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About This Book
This Participant Handbook is designed to enable training for the specific Qualification Pack (QP) Two
Shaft Handloom Weaver. Each National Occupational (NOS) is covered across Unit/s.
All the activities carried out by an operator are covered in this course. Upon successful completion of
this course the candidate will be eligible to work as Two Shaft Handloom Weaver.
Key Learning Objectives for the specific NOS mark the beginning of the Unit/s for that NOS.
1.
2.
3.
4.
5.
6.
7.
8.

Introduction
Carry out pre weaving activities - TSC/ N 7305
Operate the loom - TSC / N 7306
Contribute to achieve quality in handloom weaving - TSC/ N 7307
Maintain work area and tools in handloom sector - TSC/ N 9005
Working in a team in handloom sector - TSC/ N 9006
Maintain health, safety and security at work place in handloom sector - TSC/ N 9007
Comply with work place requirements in handloom sector - TSC/ N 9008
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!
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Notes
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Tips
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Key Learning Outcomes
At the end of this module, the participant will be able to:
1. Understand the importance and scope of Textile Sector in India
2. Understand the origin and use of different Fibers, Yarns and Fabrics
3. Understand the variety and versatile application of handloom textiles
4. Gain knowledge on nature of schemes and support that the Government extends to
the industry
5. Understand the roles and responsibilities of Two Shaft Handloom Weaver
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UNIT 1.1 Textile Industry and Handloom in India – An Overview
Unit Objec ves
At the end of this module, the participant will understand:
1. The different parts of a loom and their functions
2. The machinery and equipment that are used for weaving
3. The different types of weaves and their properties

1.1.1. Textile Industry in India and Handloom Weaving
The texle ̀ industry of India accounts for 14% of the total Industrial producon, ̀ contributes to nearly
30% of the total exports and is the second largest employment generator a. er agriculture. It is because
of all these factors that it occupies a unique place in our country.
One of the earliest to come into existence in India, India's texle sector comprises four important
segments•
•
•
•

New texle mills
Power looms
Handlooms
Ready Apparel and Made-ups

The process of operaon of the loom, an ingenious wooden structure, by hand and with only man power
is what gives meaning to the word Handloom
Brief Introducon of Texle Sector in India
Manufacturing of texles is one of the oldest industries. A variety of texles play many small and big
roles in our everyday lives. It caters for the fundamental human need for clothing and for protecon and
fulﬁlls basic demand for decoraon. Other than this, texles also have an assortment of other uses, like
making packaging in the form of bags,baskets and pouches. In households, texles form a substanal
part of carpeng , upholstered furnishings, shades, towels, table accessories and covers, bedding and
quilts, and even art pieces. In the workplace, industrial processes such as ﬁltering, conveyor belts, etc
use texles. Other diﬀerent uses include ﬂags, handkerchiefs, cleaning rags, backpacks, tents, nets,
transportaon devices such as balloons, sails, parachutes, etc. It is also the second largest provider of
employment in the country a er agriculture. India being one of the world’s largest producers of texles
and texle based products, this sector contributes to naonal economy not only in terms of creang
and sustaining direct and indirect employment but also foreign exchange earnings. Abundant supply of
raw materials - natural and manmade ﬁbers and skilled workforce is what has helped India to become a
major producon hub.
The diversity of acvies and typologies is an important aspect of texle sector in India. While it has the
tradional hand-spun and hand-woven sector at one end, it also has the capital intensive sophisc ated
mill sector at the other end of the spectrum.
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It can be broadly classiﬁed into the organized mill sector and the decentralized sector.
Organized mill sector
Spinning mills that produce only yarn
Composit e mills that produce yarn, and greige and ﬁnished fabrics
Decentralized sectors
Handloom sector
P owerloom sector
Hosiery sector
W etprocessing sector
Garmen t manufacturing sector
Khadi
Carpe tmanufacturing
Handlooms - The Largest Co age Industry
Handloom texles are an integral cra product of India and constut e the largest co age industry of the
country.
Throughout the length and breadth of the country , millions of looms in villages and towns are engaged in
manufacturing texles of c o on, silk and other variety yarns. With such extent and reach, each cluster
has its own way of weaving the warp and we of the tradional beauty of India's own precious heritage.
Before the advent of imperialism and colonizaon, all fabrics (co on, jute and silk) woven by hand. Later
on, mechanical systems were used to create means for faster compleon of spinning as well as weaving.
The introducon of machines to the process of texle manufacturing allowed scope for due care tp be
given to intricate technicalies and thus the producon quanty and quality of products improved
manifold. It also allowed the arsans like the he weavers, embroiders and hand-printers greater
freedom to create new designs. During the Brish rule, the export business of co on and silk also started
which became a means for many Indians to showcase the talent of their experse around the world.
With so many variees of Handloom texles from diﬀerent states and their ﬁnesse, Indian Handloom
texles created a special place for India in domesc markets and abroad. This has added to the
emergence of India as one of the most diverse and culturally rich countries.
The handloom weaving sector also plays a key role in the country’s economy. It is among the largest
economic acvies that provide direct employment to more than 65 lakh people that are engaged in
weaving and other allied acvies. It contributes to about 19% of the total cloth produced in the country
and also adds to the country’s export earnings. With eﬀecv e Government intervenon in the form of
ﬁnancial assistance and the implementaon of various developmental and welfare schemes, this sector
has been able to ﬁght compeon from the power loom and mill sectors.
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Handloom oﬀers unmatched ﬂexibility and is extremely versale. This permits experimentaon and
allows scope for innovaons. The strength of Handloom lies in its capacity to introduce innovav e designs,
the intricate details of which cannot be replicated by the Power loom sector. It is for these reasons that
Handloom forms a part of the heritage of India, and for centuries it has exempliﬁed the richness and
diversity of our country and the brilliant ars try of the weavers.
Since its incepon in the year 1976, the Oﬃce of the Development Commissioner for Handlooms has been
instrumental in implemenng various schemes for the promoon and development of the Handloom
sector. It provides assistance to the Handloom weavers through its various programmes.
Some of the major programmes relate to
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Innovaon and modernizaon of technologies
Input support
Markeng support
Publicity
Infrastructure support
Welfare acvies
Composite growth
Development of good quality global standard products
New product development and research

These schemes that are implemented by the Oﬃce of Development Commissioner for Handlooms address
the requirements of weavers that primarily constut e the disadvantaged social groups and occupaonal
secons that comprise the bo om of the economic hierarchy. Rigorous planned eﬀorts are being made
through these schemes and programmes to enhance producon, producvity , and eﬃciency of the
Handloom sector to enhance the income and socio-economic status of the weavers by means of upgrading
their skills and providing infrastructural support
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1.1.2. Importance of Handloom Industry
The Handloom industry possesses certain advantages over others such as the provision of job at home,
the low requirements of capital and the adaptability to changes.
Handloom weaving is majorly a family occupaon and every member of the family is employed in it.
Weaving is performed at the weavers house itself. The weavers act independently and a end to their
family work. They have the freedom to work leisurely. They can choose their own working hours and
there is no ﬁxed number of hours during which they have necessarily to work. Depending on the need
they can decide their work schedule and the number of hours they have to put in. This makes it a viable
choice as occupaon given that people at villages are also involved in other occupaons like
agriculture.
Ÿ When compared to the capital requirements of other industries, the capital requirement per
employee in Handloom industry is very less. For instance, the capital requirement per employee in
Handloom is less than Rs 5000, whereas it is Rs.11000 and Rs.45000 in n y, small and large scale
mechanized industries respecv ely. Thus, the capital employment rao is very low in the Handloom
industry.
Ÿ Frequent changes in colour, borders, designs, textures etc., can be very easily made on Handloom
products as Handlooms rely on short warps. These warps are locally prepared for them to facilitate
such frequent variaons. Such changes cannot be easily permissible in the power loom or mill sectors,
whose warps go beyond 1000 yards at a me. Versale process to create designs that are unique can
be implemented with ease.
Ÿ In providing employment to the rural populaon, Handloom industry stands only next to agriculture.
It provides direct employment to over 10 million people and indirect employment to about 1.5 million
people.
Ÿ

1.1.3. The Handloom Sector and Government Support
Handloom sector is considered to be highly producon and employment oriented. It also lends itself to
entrepreneurship. In view of this, the government makes popular announcements in support of
industries in this sector in their plan documents.
Government aligned agencies like the KVIC and MSME support the Handloom sector and also form a
relevant market linkage for the weavers.
The various schemes of the oﬃce of the Development Commissioner for Handlooms are categorized as
belowŸ
Ÿ
Ÿ
Ÿ
Ÿ

Producon oriented schemes
Market support schemes
Infrastructural Development schemes
Co-operav e and Management training
Banking related schemes
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Ongoing Schemes and Programmes
For the integraon of schemes for ﬁnancial assistance provided to the Handloom weavers the
Government of India has been proacv e in rolling out new inia v es in addion t o the other ongoing
schemes, Deen Dayal Hathkargha Protsahan Yojana and set up a Naonal Centre for Texle Design
(NCTD).
Deen Dayal Hathkargha Protsahan Yojana
This scheme has been launched in April 2001. The scheme is speciﬁcally directed for the beneﬁt of the
handloom sectors and addresses all the parts of the industry.
For more details you may visit the following link: hp://www .indianyojana.com/vikas-yojana/deendayal-hathkargha-protsahan-yojna.html
Na onal Centre for Tex le Design (NCTD)
The Naonal Centre for Texle Design was commissioned in January 2001 to support the need for
Design Development for both the contemporary and tradional designs required in the Handloom
sector to keep up with the dynamic market needs.
For more details you may visit the following link: hp://designdiary .nic.in/about-us.html
Enforcement of Handlooms Reserva on Act
The Handlooms (Reservaon of Arcles for Producon) Act, 1985 has been envisioned to preserve and
protect the handloom industry from the power loom and texle mill segment which infringes heavily
on the livelihood of the handloom weavers.
For more details you may visit the following link:
hp://handlooms.nic.in/writ ereaddata/UploadFile/Act%201985.pdf
hp://handlooms.nic.in/User_P anel/UserView.aspx?TypeID=1211
Input Support
The handloom sector is primarily reliant on the organized mill sector for its major raw material supply of
yarns. A large poron of this yarn is in the shape of hanks. To ensure a connuous supply of yarn to the
handloom sector a certain % is obligatory on the part of mills to be supplied to the handloom sector as
hanks.
Na onal Handloom Development Corpora on (NHDC)
NHDC is a government undertaking is the only authorised body to implement beneﬁt and schemes for
the Handloom sector.
For more details you may visit the folloking link: hp://www .nhdc.org.in/english/ERP-NHDC%20PR1.pdf
h p://www.nhdc.org.in/
Credit Facility
The Naonal Bank of Agricultural and Rural Development Corporaons (Nabard) has been speciﬁcally
set up to provide Financial schemes at concessional rates to the handloom sector in the form of working
capital through various banks such as District Central Cooperav e Banks (DCCB) and State Cooperav e
Banks (SCB).
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Welfare Schemes
The Government of India has eﬀected welfare schemes for the handloom weavers listed below:
Ÿ
Ÿ
Ÿ
Ÿ

Health Package Scheme for Handloom Weavers.
Thri Fund Scheme for Handloom Weavers.
New Insurance Scheme for Handloom Weavers.
Handloom Export Scheme

The role of the handloom sector in contribu ng to the na onal economy is accepted specially with
the tractability of being able to produce in small batches and its inherent unique ar s c tradi on
combined with its eco friendly nature, it has the poten al to be a big export revenue earner in the
future. Therefore it has been recognised as a ‘Thrust Area’ and the government is exploring avenues
to augment produc on capabili es of the handloom sector. For more details you may visit the
folloking link:
h ps://www.hepcindia.com/
h ps://www.hepcindia.com/export-assistance/
Handloom Export Promo on Council
The Handloom Export Promo on Council (a Government of India Undertaking) which was formed in
1965 and is registered under the Companies Act, 1956, ac ng as the nodal agency for export
promo on eﬀorts related to the co on Handloom tex les.
The Handloom Export Promo on Council oﬀers an assortment of wide ranging services such as:
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Publicity abroad for Indian Handloom products.
Organiza on of business missions/buyer seller meets and par cipa on in Interna onal trade
events.
Consultancy and guidance services for Handloom exporters.
Liaison with the Government of India on all procedural and policy ma ers relevant to the
Handloom export trade
Dealing with trade complaints pertaining to Handloom exports.
Liaison with the commercial agencies abroad for augmenta on of Handloom exports.
Facilita ng product diversiﬁca on and adapta on to meet modern market requirements.
Providing impetus to moderniza on of Handlooms for the export market.
Provision of design inputs to promote export of Handloom products.
Dissemina on of trade informa on & intelligence.

The primary ac vity of the Handloom Export Promo on Council is to implement the various
Handloom Export Schemes.
Handloom Home Furnishings from India have found an eminent place in developed markets such as
Uk, Usa,
Germany and the be er part of Western Europe and cons tues almost 90% of the exports from the
Handloom sector. For more details you may visit the folloking link:
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UNIT 1.2 Handloom Industry - History, Origin and Significance
The art of weaving dates back centuries. Further, the discovery of a piece of red coloured cloth at Indus
Valley excavaons is a tesmon y to the fact that the art of weaving and dying was mastered in India more
than ﬁve thousand years ago.
For centuries, Indian hand woven fabrics have been world reknowned. From poets of the Mughal durbar
that spoke of our muslins in metaphors like ba hawa (woven air), abe rawan (running water) and
shabnam (morning dew) to tales of Emperor Aurangzeb’s daughter princess Zeb-un-Nissa,being
thoroughly rebuked for being clad in almost nothing while she was actually draped in not one but seven
jamahs (dresses). Such was the dexterity of the tradional hand loom fabrics.

1.2.1. Historical Evidence
Although India has been famous for its texle exports since ancient mes, few actual fabrics of the early
dyed or printed co on texles have survived. The hot, moist climate and the existence of the monsoons
in India makes the preservaon very diﬃcult. It therefore comes as no surprise, that Egypt which has an
exceponally dry climate would provide evidence which India lacks. The earliest Indian nfragment of
cloth (before the Chrisan era) was excavated from a site near Cairo. The disnct Hansa (swan) design
was preserved by the hot dry sand of the desert.
It was much later that fragments of ﬁnely woven and madder-dyed co on fabrics and shules were
discovered at some of the excavated sites at Mohenjodaro (Indus valley civilizaon).
Sir Aurel Stein found fragments of Indian ﬂoral prints dang back to the 18th century A.D in the icy waters
of Central Asia. All this evidence shows that among all arts and cras of India, tradional Handloom
texles are probably the oldest.

1.2.2. The Indian Textile Heritage
In the world of Hand cra ed texles, the richness and diversity of Indian Handloom Weaving can be
witnessed from the Jamdani of the east and the intricate mof s of Arunachal to the compact gold work of
the Benarasi brocade and the Kanjeevaram of the south. We have the Madras checks from Tamil Nadu,
intricate Ikats from Andhra Pradesh and Odisha, the vibrant e and dye from Gujarat and Rajasthan,
jacquards form U ar Pradesh. The Daccai from West Bengal, and phulkari from Punjab. Even with these
disnct variaons there has been a great deal of technical and stylisc exchange across regions.
Reknowned Coimbatore saris have evolved while copying the Chanderi pa ern of Madhya Pradesh.
Daccai saris are now also woven in Bengal. The Tanchoi from Surat that is based on a technique of san
weaving with the extra we ﬂoats that are absorbed in the fabric itself has been recreated in Varanasi.
Not only does it produce its own tradional weaves, Varanasi now can produce most variaons of
handloom texles from diﬀerent places. Even Baluchar, the plain woven fabric brocaded with untwisted
silk thread, which ﬂourished in Murshidabad district of West Bengal, has taken root in Varanasi as well.
Woolen weaves are no less subtle. The Kashmiri Pashmina and Shahtoosh shawls are well known the
world over for being unbelievably light and warm.
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Karnataka and Kashmir are known for their mulberry silk. To date, India is the only country in the world
that produces all four variees of c ommercially known silks - mulberry, Tussar (tussore), Eri and Muga.
Households in Bhagalpur, Bihar, have been weaving Tussar silk for centuries and passing down their
knowledge from generaon to generaon. Tasser is also found in Madhya Pradesh, Orissa West Bengal,
Andhra Pradesh and U ar Pradesh.
Another variety of raw silk is Eri. Eri is known for its so, dull and wool like ﬁnish. Muga is more durable
and its natural tones are shades of golden yellow. Its rare sheen becomes more lustrous with every wash.
In India, Assam is the largest producer of Eri and Muga silk. The designs used in Assam, Tripura and
Manipur are mostly symbolic, cross borders and the galaxy of stars. Assamese weavers also produce
beauful designs on the borders of their Mekhla, Chaddar, Riha (tradional garments used by the
women) and Gamosa (towel). It is customary in Assamese society for a young woman to weave a silk
Bihuan (cloth draped over the chest) for her beloved as a token of love on Bohag Bihu (New Year's Eve).
Ikat comes from Andhra Pradesh, Orissa and Gujarat. Diﬀerent variees of Ikat are known as Patola in
Gujarat, bandha in Orissa, Pagdu Bandhu, Buddavasi and Chitki in Andhra Pradesh. Unlike various other
e-and-dy e pracces, in Ikat, the dyeing is not done on fabric, but on threads. Though e and dye of yarn
has been pracced in several parts of the world like Indonesia and Japan for centuries,it is only in India
that double Ikat (both of warp and we dyed) is widely pracced. The threads forming the design are ed
and dyed before starng the weaving process to achieve the required colours and pa erns. The
interlacement of these specially dyed threads on the loom produces some of the most intricate designs
that are visible only once the piece is ﬁnished.
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UNIT 1.3 Basic Textile Terminology – Fiber, Yarn and Fabric
1.3.1. Introduction to Fabrics
Fabrics maybe classiﬁed on the basis of the way they are formed. The most commonly used fabric
forming methods are:
Interlacing (Weaving): Interlacing of lengthwise yarn (warp) and the width wise yarn (we/ ﬁlling)
which are perpendicular to one another (e.g. Shirng).
Ÿ Interlooping (Kning):Making
fabrics by looping one strand of yarn into horizontal rows and with
loops called wales and vercle columns called courses respecv ely is called kning. (e.g. Sweaters,
Hosiery).
Ÿ Bonding (Non-Woven / Fel ng): Bonding together of entangled ﬁber or ﬁlament or
yarn,mechanic ally, thermally or chemically to form a sheet or web structure. (e.g. Lining in
Automobiles)
Ÿ

Tuing: "Sewing" a surface yarn system of loops through a primary backing fabric into verc al columns
(rows) and horizontal lines (st ches) forming cut and/or uncut loops (piles) with the fabric coming out of
the machine in the rows direcon. Fabric must be back-coated in a later process to secure tu ed loops.

Fig.1.3.1. Interlacing - Woven, Interlooping- Kni ed, Bonded- felt

1.3.2. Woven Fabric
A fabric may be deﬁned as a plane formed by the assembly of ﬁbres or yarns held together by various
techniques. There are many methods of fabric manufacturing, each capable of producing a great variety
of structures depending upon raw materials used. The parcular fabric selected for a given applicaon
depends on the performance requirements imposed by the end use and/or the desired aesthec
characteriscs of the end user with consideraon for cost and price. Fabrics, as stated above, are used for
many applicaons such as apparel, home furnishings and industrial.

Fig.1.3.2.a. Close Up View of Woven Fabric
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The words fabric and cloth are almost synonyms to texle. However, there are small and speciﬁc
diﬀerences in these terms in special usage. While texle r efers to any material made of ﬁbers, Fabric
refers to any material made through weaving, kning , spreading, crocheng , or bonding that may be
used in producon of further goods (apparel, etc.). Cloth is a ﬁnished piece of fabric used for a speciﬁc
end use (e.g. table cloth).
Yarns manufactured from texle ﬁbers are used for the producon of fabrics.
The process of converng ﬁber into fabric consists of three stages
Ÿ Producon of ﬁber
Ÿ Conversion of ﬁber into yarn and
Ÿ Conversion of yarn into fabric

1.3.3. Fiber and Yarn

Fig.1.3.3.a. The Raw Material – Fiber and Yarn

Fiber
The basic raw material used by the texle industry for making a fabric is Fiber. Fibers are delicate, hair
porons of the ssues of a plant or animal or other substance. Fibres are very small in diameter in
relaon to their length and are like micro strands. It is essenal requirement for a ﬁbre to be atleast
5mm in length to be used for spinning a yarn. A good ﬁbre must have good ﬂexibility, cohesiveness and
strength.
Many diﬀerent kinds of ﬁbers are used for making a yarn. The strands of ﬁbers are twisted or spun
together to form a yarn that is made into a Fabric. Some of these ﬁbers are being used since the earlier
years of civilizaon ll today, with modiﬁcaons and enhancement. Some ﬁbers have been developed
over the years in laboratory and have acquired varied degree of importance in the recent years.
The ability to be spun, availability in good quanty , viable cost or economy of producon and the
desirability of their properes to consumer are the factors that inﬂuence the development and
uliz aon of all kinds of ﬁbres.
Other factors important to assess texle ﬁber performance are elascity , crimp (waviness), moisture
absorpon, reacon to heat and sunlight, reacon to the various chemicals applied during processing
and in the dry cleaning or laundering of the completed fabric, and resistance to insects and
microorganisms. The wide variaon of such properes among texle ﬁbers determines their suitability
for various uses.
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Fig.1.3.3.b. Tex le Fibers are of Two Types - Natural and Manmade

Essen al Proper es of Tex le Fibers
To be treated as Texle ﬁber, a ﬁber must have these properesPossibility to be spun
Good Strength
Elascity and ﬂexibility
Uniform Fineness
Good color or dye uptake

Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
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Natural Fibers
Fibers obtained by natural sources only are called Natural Fibres. These include ﬁbres produced by
plants, animals and geological processes. They are biodegradable and non synthec. They are classiﬁed
by their source.
Ÿ AnimalFiber: They are produced by animals or insects and are protein in composion (e.g. Silkﬁber
and Wool ﬁber)
Ÿ Vegetable Fiber: They are extracted from the cells of plants andar e cellulosic in composion
(e.g.,co on ﬁber, jute ﬁber)
Ÿ Mineral Fiber: These are mined from certain types of rocks (e.g. Asbestos ﬁber)
Silk

Co on
Wool

Jute

Fig.1.3.3.c. Natural Tex le Fibers – Co on, Silk, Wool and Jute

Manmade Fibers
Manmade Fibers are derived from various sources
Ÿ Manmade Cellulosic Fiber: The natural material of cellulose can be taken from co on linters and
wood pulp, processed chemically and changed in form and other characterisc to form manmade
cellulosic ﬁber (e.g. Rayon, Modal)
Ÿ Non-Cellulosic Polymer Fibers: They are synthesized or created from various chemical elements into
large molecules which are called linear polymers because they are connected in link-like fashion (e.g.
Acrylic ﬁber, Nylon ﬁber, Polyester ﬁber)
Ÿ Metallic Fibers: They are made of metal, plasc coated metal, metal-coated plasc or any core
material completely covered by metal. They are used as decorav e yarn for various apparel and
home furnishings
Ÿ Minerals Fibers: Various minerals have been manufactured into glass, ceramic and graphite ﬁbers
having prescribed properes for speciﬁc use (e.g. Glass ﬁbers)
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Fig.1.3.3.d. Manmade Fibers – Polyester and Nylon

Fibers and Filaments
Ÿ

Fiber:Fibers / Staple ﬁbers- Fibers of limited length (1 – 8 inch approx.). To make a connuous
length of yarn from staple ﬁbers, they must be twisted together. Basically this term is mostly used
for the Natural ﬁbers.

