card rolls 
are ~de by hsmd carding ~Iooi. A hand card is like a 
brush. The points on the brush are turned back and 
sharpened so that if you lay wool between the two you 
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very soon have this effect (illustrating) and a roll created 
between the two, In hand spinning the operation was this: 

the The end of roll was fastened to the spindle. The 
operator then took hold of the large wheel, turned it very 
slowly, walked.away with this hand (il.7.ustrating) to draw 
out a thread, ~und with the right hand turned the wheel to 
give the twist, then two or three revolutions to tighten 
the t,vist, then a revolution or two to r~in it on to the 
spindle, and then repeated the operation until the spindle 
was full of yarn. 

The spinning jenny did the same thing exce:gt that the 
inventor of the jenny ran the spindles in a row, driven by 
a large wheel. Instead of car~ing the threads by hand~ 
the jenny had a carriage with the spindles mo~uted on it 
that moved bacl: and forth. 

Fo].!o~vin¢~ the jenny came the mule. Crompton invented 
the mule in 1794. The mule ~'zas exactly the same as the 
jenny in principle, and in principle the uule is exactly 
the same today as that primary invention of Crompton's in 
1794. The mule :~.ras not different in principle to the 
jenny c:~:ceDt that it '-r(us operated by power and s~un four 
hundred threads at one time. If you observe a:rr~le today 
uith its round of complex motions, it reproduces the 
motions of the s]oinner at a hand wheel. U~th the rovinl 
sDoo!s mounted on top of the mule the carriage will move 
outuard, the roving spool will deliver enough roving to 
the spindle to create a yarn. Vghen the carriage has reached 
a given point the roving spools stop, the carriage con- 
tinues to draw the condensed sliver into a yarn; the 
sDind!e delivers the twist, and when the carriage returns 
it ~'s ~/. o~u~d- on the spindle. 

A little later the Dower loom was developed. Then 
the first labor unions came along.° The development of 
the labor organizations at this period is very interesting. 
~cy vzcre prompted because of fear. It was the common 
belief at that period that the coming of machinery would 
7~ ~7 c--sp~.ace the craftsman uho had previously been working.by 
hand. It is true that at the initial development of 
machinery in the wool te:'~ti!e industry this did happen. 
The labor movement ,--~,Ta<~ .... o:o~,~,* .... ized and a labor leader of 
that period by the name of Ludd organized the ~r!:ers to 
destroy the ~,~cninery. They were reasonably effective, 
too, and resulted in Parliament passing a law, called the 
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"Coalition Law," in which labor unions were prohibited. 
This law brought about a great deal of labor trouble and 
with it bloodshed. It was thirteen years from the time 
Parliament originally passed the law prohibiting labor 
unions until the law was repealed in 1824. In 1824 
Parliament decided that it would no longer prohibit labor 
unions but passed legislation regulating them. 

Tl~e first cardlng m~chlne in this country was built 
in 1794. The wool textile industry played a very im- 
porto nt part in the Colonial organization in our country. 
Its development, however, was not lar~Te until the early 
part of the nineteenth century. Our development in this 
cotultry is contemporar3r with the large expansion in 
England. I do not mean by that our ]o~rge exp~msion in 
the uoo! textile industry, but our development uas con- 
temporary ~'i'th the e~ansion in England and the expansion 
in England in the early part of the nineteenth century 
was substantial. 

We could go on talking about the history of this 
industry for a long time. To me it is an interesting 
herita~Te. It is a product that only time can develop. 
Wc suffer under the penslty of age, and that is perhaps 
the greatest handics~p under which the industry uncon- 
sciously opcrntcs. 

The greatest contribution to the ~ool textile 
industry was the Spanish merino sheep. The Spanish 
merino sheep uas the greatest contribution prin~?.rily to 
sheep husbandry and from that to thc wool te~tlle-" ' 
industiDr itself. The Spanis]~ merino, of course, 
originated in Sp~in. It uas prop~ge~tcd and cultivated 
to some extcnt prior to that, or contcnporary uith the 
Sp~mish cultivation, by the Moors, ~nd for a grcat m~y 
years it uns prohibitcd by lcm under penalty of death 
to export n live sheep from Spain. The first exportation 
did not takc place ~uutil e bo~It 1723. 

The early breed of merino sheep, uhich is the father 
of ~.ll the best uools th~.t WO ~.vc in the world, w~s not 
uhite. It w~.s n n~turPl color, simi!~,r to uhat ue term 
P. cPmel's hair today, slso gray to b1~ck. Only by con- 
st~.nt breeding over a greet L~ny ye~.rs, uhen white shoep 
were discovered and then properly brccl, uas the white 
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sheep developed. Even today throughout flocks we get a 
variation, gray to black. In the west in our big ranges, 
the black sheep are ]~ept to be used as cotuuters to estimate 
the number in the flock. 

The Spanish merino sheep were first e~orted from 
Spain commencing in !V2S. They spread rapidly all over 
the world, and the deve lopmgnt all over the world lasted 
for c!most a century. In 1609-the first sheep were 
brought to this country. In 163S, I think it was, the 
first sheep were brought to ~{assachusetts. ~Tnen it wc.s 
possible to bring fine rams from Spain, merino rams wore 
brough t to Vermont and there was developed what are known 
today as the "Vermont !~crino" - a very fine breed of 
sheep, large in frame, very full weight of fleece. Suf- 
ficient!y import~ut is the Vermont merino to have been 
exported to Australia, where it has been cross bred with 
their sheep with great success. 

The quality and strength of wool depends upon the 
quality of the pasturagc, the qt~ntity of the pastur~oe~ 
and feeding, the breed, the age, and the racial descent 
of the sheep. .Wool in its growth is accompanied by a 
liberal sup[~ly of wool fat, wax. With it, too, is quite 
a large percentage of suint, or yol!~. Suint, or yolk, 
by the way, is dried perspiration. Because of this con- 
dition in its development, the wool acquires very readily 
great quantities of dirt as the sheep move around in 
pasturage or during winter feeding~ 

In scouring wool ~'re orimarily wish to remove the 
dirt and grease, the yolk, and any other foreign matter. 
The individual wool fiber is covered vlith minute scales. 
It is these scales on a wool fiber that ma1~es it possible 
to spin u'ool and it is primarily these scales that give 
wool its felting qualities. It is crinkled, curly, with 
a natur,~l wave to a greater or lesser degree, according 
to the quality, in using the word "o2mality" we think in 
terms of diameter, as the diameter becomes smaller the 
qualit~r is finer: as the diameter becomes greater the 
~roo! becomes lower. 

Chemically wool is m~de up of carbon, hydrogen, 
nitrogen, and o~rgen. It is similar in chemical con- 
struction to ~.II animal h~ir, the hoofs of ani~!s, or 
any of the epidermal oi" skin products. It has the 
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unique ability of being able to accept and reject moisture 
from the atmosphere in direct proportion to the atmos- 
pheric conditions that exist. In a d~mp climate, such as 
England has, it will automatically acquire from 18 to 24% 
of its 'vei&f~t. In eastern United States, where the 
clim~,te is drier than it is in England, it will acquire 
l0 to 15%. On the l?est Coast, in Southern California or 
Arizons~, it will acquire still a lesser percentage. In 
the industry we call this loss and regain. It is this 
hygroscopic nature of woo! that ma?~es it so valuable from 
the standpoint 0z its health-givinl propert_es, You can 
readily understand that a fiber that will readily accept 

^~-~ent Can be of great assistance in the moisture to this ~.~ 
ventilation of a body and at the same time act r.s an 
ins~llat0r. 

Under hot ~rc.ter or steam, woo! becomes soft ,%nd 
pliable. This is very important from the standpoint of 
finishing bcc~uze once a given point has been arrived 
at and the cloth set it ',ti!l always retain that position. 
That is ve~7 valtu%ble. An amazing thing about wool is ~ 
that it dissolves in c~ustic al~.~li, it is not destruc- 
tively affected by acids ,~.nd it is the most susceptible 
to the phenomena of dyeing of nny of the textile fibers. 
In other '~ords, in the industry we spesl~ of woo] oemng 
alive, on o.ccotuut of these propertles. 

~ere has been distributed a rather simple flow 
chart of the processes in the wool tent ile industry. We 
have called this "The Processes in the l.{anufacture of An 
Apparel Fabric." There are a number of aevl~.~lons and 
different processes other than the ones given on this 
chart, but this covers substantially the flow of '-reel 
through% its r~jor o pers~tions in manufacturing. The 
chart i~%s been prepared to try to e.-~!ain the difference 
betvreen a ~:,orsted and a woolen, ~ere seems to be a 
confusion of ideas as to these two processes. 

