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CHAPTE1'! I 

I NT'RQOOC TI ON 

PAGE 

CompaTisons made between the Tu~kish indust~y and the industTies 

of the western count~ies always reveal the fact that the Tu~kish 

industrY is fa~ behind the latte~ in most of the aspects in which 

a comparison is possible. \ Simila~ comparisons within Tu~key 
\ 

between the private and public sectors reflect that the odds a~e 
in faVOr of the former .\ The weight of the argument going on be­

tween the partisans of the private and public secto~s is concen­

trated on the fact that the weakness of the public sector, espe­
cially the state Economic Enterp~ises, is la~gely due to the 

lack of sound management and to administ~ative mistakes, pa~tly 

as a result of political fOTGes influencing the policies of these 

establishments. 

One of the points of comparison brought fOrwa,.d against the state 

Economic Ente~p~ises is the level of labOr prOductivity in these 

estaolish~ents. Labor p~oductivity, Presently gaining impOrtance 

and consideration in western countries and in Turkey, would the~e 

fOre appear to be an interesting and a useful subject of study 
within one of the establishments of the state Economic Ente~Pri~s 

due to the following basic reasons: 

i) The study of labor productivity and the analysis of the fac­
to~s wh~ch afrect it we~e considered to be mo~e useful and inter­

esting than any othe~ study or the indust~y, because it is be­

lieved tha.t the level of labo~ p~oductivity is the best indica-
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tor of internal operating conditions in the industries which are 

not highly automated. In contra~t to cost of production, though 
closely related with it, labor prOductivity is universal in 

cha:racter, not being affected by differences in the prices of 
:raw material, machinerY and labor, nOr distorted by the rates of 
fO:reign exchange and of interest on investment. MOreover, it can 

easily be studied, in a direct manner, in the factories and can 
be made public without fear of :revealing data which the manufac-

1 

tUrers might consider confidential. 

~ii) It is argued that the state Economic Enterprises a.,.e the tools 
of government fOr Providing employment, and consequently, there 

is a great deal of superfluous labor within these estaolisbments. 
-

The study of labor Productivi ty in one of these estaolisbments 
would have clarified this matter, at least fOr the factorY under 

conSideration, even iX the result cannot oe generalized. 

iii) Turkish labor has often been blamed fo.,. being largely reson­
sible fo.,. the low level of labOr p.,.oductivity in TUrkish indust.,.y. 
The managements of both Private and public sectors generally be­

lieve that the Turkish WOrkerS a.,.e less prOductive than the WOrk­
erS of western countries, by which they mean they a.,.e lazier and 

less Skilled. Mo.,.eover, laoor p:rOductiv~ty is p.,.esently gaining 

higher significance in collective ba.,..gaining, especially when 

the laoor unions demand wage increases. 

Although the argument that TUrkish workers are lazy has been dis­

proved both by the high level of laoor prOductivity they have 
attained in western countries and by the different levels of labOr 

Productivity realized in Private and public sectors, Turkish la­

bOr union leaderS have not yet been equipped with the necessa.,.y 
knowledge for negotiating with employerS as far s.s labor produc­

tivity and wages s.re concerned. As a matter of fact, two of' the 
laoor leade.,.s, Tiirk-l; (Tiirkiye hQi Sendikala.,.~ Konfede.,.s.syonu) 
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~ePresentative of 1stanbul District, and the Head of Teksif (TU~ 
kiye Tekstil O~e ve Giyim Sanayii 1§Qile~i sendikas~), when 

consulted by the autho~ of this repo~t about possible thesis 
topics, original and useful fo~ the labo~ unions in Turkey, im­
aediately suggested labo~ p~oductivity and the p~oblems related 
to it. 

The nature of the prOblem of labor productivity, the limitations 
of time and material resourCes and the requirements of such a 
study made it desirable to investigate labOr Productivity and 

to thOroughly analyse the factors which bear upon it in one par­
ticular establishment rather than in general for the whole TUrkis 
indust,.y. It should also be emphasized heTe that it was in no 
way intended to make in this research, a compa,.ison oetween a 
state Economic Ente,.prise and a p,.ivate one. The aim was to 

fully analyse the dete~inants of the level ot labor productivity 
in one particular state establishment, to d,.aw some conclusions, 
and to make ~ecommendations fo~ thei,. co,.rection, which were 

believed to be useful ·both fOr the management of that establish­
ment and fOr the labor union representing its WOrkerS. 

After limiting the area of selection to the State EconomiC 

Establishments, it was then necessarY to select aOranch of in­
dustrY in which one firm would have been chosen. The cotton 

textile indust~y seemed to be the most att,.active of all fo~ the 
following reasons: 

i) The cotton textile indust,.y is the onejri which the government 

and Private firms a.re in competition under nea,.ly aqual te~sJ 
It would the~efore be interesting to identify the deficient in-

lOme~ cel~l SarQ, Class Notes: P~oblems of Industrialization in 
TUrkey. ~obert College School of Business Administ~ation and 

Economics, 1965-66 Second semester. 
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ternal operating conditions of a government unit in this branch 

of industrY in o~er to olarify the reasons fOr its lagging be­
hind as far as its labor productivity is concerned. 

ii) Turkey, presently a candidate fOr the membership of Cammon 
Market, is now trying to develop certain branches of its indus­

try to be able to compete with the prOducts of the other members 
of the Market. The cotton textile industrY is one of these 

branches which receives attention and heavy emphasis in this 

respect. And it is strongly believed that, in order fOr the 

Turkish· industrY to compete with other countries, it is necess.al'Y 
to inCrease its laoor prOductivity by a considerable degree. 

The detennination of the specific te!'lll was :o-elatively simpler, 
since the above considerations and the limitation of time and 

material resources already dictated that the factOrY was to be 
in istanbul. Stimerbank Bak1rkoy Cotton Textile Establishment 
(Stimerbank Bak1rkoy Pamuklu sanayii Muessesesi) was the only 

state cotton textile estaolishment in istanbul. Therefore it' 

was in all aspects best suited fOr the aim of this researCh. 