Ÿ

Filament: Filaments are ﬁbres of connuous length (more than 8 inch and connuous). Since
ﬁlament length are connuous. Basically this term used for the man-made ﬁbers. Note: ( Silk is the
only Natural ﬁber found in Filament form)

Properes of Fibers
Natural fiber

M an-m ade fiber

Derived from purely natural sources.

M ade from synthetic and chem ical m aterials

The length of fiber cannot be controlled.

Length of fiber can be controlled.

Absorbent and good for skin.

Not absorbent or breathable.

It is expensive com pared to synthetic fiber.

Less expensive as com pared to natural fiber.

Production depends of natural resources.

Production is industrial.

Not suitable for perform ance oriented
textiles

Preferred for perform ance and industrial
textiles

Exam ple – cotton, silk, linen etc.

Exam ple – Polyester, Nylon, Acrylic etc.

Properes of Fiber s (Natural and Man-made ﬁber)
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The Yarn
A connuous length of interlocked ﬁbers used for the process of manufacturing texles is called a yarn.
Yarns are prepared by means of spinning. Spinning is the process of twisng together of mulple ﬁbers
to form yarn (or thread, rope, or cable). In older mes ﬁber was spun by hand using simple mechanical
tools like a spindle and distaﬀ. With me the use of spinning wheel g ained greater importance. It was
only with the advent of the industrial revoluon that Industrial spinning started in the 18th century. Till
date, hand-spinning remains a popular handicra.
Yarn is a strand formed with ﬁbers or ﬁlaments (individual ﬁbers of extreme length), or other materials,
natural or man-made. It is suitable for use in the manufacture of interlaced fabrics, such as woven or
kni ed texles. The char acterisc pr operes of the y arn used in fabric making greatly inﬂuences the
appearance, texture, and performance of the ﬁnished product.
Any yarn is made of staple (short) ﬁbers through several techniques including Ring, Open- End, Fricon,
Jet, Vortex, Centrifugal spinning etc. While the ring method is the oldest and the most used technique of
spinning yarn, the Open- end spinning is another important method. The basic manufacturing process
of spinning again includes mulple processes like carding, combing, draing , twisng and winding. The
ﬁbers pass through an array of these processes and are successively formed into lap, sliver, roving and
ﬁnally yarn.
Tradionally the yarns were made with a hand operated mechanism called the 'Charkha'. This is a
method of hand spinning and the word Khadi is associated with this type of hand spun Yarn.
Spun yarn is made by twisng ﬁbers together to make a single thread. The process of Twisng ﬁbers into
yarn in the process called spinning can be dated back to the Upper Paleolithic or later stone age.
Spinning, was one of the very ﬁrst processes to be industrialized. Spun yarns may contain a single type of
ﬁber, or contain a blend of various types. Combining synthec ﬁbers that have high strength, luster, and
ﬁre retardant qualies, with natural ﬁbers that are good water absorbants and are gentler to the skin is
very common pracce. Some of the most widely used blends are co on-polyester and wool-acrylic ﬁber
blends. For more expensive ﬁbers such as alpaca, angora and cashmere, blends of natural ﬁbers are also
done.
Yarn is chosen for diverse texles based on the characteriscs of ﬁbers, of the yarn such as warmth
(wool), light weight (co on or rayon), durability (nylon is added to sock yarn, for example), or soness
(cashmere, alpaca).
Yarn is composed of twisted strands of ﬁber, which are known as plies when grouped together. These
plies or strands of yarn are then twisted together in the opposite direcon to make a thicker yarn.
Depending on the direcon of its ﬁnal twist, the yarn will have either s or z twist. For a single ply yarn, the
direcon of the ﬁnal twist is the same as its original twist. The twist direcon of yarn aﬀects the ﬁnal
properes of the f abric, and combined use of the two twist direcons is t echnically useful to improve
fabric quality and performance.
Filament yarns consist of ﬁlament ﬁbers (very long connuous ﬁbers) either twisted together or only
grouped together. Thicker monoﬁlaments are mostly used for industrial purposes rather than fabric
producon or decoraon. Silk is a natural ﬁlament, some of the synthec ﬁlament yarns are used to
produce silk-like eﬀects.
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UNIT 1.4 Job Role Description – 2 Shaft Handloom Weaver
A er comple ng this programme the par cipants will be able to:
Ÿ

Understand the processes involved in handloom weaving

Ÿ

Idenf y the materials and tool preparaons involved in handloom weaving

Work seamlessly on basic related processes like pre and post weaving preparaons and ﬁnishing
Understand the process of weaving and the associated details about technical weaving methods and
fabric calculaons
Ÿ Understand the reasons for fabric defects and idenf y the methods of mending and reducing these
defects
Ÿ

Ÿ

Get a sense of general awareness about professional pracces and work eque
into so skills and management pracces.

e, also an insight

Ÿ

Getanunderstanding of the health and safety related issues that may be of relevance to their working

Introduc on-Basics of Handloom Weaving
Ÿ

Parcipan ts should have knowledge about the basics of Handloom weaving. Industry overview and
knowledge of tools and equipment.

Ÿ

Handloom Industry Overview

Ÿ

JobRole of Handloom weaver

Ÿ

Partsohe loom

Ÿ

Toolsand Equipment

Ÿ

Comparav e Analysis (Power loom/Handloom)

Ÿ

RawMaterial knowledge

Pre weaving ac vi es
Parcipan ts must have good understanding and process knowledge about the steps involved in
preparaon for weaving.
Ÿ

Knowledge of pre-weaving process

Ÿ

Analysis of weave design-Draing /Pegplan/Denng

Ÿ

Warping-Warp planning/Material Planning and beam mounng

Ÿ

WarpSeng- Draing and Denng

Ÿ

Pirnmaking – winding

Ÿ

Technical terms associated with all the pre-loom operaons

Ÿ

Step-by-step process ﬂow involved the pre-loom operaons

Operate the loom- Weaving
Parcipan ts must have thorough knowledge of the ﬂow of weaving process post the loom is ready and
the warp is mounted. Understand the rhythm of weaving and the implicaons of various parts of the
loom and the design speciﬁcaon on the weaving process.
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Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

carryout the weaving acvity properly
Operate the loom-Tools/Material-Take- up & Let-oﬀ
Ensurethat the correct fabric is woven without defect
Avoiddelays due to machine issues
Useofdesign speciﬁcaon sheet correctly and follow the sha liing order correctly

Quality in handloom (Post weaving process)
Parcipan ts must have a clear idea about the quality parameters that are acceptable in terms of quality
of fabrics and understand the processes that are followed post weaving.
Ÿ Toachieving the quality in handloom weaving related operaons
Ÿ Product Quality & Speciﬁcaon
Ÿ Defectmend able/Non-mend able
Ÿ QualityGrading System (5-Point Inspecon)
Ÿ Finishing (checking/folding/Iron/Calendaring/Washing) Bale
Maintain work area and tools in Handloom sector
Parcipan ts should understand the methods and equipment required to maintain work place hygiene
Ÿ Cleaning (Space/Loom shed/Loom parts/Tools)
Ÿ Maintenance (Loom)
Ÿ Repairof loom parts
Ÿ Toolsmaintenance procedure
Ÿ Loomparts and their eﬀect on fabric quality
Ÿ Diﬀerent types of cleaning substances &their use
So Skills
Should have an insight into So Skills and behavioral traits that inﬂuence the workspace. The knowledge
includes the followingŸ Safetyat Workplace
Ÿ Communicaon Skills
Ÿ Hygiene, Health and Cleanliness
Ÿ General Work Ethics
Ÿ Commitment and Punctuality
Ÿ Financial Planning
Ÿ Teamwork
Ÿ Creav e freedom
Overview of Professional Prac ces
Parcipan ts will be imparted knowledge about entrepreneurial pracces and aspects of business
development pracces that support producon and markeng acvies.
Ÿ Compliances
Ÿ Logiscs planning and good transport
Ÿ Financial management
Ÿ Management and team building
Ÿ Markeng and Selling
Ÿ Socialand Environmental Responsibility
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2. Pre-Weaving
Activities (TSC/ N 7305)
Unit 2.1 – Preparatory Processes for Yarn
Unit 2.2 – Warp Calculaon s
Unit 2.3 – Warp Making
Unit 2.4 – Loom Seng

– Draing and Den ng

Unit 2.5 – Design Speciﬁcaon A nalysis
Unit 2.6 – Loom Preparaon

Participant Handbook

Key Learning Outcomes
This unit provides performance criteria, knowledge, understanding, skills and abilities required t carry
out pre weaving operations- checking and ensuring the drafting, denting, filled pirns and loo and
analyzing the design
At the end of this module, the participant will have good understanding and process knowledge abo
1.

Pre-Weaving Processes

2.

Analysis of Weave Design – Drafting/Peg plan/Denting

3.

Warping – Warp planning/Material Planning and Beam Mounting

4.

Warp Setting – Drafting and Denting

5.

Pirn Making – Winding
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UNIT 2.1 Preparatory Process for Yarn
Unit Objectives
The user/individual on the job must learn the below mentioned activities post this unit.
Mount the warp sheet properly and keep it in proper tension
Check the shedding, picking and beating mechanisms
Check the basic mechanisms of let off and take up
Check the quality of the warp beam, check for cross ends, extra ends pulling out at theselv edge and
the edges being neat
Ÿ Check and maintain thecleanliness of the work areas and the tools and equipment.
Ÿ Check and ensure that the tools and materials used are properly kept and are not wasted or badly
handled.
Ÿ Ensure that the design specifiactions are properly followed and the warp is correctly drafted and
dented.
Ÿ Keep the necessary shuttles ready and load them with proper colours of pirns and appropriate yarn.
Ÿ Check the availability of the filled pirns and the condition of the same
Ÿ Check the tip of the shuttle and ensure it runs smoothly
Ÿ Attach the free end of warp with cloth beam straight and correctly
Ÿ Read and understand the given design and interpret the given design and its variations white weaving
Ÿ Place the filled pirns in the shuttle properly
Ÿ
Ÿ
Ÿ
Ÿ

2.1.1 Objectives of Yarn Preparation
1. To remove yarn faults that might be present in the yarns when the warp is made
2. To transfer the yarn from spinner package to a convenient form of package which will be used
while weaving.
3. To have desired length on a yarn in the package.
4. To check and clean the yarn for better appearance and performance.
5. To make good quality fabric that is free of yarn defects.
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Faults to Be Removed During Yarn-Preparation
Thick place
Thin Place

Slubs

Lose Fibers

Count Variaon
Foreign parcles

Intenonal or Unin tenonal
Seed, Slub, Leaf, Dust, Bollworm,
Honeydew

Neps
Fig. 2.1.1.a. Satin Weave Variations

Properties of a Good Warp:
1.

The yarn must be clean and free from knots, it should be of uniform thickness.

2.

The yarn must be strong to withstand the friction and stress while weaving without end
breakage.

3.

Knots if any should be a standard size and type they should be made such that they can pass
the heald eye, dropper, read easily.

4.

The warp must be uniformly sized so that the yarns are perfectly parallel, untangled and
protected from friction.

5.

The ends must be wound onto a weavers beam at an even and equal tension and they
should be perfectly parallel.

6.

All warp yarns should be same length to avoid slag.

7.

The number of threads in the warp must be calculated based on the design specifications.

8.

Selvedges must be calculated and drawn with specific care.

Woven fabrics are made using two series of yarns. The vertical yarns that form the length of the
fabric are called warp yarns and the width wise yarns of fabric are called the weft yarns. The warp
and the weft yarns are also called ends and picks respectively.
The warp and weft yarns are bound together interlacement. Woven fabric is produced with the help
of a simple weaving machine called loom. To produce woven fabric, the warp and weft yarns requires
many processes. The preparatory process of weaving is briefly described stepwise as below.
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Process consists of winding, warping, sizing and pirn winding (for weft)
Winding of yarn on bobbins
Creeling for warp and Pirn Winding (for weft)
Warping through drum or directly
Sizing and mounting of warp
Drawing & Denting
Fig. 2.1.1.b. Preparatory Process

2.1.2 Winding
Yarns are repackaged as large cones, so that they can be further used for weaving process. The yarns that
are inially available as hanks are converted to cones with the help of a hand operated spinning wheel
like a charkha or a semi-automac device to make the bobbin. This untangles the yarn in the form of a
hank and makes it easy to use for warping, as the creel or the peg board used for warping draw yarn from
these bobbins.
This re-packaging process is termed as winding. During this process, some spun yarns may be imparted
more twist or combined with other single yarns into double and ply yarns. The defects in the yarn, like
thick places and thin place are also removed. This leads to increase in overall strength of the yarn and
causes less yarn breakage during weaving.

Fig 2.1.2. Yarn Winding
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2.1.3 Creeling
Yarn packages are placed on a large metallic frame known as creel. These creels are equipped with yarn tensioning devices so
that constant yarn tension is maintained in all the yarns as they are being wound onto the warping beam or the drum. It is also
used to draw mulple yarns at a me while warping which helps in keeping a count and compleng the exercise faster. The
modern day creels are equipped with automac control, centralized tension variaon and yarn breakage monitoring system in
order to increase the warping performance.

Fig 2.1.3 Creel moun ng of the cones, and yarn drawing
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UNIT 2.2 Warp Calcula on
Deciding the end use or the purpose of the fabric is the ﬁrst step of the weaving project. The intended end
use of the cloth helps the weaver to decide the appropriate thread or yarn. For example, the yarn to be
used to weave a rug needs to be thick and hard-wearing, and the cloth must be sﬀ and ﬂat. It must not
roll up at the edges and trip everyone who walks on it, or if it is to be hung as decorav e art, it must lie ﬂat
against the wall. A scarf, on the other hand, or any cloth worn next to the skin, should be smooth, so
with good drape, so it conforms to the body.
In any case the following decisions are to be made about the warp before the warping is done.
length and width and end treatment
The count and quality of the thread
the amount of thread required
The design, or pa ern, of the cloth (plain, check, stripe, dobby)
What's the scale of the pa ern
Repeang of the pa ern

Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Once it is decided what thread is to be used the planning for warp making is done. Prepare a spreadsheet
to calculate the amount of yarn needed.

Example
Below is an example of calculation warp plan for a fabric quality that is as described below
YarnCount- 40s single warp, 40s single weft
Readywidth 56 inches
Selvedge 0.5 inches
TotalLength 100 mtrs ready
PlainWeave Chambray
Warpwhite Weft Blue
Construction/Quality – 74 X 54

Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
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Yardage Requirements (Spreadsheet for yarn calculation) - Only Example
Finished Width(In.)
56 inches
Std Warp Waste
Std Warp
Drafting Width (in)
59 inches
Shrinkage
Finished Length(In.)
100mtrs
Std Weft
Warping length
117mtrs
Shrinkage

On-Loom Width (In.)
On-Loom Length (In.)
Selected Reed

59inches
117mtrs
38s

No of ends in body of fabric

2204

No of ends in the selvedge
Picks Per Inch(on loom)
No of sections for warping
( based on creel capacity)

152
55
Body (36 +
1)Selvedge (1
for both)

Total yarn required for warp
Total yarn required for weft

275652mtrs
379665mtrs

58’ body
1’selvedge

15mtrs
3%

2%

Creel capacity

60 bobbins

=8.2 pounds
=11.2 pounds

3.69 kg yarn
5.04 kg yarn

With 2 threads
in a dent
For both sides 4
threads in a
dent
36 complete
and 1 partial for
body
328 hanks
448 hanks

Notes
Yarn count = no of hanks in 1 pound
One hank = 840 yards(0.914mtrs)
One pound = 450 grams
Fig 2.2 Yardage Requirements (Spreadsheet for yarn calculation)
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UNIT 2.3 Warp Making
2.3.1. Warping
Warping process is to convert the yarn packages into a beam that has a specified width and has the
required size of warp. The yarns are wound onto the warper's beam in the form of a sheet composed of
parallel bands of yarns each coming out from a package placed on the creel. It aids parallel winding of
yarn from cone or cheese package on to a warp beam. The warping consists of collecting predetermined
number of ends from a set of wound package and transferring them in a sheet form to a weavers beam.
Types of Warping
Warping are of two types.
Ÿ The Beam or Direct Warping (Preparatory beam warping)
Ÿ Sectional Warping (Conical drum or dresser warping)
Direct warping/beaming: Direct Warping is the process where the ends of the yarn are wrapped onto the
warp beam in a single operation. This method is predominantly used when single colour or less
complicated patterns are to be woven

Fig 2.3.1.a Direct warping/beaming

Direct Warping
Steps of Direct Warping
1. Creel
2. Sensor/Guide
3. V-Reed
4. Beam for Sizing
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Sec onal warping:

Fig 2.3.1.b Sec onal warping

This is a method of preparing a warp beam byi) winding a warp in secons on a reel/drum and
ii)beaming-oﬀ the complete warp from the reel onto a warp beam.
Seconal warping is mostly used to produce warp beam for Yarn dyed fabrics with stripes or checks.
Sec onal warping
Steps of Seconal Warping
1.Creel
2.Drum
3.Beam (Weaver's Beam)

2.3.2. Sizing
Sizing of the warp yarn is essenal to reduce breakage of the yarn and thus it increases eﬃciency by
reducing stops on the machine due to breakage. On the loom, the warp yarns are subjected to several
types of acons, like abrasion at various loom parts, inter yarn fricon, etc. With sizing, the strength abrasion resistance - of the yarn improves and hairiness of the yarn also decreases.
The sizing paste is applied on the warp yarn with the warp sizing machine. A er weaving process, the
fabric is washed to remove the size paste (Desizing)
Objec ves of Sizing
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

To protect the yarn from graze
To improve the strength of yarn
To improve smoothness of yarn
To increase elascity
To decreasethe generaon of stac
To decrease hairiness or fuzziness
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Fig 2.3.2. Sizing

Generic Components of Size paste
Essenal Ingredients
Ÿ Adhesive
Ÿ Weng agent
Ÿ Binder
Secondary agents (oponal)
Ÿ Oxidizing / Reducing agent
Ÿ Weighng agent
Ÿ Brightening agent
Ÿ Anf oaming agent
Ÿ De-lustering agent or Ans tac agent
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UNIT 2.4 Loom Se ng – Dra ing and Den ng
Drawing-in, Drafting and Denting
This is the process of drawing each end of the warp one-by-one through the eyes of the heald, as
indicated in the dra and then through the dents of the reed.
The order in which the warp threads are threaded in the heald sha is known as "Dra ing Order".
The order in which the warp threads are threaded in the dents of the reed is known as "Den ng Order".
The manual process of Drawing-in and Denng is me consuming and hence when mass producon of
same fabric is to be done then simply each end of new beam is ed to corresponding end of old beam.
This is called Tying-In.

2.4.1. Introduc on to Dra ing
Types of Dra: Dras are classiﬁed into the followingŸ

Straight dra: It is the simplest dra which forms the basis for many otherdr as. Each
successivey arn is drawn on successive sha, the ﬁrst warp yarn on the ﬁrst, the second yarn on
the second sha and so on.

Fig 2.4.1.a. Straight Dra
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Skip dra: This systems is parcularly useful is weaving fabrics of dense se (se is basically the number
of threads per inch of the warp and we once interlaced). Normally a small number of heddle shas are
required, but to avoid overcrowding of heddle eyes and to reduce fricon and rubbing, more than
minimum heddle shas are used.

Fig 2.4.1.b. Skip Dra

Pointed dra - Point dras are used for weaves which are symmetrical or mirrored about the centre. They
are mostly used to produce waved or diamond eﬀects. The main advantage of the system is that it allows
the producon of a variety of designs with fewer number of shas than those used in straight dra.

Fig 2.4.1.c. Pointed Dra

Broken Dra - This is considered as a modiﬁed pointed dra. It is a combinaon of straight dra with
diﬀerent direcons of construcng. To change the direcon the draing is shi ed to lower or higher than
the previous thread. The broken dra is applied for producing herringbone twills, diaper designs, etc.

Fig 2.4.1.d. Broken Dra

31

Participant Handbook

Grouped Dra - This dra is employed for producon of check and stripe designs, in which the stripes
have diﬀerent weaves or their combinaons.