Beginning :•ith wool, the first operation is naturally 
tal.~ing it out of the bales, openin~ it, and sorting it. 

First, however, let me tell you ~bout the method of 
shearing , a  sheep. VPnen o. sheep is sheared the shearer 
begins under the body, proceeds over the haunches and up 
the back and shoulders. There is su~zlc_~.cn~ grease and 
yoll_~ in the fleece to hold it together. Thc individual 
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fleece is laid on the floor, the sides folded in, then 
folded over again, and rolled up and packed as it is 
sheared, It is ~%nc±led that way for a very definite 
reason - so that when the sorter opens the fleece he can 
lay it on the table with the part that was next to the 
skin dovm and the natural ~mol side up, and he has the 
locs~tion of the neck, four legs, shoulders, back, etc. 
Wool vhries from fleece to fleece and accord~n~ to breed. 

" e Wool also varies in the individual fleece in diameter, in 
grade. Across the shouiders it is best, farth@r dovm the 
back it is a little lower, to the right of the shoulders 
it is still a little lower; and the loi~rest sort in the 
individual fleece is under the body, or, on a fleece 
ls~id on the table, on the outside. The sorting operation, 
if we !mow substcntially the grades which the fleeces 
are r~mning, becomes a ra%her simple problem to the 
sorter because he UmOws the locati~n of the different 
sorts. Hc opens the fleece and pulls the sides off and 
the other sorts as he requires them. These sorts are 
put in separate bins to L~.ke separate lots. 

Wool scouring is a simple operation, Common, ordinary 
soa~o, sod~, o.nd ammonia with vra%er ' are used in the first 
bow! at a temperature of a%out 140 delrccs. ~c woo1 
travels ~ ::o~1~n to a socond ]~owl automatically. The 
number of bo~/fls depen(is u~)on the thoroughness of the 
scour required. The mtmber of bowls in & scouring train 
varies. The last one, of course, is a rinse bowl. 

The ~roo! is then dried and is ready for the sub- 
sequent ms.]~ufacturing. You will notice on this chart 
that fo!io~'rinc scouring w9 have divided woO1. We will 
fo!lo':r the heft line to vrhere we trace the vlorsted system 
intn -oreparing or c~rdin~T. The object in ~ ' manlng a 
~orsted is to ]~[eep the fibers par~l!el. In other :-;orals, 
~L'e s.re trying t~ develop a yarn ti~t is as straight as 
10ossible, The first operation of importance follnwing 

~-~ is that of carding. This is done mechanically 
and is exactly the same principle as the hand card ~ of 
the old &o~ys. The carding engine is rather a large 
machine - c~r!inder wo~kers and strippers. Th6 wool is 
first mechanically opohed in a breaker and opener before 
goinj into the card, ~lhcre syall lumps, bits of bur, 
straw, etc., are thro:m out. It is then laid on the 
cylinder of the Card, the cylinder revolving, Next it 
is met by a '::orker an4. stripper that performs mechanically 
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the operation that we talked about a few minutes ago - 
brushing out the wool so the fibers will lie parallei. 
Primarily in worsted manufacturing what we are interested 
in is tohave the fibers lie parallel as quickly as 
possible. 

" Preparing is an alternate method of manufacturing. 
Bac]~a~hing (bacl~rashing is a second seouring).is 
followed by a gilling operation. There are a number of 
gillings and drawings in worsted manufacturing, A gill- 
ing operation is a method of running the sliver through 
a set of vertical con~bs. These combs are driven by a 
worm. The speed is increased as they near the delivery 
point of the sliver. This operation is performed 
mechanically as you would perform it by h~tnd by drawing 
a comb through the wool. This operation is performed to 
lay the fibers still more straight. An oiling operation 
tP?.zes place at this point, and then it is ready for 
combing. The oiling operation in worsted manuf2cturing 
is importP.nt because the.operations arc performed at 
high speed and the wool m~st naturally move or slip 
readily. In otiLer words, if it were dry, assisted by 
the natural scales on the wool it uould very soon burn 
and perhaps bre ..... , therefore it is lubricated This has 
been done for a great many years with ol~ve oil but 
recently there has been a change in the olive oil 
situation and substitutes are being used. We are now 
ready to comb. Combing is the operation that removes 
the short fibers from the long fibers. If you wil.l look 
at this chart you will find that we develop two products: 
the long wool or tops, and the short wool or uoils. 
The long wool is commonly interpreted as worsted and 
the short wool is used as a by-product. We will talk 
about its direction in a few minutes. 

The drawing operation in worsted manufacturing is 
a number of processes of doubling and drawing to keep 
the fibers parallel as it is being gradually reduced in 
size to a yarn. You mist appreciate that we are start- 
ing this operation with rather a bull~g sliver and we 
are anxious to get it to a size of fine thread. Any 
variation that occurs in doubling and drawing will 
create a slub in the yarn so we are anxious to douIBle 
and draw in worsted ~,nufacturing as many times as we 
can economically to reduce the possibility of any un- 
evenness in the yarn. This operation is rather a long 
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one and from it we have some wastes that are used later in 
woolen manufacturing. The drawing operation continues until 
the last stage produces what we call roving. Roving is the ~ 
condition of the stock prior to spinning it into yarn. In 
~rorsted yarn manufacture a small percentage is mule spun~ 
but the large majority is spun on frames, an operation 
developed in England and commonly called the Bradford system, 
The spinnSng operation in worsted manufacture today is per- 
formed rather rapidly, and the only great change that has 
occurred in spinning worsted yarn in the last few years is 
the ~ncrease in the revolutions of the spindle and the in- 
creased size of the bobbin. I cannot very well describe 
the spinning operation to you. However, we have arrived at 
the point where we have yarn ready to make into cloth. It 
is a single yarn. If we ~ant to double it to make a two-ply 
yarn Qr a three-ply or any other combination, it goes to 
the twisting room. If we want to use single filling in the 
cloth it goes to the winding department. The warp is made 
up of the threads that are in the lengthwise direction of a 
cloth; the filling is the threads that are in the cross- 
wise direction. 

It is not easy to describe a w@aving operation and I 
am not going to attempt it. You are all familiar with a 
loom. The loom is almost identical today with the original 
principle tllat was used in ancient times by hand. It has 
been improved so that today we think very little of 
running a loom 136 or 140 picks a minute- that is the 
number of filling threads per minute on a reasonably good 
efficiency, speaking of efficiency figured on a basis of 
the amount of stoppage that occurs~ which is ordinarily 
re iuired, youwill probably be interested to k~ow that 
today a weaver can operate six or more automatic looms 
with less fatigue than he could operate two or even one 
of the old type a few years ago. 

You will note on the side of this process chart we 
have t®p dyeing. In other words, if we are making a cloth 
that is a mixture effect the top is dyed at that point and 
if it is a piece dye it is dyed after the cloth is woven, 
at some time during the finishing operation. The finish- 
ing operation is not simple. You perhaps wonder why we 
need a finishing operation. "I can best tell you that by 
.describing a cloth as it comes from the loom~ even a 
reasonably fine cloth which any of us would v~ear, looms 
about as nearly like a bur.lap bag as anything I can 
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describe to you. From this description you can realize that 
the finishing operation~ whether it is a worsted or a 
woolen, is very important. It is necessary to mend the 
cloth, remove knots, wash it thoroughlyj and, in the 
majority of cases j to full it. It must also be sheared, 
pressed and properly Set. These operations naturally 
vary according to the type of cloth that is being manu- 
factured and the type: of finish that is desired. There 
are of course other minor operations which we need not 
discuss this morning. The cloth then goes to the garment 
manufacturer. When the garment manufacturer cuts cloth 
for clothing he has two produets: clothing and rags. 
The rags are used as a raw material for woolen manufac- 
ture. The suit is ultimately retailed to the consumer, 
who wears it out~ it is tlmown away, goes into the rag 
pile, and in turn will go to the re~vorked woolmill. 

%~V~ool is usually combed in the white so that we have 
sometimes combed after it white noils. It is, however, 

is dyed. If it is white and needs to be stock dyed, it 
is delivered to the stock dyeing department and then 
brought back for oiling and blending. There are noils 
and waste from the different departments in a worsted mill 
which carry into the blending and oiling department, and 
the clothiers' clips, the rags that are reworked, and 
the reworked wool travels forward to the blending and 
oiling operation. 