After the first tew Visits, it was found that the factOrY, with 
its typical p,.oblems, W8.S appropriate fo ... the intended investi­

gation. First, tha establishment had incu~ed a loss of 

1,1.27,800 T.L. in 1964 and it was only ayselling the past years' 
accumulated stocks at reduced prices that the firm avoided re­
POrting a loss in 1965. l Secondly, some of the managers declared 

that, if they were powerful enough, they could have attainad the 

Prasent level of output with 1200 workers whereas the number of 

employees in the factOrY was about 2000. 2 Thirdly, the organi-

lStimerbank Bak1rkoy cotton Textile Establishment records. 

2ArSlan Ke.lpakQ10glu, ACting Chief of the Personnel Df!lpa ... tm~nt, 
and, E ... tug ... ul Boydak, Chief of the Planning BUreau, 1nterv1ewed 
in Stimerbank Bak1,..koy Pamuklu sanayii Muessesesi, November 17, 
1965. 
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zation cha,..t of th .. establishment showed a 'Pr-oductivity Commit­
tee' under the direct supe,..vision of the President of the estab­
lishment,l but the 'Productivity Committee' as such was nonexist­
ent. 2 FOUrthly, the factOrY had newly started to export cotton 
ya,..n to west Ge,..many. In sho,..t, Stilllerbank Bakl. ... koy cotton Textil 

Establishment by itself constituted an area of useful and o,..igi­
nal investigation in laoo:r p,..oductivity, eveIl wiohout the auove­
mentl.oned conside ... ations, relating to the significance of the 
p,..oblem of labOr p,..oductivity, diffe...ences in the efficiencies 
of the gove.,..nment and p ... ivate secto ... s, and the impOrtance attach­

ed to the cotton textile industrY in TUrkey. 

cotton Textile Estaolishment known as 
in l850 as a Private estaolishment. 4 

Basma­
In 1860, 

Stilllerbank Bakl.rkoy 
~,3 was founded 
it was transferred to the TreasurY of the Sultan (Hazine-i Has-
'se). In 1867, it was again transferred, this time to the MiniS­

trY of War, the Division of MilitarY NecessarY Objects (Harbiye 
Neza,..eti, Levazl.mat-l. Askeriye Dairesi), and ope~ted under this 
administration until 1921 fOr the needs of the A,..my. 

Between 1921 and 1925, Basmahane operated under the contrel of 

th .. MinistrY of war, MilitarY Factories Headqua,..ters (Ha,..biye 

Neza ... eti Asker1 Fabrikala,.. Umum Mtidti,..lu~), and in 1924, pa,..t of 
its machines were renewed in accordance with a three-yea,.. recon­
struction and development program. AS a result of this renewal, 

lFiles of Stillle,..bank Bakl.rkoy Pamuklu Sanayii Mtiessesesi. 

2Tevfik Sayan, Chief of the Pe,..sonnel DepArtment, inte,..viewed in 
Stime,..bank Bakl.,..koy pamuklu Sansyii Mtiessesesi, NovemOer 24, 196 

3FOr cOJ?veniencel. Stilllerbank Bakl.rkoy Cotton Textile Estaolish­
ment wl.ll Oe rererred to as Basmahane fOr the ,..est of the re­
po,..t. 

4Histo,..ical facts were taken from the records of Basmahane. 
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the yearly raw cloth production inCreased to 600,000 meters from 
1015 meters per 10 wOrk hours. BefOre the revision, the cotton 
yarn Production of the factOrY was 203 kilograms per 10 wo ... k 

hourS. 

transferred to the 

Bankas1), in 1932, 

. , 

Indust ... y and:. Mirie,.,als 
: ' 

to the Office of In-
In 1925, Basmahane was 

Bank (sanay1 ve Maadin 
dustrY (Sanayi Of is i) , it was in November 7,1933 that Basmahane 

became a SiiIIlerbank establishment .• "~I 

SiiIIlerbank, taking over Basmahane at this date, left the ~ld.·: 
building and reconstructed a new plant and equipped' it witte·mod-, 
ern machinerY. In 1934, it restarted its operations with 8928 
spindles, 320 looms and new installa~ions fOr treating and bleac 

ing the raw cloth produced. 

Basmahane was enlarged in 1949 in order to answer the continuous 

inc ... ease in demand fOr its Products. In 1950, it he.d 29,904 
spindles and 455 looms. 

At Present, Basmahane consumes 4400 tons of cotton each year, 

produces 3600 tons of cotton yarn with a large variety of counts, 

650 tons of which is for the market. The yearly weaving capaci­
ty of the factOrY is roughly 15 million meters of raw cloth of 
various sOrts, which is treated, bleached and sold in the TuTkish 
market. In other words, Basmahane accounts fOr 2.85 per cent of 
the yea,..ly raw cotton consumption of Turkey, supplies 4 per cent 

of the total cotton ya~ and 2.50 per cent of the cotton fabric 
. t 1 1n me e ... s. 

The study of labOr productivity and the factOrS influencing it 
in Basmahane necessitated a methodology bearing mOre upon person-

lSfuneroank Bak1 ... koy Pamuklu Sanayii Muessesesi, Muessesemizin 
Du ... umu Haklunda MalClmat, 1964, p.2. 
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al observations and interviews both with the managers and the 
employees of the factOrY. rather than inte,.p~eting the published 
data, t,.anslating and paraph,..asingoooks o~ ,.epo~ts on the fac­

to~y. Howeve,., in order to gain an insight into the p~oblem of 
la-bo,. p,.oducti vi ty and the ope,..ations of a textile mill, it was 

fi,.st necessarY to make use of books and other ,.elevant publi­
cations on the two topiCS. Personal observatl.ons and the infor­
matl.on given oy the technical staff dUring the observations were 
also helpful especially in coordinating the theoretical back­
ground retained fram books with the actual. 