Fig 2.4.1.e. Grouped Dra
Outcome:
Ÿ Fabric with rib weave, basket weave texture
Ÿ Fabrics with textured stripes
Ÿ Fabric with combinaon of plain weave stripes and twill weave stripes
Ÿ Fabrics with pa erned textures due to seconal draing and varied peg plans
Ÿ Fabrics with mirror pa ern due to pointed draing
This technique with coarser counts lends itself to home furnishing products while with ﬁner counts it is
applicable to apparel fabrics.
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Explorations:
I.

Dra:

Weave:

I.

Peg plan:

Dra:

Weave:

I.

Peg Plan:

Dra:

92 ends

46 ends

Weave:

92 ends

Peg Plan:

46 ends
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2.4.2. Introduc on to Den ng
The process of drawing yarns through the dents in a reed is termed as denng. The basic denng order is
2 warp ends per dent.

x x

x x

Fig 2.4.2. Drawing threads through the reed with reed hook

Types of den ng
Ÿ Missed/Skip denng: While denng the warp few dents can be le empty or missed intenonally
to create open weave structured fabrics.
Denng with empty dents
Denng of 2ends/dent for 1” width then leaving one empty dent.

x x

x x

Empty
dent

92 ends 92 ends
Denng of 2 ends/dent for 1” then leaving 2 dents empty.

x x
92 ends

Empty dent
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UNIT 2.5 Design Speciﬁca on Analysis
Explorations: Practice Exercise
Ÿ

Extended straight draing-When cert ain numbers of warp end are drawn-in (dra ed) the same
sha it is called extended straight draing.
Draing two warp ends per sha
Dra :
4
3
2
1

Weave:

Peg plan:

Draing three warp ends per sha

Dra :
4
3
2
1

184 ends
Weave:

69 ends
Peg plan:

184 ends 69 ends
Ÿ Combinaon of straight and pointed dras (for borders)- The body of the fabric can have straight
draing while the border region can have combinaon of straight and pointed draing to achieve
a pa erned border.
Dra :

Weave:

184 ends

92 ends

Peg plan:

184 ends
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Ÿ

Dense denng: The no. of ends per dent is generally two. The no. of ends can be more as well, up
to 3 ends or 4 ends per dent as per the requirement. But one needs to take care about the
abrasion of the yarns in the dent. Hence the reed taken should be spacious enough to
accommodate mulple ends denng.
Dense end denng in stripes
Denng of 1 ends/dent for 6 dents, 2 ends/dent for 35, 3 ends/ dent for 5 dents and so on
considering 46 dents in 1”.

x
6
Ÿ

x x

35

x x x
5 (dents)

Dobby denng: The ends used for dobby pa erning are dented in the same dent. Two base warp
ends and two dobby pa ern ends are drawn in the same dent. The base fabric has 2/dent while at
the dobby pa ern areas it is 4/dent.
Dra p a ern

x

x

Ÿ

x

x

x x x x

x x x x

The two dobby mof y arns(x x)
and the two base yarns (x x) are
dented into a single dent.

Missed draing and denng- To avoid skewing of the warp yarns whenever there is a skip denng
the heddles are also skipped from draing.
Dra p a ern

Den ng

x

x

x x
2”

Four empty heddle eyes

2 empty
dents

1”

Outcome:
Ÿ Fabric with open and dense structure.
Ÿ Fabric with striped pa ern with missed denng and dense denng
This technique with coarser counts lends itself to home furnishing products while with ﬁner
counts it is applicable to apparel fabrics.
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Ÿ

Seconal Dra - When secons of warp are dra ed in diﬀerent order then it is called as seconal
draing.
Dra :

184 ends 92 ends
Weave:

Peg plan:
X3

X2

184 ends 92 ends
Ÿ

Dobby draing (extra sha)- The no. of warp ends used to get dobby mof s are dra ed in
diﬀerent shas. The base has plain weave in connua ons which requires two shas.
Dra :

92 ends

8 ends

Weave:

92 ends

Peg plan:

8 ends
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UNIT 2.6 Loom Prepara on
2.6.1 Moun ng of Loom
A er deciding the number of shas and treadles are needed to make a speciﬁc design or weave, by
drawing one repeat of the weave the dra and the liing order is decided. The number of diﬀerent warp
and we interlacements in the weave design will determine the number of treadles and heddles
required. For example plain weave requires only two diﬀerent interlacements for warp and we hence
only two treadles and heddles are required. It can be made with 4 or 6 heddles as well.
In the Handloom weaving, weaver has to do draing , denng , as well as the tying up of the treadles with
the heddles according to the design required.
The other related terms are explained below:
Dra ing or drawing in: A er mounng the warp beam the weaver has to pass the warp through the
heddles/shas according to the weave planned. One yarn through one heald eye based on the dring
order planned. This is called draing or drawing in.
Den ng: it is the process of passing the drawing in ends through the reed for beang purpose. There can
be two or three ends per dent as per the requirement. More clearly the number of ends per dent
depends upon the number of threads required and the warp count. It determines the gh tness or the
density of the fabric produced. In case of selvedge the denng order may be diﬀerent compared to the
main body of the fabric as the selvedge is usually denser.
Tie up: Once the weaver ﬁnishes the drawing in and denng , the next process he/she has to do is to e
the healds with the treadles. Number of heald and treadles to be used depends upon the weave. Only
two healds are required if it is a plain weave. For a 2/1 twill weave 3 healds and 3 treadles will be required.

2.6.2 Prepara on of Hand Loom for Weaving:
The loom condion and the factors like appropriate warp tension, good opening of shed, reed moon
and beang strength etc, must be checked to ensure that the loom is well-suited for weaving. If not
adjustments should be made in the above menoned parameters as required. Precauons, to minimize
or avoid the yarn breakages have to be taken. The weaver must check the shed opening by false picking
and reed movement by false beang for tesng the loom funcon before starng to weave the ﬁnal
fabric.
Pirn Winding: Making a small package to load into the shule is called pirn winding. A simple machine is
used for pirn winding for handlooms. There iswheel based machine that is a ached with a rolling sha on
one side that rolls the yarn onto a smaller package. The hank is mounted on the wheel and on rolling the
wheel the yarn ﬁlls the pirn that is mounted on the sha.
Precauons: the following points must be taken care of while windingŸ
Ÿ
Ÿ

Uniform tension is maintained ll the pirn get ﬁlled.
The groove of the pirn should be kept empty.
The pirn should not be overloaded, yarn should not spil
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Unit 3.6: Woven Fabric Graphical Representaon

Participant Handbook

Key Learning Outcomes
This unit provides performance criteria, knowledge and understanding and skills and abili
required to carry out basic weaving opera ons: Shedding/Picking/Bea ng to weave fabric
comprising of basic weaves- Plain and its varia on on handloom
Parcipan ts must have thorough knowledge of the ﬂow of weaving process post the loom is
ready and the warp is mounted. Understand the rhythm of weaving and the implicaons of
various parts of the loom and the design speciﬁcaon on the weaving process. At the end of this
module, the parcipan t will be able to,
Ÿ Carryout the weaving acvity properly
Ÿ Operate the loom-Tools/Material-Take- up & Let-oﬀ
Ÿ Ensurethat the correct fabric is woven without defect
Ÿ Avoiddelays due to machine issues
Ÿ Useofdesign speciﬁcaon sheet correctly and follow the sha liing order correctly
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UNIT 3.1 The Loom - Parts of Loom
Unit Objectives
At the end of this unit, the par cipants will be able to Ÿ

Ÿ

Ÿ

Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Carry-out the primary weaving operaons:
o Shedding
o Picking
o Beang
Carry-out the secondary weaving operaons:
o Take-up
o Let-oﬀ
Carry out the auxiliary weaving operaons:
o Temple moon
o Shule changing
Refer and follow the speciﬁcaons in case of any doubt
Use the correct tools and materials
Ensure that proper tension on warp is maintained
Check that the materials to be used are free from faults, in case of any, repair fault
Conform to the speciﬁed quality standards of weaving
Idenf y any damaged work and recf y it
Leave the work area safe and secure when work is complete free from hazards

3.1. The Loom – Parts of Loom
A loom is a device used to weave cloth and tapestry. The loom allows to hold the warp threads under
tension so as to facilitate the interweaving of the we threads. While the speciﬁc shape of the loom and
its mechanics are variable, the basic funcon is mostly the same.
The primary components of the loom are the warp beam, heddles, harness or shas, shule, reed and
take-up roll. Any loom can have from a minimum of two to as many as twenty four shas, however, a four
sha loom is a common variant. The various processes of making fabric through yarn processing on the
loom are shedding, picking, ba ening and taking-up operaons. These are the principal moons.
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3.1.1. Parts of the Loom

Fig.3.1.1. Parts of Loom

Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Ÿ
Ÿ
Ÿ

Ÿ
Ÿ
Ÿ
Ÿ

Heald/Heddle: metal parts or cords with eyelets used to hold the warp yarns individually in order
Heald sha: A frame that holds the headl/heddles in posion on the loom while weaving. There
are usually mulple shas in one loom. A loom needs minimum 2 shas to perform weaving.
Shule: This is a carrier for we which passes through the shed formed between the divided
warp from one end to another horizontally.
Shulebo x: Compartment on each of end of the sleigh of the shule loom, this retains the
shule at both ends of the picking moon.
Picker:It is a piece of leather or other metal placed in grooves or on a spindle inside a shule box.
Beams: A roller or a cylindrical beam that are mounted on either sides of the loom to hold the
warp sheet in place and release and take up the threads when in moon.
Beater : Reed is made of metallic wires set verc ally in a frame like a comb. The space between
each wire is called a dent. The reed frame is mounted on a beater. The weaver holds the beater
and gives beater a to and fro moon for beang the last pick to the fell of the cloth.
Cloth roller: It is located at the front of the loom at the weavers end. A er compleon of weaving
the woven fabric is rolled onto it.
Frontrest: It is a ﬁxed roller placed in above the cloth beam & acts as a guide forthe woven cloth
to be wound ﬂat and neatly on the cloth roller.
Lease rods: The division of warp yarn sets for every weave, like one & one, two & two, & so on is
termed as lease. Thetw o rods passed between the two successive divisions of warp yarns are
called lease rods. They keep the yarns separate and prevent entanglement.
Slay: It is the poron of loom that carries the reed and the beater and oscillates between the
harness & the fell of the cloth.
Reed: A comb like wire or device used to separate yarns on a loom & to beat up the ﬁlling during
weaving.
Treadle: The treadle is a paddle or lever under a loom with which a thread is connected by means
of cords to operate the healds.
Temple: Roller device on a loom that hold the cloth at a proper width to prevent it from being
drawn in too much by the ﬁlling. This maintains uniform width of fabric.
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UNIT 3.2 The Loom - Types of Looms

Fig. 3.2. Types of Looms

The various types of loom are described below
3.2.1. Pit loom:

Fig. 3.2.1.a. Handloom – Pit Loom

A pit loom is one where the weaver sits in a pit and operates the loom and the loom itself is ﬁ ed into the
pit. The pedals for working the shedding moon are placed in the pit.
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A Shule is a t ool designed to neatly and compactly store the thread that is carried across the loom as
we yarn while weaving. There can be two diﬀerent types of pit looms, based on how the shule
operates. In the ﬁrst case, the shule that moves across the loom inserng the we yarn is thrown
manually by the weaver from one side to other, and so this loom does not have a slay (a set of strings
which operates the shule) a ached to the frame (Throw Shu le pit looms).
In the second type of pit loom, the shule with the we automac ally ﬂies from one side to the other
with the movement of slay Fly shule pit looms. There may be certain types of improved pit looms that
are raised above the ground (Raised Pit Looms). A Dobby loom is a type of pit loom that controls warp
threads using a device called a Dobby, short for "draw boy" which refers to the weaver's helpers who used
to control the warp thread by pulling on draw threads. The other accessory for controlling the design
element in the fabric is the 'Jacquard', which operates through a series of punch cards (Fly shu le pit
looms with Dobby/ Jacquard a achment).

Fig. 3.2.1.b. Pit Loom Weaving Shed

3.2.2. Frame Looms:
An ordinary frame loom is ﬁ ed into a frame above the ground. Frame loom follow the same principles as
ground or pit looms. The loom was originally made out of wood sck s and planks ﬁxed at right angles
producing a rectangular frame, which meant that it was portable and could even be held in the weaver's
lap. Today, frame looms are much larger, with strong rectangular wooden rods replacing the earlier sck s,
although the frame is sll in the shape of a large box or case. This can be moved, but is usually kept at one
place on the ground, with the weaver seated on a bench at one end. This is less expensive and a more
compact alter-nav e to a table or ﬂoor loom.
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The frame loom is a very versale loom and can make many kinds of fabrics, usually medium to course,
and for such looms, producon is faster than a pit or loin loom. The frame loom can be ﬁ ed with either a
Dobby or a Jacquard for introducing embroidery in the fabric. Thus, a frame loom with a Dobby or a
Jacquard makes embroidered hand woven fabrics such as saris, other kinds of embroidered cloths,
furnishings, etc.

Fig. 3.2.2. Frame Loom

3.2.3. Loin looms:
Loin looms are largely found in the North-Eastern states of the country. This is a simple device where one
end of the loom is ed normally to the trunk of a tree or any other ﬁxture like a pole, etc., while the other
end is rested at the loin of the weaver, and there is usually a belt ed around the weaver's waist to keep
the frame taut. There is no pedal for the shedding moon, and every weaving moon is done by hand.
Usually fabrics like shawls, chaddars, and somemes wall-hangings

45

Participant Handbook

and small durries are woven on these frames. This is a portable looms and can be carried by the weaver
anywhere

Fig. 3.2.3. Back Strap Loom – Loin Loom

3.2.4. Semi-Automa c Looms / Pedal looms:
Pedal looms are semi-automac looms, with the only acvity manual being the shedding moon with
the use of the pedal. The other moons of weaving including the picking (bana) and the beang moon
are done automac ally. The loom itself almost looks like a power loom, with the metallic frame. Usually,
simple fabrics are woven on this loom like dhos, ang avastram, etc. Usually a achments like Dobby or
Jacquard are not used, so most of the fabrics produced have no embroideries over and above the weave.
The producon is much faster as compared to other kinds of Handlooms. Some pedal looms have all
weaving moons undertaken automac ally, but the pedal is automac ally operated providing power to
the loom.
3.2.5. Power looms:
A power loom is an automated or mechanized loom that is powered by a line sha. It was one of the
primary developments in the industrializaon process of the weaving sector during the early Industrial
Revoluon.
Ÿ Plain loom: Plain loom is a loom without any warp or we automac control mechanisms.
O en, these do not have automated take-oﬀ moons. There might however be dobby, jacquard
or drop box a achments in addion based on the requirement of the weaver.
Ÿ

Semiautoma c loom: These are plains loom with addi onal aa chments of automa c
electronic/mechanical warp stop as well as we stop moons along with posiv e let oﬀ
moons. In some clusters of the Tamilnadu, the looms without posiv e let oﬀ moons that
incorporate automac warp and we stop moons are classiﬁed as semi-automac looms. Just
as in the case of plain looms, the semi-automac looms may also have addional a achments of
dobby or jacquard or drop box as the case may be.

Ÿ

Automac loom: An automac loom is one that along with posiv e let oﬀ moons also has an
automated pirn changing mechanism and automac warp and we stop moons .

Ÿ

Shule less loom: Shule less loom may be of the type of air jet, water jet, projecle, rapier etc.
In the case of Tamilnadu Power loom sector, there are only projecle or rapier looms with
a achments of cam-dobby etc. and procured normally as second hand machinery.
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Unit 3.3 Introduc on to Weaving and Basic Weaves
3.3.1 Weaving:
Weaving is a process of fabric producon in which two disnct sets of yarns are interlaced at right angles
to each other to form a fabric or cloth. The lengthwise yarns are called the warp yarn and the widthwise
yarns are called the we yarn.
Selvedge: The length wise running edges of woven fabric are known as selvedges. It prevents unraveling
of warp yarns.
Basic weaves and their deriva ves
Plain weave: Plain weave is the most basic weave structure in which the we passes over and under
successive warp threads and repeat the same pa ern with alternate threads in the following row,
producing a checkered surface. The plain weave is variously known as calico or tabby weave. It is the
simplest of all weaves having a repeat size of 2. Plain weave is used extensively in cambric, muslin,
blanket, canvas, dhothi, saree, shirng , suing , etc.

Naturalisc Dr awing
Selvedge

warp over weft
weft over warp
Warp
We

reconstructed
warp over weft
reconstructed
weft over warp

Semi Naturalisc Dr awing

Fig 3.3.1.a. Plain weave

Deriva ves of Plain weaves:
Rib weave- Rib weaves are obtained by extending the plain weave in either warp or we direcon. The
ﬁlling yarns are larger in diameter than the warp yarns. A rib weave produces fabrics in which fewer yarns
are visible on the surface. Rib gives a more ﬂexible cloth than plain weave and has many applicaons.
Their end uses range from dress fabrics, coats, suits, millinery, ribbons and wedding to upholstery and
drapery.
Two kinds of rib weave 1. Warp rib weaves- Warp ribs are constructed by inserng several picks in succession into the
same shed of an ordinary plain weave. This forms a rib eﬀect across the fabric.
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Fig 3.3.1.b. Warp rib weave

2. We rib weaves- We ribs are constructed with several warp threads used as one when
interlacing with each pick in succession. They form a verc al rib eﬀect in the fabric.

Fig 3.3.1.c. We rib weaves

Ÿ

Maw eave/ Basket weave- These weaves are also known as basket weaves or hopsack. Basket
weave is the extension in height and width of plain weave. Two or more yarns are used in both the
warp and we direcon as one. These groups of yarns produce a basket eﬀect. Basket weave
fabrics are less sﬀ than plain due to its fewer intersecons, and they have smooth surface. These
are suitable for apparel and drapery.
When the groups of yarns in both warp and we ar e equal, then the basket weave is termed as
regular, otherwise it is termed irregular. In case of regular ma weave, the plain weave is extended
equally in the warp and we direcon. In case of irregular ma weaves, the plain weave is
extended unevenly or irregularly in the warp and we direcons. Either more we way or warp
way depending upon the desired eﬀect.
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Fig 3.3.1.d. Basket weave- regular

Ÿ

Fig 3.3.1.e. Basket weave- irregular

Twillweaves: Twill is a type of weave with a pa ern of diagonal parallel ribs. This is done by passing
the we thread over one or more warp threads and then under two or more warp threads and
shiing the move towards right or le on every row.

Fig 3.3.1.f. Twill weave- regular

Ÿ

Warp and we faced twills: In the twills where the warp and we ﬂoats are unequal, the twill with
more we ﬂoats on the surface are called we faced twills. The ones with more warp ﬂoats on the
face are called warp faced twills.
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Fig 3.3.1.g. Warp and we faced twills

Ÿ

Waved twill- is made by changing the direcon of the move of the twill at suitable planned
intervals. The change of direcon can be on we which results in a verc al wave or “zig-zag” eﬀect.
When the direcon is changed upon a warp end, a horizontal wave is produced.

Fig 3.3.1.h. Waved twill

Ÿ

Herringbone twill: It is achieved by reversing the direcon of twill at suitable intervals but unlike
waved twill in this the two direcon twills cut in to one another at the point of reversal. The two
neighboring ends at the cut are opposite to each other.
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Fig 3.3.1.i. Herringbone twill

•

San weave: The san weave is rearranged twills. It is regarded as four or more we yarns ﬂoang
over a warp yarn or vice-versa, four warp yarns ﬂoang over a single we yarn. The san weave is
disnguished by its lustrous, or 'silky', appearance.
Sateen is the reverse side of the San weave. It is a we faced structure. It has more picks than
ends per inch.

Fig 3.3.1.j. Sa n weave

Fig 3.3.1.k. Sateen weave
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Fig 3.3.1.l. 3/1 Sa n weave

Fig 3.3.1.m. 4/1 Sateen weave

Weaving calcula ons:
• Reed Count- It is calculated in stock port system. Number of dents in 2inches is called Reed Count.
Reed count = EPI/ (1+We crimp percentage)
•

Reed Width = Cloth Width x (100+we crimp percentage)/100

•

Total no. of dents- Reed space x no. of dents per inch

• Total no. of body dents- Total no. of dents- no. of selvedge dents
•

Total no. of body ends- Total no. of body dents x no. of ends per dent

• The weight in Kgs. of warp for 100 mts of fabric = 110 x total no. of body ends
(Taking crimp percentage as 10)
1693.344 x count of warp
•

The weight in kgs. of we for 100 mts of fabric = 100 x reed space x PPI
1693.344 x count of we

•

The weight in kgs of selvedge for 100 mts of fabric = 110 x total of selvedge ends
1693.344 x count of selvedge

•

Total weight of 100 mts of fabric = The weight of warp + the weight of we + The weight of
Selvedge (all weights in kgs for 100 mts of fabric)

•

Weight in grams/sq meter of fabric = The total weight of 100 meters of fabric x 1000
Greige width x 2.54

• Construcon for square set
i.e. threads per inch = weave factor x cover factor x √count
Considering warp x we count are same.
Weave factor = Average ﬂoat
Average ﬂoat + 1
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Average ﬂoat = Picks/repeats
No. of intersecons
Construcon for oﬀ square is
Decrease in PPI from square set = 1.8 √(increase in EPI from square set)
1.8 becomes 1.3 if it is threads/cms

Basic Tex les Terms:
Ÿ Yarn: A connuous strand of ﬁbers/ﬁlament, twisted / non twisted, it is basic raw material for
weaving.
Ÿ

Type of Yarns: single yarn, double or mul fold yarn, spun yarn & ﬁlament yarn etc.

Ÿ

Yarn count: Yarn count is the numerical expression of yarn, which deﬁnes its ﬁneness or
coarseness. (Linear density).

Ÿ

Yarn count system:

Ÿ

Indirect system: English count (Ne), Worsted Count etc. Higher the yarn number, ﬁner the yarn.
Direct System: Tex, Denier Higher the yarn number, Coarser the yarn.
Note: English (Ne) count system is commonly followed India

Ÿ

English Count Details:
1. No. of Hanks of length 840 yds weighing in 1 pound
2. 1yds: 0.9144mtrs
3. 1lbs: 0.453 Kgs

Notes
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
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Unit 3.4 Mo ons of the Loom:
3.4.1 Primary Mo ons:
The three primary moons of a loom are described below.