The obj~tct in manufacturing.a woolen is to create 
a yarn in which there is no attempt made to keep the 
fibres parallel and naturally the resultant cloth has 
more bulk and is less smooth and even. As a matter of 
fact, the great difference between a worsted yarn and a 
woolen yarn is that in a worsted yarn the fibres are 
parallel and in a woolen yarn the fibres cross at all 
angles. In worsted manufacturing we make cloths of the 
type of serges, fine sheer dress cloths, and fancy 
worsted suitings. In woolens, blankets, shawls, 
cassimere suitings and any cloth in v rhich weight is 
more important than strength is manufactured on the 
woolen principle. 

m h e blending of stocks in the woolen milT is a very 
important operation because of the variety of Stocks used. 
Reworked wool has a great value. It has lost some of its 
strength but it has all of the natural properties of wool 
so that it has an important place in the manufacture of 
woolens. 
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At this point you are probably wondering if there are 
any woolens made entirely of new wool. There are many 
woolens made of entirely new wool s but we are discussing 
the customary methods of wool manufacture for apparel 
purposes and these fabrics are customarily made of a 
blend of stocks. Noils are new wool s just as new as tops s 
but the fibre is shorter. Worsted mill wastes are new 
wool and simply because they have' been partially manu- 
factured does not .injure them for use in other types of 
woolens. A blend in a woolen mill might contain new wool s 
noils and reworked wool. 

From the blending and oiling to a willowing or open- 
ing operation- willowing blends the stocks so that they 
work better together. It mixes the dyed sto~k and pre- 
pares the blend for carding. The carding operation 
mechanically is the same as that used in worsted manu- 
facture~ except that in carding for woolens there is a 
minim~n of three carding operations j whereas in worsted 
manufacture there is usually only one. The woolen ob- 
j@ctive is the production of yarn with fibres lying at 
all angles j but the effect of carding is to draw the 
fibres straight. To defeat this effectj in passing the 
stock from one card to the nextj the fibres are delivered 
to the succeeding card in a direction at right angles to 
that in which they came out of the last. Immediately 
when the stock leaves the finisher card~ it has the 
appearance of a web and it is divided into narrow flat 
slivers and these are condensed by a mechanical rubbing 
device into a continuous roll and then wound on spools 
to be mounted on the mule preparatory to spinning. 

In woolen yarn manufacture a small percentage is 
frame spun~ but the large majority is mule spun. Weaving 
and finishing are similar to that we have discussed 
except in the case of ~oolens the finishing is of 
considerably more importance and more can be done in 
finishing. It is an old axiom in the industry that 
worsteds are made in the loom and woolens are made in 
the finishing room. To a measure that is true but not 
entirely. Then to the garment manufacturer and the 
consumer. 

I hope that I have not bored you too much with this 
descriptive matter s but I think in the discussion that is 
to follow it may prove of value to you. 

Practically all of the work is done by machine. The 
operators are more machine tenders than artisans~ which 
is to be expected in the machine age. 
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ANALYSIS OF THE INDUSTRY 

A. GE~2AL CHARACTERISTICS 

. De!ineatipn of Industrz 

The Wool Textile Industry is generally under- 
stood to mean the production of yarns, piece goods and 
blankets in whole or in chief value of wool. The Industry 
does not include the manufacture of carpets or rugs nor the 
yarns which are used for such manufacture. It does not 
include the knitting of wool outerwear, underwear~ or 
hosiery but does include the wool yarn which goes into 
those products. The operations of the Industry are 
covered by the two classifications of the Bureau of Census - 
,'Wool scouring,, and ',¥v'oolen and Worsted goods.,, 

. Importance- national self-containment 

The importance of the Industry is self-evident, 
whether measured in terms of national defense, in terms of 
capital involved, annual sales, numbers employed, or in 
terms of the co[fort and convenience of people dependent 
upon ~rool products for clothing, bed coverings, upholstery 
or the other manifold uses to which the products of the 
Industry are put. 

The Industry is entirely self-contained in 
that wool is grown in this country in substantial amounts 
and all processes from the shearing of the sheep to the 
manufacture of the finished fabric are completed in this 
country. Greater or lesser amounts of raw wool are im- 
ported from time to time to supplement our domestic supply, - 
the domestic wool clip being relatively •constant whereas 
the actual consumption is subject to wide variations. 

General ' Structure of the Industry 
a. Number of individual units 

The present number of units in the Industry as 
given by the 1955 Census of Manufacturers is 650. This 
represents a substantial decline from the figures of 
previous years. This decline is due ~n part to consolida- 
tions and in large part to the abandonment of units which 
have found it impossible to make a profit. It should be 



noted that there are not 630 units making the finished 
product~ a certain number of these units concerning them- 
selves with Only one step in the process of manufacture 
such as "scouring,', ,,combing,,, or .spinning,. Nany 
companies include all the steps in woo1 manufacture 
taking the raw wool and turning out the finished article. 
Units of this type control the greater percentage of the 
volume of business done in the Industry but there exist 
mamT concerns who specialize on one or perhaps a group 
out of the many processes but who are not integrated so 
as to cover completely the several steps required in the 
manufacture of wool goods. 

b. Size of typical unit 

There is no such thing as a typical unit in 
the Industry. Ofle single organization composed of twenty- 
seven mill units, the American Woolen Company~ accounts 
for approximately 18% of the entire product of the Industry. 

Out of 495 weaving mills j a mere 21 concerns 
produce 50% of all woven goods turned out by the industry. 

Seven mills account for approximately 5S% of 
the total. 

c. Domination by units or groups 

With such a large percentage of the business 
volume of the industry in the hands of a relatively small 
number of concerns, it might be expected that those concerns 
dominated or controlled the market. Such is not the case, 
however. In fact, the competition of the many small units 
in the Industry is some times of more importance in setting 
market standards than is the policy of the larger units. 
This is largely because of the fact that by and large a 
buyer's market has existed most of the time since the close 
of the World War. Except for brief periods in 1953 and 
1956 there has not been demand sufficient to allow the 
Industry to operate at full capacity. In a buyer's 
market there is little domination by the so-called 
leading units. 

B 

4. capital Investment 

No reliable .figures exist as to the capital 
employed in the industry. There is no standard basis of 
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accounting and depreciation figures have been based in part 
upon rulings of the Income Tax unit of ~le Treasury Depart- 
ment and in part upon the degree to which somewhat meager 
profits may have permitted adequate mark-offs of capital 
assets. As a mere approximation a figure of $525~000,000 
might be suggested but it cannot besubstantiated by any 
adequate proof. 

5. Value of Product 

The annual value of the product of the industry 
is not definitely known~ it may be approximated more 
accurately, but the figures are not reliable. The census 
of manufacturers gives a figure of ~462,000,OO0 for 19~ 
and $691,O00,000 for 1935. The figure for 1956 should be 
somewhat in excess of either ~955 or 1935. The difficulty 
of getting an accurate figure arises from unavoidable 
duplication. For example~ it is difficu].t to determine 
hovr much yarn is sold to other industries and how much to 
concerns within the Industry itself for further manufac- 
ture. In the latter case, of course, the value of the yarn 
• is duplicated when the weaving company reports the total 
value of its product. 

6. Value added by manufacture 

The Federal Trade Commission gives figures 
for each six months period from January, 19~5, to June, 
1956, as to the value added by manufacture. These figures 
indicate that of the total mill cost (excluding admin- 
istrative and general overhead and selling expense) 
approximately 50% represents raw material costs and 50% 
value added by manufacture. 

7. Number Employed 

We think of the Industry as employing roughly 
150,O00 factory workers. This figure varies considerably, 
ho~ever, with fluctuations in business conditions and in 
seasonal demand. The low figure for employment was reached 
in June, 19.52, when the Bureau of Labor reports indicated 
only 78,000 employed. In August, 19553 just before the 
Code became effective the figure was 169:000. The recent 
high point was reached in December, 19~6, when .the figure 
stood at 164,0OO. Since then there has been a progressive 
decline, with the low point probably being reached in 

- 14- 



October of this year, In addition to the number of factory 
employeesj .there are some 16.,000 to 18~000 employed as 
overseers, foremen, supervisors, clerical help, salesmen 
and in other miscellaneous classifications, 

. Relationships of Above 

Covered under E. 

9. Geographical Distribution 

The geograp~iic distribution of the Industry is 
i n t e r e s t i n g ,  showing s u b s t a n t i a l  c o n c e n t r a t i o n  in c e r t a i n  
a reas .  