Afte~ acquiring the necessarY knowledge and the ability to re­
late the technical and human factors of labo~ productivity with 
the p...ocesses unde~taken in a tex.tile mill. the investigation 
was then di~ected to the data available in Basmahane. It was 

also found necessarY to conduct inte~views with the managers 
along with the evaluation of data. since the cle~ks in cha~e of 
the files could identify the tables and statistics only by thei,. 

exact titles, and they could hardly interPret the data. Espe­
cially, the explanation of the variances from the standaTds was 
vitally important. The interviews with the managers supplied 

both the facts and their own opinions concerning the co~ction 
of the factors lowering the level of labor productivity. The 
managers' opinions were helpful even when different managers had 

cont~dicto,.y opinions Or the same manage~ contradicted himself 
in diffe~ent occasions, since this led to the concentration of 
attention on the cont...oversial points. It is not meant he~e, 
of course, that the personal obse~vations were made only when 

the~e was such a cont,.adiction. but heavie~ emphasis was given 

to the proolems viewed diffe~ently by several manage~s, As a 
matter of fact. it was absolutely necessa,.y to check closely 

the statements made oy certain managers especially fOr the elim­
ination of praoaole suojectl.ve evaluations such as 'the morale 
of the wo,.kers in OU,. factorY is good'. which was not ve,.y 
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inf~equent although the questions directed we~e selected to 

avoid such generalizations. 

PAGB 

A rich source of information concerning labOr Productivity and 

especially the human element influencing it was the workers 

themselves. Their level of education, nature of the jobs, and 

the variety of p~blems involved in different divisions and fo~ 
different classes of workers made it mOre convenient fOrinte~ 
views rather than questionnai~es. ContrarY to the situation in 
the inte~viewing of the managers, the subjective opinions of 
the employees were ve~y valuable since the feelings and the 

beliefs of the workerS counted mOre fOr the labor prOductivity 

than the true situat~on did. The employees interviewed were 

selected at ,..a.ndom, some 190 in number, within the plant and 

in the coffee houses. 

It is believed that the above fOur Source. provided the neces­

sarY information, and their comparisons and checking against 
each other reduced the possibility of bias and mistakes. 

It is not p~esumed that this study has attained the highest 
degree of perfection desirable in this type of a resea~h, 
either in the methodology Or in the scope of the work itself 

due to various factOrS. The aim of this researCh was at first 

determining quantitatively the contribution of the different 
factOrS ,..esponsible for the low laoor productivity of Basmahane. 

Thu.s, tne 1'~ndings 01' tne researCn wOLlld have oeen expressed 

as the percentage of excess labor due to varioLls factorS such 

as the excessive wear of machinery, defects in maintenance, 

humidification and cleaning,inefficient organization of the 
textile processes, defects in the quality of the yarn, lack of 

training and the perCentage of merely superfluous employees, 
even after allowing fOr the already-cited defective conditiona. 
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This methodology necessitated data and carefully determined stand 
ards and norms which Basmahane did not have. The standards of 

the facto~y were determined in 1950 by modifying the standards 
of the available machinerY according to tl.e standards of the 

Russian textile mills which resembled those of Basmahane. It 
would have been in vain to work with these out-of-date standards 

in order to reach a t~e breakdown of the factorS of low prOduc­

tivity. It is t~e that some of the stndards we~e ~evised in 

1964 by a committee of expEl~ts sent by SUme~bank Headquarte,.s,but 

not all the standards were reconside~ed then. MOreover, they 
were far from being realistic, since the committee had set them. 
almost randomly, without making any study of the actual condi­

tions in the factory.l The managers of Basmahane still remember 

that incident with much resentment, especially when the actual 
figures faLl mo,.e than 50 pe,. cent off these standards, which is 
still the case. The use of standards applied to the cotton tex­

tile mills of countries like the united States and Japan, would 

also be unrealistic since the mills in these count,.ies are inc om­
pa~able to Basmahane with ~espect to their size, type of equip­

ment, quality of the prOducts and consequently the ope~tions. 
It was therefOre deemed necessarY to make a desc~iptive analysis 

and limit the use of standa,.ds only to these set by the manufac­

tUre,.s of the machinery and not modified by the management. As 
to the standards of the quality of the prOducts, the ones adopted 

by tnemanagement were consl.de,.ed satis:t·actorY since, as far as 

the· policy of Basmahane prOducing coarse yarn and fabric is con­
ce~ned, they were realistic enough and in accordance with the 

conditions in the factOrY. 

lErtug~l Boydak, interviewed on March 9,1966. 
Tefik Sayan, interviewed on March 9,1966. 
ibrahim Gill, Chief of the planning BUreau, interviewed on Ma,.ch 
16,1966. 
Muhittin Pekdil, Chief of the Spinning DiVision, interviewed 
on June 22,1966, 
Ahmet tlmive~i, Chief of the weaving DiVision, interviewed on 
Tune 1 
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Some of the figu.,..es fO:r the past yea:rsbeing not availaole and 

the .,..eluctance of .he mWlagers and tne cle:rks to devote mOTe 

time fOr cooperation in this resea:reh made it impossible to make 

a comparative study of the labOr productivity covering seveTal 

yea:rs. Thus, the study was based on the figures of the year 
1965. HoweveT, this in no way disto:rted the validity of the 

investigation since no changes in the conditions of the facto.,..y 

have occu:red in those years.l Basmahane has th:ree divisions, 
namely spinning, weaving, and treating-bleaching-and-dyeing. 
This .,..esea.,..ch deals only with the Spinning and the Weaving Divi­

sions, which the name 'textile mill' gene....ally .,..ecalls. The 

inclusion o.r' the thi:yod would have .,..eqloiJ.:red a tho:raugh knowledge 
of chemist.,..y and the Chemical ope....ations in this division which 

is beyond the limits and purpose of this report. 

The complexity and the scope of the suoject of ,wages and its 

relation to labOr PTOductivity can be made an enti:rely new sub­
ject of another :resea~h. It is the.,..efo:re hoped that thee.,..eade 
will ove.,..look the limitation of the discussion of wages in Bas­

mahane to only a few pages, drawing attention only to the most 

impo.,..tant points as far as thei.,.. influence upon 1abo.,.. Productiv­
ity is conce.,..ned. 