B

A

C

Fig. 3.4.1.a Mo ons of the loom: Shedding(A), Picking(B) and Bea ng in(C)

Primary mo ons of loom
There are three primary moons of a loom, and each of these are necessary for producing woven fabrics.
Without the primary moons that take place the process of making a ﬂat and perfectly interlaced set of
yarns that makes fabric is not possible.
The three primary moons of a loom are-

Ÿ

Shedding: Shedding is the ﬁrst funcon which implies raising a part of the warp yarn to form a shed
which is like a verc al space between the two sets of threads. The ﬁlling yarn is carried by the
shule through the shed to the other side. On the loom, simple and intricate shedding operaons
are performed by the heddle or heald frame, also known as a harness. This is a rectangular frame to
which a series of wires, called heddles or healds, are a ached. The yarns that pass through one
harness work together as one shed and are li ed together to form the shed. Each me a shed is
formed and a we yarn runs through it a new row of we is formed on the fabric.

Ÿ

Picking: The funcon of carrying the we yarn from one side of the loom to the other side of the
loom by passing it through the shed formed by warp yarns is called Picking. In shule loom, picking
is done from both sides of the loom. A er the shed is created by liing the harnesses the ﬁlling yarn
is inserted through the shed by a small carrier device called a shule. The shule is shaped and
pointed at each end to allow smooth and sharp passage through the shed. In a tradional shule
loom, the ﬁlling yarn is wound onto a quill, which in turn is mounted in the shule. The ﬁlling yarn
emerges through a hole in the shule as it moves across the loom. A single crossing of the shule
from one side of the loom to the other is known as a pick which means one we yarn.
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Beat up: Beat up is the third and the last of the basic moons of the loom. This is the funcon of
pushing the inserted we yarn towards the fell of the cloth. This secures the woven we yarn at it’s
place before the next yarn is inserted. Between the shas and the take-up beam, the warp threads
pass through another frame called the reed that looks like a comb and has regular dents. The edge
of the fabric that is freshly formed and has not yet rolled up on the take-up roll is called the fell.
A er the shule moves across the loom laying down the pick or the ﬁlling yarn, the weaver uses
the reed on the beater to press each ﬁlling yarn at the fell.

Ÿ

Secondary mo ons of loom
Ÿ

Let-oﬀ mo on: This moon delivers warp to the weaving area at the required rate and at a suitable
constant tension by unwinding it from a weaver's beam. Let- oﬀ controls the amounts of warp
delivered and maintains the regional tension during weaving. This moon delivers warp to
weaving area at the required rate and at a suitable constant tension by unwinding it from warp
roller. The weaver has to manually adjust the weight on the tension lever to maintain the tension
of warp sheet.

Ÿ

Take-up mo on: This moon withdraws fabric from the weaving area at the constant rate that will
give the required pick spacing and then winds it onto a roller. Take- up moon winds the fabric as
being manufactured. It means a er the beat up of the we, woven cloth is drawn away from the
reed. A er weaving a suitable length, the weaver rolls the fabric on the cloth roller with the help of
take up moon handle and connues the weaving

Fig. 3.4.1.b. The Weaving Process
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Auxiliary mo ons of loom:
Auxiliary moons are augmented moons added to a loom to achieve be er producvity and good
quality of fabric. These moons ar e useful but not absolutely essenal as the y are not basic funcons.
These are also mostly mechanical funcons in case of a semi or fully automated loom, as handlooms are
mostly weaver controlled and the weaver performs these acvies at his own discreon.
Ÿ

Warp stop moon: This moon is able to stop the loom when a warp thread breaks or is excessively
loosened.

Ÿ

We s top moon: This moon able t
(we package).

Ÿ

Warp protector moon: This moon protect the warp threads from damage by stopping the loom
when the shule fails to reach, the selvedge side and box properly into either the shule box
during picking.

Ÿ

We mixing moon: This moon able to insert various coloured we yarn into the same fabric for
check and stripe eﬀect.

Ÿ

Feeler moon: This moon able to indicate whether the we yarn in pirn is almost used up or not.

Ÿ

Brake moon: A mechanism to stop the loom when a we yarn breaks.

Ÿ

We replenishment moon: This moon provide uninterrupted ﬁlling inseron by switching from
a depleted to a full package.

o stop the loom when a we br eaks or runs out of the pirn
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Unit 3.5 Opera ng the Handloom
3.5.1 Hand Loom Basics:
Loom is machine or device which is used to produce woven fabric. It is the central point of whole process
of cloth producon. In other word, a loom is a mechanism or tool used for weaving yarn and thread into
texles. Looms vary in a wide assortment of sizes. They come in huge free standing hand looms, n y
hand-held frames, to vast automac mechanical tools. The loom's system and exact form can diﬀer to
some extent; however it sll performs the basic applicaon.
A hand loom is a simple machine used for weaving. In a wooden verc al-sha looms, the heddles are
ﬁxed in place in the sha. This loom is powered by hand. The warp threads pass alternately through a
heddle, and through a space between the heddles (the shed), so that raising the sha raises half the
threads (those passing through the heddles), and lowering the sha lowers the same threads—the
threads passing through the spaces between the heddles remain in place. It is a manual operang
system. Shedding is done by pressing the treadles pedal and picking and beang is done manually.
Hand looms yield less producon compared to power loom. It can be operated at slow speed only
compared to high speed of power looms. Inial investment is very low compared to power loom.
Basically there are two types of Handloom:
Ÿ Frame loom
Ÿ Pit loom
These could be further divided in to ﬂy shule and throw shule looms.

3.5.2 Important Parts of Hand Loom and Their Func ons
The primary parts of a loom are as listed belowŸ

Ÿ
Ÿ
Ÿ

Ÿ
Ÿ

Warp Roller: The warp roller is a long beam that holds all the lengthwise yarns. Located at the back
of the loom, it gradually releases the warp yarn to the weaving area of the loom as per the
requirement.
Handle: The handle, usually placed on the warp roller is used to gh ten or loosen the warp. This is
important in determining the gh tness factor of the fabric.
Back Beam: This is a parallel beam that helps to maintain the constant tension and proper angle in
the warp sheet.
Heddle: This is a frame to hold the heald wires. Heald wires are wires with a hole or eye in the
centre through which a warp yarn is passed. Some places use heald wires made out of co on or
synthec yarn.
Bobbin and Shule: The we yarn is wound on a bobbin (pirn), which in turn sets into a shule. It is
the shule that passes back and forth through the warp shed. It releases we yarn from the pirn.
Beater: This is made up of metallic wires set verc ally in a frame. The spaces between the wires are
known as dents. The reed frame is mounted on the beater. The weaver holds the beater and gives it
a to and fro moon for beang the last pick to the fell of the cloth.
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Ÿ

Cloth roller: This is a beam located at the front of the loom. The cloth roller is where the woven
fabric is wound a er weaving.

Ÿ

Treadles: These are pedals located at the bo om of the loom. The weaver controls the warp shed
formaon by controlling the up and down movement of the heddles through these treadles. The
shed on a Handloom is controlled manually by giving proper movement to the treadles using foot.

3.5.3 - Parts of a Loom and Their Func ons
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Heald/Heddle: Wire or cords with eyelets that hold warp yarns in a place.
Heald sha: The wooden frame that holds the heald wires in place as a group. One sha holds one
set of weaving yarns
Shule: This is the device that carries the we thread through the shed that is formed between the
warp threads
Shule box: This is the compartment on both sides of the loom to hold he shule a er it travels to
the other side of the loom a er picking.
Beams: These are rollers on both sides of the loom, these are used to wind or hold the warp sheet
on one side and roll the woven fabric on the other.
Reed: A comb like wire or device used to separate yarns on a loom & to beat up the ﬁlling during
weaving.
Beater: The beater is a frame which has a Reed frame mounted on it. The weaver holds the beater
and gives beater a to and from moon for beang the last pick to the fell of the cloth.
Cloth roller: This roller is placed in the front of the loom where the weaver sits. A er compleon of
weaving the woven fabric is rolled on it.
Lease rods: These are sck s that are passed between two successive yarn sets in the warp to keep
them separate while weaving.
Treadle: The treadle is a foot paddle under the loom with which is connected to the healds with the
help of cords, this is used to li the healds while weaving.
Temple: This is a roller device on the sides of the loom used to keep the fabric stretched and
support the selvedge to keep the width of the fabric perfect.

3.5.4 Opera ng Handloom and Weaving
While weaving on the loom the fabric is made as a result of the primary weaving funcons of the
shedding, picking and beang , however to ensure that the output is perfect while operang the loom the
below menoned points are to be taken care of.
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Addressing and correcng warp breakŸ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

look out for broken warp ends and see if there are any missing or loose threads.
Find out the posion of the broken thread by visual examinaon.
Mend the broken warp end by using threads of the same count from the sized beams, using
"weaver's knots”
Draw the mended warp yarn through the heddles properly as per the drawing order being used.
Draw the mended warp yarn through the reed properly as per the denng order.
Ensure that the sleigh is at the centre and the shule is properly ﬁlled and placed on the sleigh.
Run the loom by using proper hand and foot movements on the appropriate parts of the loom
designed for the purpose.

A ending to We Break:
Ÿ Make sure that the beater is brought slowly back to the centre
Ÿ Takeout shule from shule box.
Ÿ Find out the pick that is broken and check if it has travelled half way or more
Ÿ Take out the broken pick and carefully do the piecing of the we yarn using the shule yarn (Do not
make a knot).
Ÿ Ensure that shule is inserted in the correct shule box.
Other Work Prac ces:
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Before starng the loom the weaver should ensure opmum tension in the warp sheet so as to
avoid wrong beat up and yarn breakages.
Never connue producon without checking and correcng fabric defects seen while weaving.
Defects are more diﬃcult to correct once the fabric is made.
Work area and machines should be kept clean and well organized to ensure good work space.
While cleaning ensure not to damage the fabrics in the looms as well as in the adjacent & opposite
looms
Operate the loom by consciously controlling the force applied when beang in to prevent start
marks or bands.
Ensure that the loose threads a er a ending to the warp breaks are hung at higher length and
trimmed properly.
Always ensure that the we yarn used is correct and the colour count are matching to the design
and the fabric part that is woven already.
Always check the quality of threads and ensure that they are properly ed at the point of joining.
Remove double ends if any.
Ensure that no raw material/ cloth or any other material is thrown under loom.
Check the reasons for the frequent warp/ we breaks and correct in the loom.
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Unit 3.6 Woven Fabric Graphical Representa on
3.6.1-Woven Fabric:
A woven fabric is composed of two series of yarns called warp and we. Weaving is the interlacement
of these yarns to form a fabric. Woven Fabrics are made up of verc al (Length wise) yarns called Warp and
horizontal (width wise) yarns called We. These threads are interlaced with one another in many diﬀerent
ways and each class of structure forms the Design. The warp threads are also known individually as Ends
and the we threads are known as Picks or Filling.
Warp: The threads in the fabric that run lengthwise are called warp or ends
We: The threads in the fabric the run widthwise from side to side are called We or picks.

3.6.2 Woven Fabric
Body: The main poron of the fabric containing the intended fabric design is called the body of the fabric.
Ÿ Selvedge: This is the narrow woven edge posion of the fabric parallel to the warp. This is mostly
made with stronger yarns in a relav ely closer construcon than the body to prevent unraveling.
It is usually more compact and stronger than the body.
Ÿ Face: It is the intended front of the fabric.
Ÿ Back: It is the intended back of the fabric.
The woven structures are divided into two major categories:
Simple Structure: When the Ends and Pick intersect with one another at right angle and are
respecv ely parallel to each other, then the structure is called as Simple Structure. In these
structures there is only one series of ends and one series of picks and they equally contribute to
performance, ulity and aesthec appearance.
Ÿ Compound Structure: In this structure, there are more than one series of ends and picks and some
of which will be responsible for performance and some would be employed purely for the
ornamentaon purpose. They may also not be parallel to each other.
Ÿ

3.6.3 - Method of Fabric Representa on
The unit of a woven fabric is the point of intersecon of warp and we. This intersecon is of two types:

Fig 3.6.3.a. Condi on 1: Warp over We , Condi on 2: Warp under We
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End raised over the Pick to obtain the intersecon End lowered under the pick to obtain the intersecon a
number of diﬀerent intersecons combine to make a unit of a design or one Repeat of the weave.
A simplest design that can make a cloth requires two ends and two picks as a repeat of a design. As the
Figure below represents one unit of a design (shown in red border), the adjoining units are idenc al to the
ﬁrst one. Therefore, usually it is suﬃcient to represent the interlacing pa ern of the design as one Repeat.

Fig 3.6.3.b One unit of a Design (red outline)

Fig 3.6.3.c. Interlacing Diagram

The design depicon as shown in the Figure 3.6.3.c. represents warp 1 going over we 1 and below we2,
and warp2 going below we1 and above we2. This is called as an Interlacing Diagram. They are very
laborious to prepare and hence are generally not employed especially when large designs have to be
made.

Fig 3.6.3.d Design on Design Paper/Point paper

Fig 3.6.3.e Design Paper/ Point Paper/Squared Paper
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The common method used for design depicon is Design Paper (Point Paper, Squared Paper) as shown in
Fig 3.6.3.e This oﬀers an easier method of represenng the interlacing. The standard texle design paper
is ruled in groups of 8 x 8, these being separated by bold lines. Each verc al space represents warp end
and each horizontal space represents we end, therefore, each square grid represents intersecon of an
end and a pick. A mark in this square indicates "Warp over we" and a blank indicated "Warp under we".
Any kind of mark can be used (X, O, etc.) and somemes several types of marks are used simultaneously in
one design to indicate diﬀerent colour or thickness of yarn. (Example Fig 3.6.3.d.). Whichever marks are
used it must be remembered that Point Paper is not a general representaon of the design but is a
speciﬁed plan of the order of thread interlacing, and that each square is the point of intersecon of a warp
end and a we pick. To interlace, the threads must cross each other and therefore in one complete repeat
of a design there must be at least one mark and at least one blank in every verc al space and every
horizontal space. Otherwise the threads will not interlace and merely form loose ﬂoats which do not
become woven into the fabric (Fig 3.6.3.c.).
Any weave repeats on a deﬁnite number of ends and picks. Generally, one repeat unit is indicated on the
design paper. The ends and pick in a repeang unit may be equal or unequal but a complete repeat must
be in a rectangular form as the threads interlace at right angle. (Fig: 3.6.3.g). If a repeat unit extends over 8
ends and 8 picks, every poron must extend over 8 ends and 8 picks. It is necessary for marks and blanks
to join correctly at all the sides of a design, as when the pa ern repeats to make a cloth, an unbroken
weave results. An incomplete repeat or faulty repeat will result in faulty construcon of a fabric.
However, a weave can start from diﬀerent posions, as this does not aﬀect the appearance of the fabric,
although one repeat may appear to look diﬀerent. (Fig 3.6.3.h and 3.6.3.i)

Fig 3.6.3.f Wrong Design – Warp 1 and Warp 5 are forming loose ﬂoats

Fig 3.6.3.g Faulty Repeat Unit – One Complete repeat must be in a rectangular form

Fig: 3.6.3.h and Fig: 4.4.3.i Same weave but the star ng posi on is diﬀerent
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Handloom Weaving
(TSC/ N 7307)
Unit 4.1 – Greige Fabric Quality
Unit 4.2 – Product Cerﬁc aon and Quality
Unit 4.3 – Fabric Defects
Unit 4.4 – Finishing and packing of fabric
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Key Learning Outcomes
This unit provides performance criteria, knowledge and understanding and skills and abili
required to monitor the quality while undertaking handloom weaving related ac vi es t
ensure that the woven fabrics meet speciﬁca ons
Parcipan ts must have a clear idea about the quality parameters that are acceptable in terms of
quality of fabrics and understand the processes that are followed post weaving. At the end of this
module, the parcipan t will be able to,
Ÿ
Ÿ
Ÿ
Ÿ
Ÿ

Achieve the quality in Handloom weaving related operaons
Gain Awareness on Product Quality & Speciﬁcaon
Defect mendable / Non-mendable
Gain Awareness on Quality Grading System (5-Point Inspecon)
Learn Finishing (checking/folding/Iron/Calendaring/Washing)
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Unit 4.1 Greige Fabric Quality
Unit Objectives
At the end of this unit the user/individual on the job will be able to:
Ÿ Idenf y and use raw materials as per the speciﬁcaons provided
Ÿ Idenf y faulty materials and component parts and get them recﬁed
Ÿ Idenf y mendable defects and rework on them
Ÿ Make adjustments promptly to ensure the hand-woven fabric matches the speciﬁcaon
Ÿ Carryout work safely and at a rate which maintains required work ﬂow
Ÿ Carryout quality checks at speciﬁed intervals according to the speciﬁcaons
Ÿ Apply the allowed tolerances
Ÿ Idenf y materials and components which can cause crease, stain and damage

4.1.1 - Greige Inspec on & Fabric Defects in Greige Fabric:
The process of detecng diﬀerent types of faults in gray fabric is known as inspecon of gray fabric. Kinds
of faults in the gray fabric are mostly mechanical and mendable.
Quality means the ﬁnal product should perfectly match the desired product in all aspects. This requires
correctly following the below menoned points
1. Checking of dimensions - Measurement of width/size &Measurement of length for fabric pieces
2. Checking speciﬁcaon parcular s- Ends per inch & Picks per inch, Weight per sq. mtr. Yarn Count
3. Visual Inspecon defects like stains, knots etc
4. Composion of base materials and ﬁbers
5. Colour and dyeing related issues
Acvies such as Calculang , Inspecng , Tesng , Evaluang , one or more characteriscs of a product
and comparing them with the required aribut es that are deﬁned should be regularly done.
Process Deﬁnion: Greige fabric inspecon is the process of detecng weaving mistakes in the fabric just
a er the greige fabric producon in the loom. This is done before ﬁnishing and packaging of the fabric.
This is the ﬁrst stage of fabric process and ﬁnishing a er the weaving is complete.
Ÿ

Equipment - Inspecon table with good light, back-lit table is preferred

Ÿ

Key Accessories - Nipper, Pointer, Cu er, Comb etc.
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4.1.2 Safety Measures in Store House:
Ÿ

Fabrics are highly inﬂammable and smoking or use of any kind of ﬁre equipment is prohibited.

Ÿ

Fire exnguisher s must be placed in the inspecon area and everyone must be trained to use it.

Ÿ

Fabric stacks must be kept away from the electric sockets and wires.

4.1.3 Method of Inspec on
1. The “set cut length” of the fabric being woven on the loom is either known or is predecided. The
cloth is cut accordingly and the cloth roll is taken oﬀ from the loom.
2. The cloth roll may be also be cut and taken oﬀ at part length as and when it is needed.
3. As a rule the “cloth doﬀer” cuts and doﬀs oﬀ cloth roll. The doﬀ length is recorded in the loom
quality/doﬃng card and the cloth roll is marked for idenﬁc aon.
4. The roll is then unrolled on an inspecon table where it is visually checked (100%) against light.
Here if the defects are idenﬁed as r epairable they are mended for any small faults like extra or
protruding yarn, neps, slubs, cracks or ﬂoats.
5. Faults like oil stains which can't be repaired, are marked or idenﬁed by pung
markers on the corresponding straight line at the point on selvedge.

yarn tails or

6. The repaired fabric is again inspected over the greige fabric inspecon machine visually against

4.1.4 Points of Inves ga on
Some of the common weaving faults that are idenﬁed and marked by the inspecng person while fabric
checking are:
1. Stop marks seen as sudden streaks or bands along the we line.
2. Picking defects, like missing picks and double picks.
3. Drawing defects like double warp, missing warp or missing/uneven ends
4. Design pa ern breaks and mismatch
5. lashing in, cut selvedge or uneven selvedge defects.
6. Oil or rust stains
7. Crack, smash or hole
8. Slubs. Snarls and neps.
9. Other external impuries
For the ease of storage and sorng , the intensity of most weaving faults whether major or common are
marked with points as a part of the point system (Numerical value) ranging 1 to 6, 6being the highest
point for a fault. For solid as well as yarn dyed fabrics the defects and corresponding points are recorded
on a fabric inspecon record sheet. All associated details, like the measured length, fabric quality, yarn
lot, loom number etc. are noted down at the end of each fabric piece. In many places another from to
keep a record of the quanty of fabric inspected every day is also maintained, this is called the fabric
inspecon record sheet. This sheet also captures the total amount of rejecon. All the data entered on
these sheets correctly captures all the informaon associated with the fabric checked.
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4.1.5 Fabric Inspec on Systems
1.

Flow Based Fabric Inspec on
Ÿ

Minor Faults: this means 1 or less than 1 defect in 15 cms length

Ÿ

Major Faults: this means more than one defect in 15 cms length

Ÿ

Selvedge Defects: These defects imply imperfect selvedge and in some cases like home furnishings
these are considered major defects.

Ÿ

Small defects near to the selvedge are not considered as serious problems.