In terms of loom capacity, Nass~chusetts alone 
represents 55% of the total. Massacimsetts plus Rhode Island 
account for 48%, and if v~e add Pennsylvania the total is 
raised to 57%. 

In terms of spinning capacity, Massachusetts 
represents 57%, Massachusetts and Rhode Island 59%, and 
Massachusetts, Rhode Island and Pennsylvania combined 70%. 

The largest single concentration is in 
Lawrence, Nassachusetts. Other centers are Passaic, New 
Jerseyj the district around Providence and Woonsocket and 
the Philadelphia area. 

There is no factor which controls the geographic 
distribution of the Industry. The Industry grew up in New 
England and in large part has remained there because no 
compelling reasons suggested migration. That probably 
accounts for the fact that Boston is a logical point of 
distribution in raw woo]_ and the trend from the rural 
communities into the manufacturing centers with the de- 
velopment of our industry after the Civil War. The 
market for raw wool is Boston, ~assachusetts, but that 
fact has no practical bearing upon the location of the 
mills. A few units have been established south of the 
Mason & Dixon line but less than 7% of the Industry is 
so located. 

The particular site chosen for a wooltextile 
mill is always adjacent to a substantial supply of good 
water, either a river or & reservoir since a mill uses 
large amounts of water. 
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It is interesting to note~that the worsted 
mills, which in the main include the larger units, are 
located largely in or near the big centers of population 
where they have access to a reservoir of labor while the 
woolen mills, which generally are smaller units, are 
more commonly located in what may be called ,,the country 
districts." 

i0. Tariff or Subsidies as Factors in Growth 

The Wool Textile Industry is classed as a 
"protected industry.,, The wool grower in the West has to 
have protection against the importation of low priced 
foreign wools and the wool textile manufacturer has to 
be protected against the foreign manufacturers who turn 
out their goods with a labor cost which in no foreign 
country amounts to as much as 40% of the labor cost in 
this country. 

The tariff is in two parts. The specific 
rate on wool is to protect the domestic wool grower. The 
present rate is 34¢ a clean pound. ("Clean pound,, signifies 
that the wool has been scoured to free it from grease, dirt 
and other impurities. On the average a pound of scoured 
wool is equivalent to about 2¼ to 2½ pounds of grease wool). 

The rate of 34# a pound on scoured wool 
becomes 37# a pound for carbonized wQol since a pound of 
the latter is equivalent to i-i/i0 pounds of scoured wool. 
Carbonized wool is wool that contains a percentage of 
vegetable matter which is put into an acid bath and the 
vegetable n~tter dissolved. 

The rate becomes 40¢ on a pound of yarn 
since a pound of the latter is equivalent to 1-1/5 pounds 
of scoured wool. 

The rate becomes 50¢ a pound on the wool in 
piece goods since it takes approximately 1½ ~ pounds of 
scoured wool to make a pound of woven piece goods. 

The tariff is not effective as far as price 
g is concerned unless dom~stl¢ consumption is in excess of 

the domestic clip although it does operate to keep out 
most of the foreign wools when there is a surplus of - 

. .  , i ~  
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domestic wools. If the domestic consumption is in excess 
of the domestic clips foreign wools are imported and in 
such a case the domestic grower receives a price which is 
substantially equivalent to .the world price plus the duty. 
Should the condition arise Whereby the consumption would 
be considerably less than our home production the tariff 
in that instance would be less effective on price. 

This specific rate protects the domestic wool grower 
and in effect puts a price on the wool in an imported fabric 
which is equivalent to the cost which a domestic manu- 
facturer has to pay for his raw material. It does not 
protect the domestic manufacturer against the products of 
cheap foreign labor. Such protection is provided in part 
by the "ad valorem, tariff rate on manufactures of wool. 
This is graduated according to the amount of labor re- 
quired to make a specific product. In terms of piece 
goods~ the principal classification of imported wool 
manufactures, the rate is 50% and 60% according to value 
classification. Since this percentage is based upon the 
foreign value and not the value in this country~ situa- 
tions arise when the degree of protection is quite in- 
adequate and much less than is generally supposed. 
(Foreign value of a fabric costing $5 here might be @1.25. 

• i 50~ of this is 62~¢ or only 21% cn the basis of American 
value ). 

B. PRODUCTS 

I. Nature~ variety; and Quantities of Important Items 

The more important~products of the Industry may be 
divided into the following d~lassifications. 

(a) Products to be further manufactured by 
some other industry. 

(b) Products not substantially changed before 
reaching the consumer. 

In the first classification may be mentioned the 
following - o 

Yarn for subsequent manufacture into 
bathing suits, knitted sweaters and 
other outerwear, hosiery, underwear, etc. 
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Piece goods for further manufacture 
into men's, boys, and ~omen's suits, 
coats and other garments. 

In the second classification may be listed- 

Piece goods for sale as yard goods 
over the counter. 
Yarns for home knitting 

/ Blankets . 
Upholstery fabrics for automobiles 

and household uses. 

2. Proportion of Producer and Consumer Goods 

Substantially the entire product of the Industry 
is classed as consumer goods~ although much of the product 
goes through further manufacturing processes before actually 
reaching the constu,~er. There is a very limited production 
of such items as papermakers felts and other products for 
industrial uses which would be classed as producer goods. 

Special Characteristics - Bulk - Perishability- 

Obsolescence 

The product of the Industry is not bulky in 
the sense that any problem of storage is involved or that 
there is an excessive unit charge for the transportation of 
either the raw or the finished material. 

There is no problem of perishability other 
than protection from moths. This is easily handled by 
concerns who have occasion to store substantial yardages 
of material but is still a problem for the individual 
consumer who is not always provided ~rith facilities for 
adequate moth protection. Trouble also arises occasion- 
ally from the tendency of yarn or top to mildew if stored 
when too damp and subjected to pressure although this is 
a minor matter. 

Obsolescence does not exist except to the 
extent that the style factor on fancy goods puts them in 
the unwanted class after the season for which they were 
intended has passed. This is much more important in the 
women's wear field than in the production of men's apparel 
although throughout the entire garment field there is a 
tendency to clean out stocks more or less completely at 
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the end of each season. Blue serges have been going along 
for thirty or forty years 3 longer perhaps. As a matter of 
factj a large part of the worsted industry of this country 
was built to manufacture blue serges. Blue serges today 
are a negligible portion of the industry's product. 

Even with the advent of rayon and other 
synthetic fibres it is difficult to believe that wool 
products can ever become obsolete. There is no real sub- 
stitute for wool as yet although it is true that ~hanges 
in our habits of life have put such items as red flannel 
underwear in the ,,almost obsolete,, class. 

4. Patents - Brand Names 

Brand names are not used to identify many of 
the products of the Industry. A few of the higher priced 
manufacturers do succecd in carrying the identification of 
their products through to the consumer but they can be 
counted on the fingers of two hands. Blanket manufac- 
turersj on the other hand~ since they turn out the blanket 
in the identical form in which it reaches the customer, do 
label their blankets and endeavor to compete for consumer 
preference on the basis of their own advertised and well 
kno~n trade names. Such names as Kenwood~ St. Marys~ 
Chathamj North Star and Esmond are widely known. 

While there are patents on certain processes 
in the Industry they are~ in the mainj Patents owned by 
machinery manufacturers and not by members of our Industry. 
Several design patents have recently been taken out to 
prevent piracy of design. They are probably more im- 
portant because of their nuisance value than otherwise as 
it is almost impossible to substantiate claims of the 
originality of fabric weaves. That expression I have just 
used, "almost impossible to substantiate claims of the 
originality of fabric weaves", was probably responsible 
for my brief dissertation on the history of the industry 
because you can readily appreciate that in an industry 
that has the history that this industry has almost every 
weave and design and color combination that can be 
thought of has at some time or other been thought of. 

5. Research~ DeveloPment and Improvemen t 

The Industry is not without organizations 
who are pursuing research and development work. Such 
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organizations as the American Association of Textile 
Chemists and Colorists~ the United States Institute for 
Textile Research, the Textile Foundation, the Bureau of 
Standards and others are all active but the amount spent 
on such research is woefully inadequate. Very few indi- 
vidual mills have any technical organizations worthy of 
the name. The extent of success which might result from 
the inauguration of more extensive research isj of coursej 
unknown but the efforts r~ade in that direction are not 
comparable to what is being done in other manufacturing 
industries. 