The desc:riptJ.on of the tecl.nological p:rocesses was not included 

in this study mainly because a comprehensive deSCription enablin 
those completely unfamilia.,.. to the operation of a textile mill 
to get an insight into the processes would be unnecessa:rily 10n& 

while a shorter one WOuld not tell enough. Anyhow, the context 

of the following chapterS is so designed that it will not requi.,.. 
a complete knowledge of the technical Processes. Mo.,..eove.,.., only 

the factOrS that significantly influence the labo.,.. p:raductivity 

1 
Ibid. 
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in Basmahane were considered, leaving aside those not as signif­
icant in Basmahane in particular, such as the indust~ial accident 
which, because o:f the nature ot the text~le ope~ations, were 
ve~y ~a~e and did not have a signi:ficant influence upon the labo~ 
p.,..oductivity. 

Befo.,..e sta.,..ting the analysis o:f the conditions in detail in the 

Spinning and the Weaving Divisions, it is necessa.,..y to see the 
p.,..esent situation in Basmahane, as :fa.,.. as the level of laDo,.. 
p,..cductivity and the composition o:f the labo.,.. :fo,..ce are conce~ 
ned. Table 1,1 shows the level o:f labo.,.. prOductivity in both of 

the divisions and the total number o:f the employees,l fOr the 

past :fou.,.. years. 
Taole 1,1 

~ LaDOr Productivity in the Spinning and the Weaving 
Divisions 

(1962-1965) 

Labo~ P'I"Oductivitz 
Year Total No. Spinning Weaving 

of WOJ:keJ:s (kf:Lm-hl (mete.,..sLm-h) 

1962 2183 4.348 10.0 

1963 2090 4.550 10.2 

1964 2025 4.566 10.46 
1965 1924 5.090 12.22. 

SourCe: Files o:f J3asmahane. 

It is interesting to note that the level of labor p'l"Oductivity 

in both of the divisions has inc.,..eased, parallel with a decrease 
in the number of wo~kers in the facto.,..y. The data fo.,.. the level 

of labo.,.. p.,..oductivity in the ea.,..lie.,.. years we~e not available, 
but it is perhaps mOre ~eveal1ng to note the numbe.,.. of wo.,..ke~s in 

1 
The number of the WOrkerS in each division fo.,.. diffe.,..ent years 
was not available. 
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the facto~y fo~ some ea~lie~ yea~s than 1962 as follows: 2516 in 

1957, 2542 in 1958, 2688 in 1959, 2324 in 1960 and 2184 in 1961. 
Recalling the fact that no changes in the manufactu .... ing condition 
of the facto~y have occu~ed du .... ing these yea .... s, these figu~es 

indicate that the .... e has actually been a supe~fluity of labOr in 
Basmahane. Co~ .... ection of ce .... tain defective manufactu .... ing con-

di tions in the divisions may fu~the~ dec~ease tile demand fo .... an 
excessive numoe~ of wo~ke~s, and inc~ease the eefficiency of the 

p~ocesses. It may thenoe expected that the level of labor PTO­
ductivity of the Spinning Division, 5.09 kilograms pe~ man-hou~, 

and of the weaving D1vision, 12.22 mete .... s pe~ man-hou,.., can 

~each the level of labo .... p~ductivity in the standa~ mills of 
optimum size, 8.02 kilog:r-ams pe .... man-hou~ in spinning,l and 

18.20 mete .... s pe .... man-hou~ in weaving. 2 

1Labo~ P~ductivity of the Cotton Textile Indust~y ~ Five Batin­
Ame~ican count~ies,-op:-Cit., p. 243. 

2IOid ., p. 282. 
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CHAPTER II 

TECHNICAL FACTORS AFFECT!NG LABOR PRODUCTIVITY IN THE 
SPINNING DIVISION 

PAGE 

Labor productivity is in essence measured by the input of labor 
time necessary for turning out a unit of output, and the increase 
in labor productivity is expressed in the reduction of this input. 
Or, conversely, it may also be expressed as the increase of out­

put for a given amount of input. 

In Basmahane's Spinning Division, any attempt to increase the la­

bor productivity, that is to increase the ratio of output to la­
bor time, can have as many approaches as the number of components 
constituting the three broadly classified factors which affect 
this ratio: size, type of equipment, and influence of operat~ons. 

In spinning mills, it is usual to express the size in number of 
spindles. The number of machines is not a common measure of size, 
since each machine of different type and model may have different 
number of spindles. Thus, the situation in Basmahane's Spinning 
Division is as shown in Table II,I. It is seen from the table 

that the size of Basmahane's spinning Division is 29,904 spindles. 

In order to evaluate the size of the spinning Division and its 
influence on labor productivity, it is necessary first to see the 
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Table II,I 
Spinning Frames in the Spinning Division 

Model Country Spin- Year Mach. Total 
Manuf. dIes Manuf. Units Spin-

per dIes 
Mach. per 

Model 

Rieter Switzerland 372 1934 24 8,928 
Saco-LOwel U.S.A. 276 1950 76 20,976 -
TOTAL 100 29,904-

Source: Files of Basmahane. 

PAGE 

Per cent 
of Spin-
dles per 
Modal 

30 
70 

100 

significance of size as related to labor productivity in cotton 
spinning mills, and to set an optimum size as far as labor pro-
ductivity is concerned. 

The textile industry, especially spinning mills, requires that 

the superintendent remain in close contact with all the opera­
tions, no matter how far removed from top management they might 
be. Thus, although theoretically there is no upper limit to op­
timum size as far as productivity is concerned, in actual pract' 
when a mill goes beyond certain limits of size, the control of 
operations is more than proportionately complicated and produc­
tivity decreases, because the management does not have complete 
control of the functioning of the larger mill. In the function 
of control, there cannot be a complete delegation of authority, 

because the coordinat~on of all the minute operations and func­
tions is a critical point in the success or failure of a spinning 
mill. Foremen, masters, and section heads, as assistants to the 

superintendent, share the burden of responsibility, but the lat­

ter has to cover the whole range of administrative action. The 

limit of the supervisory capacity of one man, therefore, limits 

the maximum size of a spinning mill. This condition can change 
only when there happens to be an extraordinarily team of men 
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working as a single unit. 