2. Point Based Fabric Inspec on
There are three types of point systems (4 Point system, 10 Point system, Mil- Standards)
i) 4 Point System:
In '4 Points' system of grading, faults are scored with penalty points of 1, 2, 3 and 4 according to the size
and intensity of the fault

Penalty points grading system:

Size of Defect

Penalty Points

Upto 3 inches

1

>3” to 6” inches

2

>6” to 9” inches

3

Above 9 inches

4

The penalty point grading standards are as following.
Ÿ Maximum of 4 penalty points can be assigned for any single defect.
Ÿ More than 4 penalty points in one meter are not acceptable, these could be a sum total of mulple
points as well.
Ÿ A connuous defect is assigned 4 points for each meter in which it occurs.
Ÿ A roll with a running defect through more than three connuous meters is rejected
Ÿ regardless of points count.
Ÿ No roll shall be accepted that contains a full width defect in the ﬁrst or last three meters.
Ÿ A hole or torn is considered to be a major defect and shall be penalized 4 points.
Ÿ Any roll that exhibits a noceable degree of looseness of gh tness or ripples, puckers, folds or
creases in the body of the fabric.
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Average Point: Average point is calculated by following formula
Per 100 Meter2

(Total Points) X (3937)
Total Average Points =
(Total length in Meters) X (Width)

Per 100 Yards 2

(Total Points) X 3600
Total Average Points =
(Total length in Meters) X (Width)

According to this system of grading if there are 15 or less faults in 100 square meter then the fabric
is acceptable for further processes.
Ÿ If there are 15 to 18 faults then the customer has to be informed about this and based on the
requirement the customer decides whether it is acceptable or not.
Ÿ If total faults in 100 sq meter are more than 18 then the fabric is rejected.
ii) 10 Point System:
Ÿ

In '10 Points' system of grading, faults are scored with penalty of 1, 3, 5 and 10 according to the size
and signiﬁcance
Size of Defect

Penalty Points

1 inches or less

1

Over 1” but not over 5” 3
Over 5” not over 10”

5

Over 10” / full width

10

Applica on:
Point count calculaon f or each roll: Points per 100 Sq. yards = Total linear points x 3600 Length in Yds
x Fabric width in inches

Example (Calcula on)
Fabric length is 58 yds, width 60 inch for inspecon.
Following defects and points can be found (4 –Point Method)
Size of Defects

Defects

Total Points

Upto 3 Inch

2

2X1= 2

3- 6 Inch

3

3X2= 6

6 – 9 Inch

2

2X3= 6

More than 9 Inch 1

1X4= 4

Total Points Earned 18 Points
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Points per 100 Sq. yards = Total linear points x 3600
Length in Yds x Fabric width in inches
Points / 100 Sq Yds = 18 X 3600
58 X 60, therefore Points / 100 Sq Yds = 18.63
Ÿ
Ÿ

As per the standard less than 40 points / 100 sq yds is considered First Class
As per the standard more than 40 points / 100 sq yds is considered Second Class

Diﬀerent Colour Tags for Diﬀerent Processes & Defects In export two types of tag used
Ÿ
Ÿ

Red tag- represents cric al defects
White tag- represents minor defects (add 10 CM of fabric wherever defects is present)

4.1.6 Acceptance & Rejec on of Fabric
Acceptance of fabric:
Ÿ

Any piece of fabric with the rang of total 36 points faults per 100 linear meter is passed as 'A'
grade fabric. 36-50 is the point range for 'B' grade fabric.

Ÿ

More than 50 points is graded as 'C' which is a reject.

Ÿ

A minimum of 20 meter 'A' grade fabric is allowed to pass with other long pieces. Pieces less than
20 meter is recorded as cut pieces.

Rejecon of fabric:
Any area of the fabric that contains
Ÿ

Objeconable (too frequent) presence of weaving faults like stop/starng mark and pick faults.

Ÿ

Oil or grease spot.

Ÿ

Crack/holes, ﬂoats and warp end miss etc. are cut to a separate pieces and recorded as rejected.

Ÿ

Any fabric having points more than 50 is graded as “C” and also rejected.
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Unit 4.2 Product Certification and Quality
4.2.1 Product Quality
It is not easy for a common customer to know or determine the actual quality of a product by just seeing
it. To ensure that the user knows what they have purchased certain standards are set. These standards
are used as the basis to assess the quality of the product to be purchased. Cerﬁc aon marks like ISI,
Agmark, woolmark etc. on a products imply that the products have been produced according to a speciﬁc
standard processes.

4.2.2-Standards
Standards are ﬁxed and determined criteria by relevant authories that deﬁne the expected base quality
of the products. Standards are necessary to ensure that materials, products or the procedure is ﬁt for its
intended purpose. Product standards prescribe levels of quality, safety and performance. Standards also
prescribe methods of sampling and pracc al evaluaon. The standards ensure:
Ÿ Surety of safety and health
Ÿ Correct performance for intended purpose
Ÿ Environmental protecon
Ÿ Good funconality and ease of use
Ÿ Consistent quality and reliability
Ÿ Compability between other products
Ÿ Correctness of product informaon and labelling

4.2.3 Speciﬁca on
Some speciﬁcaons like the "Handloom Mark Scheme" are not quality related but origin or producon
related. This speciﬁcaon mark granted under this scheme veriﬁes and assures that the origin of the
product is Handloom. In this respect it does not check or verify the quality of the product.

Fig 4.2.3 Handloom Mark Logo
Every hand woven product is eligible to get this mark and hence the mark provides a collecv e identy to
all hand woven products. This leads to brand building and sales promoon of the c ategory of goods. It
enables the customers to surely idenf y a genuine hand-woven product. Thus they get value for money
that boosts sales. It also leads to in employment generaon by promong the hand-woven products. The
Handloom Mark is a hallmark of genuine source that deﬁnes the product with clarity. It is a clear
disncon from compeon and is a great connect for the consumers.
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Unit 4.3 Fabric Defects
Defect is an unplanned or unwanted problem on the fabric that might arise due a variety of reasons.
Defects happen in at various stages of the processes of producon, due to factors like materials,
machines or men.
The following are some of the fabric defects
Warp way defects
1) Crack between stripes: A crack seen along the length of the fabric between the stripes woven with
diﬀerent weaves.
Causes:
Ÿ Uneven beam surface and uneven release of warp.
Ÿ Crimp diﬀerence in the warp threads either in the denng order or the weave design
Remedies:
Ÿ Avoid uneven build of beam surface by proper system of denng at the sizing machine.
Ÿ Ensure that denng at weaving is such that ends of the two weaves are not separated by a reed
dent.
2) Double end: More than one end dra ed through a heald eye when the adjacent end is not missing.
Causes:
Ÿ Scky ends on warp beam
Ÿ Wrong drawing-in of ends through heald eyes
Remedies:
Ÿ Yarn sizing should be carefully done to avoid sckness.
Ÿ Try to remove extra ends by carefully breaking it and drawing it out once noced.
Ÿ Periodically check fabrics to remove double ends.
3) Floats: When warp and we threads do not interlace as desired and are seen as long strands on the
fabric surface.
Causes:
Ÿ Broken end that gets entangled with the adjacent warp ends.
Ÿ Damaged or broken reed result into ﬂoats, especially when the warp is not very elasc or
overstretched.
Ÿ Knots with long tail ends entangle other ends.
Ÿ Fluﬀ with long tail ends leading to entanglement of ends.
Ÿ Fluﬀ or foreign ma er trapped in the shed.
Ÿ Broken heald unable to li or lower the thread.
Remedies:.
Ÿ Don’t make long tail ends in knots done to join threads in the preparatory processes.
Ÿ Ensure that the loom is clean and free of dust and external materials
Ÿ Use screens to control ﬂuﬀ ﬂying to adjacent looms.
Ÿ Inspect the healds and the reed condion before seng up the new warp
Ÿ Ensure proper selecon of drop pins.
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4) Misdraws: Wrong posion of ends in the heald because of incorrect draing.
Causes:
Ÿ
Ÿ
Ÿ

Faulty drawing-in of ends from the beam.
Faulty repair of broken ends by weaver.

Remedies:
Ÿ Correct or repair the placement of the missing ends as soon as the defect is noced.
5) Missing end: This is gap because of a missing warp thread, which could be missed while draing or be
broken while weaving process.
Causes:
Ÿ Not a ending to warp breaks on me and weaving with broken ends
Ÿ
Draing mistake and missing a heald eye while draing
Remedies:
Ÿ Provision of spare ends on the warp to be used as substut es for missing yarns.
Ÿ warp breaks should be a ended immediately
Ÿ Broken ends should be kno ed immediately
6) Reedy fabric: The denng pa ern is seen as small gaps through the width of the fabric
Causes:
Ÿ High warp tension and low ﬂexibility on warp .
Ÿ Rhythm of the loom not being correct due to delayed shedding
Ÿ

Remedies:
Ÿ Adjust and maintain easy warp tension .
Ÿ Raise the level of the back rest slightly
7) S tches: When one warp yarn is seen ﬂoang over many consecuv e we yarns. This is more common
in synthec yarns due to stac.
Causes:
Ÿ
Ÿ
Ÿ

Weak or irregularly sized beam with less ans tac agent.
Wrong warp tension

Remedies:
Ÿ Ensure good and adequate sizing with correct size recipe appropriate to the yarns
Ÿ Increase the tension of the yarn slightly if required
Ÿ If needed, lease rods between the healds and the drop pins can be added
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8) Thick end: Warp end that is of a an unusually thick diameter as compared to the rest of yarns
Causes:
Ÿ Count variaon due to mixed yarn being used
Ÿ Accidental mix up of counts while warping and winding.
Ÿ Wrong thread used to repair broken ends while weaving
Remedies:
Ÿ Conduct frequent checks to avoid mix-up of counts.
Ÿ Inspect the fabric at the starng as well as each me a warp repair is done.
9) Warp streaks: Visual warp way stripes seen on the fabric due to diﬀerence in texture and shade of the
warp yarn.
Causes:
Ÿ Medium to long term variaons in warp yarn due to irregularity while spinning. Coarser count and
closer spacing of ends appear lighter while ﬁner count and wider spacing appear darker in shade
than the normal poron of the ﬁnished fabric.
Ÿ Unequal reed space between the dents
Ÿ Mix-up of yarns that are technically diﬀerent in twist, ﬁnish or lusture, count or blend proporon.
Ÿ Variaons in dyeing and bad dyeing
Remedies
Ÿ Quality of yarn and warp must be regulated well and should be carefully maintained.
Ÿ Check the condion of the reed and test a band of woven fabric before bulk producon
Ÿ Use all metal reeds instead of hand bound reeds
Ÿ Avoid mix-up of yarns and establish good material handling systems
Ÿ Take care to match the shade when mixing a freshly dyed lot with the old stock.
We way defects
1) Broken pa ern: Commonly a defect of drop box looms where pa erns are made in repeats and there
is sudden break in the connuity of design.
Causes:
Ÿ Improper adjustment of pa ern cards or laces.
Ÿ Starng the loom at a wrong part of the peg plan post stopping for repair.
Ÿ Inserng pick in a wrong shed a er mending a we break.
Remedies:
Ÿ Check and adjust the pa ern cards or laces at the start of beam and everyme the loom stops
and restarts.
Ÿ Make the weaver's quality conscious.
Ÿ Resort to pick ﬁnding prior to restarng the loom.
2) Broken pick: The complete we is missing from the place where the pick is inserted.
Causes:
Ÿ Breakage of we while weaving or we ﬁnishing oﬀ while weaving
Ÿ Badly wound pirns in the shules
Ÿ Improper funconing of we fork.
Remedies:
Ÿ The shule surface should be smooth and the pirn should be properly ﬁ ed in the shule
Ÿ Check shule boxes and smoothen the surface to prevent cung of we.
Ÿ Ensure proper size of pirns in the shule
Ÿ Always check the last pick posion before restarng the loom.
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3) Cut we : This can occur anywhere in the fabric not clearly visible in the greige stage, but becomes
pronounced in the ﬁnished fabric.
Causes:
Ÿ Bad condion of the rollers.
Ÿ Bad yarn Strength
Remedies:
Ÿ Check the emery roller covering.
Ÿ Ensure that the quality of yarn is good.
4) Double pick: Two or more picks inserted in the same shed where only one is desired.
Causes:
Ÿ Restarng an ordinary loom on the wrong pick
Ÿ Wrong side mounng of shule a er pirn change.
Remedies:
Ÿ Resort to pick ﬁnding while restarng.
5) Gout: Foreign materials like dirt and lint balls or dirt from other parts that get woven into the fabric.
Causes:
Ÿ Dirty workplace and loom
Ÿ Foreign ma er geng into the shed during weaving due to undy environment
Remedies:
Ÿ Ensure cleanliness of machines and surroundings in the loom shed.
Ÿ Keep frequent check on harness strappings and leather accessories for wear and tear.
6) Sloughing oﬀ: Thick bunch of yarn that slips from the pirn gets woven we way into the fabric Causes:
Ÿ Soly wound pirns.
Ÿ Bad condion of shule and harsh or very fast picking
Ÿ Badly stored pirns that get too dry in the lack of humidity
Remedies:
Ÿ Use good core package for winding pirns
Ÿ Proper yarn tension while pirn winding
Ÿ Maintain a speciﬁc speed for the weaving mechanism and movement of shule
Ÿ Condion the we before using
Ÿ

7) Slub: An abnormally thick place in the yarn appearing in the fabric.
Causes:
Ÿ Undra ed poron in the yarn that makes it uneven.
Remedies:
Ÿ Minimize the incidence of slubs during spinning.
Ÿ Clear and sort the yarns eﬀecv ely during winding.
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8) Snarl: It is a short length of yarn, mostly we, which has spontaneously doubled back on itself. The
snarling tendency is latent in highly twisted yarns.
Causes:
Ÿ Highly twisted we.
Ÿ Low we tension.
Ÿ Shule rebounding either due to harsh picking or poor checking.
Remedies:
Ÿ Condion the we prior to weaving by steam condioning , CMC condioning or gumming.
Ÿ Provide suﬃcient drag weight in the shule.
9) Star ng marks: A visible band or line in the fabric due to uneven beang pressure or varying pick
density when weaving commences.
Causes:
Ÿ Wrong adjustments of the take –up mechanism and fell of fabric being too close to the reed
Ÿ Diﬀerent pressure applied to the beater when weaving starts.
Remedies:
Ÿ Set weaving momentum by sing on the weaving side and move the beater in a steady rhythm
10) Cracks: Pick density that is lower than normal is referred to as a crack.
Causes:
Ÿ Improper leng back of the fell of the fabric.
Ÿ Improper let-oﬀ moon while adjusng the warp tension.
Ÿ Sagging warp due to the shed being kept open for exceponally long periods.
Remedies:
Ÿ Undra ed poron in the yarn.
Ÿ Weavers should work on the right adjustment.
Ÿ Stop the looms only when the healds are leveled in posion to keep the warp gh t enogh.
11) Thick and thin places: We bars diﬀering in appearance and repeang several mes along the fabric.
Causes:
Ÿ Irregular let-oﬀ.
Ÿ Faulty take-up.
Remedies:
Ÿ Set the let-oﬀ and/or take-up moon properly.
12) We bars: We way bands which are clearly disnguished from the rest of the poron of the fabric.
The bars may be restricted for a parcular length of fabric or may repeat randomly.
Causes
Ÿ Periodic count variaon in the we due to defects in the spinning processes.
Ÿ Mixing of we of diﬀerent counts, diﬀerent twist levels, diﬀerent direcons of doubling twist and
diﬀerent brightness especially in manmade ﬁbres.
Ÿ Manufacturing defect in ﬁlament yarns.
Remedies:
Ÿ Take due care to avoid mix-up of we during pirn winding and/or weaving.
Ÿ Ensure segregaon of packages while we preparaon.
Ÿ Conduct a weaving and dyeing trials before trying bulk trials.
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13) We ﬂoa ng on one side:
Causes:
Ÿ Shedding either uneven or lt ed on one side.
Ÿ Slow shule passing speed
Remedies:
Ÿ Correct the shedding alignment.
Ÿ Correct the picking force.
14) Wrong pick density:
Causes.
Ÿ Coarser of ﬁner we used by mistake.
Remedies:
Ÿ Ensure strict supervision on pick density at the start of a beam.
15) Hole or tear in fabric: A defect or distoron or cung of warp and we.
Causes:
Ÿ Mechanical faults in loom
Ÿ Carelessness in removing gout.
Ÿ Holes form during the ﬁnishing processes due to the presence of foreign ma er.
Ÿ Tapping the take-up beam with sharp objects
Remedies:
Ÿ Mechanical faults and sharp edges in tools and equipment should be recﬁed
Ÿ Take precauons to avoid incidence of woven foreign ma er.
16) Smash: A damaged spot in the fabric with many broken ends and ﬂoang picks happens due to shule
being trapped in the shed.
Causes:
Ÿ Incorrect ming of shedding and picking.
Ÿ Improper starng of loom.
Ÿ Too weak or too harsh use of shule.
Remedies:
Ÿ Tune the loom properly and check the shedding mechanism.
17) Temple marks: Small pin holes appearing near the selvedge zones and being more prominent in ﬁne
and superﬁne variees.
Causes:
Ÿ Incorrect selecon of temple needles and improper seng of temple cap.
Ÿ Temple rings not moving freely.
Remedies:
Ÿ Select the temples to suit the quality of fabric being woven.
Ÿ Ensure that there is suﬃcient gap for smooth passage of fabric over the temples.
Ÿ Temple assembly should be clean.
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Fig. 4.3.a Fabric Defects
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Fig. 4.3.b Fabric Defects
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Unit 4.4 Finishing and Packing of Fabric
4.4.1 Tex le Finishes
Various treatments are applied to improve the look and qualies of texle goods. These treatments are
called ﬁnishes. A ﬁnish is a treatment given to a fabric, to enhance its appearance, handling /touch or
performance. It allows variaons to make the fabric more suitable for its end use.
Washing, bleaching, dying or prinng , starching and ironing before it is sent to the market.
It is not a must that all the texle-pr oducts are ﬁnished before use. Texles that are not given any ﬁnishing
treatment are termed as gray goods or unﬁnished texles. This does not imply that the fabric is gray in
colour. It implies that no ﬁnishing treatment has been given to it.
Gray goods tend to lack customer appeal and o en will not be used for your dress or shirt. This is because
the absence of any ﬁnish gives the fabric a dull and shabby appearance.
Diﬀerent colours or prints on fabrics are also ﬁnishes and these make fabrics look ar acv e

4.4.2 Some Major Diﬀerences Between 'Unﬁnished and
Finished Fabrics' are as Follows:
Unﬁnished / Gray fabric

Finished fabric

Unfinished / Gray fabric
•
•
•
•

GÞÕÕÕŎŎÔÒŌŊÆMQMÒÕMNÕÑ ŎŌÕŘ ÒŌ ŌMPÞǾMÕ
colours- off white, brown, black, etc.
J ǾÒnkled, stained, with broken
Threads, uneven in width, etc.
Ī ÑÕMPÒQÑÕŘ ÕÑŒŒÑŔŐÑŌŒÒQÑB
I MŃÔŃÞŒPŎÖ ÑǾMŐŐÑMÕÆMǾÑ ŐÞǾŃOMŒÑŇ
only for rough work, backing,
packaging, etc.

•
•
•
•

I ÞŒPǾŎÞŒÆMPPǾMŃPÒQÑÆMQMÒÕMNÕÑ ÒŌ
different tints and shades of colours,
prints, etc.
Ĭ Ö ŎŎPO MŌŇ R ǾÒŌÔÕÑ-free, no defects
on the surface, even width, free from
stains, etc.
FŎŒP ŎŅŅMNǾÒŃŇÑŐÑŌŇŒÞŐŎŌ POÑ PŘŐÑ
of the fiber along with the number
and type of finishes applied.
FÞŒPŎÖ ÑǾŒŊÑP MPPǾMŃPÑŇ MŌŇ NÞŘB

4.4.3 Importance of Tex le Finishes
Texle ﬁnishes are important because of the following reasons•

Quality ﬁnishes improve the appearance of fabric

•

Finishing allows a huge variety in fabrics through dyeing, prinng and other processes

•

Improve the feel or touch of fabric;

•

Improve the draping ability of light weight fabrics.
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4.4.4 Classiﬁca on of Finishes

Based on their funcons, performance and nature ﬁnishes can be classiﬁed into many types.
On the basis of funcon the ﬁnishes may be basic or funconal
Basic ﬁnishes are applied to almost all the fabrics, in order to enhance their look, feel and body. For
example- fabrics may be bleached to improve their whiteness, starched to increase weight and lusture,
Ironed, etc. These basic ﬁnishes are also known as aesthec ﬁnishes because of their nature. Dyeing and
prinng processes are also considered as types of ﬁnishes as they enhance the visual aesthec of fabrics.
Funconal or special ﬁnishes are applied to improve the performance of a fabric for some speciﬁc
purpose. Fireprooﬁng to prevent burning, Water-prooﬁng to make fabrics water repellent, crease
resistance and bullet-prooﬁng are some examples of funconal ﬁnishing techniques on fabrics.