6. Style Influence 

(Touched on under D above) 

. Standardization and SJaplification 

There is little standardization throughout 
the Industry. There is an almost infinite variation, 
both in the methods of manufacture and in the resulting 
product. There are many different varieties of wool - 
many ways of blepding wool - many differences in the 
preliminary proccsses - many variations in spinning and 
many possible types of weaves and finishes. A given 
mill having established certain methods and accustomed 
to handling certain types of wool tends to make goods 
of a particular character although varying its patterns 
and colors from one season to another. Almost any mill 
can in time change its product but in so doing runs 
into many difficulties since a balance of raw materials j 
machinery and processing requires considerable ex- 
perimentation. This was illustrated during the World 
YJar when mills accustomed to making a different type 
of product turned to the manufacture of uniform fabrics. 
The resulting irregularity was due to a combination of 
the difficulty of obtaining the type of wool best 
suited to such fabrics and of the unfamiliarity of some 
contractors with such cloths. 

C. RAU AND Co~rrRIBUTORY ~ATERIALS 

i. Variety and . Importance of Items 

The principal raw material of the Industry 
is sheep,s wool. This is used not only as new wool but 
fibers are li-ke~ise reclaimed from the material discarded 
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in the various manufacturing processes as well as from fabrics 
which have served their use as clothing or for some other 
purpose. Such reclaimed fibers may or may not be inferior 
to certain grades of new wool~ Reclaimed wool is used 
largely in such woolen fabrics as overcoatings and heavier 
types of suitings where tae felting of the fibers is desired~ 

In certain types of cheap fabrics, notably boys, cloth- 
ing, men's trousers and the low end women,s wear cloths~ 
varying percentages of co~ton are often used in the endeavor 
to meet a prescribed pric@ range. Recently new fabrics have 
appeared wherein varying amounts of cut staple rayon are 
mixed with wool. Perhaps the most common proportion at 
present is 60% wool and 40% rayon although some with higher 
rayon percentages have been found. Rayon is more expensive 
than cotton but when blended with wool produces a much better 
and more satisfactory febric than a wool and cotton mixture. 

There are other so-called specialty fibers strictly 
limited in amount which are also utilized - such as camel,s 
hair, vicuna, alpaca, llama, etc. 

As a very rough apFroximation the following might repre- 
sent the proportion of fibers used in a normal season: 

New }¢ooI 55% 

Reworked v¢ool 20% 
}~hair 5% 
Specialty fibers 2~ 
Rayon 12~% 
Cotton 5% 

There may be some slight variation in these figures but I 
believe they are substantially correct. 

2. Sources of Important Items 

The primary source of the wool used in this 
country is our own country- the leading states being 

T (which supplies nearly all the domestic California, exas 

mohair produced), ~%~yoming, .~.~ontana, Utah, Colorado, New 
Nexico~ Arizona and Ohio. ~ small amount of wool is im- 
ported regularly because it possesses particular character- 
istics which are desired for specific constructions. This 
comes largely from Australia with some from South America. 
~~en the domestic supply is inadequate wool may be imported 
from almost any part of the globe but the largest amount 
comes usually from Australia and New Zealand. 
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5. Dependability 

The domestic supply is dependable in that the 
total clip does not vary substantially from year to year but 
the yield is not entirely predictable since weather and 
grazing conditions will affect the actual yield of clean wool 

after scouring. 

a+ Domestic. sflfficienc~ 

The fluctuations in the availability of wool 
arise from changes in the yearly consumption of ~ooi rather 
than changes in the siz~: of the domestic clip. From 19~0 to 
19~7 +~pproximately 90~ of our consumption was supplied by the 
domestic clip ++with I0~ imported. (In 19,56 imports were above 
the ~;++ average for the seven years ) .i. k2/0 • 

The ocrcentage imported during the last seven 
year period is consider~+bly less than for preceding periods. 
From 1890 to tl+e time o2 the World :+?ar the percemta[e of the 
total which vras mmpo~ led ran from 15~ to 40%. I>+Iring the +-~ar 
we impcrt+ d fully ,~+:n+~,+ of our requirements. The tariff_ 
operat{s to mak(+, tl+e +ndustry use the domes+ic clip first and 
suppl cent ~.ny aJditionni requirements by the importat+ion of 
foe +++++r, ++.Ir++~+im~S+ Usually these can be obtained without 
difficulty ,',-z +'~,~,.,++.+~,,,+~+ ++ th+: supply proved inadequate in 1918 due 
to th~J hea~<y demand. Japan; Germany and Italy today are short 
of wool but becaus~ of ~,"'~,~,ch~+ng', ~ .... difficulties +~+t~er-- '- than an 

• f insuffic men + supply. 

b. o~+oon++l factors 

Sh~ ~P are cu • ~ stomarily s+leared in the spring and 
the wool is stored -cith<--,r' locally or sent to market~ the 
principal market being Boston. Wool stored locai]y is 
financc:d through local banks• That s~+nt to Boston or 
Philadelphi-t is financed by wool dealers who sell it to the 

" "  • t"), "+ m+~+~is as needed P.~iled +col, which is +o,~ taken off the 
pelts of slaughtered sh+<+p at the slaughter house, is 

" ' " - ' + ' r - c ,  packers are located hand_Led largely in Chic~g'o where u++, • 
T h e  " + " t " " " +~F+~,re a ~e poundage,: of this eacl~ year is substantial. 

c. Stocks 

Whilu shearing takes place in the spring there 
• i 

is conszu~,~+ble difference in time because of the varlatmon 
in climate between the wool growing states. Stocks ar~ 
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normally heaviest in the late spring, decreasing gradually 
until the early part of the following year 3 when the new clip 
comes into the market. Except in the case of a very reduced 
domestic consumption there is seldom any large carry over of 
wool from one season to the next. Ti~e fluctuation in con- 
sumption is largely taken care of by increasing or decreasing 
imports, which is a great protection to the domestic grower 
who normally can expect the wool textile manufacturers to use 
the entire domestic clip. 

l~ring the past four years the total amount of 
wool in the hands of wool dealers and manufacturers (no 
figures are available covering wool that the growers may be 
~<ithholding from the market) has fluctuated bet~een a low of 
105,100,000 scoured pounds (Narcn~ 1936) and a high of 
192,500,000 pounds (September, 1934). 

4 .  (Omitted) 

5 .  T r a n s p o l ' t a t i o n  P r o b l e m s  

The domestic clip has been running in the vicinity 
of 400~000,!)O0 pounds d~ring the past several years. This is 
g r o v m  !arye!y in +,tie ~ e  ""~ " o,~ o r  i n  T e x a s  a n d  h a s  t . o  b e  s h i p p e d  

to t h e  ~ '  ,.ast to deniers or to the mills. The product of the 
mills in ~ -  t o  b~in has be shipped to New York~ Philadelphia~ 
Baltimore, Chicago; Rochester and other garment centers. A 
good deal of hal:all in C is involved but in terms of total freight 

L=em is not compalab±e to that en- " ~ ' '  the pro ~ ' ' " " tonna<.e moved, 
countered in the so-called heavy industries. 

6. Price Stability 

The fluctuations in the price of ra-v:~ wool are 
frequent and considerable. 6~r domestic price (except when 
we consume less than we produce) is roughly the world price 
plus the tariff. The world price is subject to considerable 
va~'iation and from time to time the tariff rates have been 
altered so that our raw raterial costs are far from constant. 

Usin£ Ohio fine delaine as an example - the 

price in 1850 averaged abo~t 70¢ a clean pound. 

a pound. 
In 1865, just after the Civil ~ar~ it was $1.55 

In 1870 it lind risen to ~1.75. 
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The rise continued for a few years beyond 1870 
but then it began to decline and steadily dropped in price 
until in 1895 it sold for 48¢. 

The tariff on raw wool was removed in 1894 and 
the price dropped to a low of 55#. The tariff was reapplied 
in 1897. 

The average price from 1900 through 1912 fluctu- 
ated between 60¢ and 80#. 

In 1913 the tariff was again removed but the 
effect was not apparent on our market because of the World 
War which caused a great scarcity of wool in all countries. 
At the beginning of this period this grade of wool sold at 
about 60¢ but jump~.d during the war to ~1.87~ the highest 
price of which w~- have any record. 

Follo~ving the war 3 the price declined to a low 
of less than 50¢ in 195~. 

D~st year it was 90¢~ early this year about @I.15; 
at present arornd 85~. 