PAGE 

The necessity of close supervision and coordination in spinning 
mills arises from the fact that the activity of a spinning mil~ 
is composed of different operations integrated closely in such a 

way that the product of one operation is transferred to the next 
to be processed further. The success and high productivity of a 

""--."._---_ .. _-._-- --, -- .,-

~ spinning mill, the~efore, is very much dependent upon the constan . - ---
flow of products from one process to another. Any slow-down or 

a complete stop at one stage of operations either as a result of 

material shortage or because of a technical reason not considered 
beforehand, causes the next maChines to stay idle and the prod­
ucts of the sections coming before it to pile uP. The different 
processes are so integrated that the whole mill or diVision works 
like a single unit. Therefore, the supervision of one man is es­
sential to coordinate and control the operation~. 

Another factor contributing to the limitations on the size of a 
spinning mill as far as the productivity is concerned is the 

highly technical specifications of the processes which necessi­
tate some careful adjustments on the machines requiring the skil~ 
experience and knowledge of the superintendent. Most of the 
spinning mills produce more than one type of yarn, expressed in 

"yarnq~tll which is a measure of the width of the cross 
section of the yarn. And one spinning machine can produce yarns 

with different counts when some adjustments are made on the ma­

chine. Also, two yarns with the same count may have different 
twist factors (expressed with alpha)l. This also requires certai 

changes on the twisting and drawing rates of the machines. Fre­
quent changes in the twisting factor due to the changes in the 

demand both for the different kinds of yarns of the factory and 
for the fabrics (which works backward and affects the operations 

lThis will be explained in detail in the section 'Influence of 
Operations' • 
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of the Spinning Division) or new orders. therefore. dictate all 

the operations of a spinning mill to be within the supervisory ca­
pacity of the superl.ntendent in order to malte the necessary shifts 
in the assignment and the adjustment of the machines. 

As to the lower limit of optimum size. as far as labor productiv­
ity is concerned. it is necessary to determine a level after which 
substantial increases in capacity yield almost unnoticable incre­
ments to productivity. Norms established by a firm of American 
consulting engineersl for the productivities of standard spinning 
mills. free from the influence of type of equipment and operations 
when plotted as productivity against size. reveal that after about 

25.000 spindles. the increase in labor productivity for an incr~ 
in the number of spindles is negligible or nonexistent. The posi­
tion of the pOints after whicn the curves :toH.ow a horizontal path 
varies slightly with the kind of yarn and type of equipment. 2 

As stated above. the capacity of Basmahane's spinning Division is 
29.904 spindles which represents a size above the critical point 
below which labor productivity falls more than proportionately 
for a decrease in the number of spindles. Graph 11.1 and Graph 
11.2 show the position of Basmahane's spinning DiVision as far as 
its labor productivity as a function of its size is concerned. 

These graphs indicate that the influence of size of Basmahane's 
Spinning Division on its labor productivity is negligible. In 
other words, the relationShip between labor consumption in a 

struldard mill of a size equal to that of Basmahane's spinning 
Division. and the labor consumption in standard mills of optimum 

lLockwood Greene Engineers Inc •• of New York. 
2Labour Productivity g! the cotton Textile Industry !a Five Latin­
American Countries. united Nations Department of Economic Affaire 
united Nations publications •• New York. 1951. 
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Graph 1:,1 

Laoo~ P¥Oductivity of the Old Standa~ 

Spinning Mills. AS a FUnction of Thei,. 
Size! 
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x- Size of the mill in spindles 
y_ LaDo~ p~oductivity in kg/m-h 
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Note: The lette~s K and C nea~ the count numoe,..s denote 
'ca-rded' and 'combed' ya.,.n, ,..espectively. 

lIbid., p. 128 
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Graph II,2 

LacOr P .... oductivity of the Mode.,.n Standa....u. Spinning 
Mills, As a Function of Thei:!" Size1 
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Note: The lette .... s K and C nea .... the count numbers denote 
'ca .... ded' and 'comced' ya .... n, .... espectively. 

lI"oid., p. J.29 
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size expressed in a ratio is equal to unity. What is done in 

PAGE 

the two graphs is the graphical expression of the fact that the 
productivity of a standard spinning mill of 29,904 spindles iso­

lated from the influences of type of equipment and operations 
does not rise or fall with a significant change in the number of 
spindles. This is true for different kinds of yarn and type of 
equipment. Had the capacity of Basmahane's Spinning Division 
been below the range of optimum size--that is, below 25,000 spin­
dles-, then the ratio of labor consumption expressed in man­
hours per kilogram in a standard spinning mill of optimum size 
and laoor consumption of a standard spinning mill of the size of 
Basmahane would show the percentage of excess labor consumption 

due to the influence of size, that is, the smallness of the fac­
tory. It CWI oe concluded therefore that the size of Basmahane's 
spinning Division has no negative influence on its labor produc­

tivity. 

Influence of operations 

The term 'Influence of Operations' is used here broadly to refer 
to all the low productivity factors in Basmahane's Spinning Divi­
sion, excepting the type of equipment--which will be dis~cussed 
in the following section--and the size of the mill-which was 
shown to have no negative influence. It mayoe stated that the 

causes dealt with under the topic 'Influence of Operations' prin­
cipally include those which can be corrected 01 good orgau1zation 
and internal administration of the factory. However they also 
take in others of equal importance, not covered by administrative 
action, either because they demand the investment of large sums 
(such as for the irreparable deterioration of machinery) or be­

cause they demand upon the joint conditions of the whole industry 
genere~ policy of Stimerbank and the overall economic conditions 

of Turkey. The lack of specialization in production and the qual 
ity of the raw cotton may well be two examples of the last state­

ment. 
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The effect of factors or operation in Basmahane's Spinning Divi­
sion are reflected in both the abnormalities in the output of 
the machinery, no matter what the amount of labor allocated to 
it, and the amount of labor used in order to compensate for the 
factors lowering the volume of production yielded by the machin­
ery. in other words, in order to force production, the manage­
ment chooses to employ a considerably greater amount of labor 
than would be required under normal circumstances. Besides, 
some of the machines are being worked at the highest possible 
speed-which in some cases can no 101~er attaln the standard 
level -, and their period of inactivity is reduced to a minimum. 

That is to say, production is being forced from the machines. 
This practice indicates that a common characteristic of the 

)Turkish industry exists also in Basmahane: To draw the greatest 
j(!advantage possible from the scarce element, namely equipment, 

\at the cost of wastage of abundant facto!', namely labor;and 
also, in the long run, wastage of,the scarce factor, capital. 