4.4.5 Chemical and Mechanical Finishes
The other primary classiﬁcaon is done on the basis of the process of applicaon of ﬁnish. There are two
types – chemical (wet) and mechanical (dry) ﬁnishes.
a. Chemical ﬁnishes: Also known as wet ﬁnishes. In these chemical treatment is given to fabric to
enhance the appearance or other properes. These ﬁnishes are usually durable and permanent.
Examples are: ﬁreproof, crease resistance, etc.
b. Mechanical ﬁnishes: This variaon of ﬁnishes is also known as dry ﬁnishes. These usually consist of
the applicaon of a variety physical processes like moisture, pressure and heat. Beang , brushing,
calendaring, ﬁlling, etc. are some of ﬁnishing processes included in this group. These ﬁnishes are
either temporary or semi durable and thus do not last as long aschemical ﬁnishes.
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4.4.6 Basic Finishes & Their Types
Diﬀerent types of basic ﬁnishes are – Scouring / Cleaning Fabric is the ﬁrst process a er it is taken out of
the loom. Fabric is dull in appearance when it is out of the loom. There might be oil, starch and wax stains
etc., that are applied to yarns pre weaving or while weaving to make the weaving smoother. Post weaving
when the fabric is ready, the presence of these addiv es makes further ﬁnishing processes such as
bleaching, dyeing, prinng , etc. diﬃcult. Before sending the fabric for further processing these addiv es
need to be removed from the fabric.
Scouring is the process of washing fabric thoroughly with soap soluon. It is essenally industrial cleaning
of fabrics by washing them in warm water and soap. This cleaning makes the fabric more absorbent.
The method of washing diﬀerent fabrics is chosen according to the nature of the ﬁbres. Co ons are boiled
in soap soluon for cleaning. Silks are boiled to remove silk gum (degumming) while the wool ﬁbers are
boiled with soap soluon to remove grease and oils. Fabrics made from man-made ﬁbers are given
normal washing. A er cleaning, the fabric becomes smooth, uniform and more absorbent it is now ready
for other wet processes.
1. Bleaching: Like sour products like lemon and sour curd are used for bleaching sun tan, similar
treatment also applies to ﬁbers. Mostly all natural ﬁbers like co on, silk and wool are available in
pale / light brown colour which is not pure white. Light shades of dyes cannot cover this yellowish
or brown n t on the fabrics and hence the colors are not fresh if dyed directly on the natural color.
This becomes a problem as light shades of dyes do not come out well original or natural ﬁber
colours. The old color is stripped to get exact light shade of the colour. Bleaching is a chemical
treatment given to ﬁbers, yarns or fabric to remove paleness or colour and make them white.
Chemical bleaching agents such as hydrogen peroxide for protein ﬁbers and sodium hypochlorite
for co ons, are used as suitable for the process of bleaching. Man-made ﬁbers do not need
bleaching. Fabrics have to bleached with care as excess of bleaching chemicals may harm the
fabrics.
2. Starching / Sﬀ ening: Starching makes light and ﬁne fabrics heavier, sﬀ , and crisp. It also adds
shine and smoothness to the fabric. Co ons – muslin, poplin, cambric and thin silks are generally
starched. Some loosely woven co on fabrics are starched heavily so that their quality looks
be er but the starch comes out with wash and the basic loosely woven structure of the fabric
becomes prominent.
To check the quanty of starch in a fabric, hold the starched fabric in your hands and rub it. A
white powder falls out as parcles which is the starch parcles that are on the fabric. The more
powder you see more is the quanty of starch on the fabric
Calendaring: It is to remove wrinkles and make fabric look be er. This is the simplest and the
common ﬁnish used to improve the looks of any gray or ﬁnished fabric. Here a hot metallic roller is
used to press and smoothen the fabric. Through the process of Calendaring or industrial ironing a
fabric is passed through a series of smooth hot rollers to remove wrinkles and to make it smooth.
It makes the fabric smooth and lustrous, thereby improving its appearance.
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Fig. 4.4.6 Calendering Machine

Conservaon folding for texles for Packing
1. Texles should be carefully stored. When soiled they should not be folded or packed. All texles,
co on wool or silk must be washed or dry-cleaned, and perfectly dried before packing or storing.
Long term storage of the fabrics must be planned well before it is packed into bales or bundles.
2. Before packing record keeping with proper documentaon and labelling is a must. A wri en
descripon of the piece including its quality, quanty , color design etc must be menoned on a slip
pasted on the bale. This will prevent the frequent need to open the box and unpack the contents
to see what is inside or to locate a speciﬁc object.
3. Before packing, a space should be prepared for preparing the fabrics. It should be large enough to
lay the fabric bundles out. The surface and the ﬂoor should be clean and dry. Folding should be
done to match the dimension of the boxes available.
4. In preparaon for packing all abrasive items should be removed. Clean, dry hands are essenal for
safe handling of texles. If your hands are prone to sweang or are very rough, use clean white
co on gloves for this procedure.
5. A large acid-free, lignin-free texle storage box is ideal, it should be clean, free of dust or any sharp
pins joints etc. It should also be plain and not colored as colors might transfer onto fabrics.
6. The principle purpose in preparing texles for storage is to plan folds such that it folds as few mes
as possible. The folds should be gradual enough that the ﬁbers along the fold edges will be
protected from stress and breakage along the crease by padding at the edges. Too much ssue is
usually be er than too lile however boxes should be used eﬃciently.
7. Start by fully measuring the fabric on a metre rod and make either rolls or pleated folds. Usually a
one metre fold is done like an accordion pleat for the convenience of counng and folding. The
interiors of the boxes and the wrapping materials should be well lined and clean.
8. To avoid fold lines it is recommended that some fabrics be packed as rolls or bundles with a thick
cardboard core plank. This is done to avoid the sharp fold line which makes that fabric weak at the
fold edge if kept for too long.
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5. Maintain Work Area
and Tools in Handloom
Sector (TSC/ N 9005)
Unit 5.1 - Cleaning the work station
Unit 5.2 - Maintenance of Loom & Tools
Unit 5.3 - Maintenance of the Loom

Participant Handbook

Key Learning Outcomes
This unit provides performance criteria, knowledge, understanding, skills and abilities required t
organize/maintain work areas and activities to ensure tools used for warping are maintained as p
norms
Participants learn and discuss the importance and the ways to keep the workspace and the equipment
properly
•
•

Organizing and cleaning the work space well
Maintenance of the Loom
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Unit 5.1 Cleaning the Worksta on
Unit Objectives
At the end of this unit, the participant will be able to:
• Handle materials and tools safely and correctly
• Use correct lifting and handling procedures
• Use materials in a manner to minimize waste
• Maintain a clean and hazard free working area
• Maintain the tools and equipment used for warping
• Carry out maintenance and/or cleaning within one’s responsibility
• Identify damaged tools and materials and take action according to the standards followed
• Ensure that the correct tools and yarn required are in place
• Work with the correct posture
• Use cleaning equipment and methods appropriate for the work to be carried out

Cleanliness of workspace is important irrespective of the fact whether there are direct customers at the
office or not. One should learn and also strive to help keep the workspace clean. To ensure that the place
is sanitary and tidy everyone who uses the space must contribute.
Each worker is responsible for his or her workspace and should keep it clean and clutter-free at all
times.A messy workspace can cause health and safety hazards and it can be very distracting.
Eating at desks or at the workplace should not be permitted and workers should wash their hands after
returning from lunch, breaks, and the restroom. There should be a random review to ensure that work
sheds are clean and sanitary.
Some points to keep in mind• One should verify that the proper cleaning products are used while cleaning. Electrical
equipment should not be cleaned with a polish or general cleaner. If the wrong product is used, a
component may be damaged or rendered unusable. Correct choice of cleaning agent is very
important.
• Even hidden or unseen areas in the office must be cleaned well.
• Any storage space should not be used to store food. Food in drawers can lead to insect or rodent
infestations.
• Cleaning products should be used to wipe down drawers that have accumulated dust, dirt, or
other residue.
• Paperwork should be kept off the loom area and stored in files and folders.
• Work area should have sufficient dust bins and boxes to ensure that all types of waste materials
are discarded properly.
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Maintaining a Clean Workstation
Most of us consider our workplaces what is known as 'second home'. For this reason, people are always
wondering what it is that they can do to maintain a clean workstation. Having a clean office and work
desk enhances productivity, which shows how seriously you take your work. Given below are a few
cleaning tips that are surely useful.
• Keep your papers and threads well-organized
Weaving work implies a lot of work with yarns and papers. Going through papers or yarns
throughout the day makes things dusty and it also leaves behind clutter which ends up trapping
all that dust. Before leaving work, it is necessary for you to clear away all the paper and thread
work, make sure that it is at least filed or stored away.
• Knick-knacks are the last thing that you need
Avoid hanging or storing extra things like decoration, photographs and plants etc near the work
place as it clutters the work area and disturbs the space. Cut down on these things if you want to
appear professional and neat!
•

Don't treat your desk like a cafeteria
A dirty workplace is usually the result of workers eating at their desks. Eating at workstation not
only makes the place dirty but also leads to food stains on the fabrics being woven. It also invites
rodents and pests that are not healthy and cause damage.

•

Limit the number of pens
Don't keep pens back when they have stopped working. Throw them away! Stop collecting pens
in your drawers and your workplace. Pens stain the fabrics and make them dirty with stains.

• Clean out your drawers and cabinets
You need to clean and organize your cabinets and drawers too. Do not try to stuff everything
inside them. Instead clean them on a weekly basis to maintain a clean workstation.
• Uphold a cleaning routine
It is best for you to clean and even disinfect work area and loom every single day. Use cleaning
wipes to clear out your equipment every now and then. Try not to wait for dust balls to be fired
out of your workstations and take action right now.
•

Steer Clear of Wires
Make sure every now and then that all the wires from your phone, chargers and electricity
equipment are not loose and are secure.
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Unit 5.2 Loom Care and Maintenance
Regular upkeep, maintenance and cleaning of your loom is essential to keep it in good running order. It
is best to follow a routine cleaning process that covers the following list to extend the life of your loom-

Fig. 5.2.a and b Polishing required on wooden parts; Metal parts need cleaning

Guidelines for loom Maintenance
1. All metal parts of the loom must be regularly cleaned. To clean a dry cloth must be used to wipe
the dust frequently. Oiling must be done for parts that do not come in direct contact with the
threads.
2. Iron reeds might accumulate rust which should be cleaned with pumice stone, micro ﬁles or
emery paper. Using a sﬀ brush on the reed to strip the rust oﬀ. Then oil the reeds well. Pumice
should be kept well away from brakes and bearings, it is an abrasive.
3. All bolts and screws on the loom must be gh tened properly and well. Loose bolts and frames can
cause permanent damage to the loom, with the excessive mechanical work that a loom has to
withstand. The wood can be crushed, screws stripped and bolt holes enlarged if they are not
appropriately gh tened this results in the loom becoming shaky and misaligned.
4. In warm or changing climates, it is especially important to clean and wax or oil hardwood regularly
to prevent drying and cracking of wood. Varnished surfaces can be dusted and cleaned with
lemon oil. For stained or unvarnished wood, use boiled linseed oil or lemon oil. Rub it on with a
so cloth and let dry. Wax based polishes can also be used for this.If using loom e cords coang
them with beeswax can protect them from drying out.
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5. The tying cords and bands used in the loom should be well waxed and coated to avoid drying and
snapping.
6. Check consistently for right angles, the parts like beams and frames are to set in perfect right
angles, any gap in joints and crookedness in alignment will aﬀect the fabric as well as the loom.
Weaver's Toolbox
The basic tools that are required in a weaver's tool box are
•

Screwdrivers

•

Wrenches and pliers

•

Hammers

•

Lubricants

•

Measuring Tapes

Fig. 5.2.b Screwdrivers

Fig. 5.2.c Wrenches and pliers

Fig. 6.2.d Hammer

Fig. 6.2.e Measuring Tapes
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Unit 5.3 Maintenance of the Loom
Ÿ
Ÿ
Ÿ

Loom should be kept in good condion
Check loom parts for corrosion and breakages
Lubricate the moving parts regularly

Tools & Equipment
Tools - Tools is any instrument held by hand used to achieve a parcular task
Equipment - Equipment are usually furnishings or ouits that enable a person to do a task.
Maintenance principles
To ensure longevity of machine tools and equipment there must be regular and planned
maintenance work on the machines. The machines should be checked for wear and tear and
appropriate repair must be done without delay as it aﬀects the fabric output of the machine as
well. the importance of roune check-ups cannot be stressed enough. For the maintenance on a
machine's structure, operaonal components, or speciﬁc a achments regular check ups are
strongly recommended. Machine breakdown because of improper maintenance can be avoided
with care.
In order to properly conduct a maintenance check-up, here are some steps that should be
followed:
1. Check the lubrica on:
Inspecon of the machine's lubricaon levels on a weekly basis is recommended especially for
moving parts that are frequently used. By keeping the moving parts are properly lubricated, you
will be able to protect the moving joints over an extended period of me.
Lubricaon involves greasing of moving parts, oiling of internal moving components and visual
inspecon of all parts in acon. In the absence of right Lubricaon machine tool face unnecessary
wear and tear which leads to breakdown.
2. Sharpen important components:
Sharpness is an important aspect that needs to be managed well and correctly. The tools and parts
that need to be kept sharp funconally should be sharpened regularly and the parts that should
not be sharp should be checked for the same. Roune maintenance on speciﬁc parts that need to
maintain speciﬁc levels of sharpness is very important as it aﬀects producon quality greatly.
The sharpness of a machine part is important to ensure that the materials are cut precisely and
cleanly.
3. Check alignment speciﬁca ons:
Any parcular component or a achment in the machine should not be out of alignment. This
aﬀects work quality in a very negav e way. To determine that the machine tool is properly aligned,
test trials should be done to ensure that the output is correct. If the output is oﬀ, you will need to
realign the machine in order to maintain correct speciﬁcaons.
4. Inspect the cleanliness:
It is an obvious need that you ensure your machine is regularly cleaned and dusted. By cleaning
various pieces of equipment either daily or weekly, you will ensure that a machine is running at
maximum capacity and rejects due to dirt and stains are minimized. The cleanliness of a machine
should not be taken for granted. For example, when a machine collects a lot of grime or begins to
rust, long-term problems start to appear.
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5. Take good care of accessories and parts:
It is peripheral but sll very important to perform roune maintenance checks on all other
components and accessories related to the working of the machine. It is also important that all
external parts and tools that are used while work are maintained and stored correctly. They should
be well labelled and kept in good order. Small parts of machine tools are equally important and
must be kept safe.
Any defect when detected early can be taken care of more easily. Like the old saying precauon is
be er than cure. Any odd behaviour of the machine like an unusual sound or a strange vibraon
can be an alarm to a possible problem. Keeping a checklist and carefully logging all maintenance
performed will opmiz e this process.

Notes
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
__________________________________________________________________________________
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6. Working in a team
in Handloom Sector (TSC/ N 9006)
Unit 6.1 – Interpersonal Skills and Communication
Unit 6.2 – Skills
Unit 6.3 – Cooperative Society and NGO

Participant Handbook

Key Learning Outcomes
This unit provides performance criteria, knowledge, understanding, skills and abilities required to
working as part of team
1. Insight into communication Skills, adaptability and creative freedom
2. Understand the basics of work ethics
3. Skills and knowledge based approach

93

Two shaft Handloom Weaver

Unit 6.1 Interpersonal Skills and Communication
Unit Objectives
At the end of this unit, the user/individual on the job must be able to:
• Be accountable to one's own role in the whole process and perform all roles with full responsibility
• Be effective and efficient at workplace properly communicate about workplace policies
• Talk appropriately with other team members and colleagues
• Adjust in different work situations
• Give due importance to others' point of view and avoid conflicting situations
• Improve upon the existing techniques to increase process efficiency
• Standard Operating Procedures(SOP) and regulations in the Cooperative Society/NGO/SHG
• Importance of commitment and trust, proper communication, adaptability and creative freedom

6.1.1 Definition – Interpersonal Skills
Interpersonal skills are personal attributes that can be described as a person’s ability to interact with
others in any space .Also known as soft skills and/or people skills, these complement a person’s hard
skills to enhance their relationships, work performance and career prospects.
Important Soft Skills for the Workspace
Effective Communication
Effective communication means to communicate clearly through written, oral, and nonverbal
communication. This encompasses not just what a person writes or says, but also how they do it. Active
listening is a key factor to developing to good communication.
• Objective approach to conversations
• Openness to learning from each other
• Sensitivity to diversity, and conscious effort to be courteous and considerate of other's culture and
custom.
• Active listening to build strong rapport
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Interpersonal skills & Team Work
Interpersonal skills are of great value in the workplace, especially since most organizations are designed
around teams and departments. It is important to build healthy friendships with peers, supervisors,
clients, and business partners and learn to manage disagreement in a healthy way. It also entails
networking with people inside and outside your organization.
• Appreciating team effort
• Acknowledging value contribution
• Respect for fellow workers
• Impartial approach
• Cooperation with fellow workers
Decision Making
Being able to make decisions is key to moving forward in business.
• Gather the necessary data, Explore the rational/intuitive aspects with all stakeholders before
making a decision.
• Unbiased practical thinking, Intuitive reflection and strong Reasoning is required.
• Managing multiple opinions and options
Problem Solving Skills
We all encounter problems on a daily basis; some of these problems are obviously more severe or
complex than others. To solve all problems efficiently and in a timely fashion without difficulty is
important.
• Pay close attention to behavioural conflicts within team members and devise amicable solutions
Strong Leadership
Leadership plays a crucially important part in the success of any organisation. It is important that the
leader set the example for others by displaying a positive attitude in difficult situations.
•
•
•
•
•

Ensure that the proper tools and supplies are available to all workers
Provide training and technical assistance to employees
Evaluate employee roles and performance
Ownership of work and responsibility
Planning - Create short and long term plans, plan buffer for emergencies & unforeseen situations
Managing time & resources within the estimates

Time Management
Very useful for organising any business or a team smart time management ensures that the job gets
done. It is important to realise the distinction between urgent and important. It is the key to prioritising
time and workload.
• Break the production process into critical tasks
• Assign deadlines to tasks
• Establish priorities systematically, differentiating between urgent, important, and unimportant
tasks
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6.1.2 So Skills and Customer Management
Any company's most vital asset is its customers and so skills are essenal for a successful people
management and customer service interacon.
The following list of so skills that are essenal to ensure good customer service so skills that every
customer-facing employee in an organizaon must pracce and master to signiﬁcantly improve their
interacons with customers and complement the growth of the enterprise.
1. Acv e listening - in order to understand the customer's requirement and problems for eﬃcient
communicaon
2. A env eness - paying a enon to what the customer shares helps provide smart and relevant
soluons
3. Clear Communicaon and Posiv e Language - Clear language and following up with the customer
is good customer service eque e and ensures acv e conﬂict resoluon
4. Understanding Human Psychology - It takes paence and self control to be able to read a
customer's requirement and communicate the right informaon to the customer
5. Flexibility and accountability- Quick thinking and ﬂexibility in approach helps to ﬁnd out the best
way of approaching a customer and deliver personalized experience.
6. Time Management – it is important to be able to distribute resources and eﬀorts wisely and giving
any problem just the amount of a enon it calls for
7. Leadership Skills – taking full responsibility of ensuring that a customer's problem is resolved
quickly and eﬃciently
8. Decision Making- sound decision making empowers the employer to trust the customer service
staﬀ to address problems eﬃciently
9. Team Work – Working together towards a soluon increases producvity and cuts down problem
resoluonn

6.1.3 Commitment and Trust
Commitment is key to the success of any business. Progress does not happen by sheer luck and requires
the earnest eﬀorts of the individual to achieve higher standards of excellence in the long term.
It is important to be commi ed to the success of your business – and commitment is not just deﬁned by
the duraon of the work hours put in by a person, but also the ability and eﬀorts put into steering the right
resources to your business. It is important to determine which aspect of your business requires focus for
long term beneﬁts. You must focus all resources like me, ﬁnances, eﬀort on the right areas in order to
make progress.
If you are going to achieve long term success, it is important that you are 100 percent commi ed to your
business. Once you feel this way, you will be willing to do whatever it takes to make things work.

6.1.4 Communica on and Adaptability
Eﬀec ve communica on means to communicate clearly through wri en, oral, and nonverbal
communicaon. Properly communicate about workplace policies. Talk politely with all other team
members and colleagues irrespecv e of organisaonal hierarchies. Maintain system records like daily
report of own performance. Communicaon encompasses not just what a person writes or says, but also
how they do it. Acv e listening is a key factor to developing to good communicaon.
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Objecv e approach to conversaons
Openness to learning from each other
Sensivity to diversity, and conscious eﬀort to be courteous and considerate of other's culture and
custom.
Ÿ Acv elistening to build strong rapport
Adaptability
Adjust in diﬀerent work situaons.
Give due importance to others' point of view.
Avoid conﬂicng situaons
Ÿ
Ÿ
Ÿ

Adapng constantly to the changing dynamics in society or an industry is a skill required in any
enterprise. Workers who can adapt to changing customer needs, technological capabilies, and job roles
accentuate the growth of their organisaon. If one can easily go from engaging with customers to
documentaon of processes and consolidang informaon there is tremendous advantage for any
company.
Any workplace requires adapv e behavioral means or methods of approach in mulple situaons to
achieve a goal. It is important to be able to respond to any arising situaon in an appropriate manner with
apt measures. It is equally important to be able to respond to change with a posiv e atude and show a
willingness to learn new ways to accomplish work acvies and objecv es in the process of working.
An eﬃcient worker will –
• Always look at alternav e ways of opmising producvity through the changes that aﬀect work
processesinstead of only idenf ying why any certain change might/might not not work and adapt
to respond promptly.
• Make suggesons for increasing the eﬀecv eness of changes.
• Show consistent willingness to learn
• Shi strategy or approach in response to the demands of a tricky situaon
• Acv ely acknowledge and respect for the opinions of others.
• Idenf y soluons that beneﬁt all pares
• Assist colleagues in their work to contribute to overall growth.
• Ensure communicaon ﬂow. Keep people informed and up-to-date. Share all informaon
and own experse with others toenable them to accomplish group goals.
No ma er how small a task, it is eminent to be thorough. The workspace at the end is a co-working space
and there is always need to plan and organise around the requirements and view-points of colleagues.

6.1.5 Crea ve Freedom
To apply ﬁrst hand thought in approach to job responsibilies in order to improve exisng processes,
methods, systems, and services. It is necessary that a person running a business of any kind keeps up-todate on details of current research in their industry. Part of this process is to idenf y and acknowledge
new approaches for compleng work assignments more eﬃciently within the established system to push
for a be er result. Review, selecon and disseminaon of new informaon regarding key technologies,
work space pracces, machinery and tools to others in the group is equally important. Not just
understanding the technical aspects but analysing and trying new approaches when problem solving,
seeking ideas or suggesons from others as appropriate
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Unit 6.2 Skills
Skills can be classiﬁed as core skills and professional skills

6.2.1 Core Skills
• Wring Skills and Reading Skill
Read and comprehend wri en instrucons.
Communicaon skills that include wring , are one of the most important transferable skills that
any eﬃcient worker must possess. Most business professionals, such as markeng , ﬁnance, and
research and development managers, need excellent wring skills to properly convey ideas and
concepts.
• Mathemac al Skill
A range of abilies to understand, analyze numerical informaon and to correlate it to be able to
make the right conclusions and decisions comprises numeracy or basic mathemac al capability.
• Oral Communicaon
Listen eﬀecv ely and orally communicate informaon accurately Ask for clariﬁcaon and advice
from others

6.2.1 Core Skills
Ÿ
Ÿ

Decision Making
Being able to make decisions is key to moving forward in business. Not only should an eﬃcient
entrepreneur be able to approach diﬃcult situaons with the es tablished and exisng rule
based decision making process, it is also important that s/he gather the necessary data,
explore the raonal/in tuiv e aspects with all stakeholders before making a decision. Unbiased
pracc al thinking, intuiv e reﬂecon and s trong reasoning is required along with the ability to
manage mulple opinions and opons.