This great variation in raw material cost - 
from 50¢ to ~1.87 - is a matter of the highest importance to 
tha industry. Nor~ally the raw material may be considered 
as rol~hly about one-third to one-half of the cost of woven 
fabrics so that it is evident that such changes in raw 
material cost result in sometimes abrupt and surprising 
chan~,c~s in inventory values. Profits and losses in the 
industry ~,~re almost mor~ dependent upon fluctuations in the 
r':w wool market than upon the actual manufacturing processes. 

D. P!~ODTTCT ION PROCESSES 

Adaptability to change 

Machinery, by adjustm~nh and by the addition of 
a-ttachments~ can be changed and adapted to a wide range of 
products. It is diffic, tlt~ however, to make changes quickly 
in the type of raw material used since the machines are 
adapted to the processing of certain types Of raw material 
and "the operatives are experienced in handling certain 
types and have difficulty in learning the different charac- 
teristics of unfamiliar wools. In time of an~ - national 
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emergency it would be difficult to buy material on  specifica- 
tion from mills accustomed to manufacturing a different sort 
of product but by having several alternate specifications a 
considerably augmented supply of usable material could be 
obtained. 

Power Requirements 

The power requirements of the industry are not large. 
Mills. use both individual electric drives and belt driven 
equipment. ~ny mills, make their own power~ partly because 
of their use of steam ~hich ~akes it economical as they need 
substantial boiler capacity for scouringand dyeing operations. 

Patent and License Control 

Of no special importance. 
able to all mills, 

~%chines generally avail- 

Seasonal and C-"clical Characteristics 

In the blanket field there is really one season only; 
the winter. 

In women,s ~,~ear, there is the fall and the spring. 

In men's wear tb.~re is the spring~ the fall~ and a 
summer season wh~n tropical ~vorsteds ar, e worn. In the fall 
thc:r~ are not only suits but overcozts for both men,s and 
women,s wear. Tii~ o<ak of demand thus comes in the fall 
when th{~ industry is called upon for blankets, men,s and 
women,s suits and coats. As a result operations for fall 
have to te co~~enced much further ahead of time than ooera- 
tiom~ for spring. 

Tht~ rate of activity in the industry does show a 
tendency to move in cycles although it is not always possible 
to determin< the exact /'actors which control the length of 
the active period or of the succeedin~ curtailment. However, 
one factor can be c itcd as being responsible for accentuating 
the fluctuations in th~ industry and that is the tendency to 
speculzte on the swings in market prices. On the upswing 
there is n~..~rl always excess 

...... y . ":n of enthusiasm and a wide 
accumulation of raw r:~atorial and finished goods which are 
bought in anticipation of inventory appreciation. On the 
down swing everybody holds off buying until there, appears 
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to be no further possibility of price decreases. While this 
factor is to be observed in nearly all industries, it is 
more serious in our Industry because of the wide fluctua- 
tions in the cost of raw material and because of the long 
period of time which elapses between the purchase of the 
raw ~ool from the wool grower in the West and the sale of 
a garment to a customer in a retail store. 

The resulting fluctuations in the rate of manu- 
facturing activity have a very important effect on merchan- 
disir4~ in the Industry and on labor relations. 

You can ap,~reczate that in a business that is as 
seasonal as ~rool manufacturingj from the standpoint of labor 
there are two periods in the year when the industry should 
be operating at peal: and employing a great many people. 
There are other ti'~es, "in between seasons,' we call themj 
when the industry is not active and requires a great many 
less people. 

E. LABOR 

i. Classification 

as follows : 
Labor may be classified by percentages roughly 

Ordinary 25% 
Semi -skilled 60% 
Highly skilled 15% 

o~. Availability of Requirements 

Good help can be trained in a reasonable time 
if there is no particular urge to hurry production. The 
average age of the workers in the Industry is somewhat above 
the average since the Industry has been contracting instead 
of expanding in recent years and hence has not attracted 
nor been able to absorb younger workers in volume. 

5. Wages - Regional Differential s 

The N.R.A. code in 1955 established a minimum 
wage of $14 in the North and .$15 in the South. This~ I am 
glad to say~ is a credit to the Industry in that it has 
been maintained and nearly all employees are paid much above 
this because of increases in 1956 and 1957 with the improve- 
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ment in the Industry. The present average hourly wage of 
all factory employees in the Industry (excluding foremen~ 
overseers, etc.) is 58# per hour as compared with Z0# in 
1932. The weekly wage rate is quite satisfactory and is 
rather extraordinary when compared with the average which 
existed in 1932, but the annual rates are less satisfactory 
due to the necessity of laying off employees in the dull 
seasons. 

Although the observed minimum wage in the SoUth• 
is only Z½# per hour less than in the North, the actual 
average is fully i0# per flour less as the skilled worker in 
the South receives a smaller differential compared with 
ordinary labor than does the skilled worker inthe North. 
Speaking of a wage differential, we mean the differential 
pald for those operations above a minimum. ~ 

4. Rates of Turnover 

(No f igures  a v a i l a b l e -  V a r i e s - G e n e r a l l y  higher 
in larger  mi l l s .  ) 

S. Organization 

a. Extent of unionization 

A comparatively small part of the Industry is 
organized. Prior to the C.I.O. activities~ the highest 
percentage of unionization in the Industry as reported by 
the United States Department of Labor was 12%. 

The Textile ~orkers Organization Committee~ a 
C.I.0. affiliate, no~ claims 2S0~000 members in all branches 
of the Textile Industry out of a total of a million and a 
quarter workers. Their greatest enrollment is in the carpet, 
hosiery and silk branches of the Textile Industry and at the 
present time their enrollment in the ~ooi Textile Industry 
is probably not in excess of 15%. 

b. T~p 9 of union s 

At the time of the organization of the C.I.O. 
the United Textile Workers Were absorbed and considered a 
part of it under the title of the Textile Workers Ory~aniza- 
tion Committee. From the standpoint of the organization of 
the C.I.O,, this was perhaps a logical development~ it being 
an industrial ~union and interested in the vertical organiza- 
tion taking in several steps within the Industry. 
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C . Cooperation with management 

you can well realize that with the small per- 
centage of union organization within the Industry, the 
question of cooperative management with the unions has not 
been required. It is safe to say that where there have 
been individual instances where the manufacturer has dealt 
largely with the local, which comprised only his own em- 
ployees , there have been satisfactory relations. 

d. Trouble and strikes 

The most recent extensive labor troubles in 
the Industry was the so-called nation-wide textile strike 
in 1954. This strike started in the Cotton Textile Industry 
but spread to wool and silk and other branches within a 
short time. The principal demands made by the union were 
recognition, shorter hours~ higher wages and lessened work 
assignments. After some two months the workers returned 
to the mills and the ~'esident~ as a result of a Committee 
which was appointed to study the textile situation~ es- 
tablished a Textile Labor Relations Board September 26, 
1954, and a Textile Work Assigr~nent Board October 16~ 1954. 
He also instructed the Bureau of Labor Statistics and the 
Federal Trade Commission to prepare exhaustive reports to 
indicate whether or not the Industry ~ms in position to 
decrease hours or increase wages j or both. The reports 
of the Federal Trade Commission did not indicate that the 
industry had sufficient leeway to add to their labor costs 
by decreasing hours or increasSng wages. The Textile Work 
Assignment Board found that the complications and vari- 
ations concerned in the assignment of machine loads Were 
too extensive to make it possible to formulate any single 
basis for Operation throughout the Industry. 

6. Seasonal Influences on F/Ip!oyment 

The fluctuations in business and the consequent 
effect upon employment is one of the most serious problems 
of the Industry. Unfortunately, little progress has been 
made .in solving it. While seasonal iactors are not solely 
responsible for fluctuations in employment~i they contribute 
gr@atly to it. To those who are fortunate enough to secure 
steady employment, the Industry offers a satisfactory 
liveliheod but those whose employment is limited "t~ the 
peak periods of activity are faced with recurring periods 
of idleness and find difficulty in stretching their earnings 
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to cover such periods. The abolition of the third shift, 
which was practically eliminated when the N.R~A. code was 
adoptedwas of assistance in spreading e mplo~unent somewhat 
more evenlyj but it is difficult to see how much further 
progress can be made so long as there is as great a ~ 
fluctuation in demand for goods as now exists. 