However, a numoer of defective manufacturing conditions make 
it impossible to obtain the highest Yleld possible from equip­
ment. These defective conditions both diminish the effiCiency 

of the processes and demand more labol' than normal in order to 
obtain the present rate of efficiency. The efficiency of the 
processes is used here to mean the relationship between actual 
production of the machinery and the theoretical production that 
would be given by the same equipment if it were to ope~ate with­

out any stoppage at the speed assigned. 

In order to evaluate the situation in Basmahane'a Spinning Divi­

sion, it is necessary fi:'st to examine the speed of the machin­
ery to see the significance of the influence of the defective 

manufacturing conditions upon this facto:'. Although the speed 
of the machinery seems to oe a runction of the type of equip­

ment, the present rate and its variation from the thec:n~etical 
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rate are functions of past and present administrative and manu­
facturing policies of the factory. The actual and the standard 
speeds of the machinery in Basmahane's Spinning Division awe 
shown in Tabla 11,2. 

Ta-bla II,2 
Speed of the Spinning Machines in Revolutions per Minute 

(1965 ave~age, and standard) 

Ya~ Type of RPM of Spindles Variance 
Qount Macrdne Actual Standard RPM Per cent 

6 

8 

12a 

12b 

16 

20c 

20d 

20 

30 

30 

Saco-Lowel 
saco-Lowel 

Saco-Lowel 

Saco-Lowe1 
Saco-Lowel 

Saco-Lowel 
Saco-Lowel 
liietew 
liieter 
saco-Lowe1 

5110 
5150 

6292 

7079 
7933 
6503 
8007 
7682 
8424 
8090 

5000 

5000 

6400 

7000 
eOOO 

6400 
8000 
8800 
8800 
8000 

110 
150 

(108) 

79 
(67) 

103 

7 
(1118) 

(376) 

90 

2.2 
3.0 

(1.7) 

1.1 
(o.a) 
1.6 

(12.7) 
(4.3) 
1.1 

Note: (a) denotes yarn produced out of Pick III cotton, 
(b) Pick I cotton, (c) yarn with alpha 339, and 
(d) yarn with alpha 433. 

Source: Files of Basmahane. 

As can be seen from Table 11,2, the nieters, after 31 years of 
service, are far from attaining the standard level in speed. The 

variance is 12.7 per cent in those processing Count 20, and 4.3 
per cent in those processing Count 30, which are not negligible. 1 

The saco-Lowels on the other hand, which are much younger than 

lThese machines may actually be the same ones with their speeds 
ad1usted !l.S they are sh:j.fted fiVom one count to another. 
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the Aieters, can bear speeds higher than the standard levels. 

The Saco-Lowels operate with higher speeds than normal in o~d.r 

to process six out of eight different counts of yarn processed 
by the saco-Lowels. For the remaining two, the speeds are low­
ered by the management to cope with the qualifications of these 
counts. (For example, Count 12 processed at a lower speed than 
the normal is spun out of low quality cotton.) 

The influence of the speed of the machinery upon labor produc­
tivity is self-evident. With the same labor time, an increase 

in the revolutions per minute of the spindles raises the produc­
tion in kilograms proportionately. However, two impo~tant 

shortcomings of this policy set a limit to the degree of in­

creases in the speed of the machinerYi the quality of the yarn 
and the irreparable deterioration of the machinery. Although 

most of the defective manufacturing conditions have a common 
influence on the quality of the yarn produced, the speed of the 
machinery has the highest share because of its effect on the 

actual count, weight and st~ength of the yarn -the three factors 
determining the quality of the yarn. In Basmahane, the quality 

factor has a twofold significance since the Weaving DiVision 
consumes the yaFn produced in the spinning DiVision, and the 

laoo;o pl'oductivity in weaving has a conside~able dependence on 

the quality of the Y~ used. 

The quality of the yarn p~oduced in Basmahane's Spinning Divi­

sion in 1965 is shown in Table 11,3. In the table, the quality 

index is composed of the coefficients of va~iance of the weight, 
st~ength and count of the yaFn produced from their standard val­
ues. Everyday, the samples taken from the daily production are 

tested in the Quality Control Department and eValuated acco~ding 

to the standards. The coefficients then reflect the degree to 

which the physical quality of the yarn conforms to the standard 

quality values. Thus, '1' is 'very good'(same as or very close 
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Table II,3 

!;}\.1ali t;y: of lam Prod\.1ced in lS6~ 

yarn guali tz Index Patio of Actual to 
count Weight strength Count standard {12e'l:' cent) 

6 1 2 3 63.7 
8 1 3 3 82.9 

12 1 3 2 93.3 
12 2 2 3 73.7 
16 2 3 3 64.0 
20 1 3 3 78.8 

20 2 3 3 62.6 

22 3 3 3 53.2 

24 2 3 3 72.1 

24 J 3 4 29.9 

24 2 3 2 78.1 

30 2 3 4 35.5 

30 2 3 3 22.8 
General Quality Ratio 75.3 

Source: Files of Basmahane. 

to the standard), '2' is 'good', '3' is 'mediocre', and '4' is 
'weak'. Accordingly, a general ratio of actual quality to stand­
ard is calculated. This gives in numerical terms the degree of 

quality specifications met in the Spinning 'DiVision. The general 
policy of the establishment being directed to higher quantity 
with coarse~ yarn and fabric, the management seems to be satified 
with the p~esent level of ya~ quality. This fact, therefore, 
acts as another component--related to the speed of the machine~y-­
which should De conside~ed ca~efully in the evaluation of the lev 

el of labor Productivity measu~ed in quantity p~oduced pe~ labor 

time. 

As stated ea,.lier, the management's wish to obtain the highest 

I 



" 

THESIS 
ROBERT COLLEGE GRADUATE SCHOOL 

BEBEK. iSTANBUL PAGE 

possible yield from equipment, that is, to attain the maximum 

degree of efficiency requires the compensation of the influence 
of ce .. tain conditions hinde,..ing this attempt by assigning mO,..tj 

labor to these roachine,..y. The s*udy of Table II,4 will reveal 
certain factors decreasing the efficiency together with some 

clues to other defective manufactUring conditions. 