• Planning and Organisaon
It is important to establish a systemac pa th of acon f or self or others to ensure business
goals are accomplished. An entrepreneur must be able to set priories and me tables to
maximize producvity .
An eﬃcient business can be run if the basic structures of its ﬁnance and operaons ar e
planned well. Developing and seng up a running s ystem of structures, keeping track of
informaon in t erms of data (e.g., "to-do" lists, appointment calendars, follow-up ﬁle systems)
is one means of achieving this. It is also important to set priories being mindful of wha t is
most relevant for the development of business and make achievable and realisc plans k eeping
all aﬀecng f actors in mind.
Consistently tracking all tasks that are to be done and those that are yet to be completed in
order to accomplish the outlined objecv es and knowing the status of the various aspects of
the compleon of an y task as work proceeds are some easy pracces tha t make the process of
planning and organisaon simpler .
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Problem Solving Skills
It is essenal to address all problems eﬃciently and in a mely manner. Pay close a enon to
behavioural conﬂicts within team members and devise amicable soluons. There needs to be a
logical approach to address problems and manage situaons at hand by drawing on one's
knowledge along with the ability to call on other references and resources as necessary.
Ÿ Customer Centricity
Any company's most vital asset is its customers and so skills are essenal for a successful
customer service interacon.

Ÿ
Ÿ

The following list of so skills that are essenal to ensure good customer service.
Every employee that engages with customers in any manner in an organisaon must consciously
be focusing on the followingo
o
o
o
o
o
o
o
o

•

Acv e listening - in order to understand the customer's requirement and problems for eﬃcient
communicaon
A env eness - paying a enon to what the customer shares helps provide smart and relevant
soluons
Clear Communicaon and Posiv e Language - Clear language and following up with the
customer is good customer service eque e and ensures acv e conﬂict resoluon
Understanding Human Psychology - It takes paence and self control to be able to read a
customer's requirement and communicate the right informaon to the customer
Flexibility and accountability- Quick thinking and ﬂexibility in approach helps to ﬁnd out the best
way of approaching a customer and deliver personalized experience.
Time Management – it is important to be able to distribute resources and eﬀorts wisely and
giving any problem just the amount of a enon it calls for
Leadership Skills – taking full responsibility of ensuring that a customer's problem is resolved
quickly and eﬃciently
Decision Making- sound decision making empowers the employer to trust the customer service
staﬀ to address problems eﬃciently
Team Work – Working together towards a soluon increases producvity and cuts down
problem resoluon me.
Analyc al thinking
Analyc al thinking is a person’s ability to break down available raw informaon and undeﬁned
problems into clear, workable parts that in-turn clearly address the issues at hand. It is important
for any businessman to be able to make logical conclusions, ancipa te possible diﬃcules and
hindrances, and consider varied approaches to the decision-making process. Solicit guidance as
needed to assess importance and urgency of an issue, use a systema c approach to
understanding all the factors that aﬀect a situaon. Only once there is thorough clarity about the
situaon, it is best to discuss with someone who can give an external perspecv e to the same.
Communicaon and reporng are two very cric al aspects of this process of analyc al thought
that determine the outcome.
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Ÿ

Cri cal Thinking
Smart enterprises bank on acv e cric al thinkers in order to develop, create and disseminate their
goods and services. It is important that any person in the capacity of a manager in an organisaon
exhibit cric al thinking in their day to day working. They must also learn and encourage cric al
thinking skills amongst their colleagues and other teammates. Learn to look beyond the surface, it
is necessary to collect all the informaon before coming to a decision and o en just one kind of
report may not capture all the details there are. An inquisiv e aptude is what help you gather
enough informaon to make raonally thought through decisions. Picturing possible outcomes of
a process and divergent thinking help you make decisions that could be crucial. Simple tools such
as a pro and con list, Time tables, manuals etc. Are very helpful in this. It is crucial to be able to
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Unit 6.3 Cooperative Society and NGOs
6.3.1 Overview of Coopera ve Society Organiza on
Co-opearv e sociees aare formed through a n associaon of members voluntarily with the objecv e of
servicing the interests of the associaon members through business modles suited to the organisaon.
Its serves the common interest of the associaon through services and/or goods provided to external
pares for the proﬁt of the associaon. The associaon is usually democrac in nature where the mebers
are workers, managers and owners. Proﬁt is not the sole objecv e of these associaons but to limit the
role of middlemen for the welfare of all the members.The success of these associaons usually depend
on their ability to cooperate mutually for the common good and welfare of the members and community.
Secon 4, of the Indian Co-operav e Sociees Act, 1912 deﬁnes a cooperav e “as a society which has its
objec ve the promo on of economic interest of its members in accordance with co-opera ve
principles”
A co-operav e society is formed usually with the following broad goals.
• To render service to its members instead of making proﬁts.
• To support and strenghten enty to be able to cope with compeomn I from market forces
• To redusce dependence and promote self help
• Strengthens unity and a moral solidarity among members

6.3.2 Characteris cs of Co-Opera ve Society
The primary characteriscs of the Co-operav e society are listed below:• Its leading aim is to bring mutual beneﬁt to the members who compose it. Money making is not
the primary goal of the Co-operav e Society. The Sociees objecv es are to produce and supply
goods and with the proﬁt look a er the beneﬁts, requirements and welfare of the members.
• It collects capital from the members. The members purchase shares in the cooperav e society
which builds the capital required. The shares commensurate to the number of shares purchased
and to become a member you must own at least one share
• A minimum spula on of 15 members is mandatory to be able to form a cooperav e society.
Minors however cannot become members and will have to wait ll he/she is an adult to become a
member
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Co-operav e Sociees funcon on the tenets of democrac principles. While all members enjoys
rights and beneﬁts comensuraon to his parcipa on in terms of number of shares owned. The
policies are formulated through acv e parcipa on of each member.
Ÿ The shares of the cooperav e society can be transferred to the any/ other members of the society
however they cannot be transferred to someone who is not a member.
Ÿ While proﬁt is not the main objecv e of the sociees the proﬁts are distributed in proporona te
raos of shares owned.
Ÿ The cooperav e society has a separate arﬁcial enty . Thus its enty is independent of the
members.
Ÿ

6.3.3 Advantages of Coopera ve Society
The co-operav e society works to eliminates middlemen therefore making the goods cheaper for the
end consumer.
• Certain economies can be enjoyed by the members of cooperav e society in producon,
distribuon and markeng through the economies of scale.
• The co-operav e society by eliminang the middlemen becomes more complev e in the market.
• The society has got regular customers so it has not to keep any surplus stock in hand. Somemes
the members render free services to manage the aﬀairs of the society. They do not have to be
paid remuneraon
• The members are able to learn the principles of cooperaon. They learn how to render services
that are beneﬁcial to them as a community. It also encourages posiv e aspects of economic and
social behaviour.
• The poorer people with their small savings purchase shares of the co-operav e which mutually
beneﬁts bot the enty which is the co-operav e and the members providing a be er standard
living for each member.
• It develops self-conﬁdence and self -reliance among the general people. They learn the principal.
It provides and promotes a sense of belongingness and a form of inclusiveness in society.
• The problem of unemployment drasc ally reduces as they become micro-entrepreneurs. This is
parcularly necessary in populous and developing countries such as ours.
• There is an integraon process between the cycle of producon and distribuon as well as the
manufacturers, wholesalers and retailers
• The wealth accumulated in through the proﬁts is distributed evenly and not limited to few
people.
• The relaonship is not one of servitude but instead a focus on working together for the welfare
and beneﬁt of the members and in turn the enr e community
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6.3.4 NGOs Structures and Roles
Non Government Organisaons play a crucial role in supporng the people and government systems in
all areas of development. The role of NGOs may vary as the government policies change based on the
requirement at hand. NGOs are o en almost dependent on polices run by the government and help
support the socio economic development of many sectors through shared responsibility. NGOs may play
various roles that are complementary to polices of government. If we closely pursue the voluminous
literature on NGOs many roles can be found according to the expectaons of people.
The major development roles ascribed to NGOs are to act as an agency that:
• plans and executes development programmes
• Mobilises local resources and inia v e
• Is a catalyst, enabler and innovator
• contributes to building a self reliant sustainable society
• Mediates between people and government
• Disperses informaon
In a gist, NGO’s ﬁll up the gaps between people and available resources. Their role is to prepare people for
change. They also act as agencies that help people overcome exisng roadblocks in the way of accessing
and exercising basic human rights. Today NGOs playan important role in the be erment of the people
and society.
There are diﬀerent types of NGOs which have focused areas of work and they funcon according to their
stream of engagement. It is esma ted that there may be upto 3.3 million NGOs in India, however, the fact
is that many NGOs o en fail to meet their expected outcomes and collapse in the process of trying to
ﬁgure out the opmum means of funconality in their domain.
This causes for this may vary from one ﬁeld to another. If all the NGOs were to truly realize their
responsibilies and funcon at their best, it is bound to make a huge impact in upliing individual as well
as the society and steer it towards changing for the be er.
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(TSC/ N 9007)
Unit 7.1 – Safety at workplace
Unit 7.2 – Basic Hygiene
Unit 7.3 – Health
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Key Learning Outcomes
This unit provides performance criteria, knowledge and understanding and skills and abilities require
to comply with health, safety and security requirements at the workplace and covers procedures
prevent, control and minimize risk to self and others
1. Know about the hygiene health & Cleanness
2. Understand safety parameters at work space
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Unit 7.1 Safety at Workplace
Unit Objectives
At the end of this unit the users will learn the following:
•
•
•
•
•
•
•
•
•
•
•
•
•
•
•
•
•
•
•

Health and safety related instructions for the workplace
Protocol for use and maintenance of protective equipment
Carryout own activities in line with approved guidelines and procedures
Maintaining a healthy lifestyle and keeping guard against addiction to intoxicants
Following environment management system related procedures
Store materials and tools in line with manufacturer's and Cooperative
Society/NGO/SHG requirements
Safely handle and move waste and debris
Minimize health and safety risks to self and others due to own actions
Monitor the work place and work processes for potential risks and threats
Carryout periodic walk-through to keep work area free from hazards and obstructions, if assigned
Participate in mock drills/ evacuation procedures organized at the workplace
Undertake first aid, fire-fighting and emergency response training, if asked to do so
Take action based on instructions in the event of fire, emergencies or accidents
Follow Cooperative Society/NGO/SHG procedures for evacuation when required
Identify different kinds of possible hazards (environmental, personal, ergonomic and chemical) of
the industry Recognize other possible security issues existing in the workplace
Plan the safety techniques
Recognize different measures to curb the hazards
Communicate the safety plans to everyone

7.1.1 Types of Hazards
Workplace hazards are any conditions that are unsafe and can cause injury or illness.
The following are the main categories of hazards that can cause accidents and loss of material
1. Safety hazards: Safety hazards are working conditions that are unsafe and can cause injury, illness
or death. Safety hazards are the most common kind of hazards at the workplace. Spills that can
cause slipping, uneven surfaces, electrical hazards constitute safety hazards.
2. Physical Hazards: Physical hazards are any factors within the work environment that can harm the
body without actually touching it. Prolonged exposure to the sun, to loud noise and/or radiations
constitute this category of hazards.
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3. Accidents in the textiles sector: Like any other workplace, the textiles sector has many hazards
that may cause injury to workers. From transport in the workplace (lift truck), dangerous large
work equipment and plant, to the risk of slips from a wet working environment. Workers getting
struck by moving machinery parts or vehicles are potentially significant causes of injury in the
sector. There also exist the risks of fires, from processes like heating plants used for vapour
generation.
4. Psychosocial issues: Work-related stress is possible in any work place. It implies to the stress
being experienced when the demands of the work environment exceed the workers' capacity to
cope with them. It may be an issue in some areas of the textiles sector as it is associated with
multiple repetitive and fast paced work processes and the worker cannot always control how the
job is executed.

7.1.2 Hazards and Risks in the Textiles Sector
The textiles sector even in its nonindustrialised realm contains various hazards and risks to workers. The
dangers vary from exposure to potentially dangerous substances to manual handling of machinery. From
the procuring of materials to manufacturing and other complementary processes like packaging- each
process poses risks for workers that particularly dangerous for health. This document highlights some of
the key issues, particularly to women workers, and how worker safety and health can be managed better.
1. Exposure to chemical agents: The textile sector consists of many processes that include use of
chemical dyes, solvents, optical brighteners, crease-resistance agents, flame retardants,
pesticides, and antimicrobic agents. These chemicals are important components in dyeing,
printing, finishing, bleaching, washing, dry cleaning, weaving slashing/sizing, and spinning. Most
such agents have toxic effects through inhalation, direct contact with the skin or ingestion.
Textiles fibers, reactive dyes, synthetic fibers, and formaldehyde are a few examples of substances
that are dangerous. The exposure to such chemicals also makes the textile industry a high
carcinogenic risk sector. Several studies have showed an increased risk of nasal, laryngeal and
bladder cancer in women.
2. Exposure to dusts and fibers: Exposure to dusts from different textile materials such like silk,
cotton, wool, etc. are common in different stages of the weaving process. Traditionally the
different stages of work are divided along gender lines in a manner that women tend to be
exposed to such organic dusts more than men, leading to the rate of respiratory diseases being
higher in women than men.
3. Exposure to biological agents: Activities, such as carding and willowing expose workers to
dangerous biological agents like anthrax, clostridium tetani (the causative agent for tetanus), and
more. Exposure to biological agents can result in allergies, respiratory disorders and other health
hazards.
4. Exposure to physical agents: Workers are often exposed to noise, vibrations and even
electromagnetic fields in some cases during different activities in the weaving process that pose a
threat to workers’ health and safety.
5. Ergonomic Hazards: Ergonomic risks arise due to work place conditions like body posture and
working conditions that put a strain on one’s body. Improperly set up workstations, poor posture,
repetitive movements and frequent use of force are a few kinds of ergonomic hazards that can
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7.1.3 Means of Control
1. Inspection
It is important to be prepared to control and eliminate any kind of potential hazards that exist in a
workspace. The first step in this process leading to evaluation and control is Inspection and entails the
identification of materials and processes that have the potential to cause harm to workers. Inspection of
the workplace is the best source of collecting directly relevant data about health hazards. There is no
substitute for observation of work practices, use of chemical and physical agents, and the apparent
effectiveness of control measures. The worker should be able to recognize major and obvious health
hazards and distinguish those that require formal evaluation by the industrial hygienist.
A key step in managing any dangerous situations at work is to identify if there are any unsafe objects or
occurrences such as electrical wiring problems, fire smoke, abnormal noise and sound produced by
machine, damaged equipment, damaged floor surface, damaged in the work space. These should be
immediately addressed and escalated to the respective people in case of need of specialized
requirements.
2. Identifying hazards and those at risk
Identifying things at work that have the potential to cause harm to the workers also identifying workers
who may be exposed to these hazards is very important. A manager must be capable of utilising workers'
knowledge that helps to ensure hazards are spotted and implement functional solutions. One must
encourage everyone in the work premises to commit themselves to health and safety procedures and
improvements. Frequent risk assessment must be carried out to cover all workers. Risk assessment
should also actively take account of differences in workers based on gender, age, or disability. Every group
of workers may require varied prevention measures. Work, its organisation and the equipment used
should be adapted to the worker and not the other way around. Workers with disabilities must
specifically be considered in the risk assessment process to make the workspace more inclusive and
convenient. Hazards can also be intangibles like an unhealthy work environment where any one category
or worker is subjected to physical or verbal violence/negativity by another group or individual. The
management must ensure this doesn’t affect the work place experience of any of their employees
adversely.
3. Evaluation
For efficient solutions to potential hazardous situations, you must be in a position to perceive the impact
of a possible threat/condition. Keeping in mind what control measures are in place and evaluating
whether they are sufficient is essential. Any activities that need to be carried out to ensure safety and
minimise risks must be prioritised. Cost-effective and sustainable risk management systems must be
developed such that they focus on collective protection and preventative measures.
4. Decision making: Means of prevention
The process of decision making follows the evaluation of the potential outcomes of a situation. One must
ensure that appropriate measures in order to eliminate or control are taken up before a difficult situation
arises. Collating possible preventive measures in a list and then assessing what is most apt in order of
priority is helpful. Take action involving the workers and their representatives in the process. It is always
better to target underlying problems instead of short term occurrences and incidents.
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5. Execution, Monitoring and Reviewing
Once the best solution to a problem is agreed upon and protective measures have been analysed and
prioritised, there must be a set plan to how each step of the process is to be executed.
Specific instructions of who does what and when with timelines to each task also the resources allocated
to implement the measures must be shared with the group. These solutions must be carefully
implemented, monitored and evaluated. In most cases this requires a fair amount of focus on the process
of training.
The assessment should be updated and collectively reviewed at regular intervals to ensure it remains
valid.
7. Checklist – tool for risk assessment
In the process of risk assessment, checklists can be useful tools. From identification of hazards to
monitoring the performance of control measures, they can be used for keeping a check on the status of
all aspects of any project.
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Unit 7.2 Basic Hygiene
Introduction
Hygiene is the simple practice of personal and professional care related to most aspects of living. Hygiene
practices are important as preventative measures to minimize occurrence and spreading of disease. We
can categorize hygiene under different subheadings. Some being the following:
1.
2.
3.
4.

Personal Hygiene
Food Hygiene
Public Sanitation
Medical Hygiene

7.2.1 Personal Hygiene
Washing hands: Wash hands and nails properly with water and soap a er and before eang food. The
use of mud or ash is also appropriate as an alternav e to soap. Hands should also be washed a er
sneezing or coughing so that there are lesser chances of the bacteria or infecon spreading. Wipe your
hands dry a er washing them thoroughly.

Fig. 7.2.1.a Washing hands

Keeping toilets clean: A roune cleaning of bathrooms and toilets should be done along with proper
disposal of excreta so that there are lesser chances of diseases spreading. All the waste should be ﬂushed
down and no stagnant water should be around as it may ar act various insects and may lead to various
diseases.

Fig. 7.2.1.b Keeping toilets clean

110

Participant Handbook

Wearing clean clothes: Items most likely to be contaminated with germs due to sweat are most o en
thongs that come into direct contact with one’s body, e.g., underwear, towels, facecloths, etc. Washing
of clothes produces decontaminaon of fabrics by removing the germs and should be done as o en as
possible.

Fig. 7.2.1.c Wearing clean clothes

7.2.2 Food Hygiene
Food hygiene refers to pracces that help prevent food related infecons like food poisoning etc. that can
occur due to inappropriate measures of quality control. Washing the raw food properly before eang or
even cooking, cooking the food for a length of me and at a temperature enough to kill any pathogens,
drinking clean water are some basic food hygiene measures to inculcate amongst workers.

Fig. 7.2.2 Food Hygiene
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7.2.3 Public Sanita on
The garbage should be collected all together and disposed oﬀ properly. If the waste is not
disposed properly it tends to ar act insects, germs and diseases that cause odor and health
hazards. Do not spit and urinate in public areas.

Fig. 7.2.3 Public sanita on

7.2.4 Medical Hygiene
Hygiene pracces that aim at prevenon or minimizing diseases are part of medical hygiene. Not only
prevenon, but also management in relaon to administering medical treatments to those who are
infected or who are more "at risk" of infecon. Ansepcs may be applied to cuts, wounds and abrasions
of the skin to prevent the entry of harmful bacteria that can cause sepsis. Steps to follow in case of a cut or
a wound are as follows:

Wash the cut/wound

Press it to stop the bleeding

Apply the ointment

Have a pain killer in case of pain

Cover the wound with a band aid
Fig. 7.2.4 Medical Hygiene
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Unit 7.3 HEALTH
By definition, health refers to a state of complete physical, mental and social well- being and not just the
absence of disease. It is being free from illness, injury or pain.
There are two aspects of health:
Physical health - Physical health implies a good body health. This can be achieved through regular
physical exercise, a proper nutritious diet, and adequate rest
Mental health - Mental health refers to people's mental and emotional well-being. It means how
satisfied a person is from within

7.3.1 Factors that Impact on our Health and Types of Diseases
There are many factors that aﬀect our health• Where we live
• The state of our environment
• Income
• Educaon level
• Genecs
• Relaonship with friends & family
There are diﬀerent kinds of diseases, which can aﬀect our health.

7.3.2 Water Borne Diseases
Water-borne diseases spread through contaminated water. Though these diseases are also easily spread
directly or through other agencies like ﬂies or ﬁlth, water is the primary medium for spread of these
diseases.
Some very common diseases are:
• Cholera
• Diarrhoea (caused by variety of pathogens)
• Typhoid
These diseases are caused by bacteria, diﬀerent kinds of virus and microorganisms which are transmi ed
from one person to other through contaminated water.
Common Symptoms
• Loose moons
• Voming
• Abdominal pain/cramps
• Jaundice- yellowness of eyes, passing high coloured urine
• Dehydraon
• Fever and cold sweats
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Preven on
Ÿ Consume clean drinking water
Ÿ Boil drinking water for 10 minutes to get clean and safe drinking water
Ÿ Always wash hands with soap and water before and a er a meal

Fig. 7.3.2.a Personal Hygiene

Ÿ
Ÿ

Wash hands a er using toilet
Wash and cook the vegetables properly

Fig. 7.3.2.b Food Hygiene
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Remedy for Loose Mo ons/Vomi ng
Ÿ

Increase dietary intake of ﬂuids like water, coconut water, juices, daal ka paani, nimbu pani etc.

Fig. 7.3.2.c Tender Coconut

Ÿ

Oral rehydraon soluon commonly available as ORS contains sugar & important electrolytes and
isused to treat dehydraon. One enr e sachet of ORS in one litre of boiled &cooled water is
helpful for paen ts with stomch disorders. You can even make ORS at home also by mixing one
ﬁsul of sugar +3 pinches of salt+1 pinch of baking soda in one liter of water.