7. Working and Living Conditions 

Working conditions are in the main entirely 
satisfactory. T~e occasionally hear some criticism of what 
is termed ,'stretch-out.,, This is an increase of the labor 
load and the agitation against it is based upon the theory 
that an increase of this character has a tendency to dis- 
place men by machines. This increase in labor load is not 
a serious problem .in the Industry and is not as prevalent 
as the accusations. As long as we are in a machine age, 
progress should not be retarded and it is interesting that 
in the processes of the Wool Textile Industry where ma- 
chinery has been replaced, it has resulted in a lesser 
work load due to more improved methods in machinery. There 
is a definite limitation from the standpoint of the charac- 
ter of the work in that no excesses or abuse can be sustained 
because of a loss of efficiency. I am speaking in this case 
not of human efficiency but of the efficiency of the stock 
which is being employed. It is also interesting that where 
changes are made~ they usually result in an increase in 
employment either in the preparatory or finishing operations, 
so that while the character of labor may be changed~ the 
actual number is not greatly reduced. 

Living conditions are reasonably satisfactory. "A 
comparatively small n~nber of mills operate mill villages 
but where that is the practice the houses are well maintained 
and comfortable although in some cases not any too modern. 
The factory employee in the smaller centers is generally 
able to find satisfactory living quarters~ especially since 
the purchase of a cheap automobile allows him to choose 
from what is available in a much •larger area. 

F. NARKET S AND ~ARKET ING 

i. Domestic and Export 

The Industry has no export business. There is no 
possibility of competing abroad in international markets 
where foreign producers have the advantage of labor costs 
so substantially belov~ ours. 
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. Type. o.f,, Consumers 

Except for blankets, practically the entire product 
of the Industry is sold to concerns who further process or 
manufacture the materials which we produce. The garment 
trades are highly competitive and our industry as the source 
of supply for those trades suffers some of the disabilities 
under whioh they also labor. Our biggest field is the men,s 
clothing market, with women's wear next, followed by blankets 
and automobile upholstery. 

5. .Narketing Nethods : 

The marketing methods in the Industry are subject 
to considerable criticism and the method used is an evolu- 
tion of the earlier method of merchandising. For a great 
many years, in the rapid development of our country 3 it 
was customary to distribute merchandise through commission 
houses on the consignment basis. From this developed the 
selling agent, and the mills that sold their product direct 
to the trade. In the mainj cloth is a primary market 
commodity; becomes a raw material to the garment manu- 
facturer, and is sold as such. Most of the mills in the 
Industry are specialists and it is impossible to enter 
into a more modern method of merchandising directly to 
the consumer because of the inability of the mill to 
ccntrol its outlets. The garment manufacturerj in turn, 
buys these various specialties from a number of mills and 
he, in turn, sells a general line of merchandise. The 
identity of the mill is lost to a large extent and as 
long, as this method of' merchandising is pursued~ the 
sales methods will appear antiquated. The smaller units 
in the Industry have selling agents who sell usually 
more than one line and who haven't a financial interest 
in the mills. TheTe is also a group of selling agents 
who have a nominal interest in the mills j and some of 
the larger mills have their ovm offices and sales forces 
and sell their merchandise direct. These latter probably 
are using the most improved methods of merchandising that 
exist in the Industry but they would not be called modern 
compared~ we might say, to the automotive industry. 

4. Regional Characteristics 

(Omitted) 
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5. Financing of Sales 

F~cept for the larger units a great many of the 
mills have their accounts factored. Factors are indi- 
viduals or firms who provide credit service, collect 
accounts and advance money to the mills against goods 
shipped. The factors have grown in i~portance during 
recent years~ In many cases a factor can maintain a 
credit servicej collect accounts and finance operations 
for a number of mills more economically than the indi- 
vidual mills can do it for themselves. 

Another reason making the factor important is 
found in the terms which exist in the Industry. The 
standard terms are I/i0 net 60. Few accounts are paid 
before the end of sixty days and many run beyond that. 
In certain cases extra dating is allowed. This is 
especially true of seasonal merchandise delivered ahead 
of the time when it can be passed on to the retailers. 
~hen two or three months dating is given it provides a 
real financing problem in that the mill has to pay for its 
raw material and its expense of converting some six months 
or even more before it can expect payment from the customer. 
0nly the larger units are financially able to extend credit 
to such an extent without recourse to some factoring 
arrangement ~ 

. Price Policies -Effect on Demand 

The effect of price on demand is not in a]:l re- 
spects similar to that found in otller industries. A 
reduction in price usually accelerates consumption~ but 
its effect is frequently to some degree perverted .by 
garment r~.r~Ifacturers maintaining their price ranges but 
using better - frequently unnecessarily so - fabrics in 
those ranges. Thus~ while a substantial price reduction 
enlarges the field for some cloths, n~tably those 
normally just above the so-called popular or volume level s 
its effect is not reflected as directly or to the same 
degree as in other commodities. 

On the other hand~ increased consumption has an 
almost immediate effect on price, the prices increasing 
rapidly in a period of active business. The reason for 
this is to be found in the fact that the industry is 
equipped to turn out more merchandise than can be disposed 
of readily in normal markets with the result that there is 
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very severe competition to obtain whatever business is avail- 
able. This results in the disappearance of the profit 
margins, many mills actually disposing of their products 
at a loss. ~.~hen the demand increases to a point where 
there is less severe competition mills can get better 
prices, asj in fact, they must in order to recoup the losses 
which they sustain durin~ unprofitable periods. 

Furthermore, their products are sold in the main 
to a trade whose knowledge of actual values is based almost 
entirely on the relativity of prices to one another, which. 
fact, added to a speculative-mindedness apparently inherent 
in those operators~ induces progressively, active buying 
under pressure of advancing prices. 

. Competition 

a. Other industries - substitutes 

Certain parts of the Industry meet competition 
from related groups. In the field of women,s wear there 
are many types of garments which could use either woolj 
silk~ rayon or cotton~ i-n other types~ however, wool has 
no competition except for manipulated fabrics containing 
wool and certain percentages of rayon or cotton. In the 
men,s wear field there is competition in the summer goods 
field and also in low end woolens and mixes for men's and 
boys, wear. In the field of standard men's wear fabrics~ 
however, wool is almost universally used although mixtures 
of wool and cut staple rayon are being used apparently with 
good results. 

b. _Within industry 

Competition within the Industry is very severe. 
One reason is the fact that except for blankets the 
product of the mills does not reach the consumer in such 
a way as to be identifiable. The attempts on the part 
of mills to identify their fabrics and build up consumer 
demand have not been successful except in a very few 
instances so that the mill must always meet the competi- 
tion of countless other organizations able to make 
comparable fabrics. The severity of competition ~'rithin 
the industry is illustrated by the method of bidding on 
Army contracts. Instead of declining prices as the 
quantity increases, bidders ask more for additional 
amounts. This is because the competition is so keen that 



they realize that they must make a very low bid to get any 
yardage awarded and .they step their bids up as the quantity 
increases j hoping that on the total quantity awarded they 
will get a fair average. 

c. International competition 

While ~e cannot compete in the world marketsj 
other countries compete actively for a portion of our own 
domestic market. 

From 1849 to 1860 }{e imported a substantial per- 
centage of our-requirements on blankets and woolen and 
worsted piece goods - perhaps a third of total - because 
our mills had not reached a stage where they could make 
fabrics comparable with English merchandise. This per- 
centage ,decreased gradually until 1890 since which time 
it has grown markedly less as our domestic industry ha-s 
grown and acquired facilities for styling and making a 
better product. 

A slight increase in the tariff was obtained in 
1930 but the amount figured on the foreign value was too 
small to have any appreciable effect on the ~l~portation 
of foreign woolens. The substantial increase of. 30% and 
more in hourly wages provided by the Code in 1933 raised 
our production costs considerably as comparedwith foreign 
manufacturers. These increases have not only been main- 
tained up to the present but there have been still further 
wage advances, during the past year. At the present time 
wool textile ~ages are 2-3/4 to 5 times those paid in 
England and over ten times those paid in Japan. This is 
a serious matter for our domestic industry. England is 
a very active competitor and is sending over a very sub- 
stantial amount of men,s suitings and overcoatings and 
also of blankets and steamer rugs. Japanese manufacturers3 
although they have not made much impression on our market 
as yet, have made great technical strides in the manu- 
facture of wool textiles and with their very Io~ labor 
costs are potential competitors who-represent a real threat 
to our industry. 

Secretary Hull is anxious to reduce tariffs 
wherever possible. Without going into a discussion of 
the soundness of his philosop~ at this moment, it should 
be remarked that if the domestic wool manufacturer is 
going to be able to sustain a constantly increasing wage 
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basis he must be adequately protected against the low paid 
labor of foreign textile manufacturers. There may be many 
arguments for tariff reduction but while there exists such 
a wide. spread between American wages and those paid in 
foreign countries we must of necessity choose between a 
low tariff and high wages~ we cannot have them both. 