Table II,4 

Causes of stopPage in the spinning Frames 
(1965 actual, and standard) 

power Interruption 
Motor and Machinery Breakdowns 

General repair and Maintenance 

Cleaning and Oiling 

Shortage of Intermediary Products 
Shortage of Mater~als 

ADsenteeism 

Ad~ustment to Hew Counts 

Idle spindles 
production Loss Due to yarn Brea~age 

Miscellaneous 

TOTAL 
Efficiency of the Spinning Division 

Statistical Discrepancy(f,-) 

Source: Files of Basmahane. 

Actual 
(per cent) 

0.9 
0.1 

0.7 

0.4 

2.4 
0.2 
1.4 
1,1 

7.2 

90.7 
2.1 

100.0 

standard 
ipe" cent) 

0.1 

0.1 

1.5 

1.0 
0.1 

1.5 

0.3 
1.5 
0.1 

6.2 

93.8 

100.0 

First, it should be pointed out that the management has no power 

to control and improve the situation in powe,.. supply. The manag-

ers of the facto,..y are all ve,..y unhappy about the f,..equent unno­

tified electricity discontinuity. The electrical powe,.. supplied 
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by the Municipality often becomes a se~ious handicap for the 
manage~s of Basmahane, as well as fo~ most of the industrial es­
tablishments in Istanbul, The power is sometimes interrupted at 
unpredictable times with unknown durations, It is very rare that 
the Municipality notifies the factories of such a cessation, 

The shortage of electrical power and the inadequate installations 

of Istanbul also pequire the distribution of elect~icity among 

the establishments in a program of shifts and in .,.educed quanti­
ties, Thus, it is not very rare in Basmahane that a whole divi-

* sion o~ a certain number of machines stay idle as a result of 
reduced powe ... supply, 

In addition to the loss of p ... oductive labo~ time, the ~eduction 
of the powe~ supply has anothe ... significant consequence: since 
only some of the machines can ... amain active, usually the balance 
between the p~epa ... ato.,.y spinning p~cesses (such as opening, 
picking, carding and d ... awing) and the final p~ocess, namely spin­

ning, is disturoed, This, in tu.,.n, necessitates the ~eadjustment 
(of the speeds of the maChines, labo.,. assigned to them, and the 

~ ; unit weight of in-p~cess p.,.oducts, all of which affect the lev­

\el of labo ... productivity. 

In 1965, the p ... oduction loss due to powe~ discontinuity was 0.9 
pe- cent, which is not negligible when compa ... ad to 0.1 pe~ cent 
standa-d allowance. Howeve ... , it is ... eadily admitted that this 

facto ... is one of the deficient manufactu ... ing conditions whose 
co ...... ection is beyond the powe ... s of the management of Basmahane, 
but ~equi ... ing a ~adical change in the indust~ial conditions of 

Istanbul and Turkey. 

The p~centage of p~oduction time lost due to moto~ and machine 

orealtdOWllS is not as much as is expected at fi ... st glance in view 

of the poo ... physical conditions and insufficient maintenance of 

I 
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the machinery. As it can be seen in Table 11,4, the time spent 
for general repair and maintenance is almost half of the standard 

time (standard being 1.5 per cent, and actual 0.7 per ctlnt). The 
situation is almost the same in cleaning and oiling (standard be­
ing 1.0 per cent, and actual 0.4 per cent). It is true tbat the 

allocation of less time for the general repair, maintenance, 
cleaning and oiling plays a positive role in the efficiency of 

the division by reducing the stoppage of the machines. However, 
it also indicates that the problem of maintenance vital for the 

machinery already working at full speed, is not being considered 

seriou~ly. The author's personal observations also revealed that 
the physical condition of the equipment and the cleanliness of 

the division are not satisfactory. EccentriC spindles, machines 
off level as a result of holes opened in the cement floor due to 
vibration, parts of equipment covered with a thick layer of muddy 

mixture of oil and cotton dust are not hard to Observe even for 

an ~nexper~enced eye. On the whole, no proper attention is given 
to the problem of cleanliness both in the rooms and the machinery 
though this factor is a very important one 
ess efficiency and high quality products. 

in obtaining high proc 
It is possible that 

the reason for this deficiency lies in the fact that the division 
is active for 24 hours a day, and modern and efficient tools and 

equipment for this purpose are not used. The only process of 
cleaning in the Spinning Divi~ion is the blowing of high-priissure 

air upon the machinery to clean the cotton dust accumulated on 

them and sweeping the floor with brooms. Even this might be more 

effective if undertaken properly ra.ther than done in a hurried 
1 way during lunch hours. 

It cannot be said that the factory has any systematic maintenance 

program, that is, a frequent and regular insptlction of the Machin 

IThe blowing of cotton dust into air and letting it float in the 
air dOtls not solve the problem since the dust lands on the equip 
ment soon if the air itself is not cleaned off the dust. 

I 
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ery and its complete overhauling for repairs, cleaning and adjust 

ment. These conditions are responsiole of course for the poor 
quality of the intermediary and final products, and lowering 

efficiencies in the processes. The result is tha,t the low effi­

ciency is checked, or an attempt is made to cheek it oy increasin 
the number of workers allocated to each machine. 

The time spent for the ad~ustment of the spinning frames for new 
counts constitutes the largest portion (2.4 per cent) of the 

general stoppage duration. This fact reflects another important 

problem of the Spinning DiVision: the degree of product special­

ization. The great Variety of the fabrics woven in the Weaving 
Division and the market demand for different counts of yarn force 

the Spinning Divi8ion to shift its production from one count to 

another very often. Although the division has been founded on 

the oasis of Count 20, the amount produced even of this count is 
lower than 50 per cent of the total ,production. The amounts and 

the percentages to total production of the different counts of 

yarn are shown in Table II,5. 

Table II,5 

guant1t;y: of Yarn Produced in the Year 1962 

Yarn count Kilo~rams percentae;e of Total 
6 55,840 1.3 
8 257,750 6.2 

12 1,211,683 29.0 
16 386,530 9.3 
20 2,054,012 49.0 
22 3,626 0.1 
24 28,084 0.7 

30 1821196 1·1 
TOTAL 4,182,818 100.0 

SourCe: Files of Basmahane. 