Fig. 7.3.2.d ORS Prepara on

Ÿ

Fig. 7.3.2.e ORS sachet

Consult a doctor immediately.
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7.3.3 Mosquito Borne Diseases

Mosquito-borne diseases are the diseases which are spread by mosquitoes. These are diseases where
virus and parasites are transmitted from animal-to-animal, animal-to-person, or person-to-person
without afflicting the insect bearers with symptoms of disease.
• Some common diseases are:
• Dengue
• Chikangunia
• Malaria
Prevention
•

Areas that may be possible spots for collection of stagnating water must be kept under a strict
check. Spare tyre, pots buckets, pans etc are common examples of things found lying on the
rooftops of offices and houses that are likely to become unsuspecting breeding grounds for
mosquitoes. Water storage tanks should be properly covered; water used in water coolers should
be changed every 4-5 days and the tank should be cleaned regularly.

Fig. 7.4.3.a Open drainage

Ÿ Use wire mesh on windows / doors to guard your workspaces from entry of mosquitoes
alternatively mosquitoe nets can be used inside the house.
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Fig. 7.4.3.b Mosquito net

•

Use of mosquito repellent Coils, mats etc are helpful in protection against mosquitoes.

Fig. 7.4.3.c Mosquito Coil

•

Use of full sleeves clothing is helpful as it reduces the area of exposure to the mosquito.
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7.4.4 Consump on of Tobacco and Alcohol
Both smoking and consumpon of t obacco are dangerous in its own way. They cause harmful diseases
and lead to congeson and r educe the health of a smoker in general. Smoking or chewing tobacco can
cause lung and oral cancer respecv ely

Fig. 7.4.4.b Mouth Cancer caused

Fig. 7.4.4.a Lungs of a smoker

due to chewing of tobacco

Smoking & Other Health Eﬀects
Smoking has many adverse reproducv e and early childhood eﬀects, including increased risk for:
• Inferlity
• Preterm delivery
• Sllbirth
Damage to Health
Cigare e smoking causes the blood circulaon t o slow down due to narrowing of the blood vessels
(arteries) Which poses the threat of peripheral vascular disease to smokers.
Smoking causes abdominal aorc aneury sm (i.e., a swelling or weakening of the main artery of the
body—the aorta—where it runs through the abdomen).
The products that are most damaging are tar which is a substance that causes cancer, Nicone is
addicv e and increases cholesterol levels in your body, Carbon monoxide reduces oxygen in levels in
your body
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Alcohol Consump on
Alcohol consumpon leads t o many serious health problems, including cirrhosis of the liver and even
injuries sustained in accidents. Alcohol consumpon leads t o:

Fig. 7.4.4.c Alcohol Consump on

•

Anemia: Anemia is a condion where the blood doesn't have enough healthy red blood cells to
carry oxygen to the body.Heavy drinking can cause the number of these oxygen-carrying red
blood cells to be abnormally low. Anemia can lead to a host of symptoms, including fague,
shortness of breath, and lightheadedness.

•

Cancer: Habitual drinking increases the risk of cancer. Occurrence of caner linked to alcohol use
include the mouth, pharynx (throat), larynx (voice box), esophagus, liver and breast but are not
limited to this region. Cancer risk rises higher in heavy drinkers who also use tobacco.

•

Cirrhosis: Alcohol is toxic to liver cells, and many heavy drinkers develop cirrhosis, a somemeslethal condion in which the liver is unable to funcon.

•

Depression: Drinking leads to depression and restless

7.4.5 Sexually Transmi ed Diseases
Sexually Transmi ed Diseases (STDs) are illness transmi ed to humans by means of human sexual
behavior, including vaginal intercourse, oral sex and anal sex.
The very common diseases are HIV - AIDS
Symptoms
• Rapid Weight Loss
• Recurring fever
• Extreme r edness
• Swelling of lymph glands (armpits, groin or neck)
• Pneumonia
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Preven on
•
•
•
•

Safe sex. Use of latex condoms during a sexual intercourse.
Avoid sharing towels or underclothing
Wash before and a er intercourse
Get tested for HIV

Fig. 7.4.5.a Condom

7.4.6 Vaccina on
Vaccinaon is a process of smula ng an individual's immune system to develop adapv e immunity.
Vaccinaon c an prevent one from all sorts of diseases and illness.
The common vaccinaon one should g et is:
• Hepas
• Polio
• Tuberculosis
Hepa

s

It is a condion of in ﬂammaon of the liv er and characterized by inﬂammatory cells in the ssue of
the organ.
Polio
Polio is a crippling and potenally f atal infecous disease. A t present, the policy to ﬁght polio consists
of a program to immunizing every child to stop its transmission and ulma tely make the world polio
free. The vaccine to protect against polio is of two kinds- inacv ated polio vaccine (IPV) and oral polio
vaccine (OPV). Children get doses of IPV.
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Fig. 7.4.6.a Polio Vaccina on

Fig. 7.4.6.b Girl suﬀering from Polio

Tuberculosis
Tuberculosis, commonly known as TB is widespread and in many cases turns out to be almost fatal
due to the infecous c ontaminaon c aused by various strains of mycobacterium. Tuberculosis
typically aﬀects the lungs, but can also reach other parts of the body. It is a contagious infecon and
the bacteria is carried by air when people who have an acv e TB infecon c ough, sneeze, or
otherwise transmit respiratory ﬂuids through the air.

Fig. 7.4.6.c An infant being given TB vaccina on

How to Get It?
• Government of India is oﬀering free vaccinaons t o kids as well as adults.
• Check your nearby dispensaries for informaon r egarding the course of a respecv e vaccine.
• Get your kids vaccinated mely fr om various vaccinaon booths.
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Place Requirements
(TSC/ N 9008)
Unit 8.1 – Managerial and Organizational Knowledge
Unit 8.2 – Marketing and selling
Unit 8.3 – Team Work and Cluster Organization
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Key Learning Outcomes
This unit provides performance criteria, knowledge and understanding and skills and abilities required
to comply with the requirements of the workplace
1. Understand basics of financial management
2. Discuss operations, logistics and marketing functions required for a business
3. Discuss various roles and responsibilities related to financial management and business
operations
4. Understand the processes and means of fund raising
5. Plan personal savings and investments
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Unit 8.1 Managerial and Organizational Knowledge
Unit Objectives
At the end of this unit, the participants will know the following things
To be competent, the user/individual on the job must be able to:
•
•
•
•
•
•
•

Perform own duties effectively
Takeresponsibility for own actions
Beaccountable towards the job role and assigned duties
Takeinitiative and innovate the existing methods
Focuson self-learning and improvement
Co-ordinate with all team members and colleagues
Knowthe organizational standards and implement them in your performance also motivate other
to follow them
• Standard Operating Procedures (SOP) and processes in various functions. Importance of
understanding and complying with organizational standards The practices that supplement the
production work to make it accessible to customers Overall understanding of banking and
financial planning Website links of some key resources in terms of logistics and banking
• Overview of the possible channels for selling products
• Approach to cluster development

8.1.1-Professional Practices:
The professional practices module comprises an end-to-end product and resource management
process. The artisan will be trained to perform the operations, logistics and marketing functions
required for a business to run smoothly. The objective is to enhance the artisan’s skill - technically,
through design based interventions and also impart business acumen which will render them to be
independent, boosting their income earning capacity and livelihoods. The model also aims to guide the
artisans on how to manage the income earned by saving and investing the funds in productive channels.
Thus, this model seeks to build the capacity of the weavers by empowering them with the tools required
to conduct business efficiently in a sustainable and productive manner.

8.1.2-Logistics:
Material transport: Connectivity, means of transport, service providers. At different stages of the
production process, there is need of transportation logistics in the sourcing as well as shipment of goods.
From raw materials to finished goods, the producer needs to organize for the transfer of goods from one
stake holder to another while ensuring that the right products are delivered to the right location on time.
Logistically sound implies ensuring frequent and timely delivery of goods to scattered and remote
locations at an optimum cost. In order to avoid deviations from this, transport logistics depend on the
following key factors.
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Location and Connectivity: The connectivity of the location through means of road, railways, airways
and/or waterways is an eminent determinant of the different modes available to a producer for transport.
Each of these modes addresses different needs, that suit different kinds of needs of the producer.
Nature of Product and Safety: The mode of transport must be selected based on requirements of value
and safety of the products. While rail transport is suitable for carrying cheap, bulk and heavy goods,
perishable goods that require faster delivery may be carried through motor transport or air transport
depending on the cost and distance.
In railways and waterways, the chances of loss or damage are higher due to multiple handling points and
exposure to various probable means of the Motor transport may be preferred to railway transport
because losses are generally less in motor transport.
Cost of Service: Since the cost of transport constitutes a part of the product cost it is always advisable to
keep in mind for adding up while accounting for product cost. While Rail transport is a relatively cheaper
mode of transport for carrying heavy and bulky traffic over long distances. Motor transport is an
economical alternative to transport small consignments over short distances. An additional benefit is that
motor transport saves packing and handling costs. For very large consignments that need to be sent over
long distances, water transport is the cheapest mode of transport. However, it is not the most efficient in
terms of time and therefore is suitable only for transactions where time is not an important factor. Air
transport, though the most expensive means of transport, is particularly suited for carrying perishable,
light and valuable goods which require quick delivery.
Speed of Transport: Air transport is the quickest mode of transport, however, it is also the costliest of all.
While motor transport is quicker than railways over short distances the speed of railways over long
distances is more than that of other modes of transport and is most suitable for long distances. Water
transport is very slow and thus unsuitable where time is an important factor.
Flexibility: Motor transport provides the most flexible services in terms of routes and schedule. It also
allows the option of reaching business premises for loading and unloading of goods. Railways, airways
and waterways are relatively inflexible since they operate on fixed routes and pre planned time
schedules.
Service Providers: India Post provides many services and discounts to incentivise long term business
relationships with enterprises and customers. Businesses can open a corporate account with India Post
and avail benefits from many schemes like Speed Post, Book Now Pay Later, Cash On Delivery Services
along with the basic retail and business parcel services. Logistics Post services will provide you costeffective and efficient distribution across the country. Logistics Post manages the entire distribution side
of the logistics infrastructure from collection to distribution, from storage to carriage, from order
preparation to order fulfilment at the lowest possible price.
The details of the various options provided by India Post for business solutions can be viewed at the link
below
https://www.indiapost.gov.in/MBE/Pages/Content/Business-Solutions.aspx
Here are also many other logistics support service providers that operate in different parts of the country
and are suitable for varied kinds of logistical requirements.
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Following is a list of service providers and their website links•

DHL- www.dhl.co.in

•

BlueDart - www.bluedart.com

•

DTDC- www.dtdc.com

•

Gati- www.gati.com

•

FedEx- www.fedex.com

•

Container Corporation of India Ltd. – (Govt. of India undertaking) – http://www.concorindia.com

Transport Subsidies: Time and again, the government announces and revises schemes that aim at
minimizing transportation costs for small scale producers across the country. There are various
schemes that aid this, the prominent among these are as followsTransport Subsidy Scheme - Transport Subsidy Scheme was introduced in order to develop
industrialization in the remote, hilly and inaccessible areas by providing for subsidy in the
transportation cost incurred by the industrial units so that they could stand competition with other
similar industries, which are geographically located in better areas. The details of the various benefits
that the producers can avail under this scheme are available on the webpage of the Department of
Industrial Policy and Promotion. The following is the link to the samehttp://dipp.nic.in/English/Schemes/transport_subsidy_scheme.aspx
Budgeting - Cost Planning and Price Management: Outlining a comprehensive production budget
allows you to calculate the quantities that can be manufactured and arrive at an optimal product cost. If
not calculated thoughtfully, the small costs of processes can add up significantly to the product cost.
Costs of transportation activities depend importantly on the analytical treatment of capacity utilization
and transport distance. It is necessary to outline the estimates of the requirements- like the number of
trips required and their frequency and account for it in the overheads.
Transport costs generally vary with distance, reflecting economies of size and one-time costs of
loading. This implies that knowledge of the rate structure of transport costs is vital. A final cost element,
losses for commodities while in storage, can vary widely, depending on the commodity characteristics
and must be accounted into the final product costs.

8.1.3-Finance

Starng and running a business from small scale is a tedious process. Proper planning, thoughul
business strategy and thorough maintenance systems can help keep your ﬁnances in systemac order
from the start. Basics, from opening the right type of bank account to determining how much of the
returns you can invest and how you determine costs per product, all contribute to your business's
success, in the beginning and as it grows.
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Open a bank account
There are various kinds of bank account options available at nationalized as well as private banks.
Opening a bank account helps one keep track of all monetary transactions that take place. It also allows
the account holder systematically save for planned future expenses. Although it is not a legal requisite
for sole proprietors, it is definitely recommended.
Starting and running a business from small scale is a tedious process but proper planning, thoughtful
business strategy and thorough maintenance systems can have your finances in order from the time of
commencement. From opening the right type of bank account to determining how much you would
bring in per product, these tasks will all contribute to the successful running and maintenance of the
business.
Track Bank Transactions
Book keeping - Bookkeeping is vital to properly managing your business resources. Prior to any kind of
calculations and costing processes, it is necessary that all transactions to do with the production
process are recorded. It is a good practice to keep record of all transaction in terms of costs (cash or
material) and inventory.
Efficient book keeping simplifies processes of cost calculation, inventory management, receivable and
payable accounts, cash flow and tax related decisions.
Finance knowledge is divided in two segments.
1.
a.

Loans and fund raising for business
Government schemes:
The government has various schemes and programs to that assist weavers
and work to improve the conditions of weavers for the sustainable development of the
handloom sector.

•

Identification of various finance operations through various Government Schemes, e.g. the
Revival, Reform & Restructuring (RRR) package for the Handloom sector. Implemented by
NABARD, this initiative of the Ministry of Textiles, has provisions for recapitalization assistance,
waiver of overdue loans, Strengthening of Weaver Coop. Societies by Capacity Building,
Interest Subvention and Credit Guarantee. Details of the RRR package can be found on the
following linkhttp://Handlooms.nic.in/writereaddata/1195.pdf
The links to details of other schemes that function in this domain are listed below along with
the links to the websites
I.
Credit Guarantee Trust Fund for Micro and Small Enterprises (CGTMSE) –
https://www.cgtmse.in/schemes.aspx
II.
Comprehensive Handloom Cluster Development Scheme (CHCDS) http://Handlooms.nic.in/writereaddata/1202.pdf
III.
Scheme of Fund for Regeneration of Traditional Industries (SFURTI)http://www.kviconline.gov.in/sfurti/jsp/FrequentlyAskedQuestions.pdf
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b. Bank Schemes:
Appropriate bank schemes are also available to artisans like the weaver's credit card scheme
which provides the artisans with margin money support.
I.
The Swarozgar Credit Card aims at providing adequate and timely credit i.e, working
capital/or block capital for both to small artisans, Handloom weavers from the banking
system in a flexible, hassle free and cost effective manner. The facility also includes a
reasonable component for consumption needs and automatically covers the beneficiary
under the group insurance scheme where the premium is shared by the bank and the
borrower equally.
II. The Micro, Small and Medium Enterprises Development (MSMED) Act, 2006 – addresses
and streamlines the entire frame work along with key governance & operational issues
being faced by the SMEs. It allows small scale businesses to be granted a variety of Credit
facilities for their different needs. https://www.ucobank.com/corporate-banking/msepolicy-bank.aspx#.V_JBvl97IU)
III. Producers Organization Development Fund (PODF) by NABARD is another initiative for
supporting producer organizations, adopting a flexible approach to meet their needs
through credit support. The details of the same can be found here
https://www.nabard.org/english/Financing.aspx
c. Micro Financing, Business Information Counseling and Alternative Sources of Funding Voluntary
organizations like NGO's play a key role in the development of society and economy at the grass
root level. Microfinance facilities are provided by a variety of institutions like credit unions,
commercial banks, NGOs (Non-governmental Organizations), cooperatives, and sectors of
government banks.
These organizations work towards mobilizing resources and creating viable financial systems that
develop sustainable communities.
I. Scheme for Financing Micro Finance Institutions/ Non-Government organizations is a
SBI scheme that works towards routing micro credit towards Ngo's and MFIs that
function as intermediaries with the objective of increasing the outreach through
financial means for a large number of small scale operators.
https://www.sbi.co.in/portal/web/agriculture-banking/scheme-for-financing-microfinance
II. Small Industries Development Bank of India - SIDBI is the nation’s primary financial
support institution for the promotion, financing & Development of the MSME Sector in
India http://www.sidbi.com/
III. There are also many other such national and international organizations that aim at
training rural enterprises in simple skills and enable them to utilize the available
resources and contribute to employment and income generation in rural areas. A few
such organizations that provide Information and resource support to small scale
entrepreneurs are listed below.
Ÿ BRAC- http://www.brac.net/
Ÿ Accion International- http://www.accion.org/
Ÿ Unitus- http://unitus.com/
Ÿ Grameen Koota Financial Services Pvt Ltd - http://www.grameenkoota.org/
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2. Personal Savings and Investment
It is important for all business enterprises to understand the various means of managing finances.
Knowing the various channels through which saving and investment can be facilitated for the future
creates a sense of financial responsibility. They various available avenues to save are as under:
I.

Post Office Savings Schemes - Savings Account, Recurring Deposit Account, Post Office
monthly Income Account Scheme, and NSC.

II. Small Savings Schemes through banks that are implemented by the Government of India.
III. Savings accounts and investments that are easy, like PPF and SIP.
IV. Insurance for health and material.
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Unit 8.2 Selling and Marke ng
Linking the artisans to the market is the most crucial element in this process. Spreading awareness on the
various platforms available with relevant market intelligence in today's globalised economy. This can be
done through online and offline channels.
I. Online portals: Many online portals allow small scale producers to list their products to sell online.
Amazon, Flipkart, Snapdeal, Ebay, Craftsvilla, The India Craft House, Etsy are a few that allow not
only listing, but also assist in the process from product detailing to the sale of products. Most of
this however, requires a basic understanding of computer usage and internet.
II. Social Marketplaces: Options like Go Coop, Indiamart etc. also allow Handloom and Handicraft
Co-operatives and artisans to market their produce by connecting directly to widespread
customers and buyers.
III. Trade fairs and Exhibitions: Artisans can connect with various organizations that arrange
exhibitions in India and abroad, for exclusive display of products and handicrafts. By participating
in such exhibitions entrepreneurs and artisans from the clusters get exposure to the trends and
requirements of a wider market. National Crafts & Design Fair, Dastakaar, SARAS mela, IHGF fairs,
Delhi Haat, Kala Ghoda are a few of these platforms which provide ample exposure to the artisans.
IV. Marketing and Support Service Schemes: There are government initiatives like the Marketing and
Support Service Scheme that aim to provide direct marketing outlets to the crafts persons for
participation in various marketing events for augmenting their sales. With emphasis on domestic
and international marketing and publicity, the scheme provides greater employment channels to
craftspeople. Product ranges can also be developed for Govt Emporia in different regions.
V. Cooperative Societies: A co-operative society is defined as a collective that has its objective the
promotion of a common economic interest of its members. It is an organisation where individuals
belonging to the same group get together for promotion of their common goals. Not only do such
societies encourage a state of mutual help instead of competition, they also develop an
environment that enables smaller business entities to stand against unfair business policies. The
lack of marketing skill and network accounts for many small producers are not succeeding in their
projects. In such situations, marketing cooperatives help in making the most of business
opportunities by purchase of goods produced by the small manufacturer to make them available
when market conditions are favourable or sell them in different places where there is demand for
the same. Marketing assistance through cooperative societies helps the producers achieve
stability in business which in turn helps to structure and plan further production better by
providing a buffer against market fluctuations.
VI. Consistent Small Scale Orders for Business Development Awareness about supplying to small
businesses as a vendor for consistent order quantities
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Unit 8.3 Team Work and Cluster Organiza on
8.3.1-Defination of Cluster
The Handloom cluster can be defined as a geographical place where there is a large concentration of
Handloom weavers producing any form of handloom fabrics. These Handlooms could also be located in
close proximity in two adjoining revenue subdivisions or villages that fall within an administrative district
or across two (mostly adjoining) districts. In most smaller & hilly states, where the village /sub-division
are smaller size, number of villages or sub-divisions may be higher. This is done to ensure the minimum
critical size of cluster is standardised. In many clusters across the country, the actual number of
Handlooms is usually much higher but for purpose of the standardizing it for eligibility to avail various
schemes from the government the size of cluster is restricted to 300-500 Handlooms.

8.3.2-Cluster Development
Cluster development processes must aim to achieve all round arsan livelihood development through
combining the complimenng strengths of the arsan's skill and the market potenal for quality
handcra ed products.
Following is a comprehensive, but not exhausv e list of processes that require focused intervenon for
robust growth of a cluster.
1. Upskilling and strengthening supply chain processes
2. Development of Marketable Products through aligning tradional arsans to mainstream market
requirements, up-skilling. The following exisng product related skill gaps in the clusters need to
be idenﬁed and addressed with speciﬁc intervenons
d.

Design and Technology

e.

Tools and Equipment

f.

Raw Materials

g.

Producon Processes

h.

Finishing

i.

Markeng and Logiscs

3. Act as a bridge between entrepreneurs with business ideas and investors. Create linkages with
suitable ﬁnancial service providers
4. Linking the arsans with correct partners and service providers for logiscs and transport
5. Quality Control and Warehousing
6. Markeng , Accounng and Cosng
7. Enabling people to be entrepreneurs
8. Environmental, Social, Economic and cultural Sustainability
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Conclusion:
A comprehensive programme for cluster development must achieve the following through focused
interventions
• Achieve sharp design and consistent quality at attractive prices by adding efficiency
• Constantly upgrade skills and scale up the supply chain to deliver consistent product without
compromising the craft
• Create globally relevant products fusing traditional craftsmanship and contemporary design
• Emphasis to international quality and timeline standards while training the artisans, leading to
awareness about premium quality products
• Improved processes and efficiencies to enhance livelihood of artisans
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