. Extension of Narkets .ThrpughNew Uses 

The extension of the market is being attempted 
through the medium of the Associated Wool Industries, an 
organization supported jointly by thewool growers, the 
wool dealers~ and the wool: textile industry. The efforts 
are directed rather to the cultivation o£ existing uses, 
the extensionof present markets and the development of a 
demand for a more varied wardrobe rather than teward the 
discovery of anything that could properly be termed new 
uses. 

G. COST OF PRODUCT 

The best figures showing a breakdown of the 
elements of cost are those released by the Federal Trade 
Commission as a result of a study of the Industry covering 
1954j 1935, and 1936. 

A typic&l breakdown for one of the periods 
follows (Averages of 155 companies)- 

Labor " " 

Raw Material 
~tel and power 
~es. and. chemicals 

Taxes (property) 
Depr ec iat ion 
Other mill expense 
Outside commission work 
Selling - bad debts, etc. 
Officers' salaries, etc. 
Other gen. and adminis- 

trative expense 
Net profit 

28.24~ 
45.91 

2.54 
5.22 

.96 
2.18 
5.80 

.57 
4.75 
1.06 

1.52 
5.65 

.Total Net Sales :LO0.00  
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H. FINANC IAL 

i. Cwnership 

The ownership of the industry is largely private. 
The only concerns whose shares are listed on the New York 
ezchanges are the American Woolen Companyj Collins& Aikmanj 
and S. Stroock & Company. A few others have some securities 
outstanding with the public~ but in the main are privately 
and closely held. 

2. Capital Structure 

Few textile mills have any bonds outstanding. 
Some have more than one class of stock 3 but even in those 
instances the tyro classes are apt to be held by the same 

7 ~ ~ owners. Being ~ar~ely of a private nature the individual 
concerns vary greatly in their capital structure. There 
are no standard ratios for current assets to current lia- 
bilities, to fixed assets~ or to net worth. The industry 
offers examples of companies in almost every stage of 
corporate health. 

5. .F, arnin.g ' Re.cord. Of i n d u s t r ~  

The earning- record of the Industry presents a dis- 
couraging picture. Since 1925 the Industry has been 
chronically contracting and while there have been some 
mills in the Industry that have consistently made money, 
there are many that have consistently lost. This is best 
illustratedby the fact that the capital structure in the 
Industry continues to be less and until such time as there 
is a substantial revival in the Industry, the earning 
record will probably not be formidable. 

The decline in the Industry is illustrated by 
the fact that there were approximately 6OjO00 broad looms 
in place in 1919 as against around 46,000 at the present 
time. Probably the most important factor in this decline 
is the change in habits and styles of dress. A Woman,s 
suit used to take from six to seven and one-half yards; 
today women,s garments rarely require as much as two yards. 
The average man during recent years has bought only six- 
tenths of a suit a year~ ~ith the figure dropping to four- 
tenths during the so-called depression years. Whether 
the explanation is to be found in the fact thst men give 
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their clothes less wear than they formerly did or spend so 
much more on other items that they have less available for 
clothing~ the fact remains that the volume of clothing sold 
has been decliniI~. 

With a declining demand for the products of an 
industry there is quite generally sufficient potential 
capacity to over-produce, which results in a keenness of 
competition which prevents all but the most efficiently 
operated units from making adequate returns on their in- 
vestment. 

I. TRADE ORGANIZAT I0N 

I. ,S,trength~ Coverage and G,eneral Effectiveness 

The Industry,s trade organization is known as the 
National Association of Wool Manufacturers. Established 
in 1864~ it is the oldest trade association of national 
scope in the country. Its members represent approximately 
90% of the capacity of the Industry. The effectiveness of 
the Association is naturally somewhat a matter of opinion. 
It stands very high among the larger associations of the 
country and ires been very helpful and valuable to the 
Industry. During the N.R.A. the Association was the agent 
of the Code Authority and voluntarily defrayed any neces- 
sary expenses in connection with code activities. The 
Association has tried to take a realistic attitude toward 
the necessary limitations under which a trade association 
has to work and has not attempted the impossible. 

2. Production Regulation 

No regulation of production has ever been tried 
by the Industry except to the extent that the N.R.A. 
prohibition of third shift operation of worsted spindles, 
looms and knitting machines might be so considered. This 
restriction did have the effect of reducing the potential 
capacity of the Industry but was conceived more as an 
attempt to lengthen out the peaks and valleys in the pro- 
duction cycle tl~n as a means of cutting down total 
product ion. 

S. Pric e Regnllatio n 

No price reg~lation has been attempted in the 
Industry. The degree of competition would make it im- 
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possible even if there might be a few in the Industry who 
look "~ith envious eyes at certain basic industries where 
some degree of price stabilization l~as existed. Schemes 
for preventing selling below cost and other Similar 
proposals considered at the time the N.R.A. code was being 
drafted were all turned down by the Industry. 

4. Trade Statistics 

In the field of trade Statistics the Association 
has done an outstanding job. Some statistics are collected 
in cooperation with the Bureau of the Census and the Bureau 
of Labor Statistics and others by the Association through 
its own agencies. 

These statistics cover a broad field including - 

i0. 

I. Production of wool 
2. }Wool Imports 
3. ?~ooI Stocks (inventory) 
4. Wool Prices 
5. l, fool Consumption 
6. Employment and Payrolls 
7. ~,{ach!nery Activity 
8. Production, Billings and 

In~entor9 - of Cloth 
9. Importations of %fool Nanu- 

factures 
Production, Sales; and 

Stocks of }fo01 Yarns 

Some of these figures are collected on a weekly 
basis, and others monthly; figures on wool stocks are 
collected quarterly, and those on wool production once a 
year. Compilations of certain figures are sent to members 
~¢eekly. A more complete tabulation of several of the 
items is made and released under the title of "Nonthly 
Statistics of Wool ~,~anufacture.,, It is alwaysdifficult 
to know the extent to which the Industry makes use of 
these Statistics, but there seems warrant to believe 
that considerably more attention might v~ell be given to 
the trends which these statistics disclose from time to 
time 

5. Trade Practices 

The Industry has done a constr~ictive job in 
maintaining the trade practice rules established under 
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the Code. Hours have been limited to 40 in most instances 
and wages have not only been maintained but increased. 
There has been a less satisfactory adherence to some of the 
selling practices, although terms of sale and certain other 
provisions of thetrade practice rules have been carefully 
and consistently followed. In periods of unsatisfactory 
business it is inevitable that there should be some de- 
partures from the standards. When this goes to a certain 
po~t an industry generally awakens to the fact that some- 
thing should be done and proceeds to do it by means of new 
agreements. 

6.  Effect of N.R.A. Codes 

The N.R.A. was a help to the Wool Textile Industry. 
It operated to reduce working hours and generally educated 
the Industry in the direction of cooperative action in work- 
ing out mutual problems. None of the provisions of the 
original code proved unv~orkable and most of them still 
survi,ve. 

CONCLUSION 

The Army is naturally interested in tlle Industry 
as it would function on the war-time basis. At the present 
time the industry furnishes large quantities of shirting 
material, suitingj overcoating and blankets for botll the 
military establishment itself and also for the C.C.C. In 
1935 this Government buying accounted for perhaps 6% of 
the activity of the industry. Since 193S it has been con- 
siderably less. In time of national emergency, however, 
the requirements of the Government would be very greatly 
increased. Allowing for some falling off in civilian demand; 
it is doubtful if the wool textile mills could meet the 
demand which would result from the mobilization of a large 
army. Not only is there the initial necessity for issuance 
of new uniforms but the sudden change from a routine where 
onlymoderate protection against the weather is required to 
a regim~ where much of the time is spent in the open with 
the consequent necessity for added protection and the in- 
evitable ra~,id wea-~-i~g out of garmentsj •would result in a 
call ~ ~ _ o~ yardage vThich the industry would hardly be in 
position to meet. From this standpoint alone it is im- ~ 
portant that the industry be maintained without further 
curtailment and such steps taken as may be necessary to 
protect the domestic market and reserve the major part of 
it for American ~mills so that those mills may be in a 
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position to meet demands upon them if the time comes when 
such demands are made. Any discussion concerning the 
tariff protection afforded this industry should take into 
consideration the obvious necessity of preserving this 
vital industry in a healthy condition with efficiency 
maintained to a high degree. 
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