-
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The loss due to the lack of specialization is not only the time 

spent in the ad~ustment of the machines for the new counts of 
yarn, but the more important influence for the labor productivity 

is due to the difficulty on the part of the workers of mastering 
the proce~sing of so many types of product. A product is changed 

before the workers utilize their skills gained in processing that 

count. The minimization of the negative influence of that factor 

on labor productivity is possiOle only with a sound programming 
based on reliable demand forecasts such that the total of one 

count is produced w~thout WII ~ntervals. 

The different twist factors of the same count of yarn and the 
use of intermediary products of different quality constitute 
another factor of the same type and equal importance. The twist 
factor of a yarn is the number of twists found in a specified 
length of yarn, usually one inch. As the twist factor increases, 
the strength of the yarn increases.also, while the thickness 
(count) of the yarn remains the same. It is obvious that the 

higher the twist factor of the yarn, the longer it takes to prod­
uce it. This fact is also one of the greatest deficiencies of 

the metnod of measuring Lacor product~v~ty in kilograms per man­

hour or kilogram-number(count) per man-hour. In 'ooth of these 
methods, the twist factor of the yarn is not taken into consider­

ation. 

Among the products of Basmahane's Spinning Division, count 12, 

20, 24, and 30 have usually two different twist factors. However 
the quantity produced for each count is given with no consider­

ation to that factor which as a result affects the level of labor 

productivity calculated. It should be readily stated here that 
the problem is not to increase the laoor productivity artificiall 

by revising the method of measurement. It is intended here to 

deal with the twist factor in the same manner as the different 

counts of yarn, since the influence of a variety of twist factors 
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on labor productivity is similar to that factor. The workers 

has to gain new skills, and the machinery should be stopped fre­
quently in order to ad~ust the frames and the speed, which all 
exert a negative influence on labor productivity. 

production loss as a result of idle spindles is a function of 
the numoer of spindles or maChines aSSigned to one worker, and 
the interplant transportation. A worker (called doffer) takes 
out the full cones and puts them into a Ducket. He then replaces 
empty cones on these unloaded spindles. During this interval, 
a certain amount of production loss occurs while the spindles' 

revolve empty. If the machine tender is not supplied with empty 

cones in time, this loss increases. Of course the machine layout 

training of workers and the determination of work-loads are equal 
ly importani~ The empty cones are carried in plastiC buckets oy 

~ DaYS and put into the boxes near the machines. The maChine 
tender takes them from the oox and. replaces them on the empty 
spindles. He then puts the unloaded cones into another bucket, 

which is replaced by an empty one when it is full. 

Although the production loss from idle spindles is small (0.2 per 
cent) in Basmahane's Spinning Division, its importance, which is 

no' reflected in this measure, lies in the fact that the policy 

of the estaolishment is to use more labor to attain higher degree 

of efficiency. Theoretically for example, if a worker is assign­

ed to only one spindle, and a can 'ooy to each worker, tbe loss 
from the replacement of cones would be zero. The problem is to 

maximize the numoer of' spindles assiglled to each worker and to 

minimize the number of can boys by utilizing them .ost efficientl • 

lThese factors are mentioned here only within the scope of their 
influence upon the production loss as a result of the spindles 
revolving unloaded. !r.bJY will De dealt with in detail in the 
coming sections. 
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(The first pa.rt of the problem is a function of all the factors 

discussed so far and those which will be discussed in the follow­
ing pages). The buckets used in the spinning Division seemed to 

be of the type and size which were found to ·be available in the 

market. The optimum size and the ease of handling were not much 
considered although a great deal of labor could be saved by a 
small change in the size of the buckets. For example, a bucket 

which can take in 20 more cones enables a can boy to carry a 100 
more cones in five tours. If small wheeled-carriers are used 
instead of buckets, the service will need much less effort and 

time. The doffer who replaces the full cones could also be sup­
plied with a basket in which he could carry the cones. This 
would be more efficient than carrying them by hand and therefore 
walking the distance between theooxes and the spindles several 
times more than necessary. Putting the boxes on stools a meter 

high would also save the worker from bending in order to reach 

for the cones. 

The last and one of the most important factors influencing the 
efficiency and the labor produc.l.vi ty ot· the divisl.on is the 

production loss due to the yarn breakage. Constituting the second 

highest percentage among the causes of machinery stoppage (1.4 
per cent), it reflects the combined influence of all the defi­

cient manufacturing conditions within the division. The factors 

affecting the frequency of yarn breakage start even before the 

cotton is picked in the fieldS. The quality of cotton is natural­
ly one of the most important determinants of the quality of the 

final products and labor productivity. 

The cotton processed in Basmahane is supplied mostly from seyhan, 
Antalya, and Ege regions. Although the standards set for the 

factory dictate the raw cotton to be of three specific types with 

certain qualifications, in 1965, 19 kinds of cotton were used as 

raw material for the yarn produced. 
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The staples of raw cotton, in order to make strong yarn, should 

meet certain qualifications. Their length should be between 1 

and 1 * inches; Shorter staples is the main cause of the fre­
quent yarn breakage. Therefore it necessitates higher twist fac­
tors which lowers the laoor productivity of the div1s10n. MOTe 

man-hours Oecome necessary for producing the s~e kilogram of 
yarn. 

The thickness of the cotton staples is another factor to be con­
sidered. The thirmer the staples, the better is the yarn pro­
duced. The ripeness of the cotton and the color of the staples 

also contribute to the quality of final products. As the cotton 
ripens, the hollow part in the staple widens. this in turn pro­
vides a softness which raises the value of the cotton. Bright­
ness of the staples makes the yarn and the fabric to be more 

accepta'ole, propensity to curl in the staples provides a great 
advantage during the production Of. yarn since the whole process 
is simply the twisting of the cotton staples until the required 
thickness is achieved. The first two processes before the twist­

ing starts, namely picking and carding are naturally influenced 
'oy the degree of impurities in the raw cotton since these two 
processes are for cleaning the cotton from these impurities. 
The frequency of yarn breakage is greatly influenced by the degre 

of impurities still remaining in the final processes. (The qual­
ity of the fabric is also a function of the impurities in the 
yarn). Elasticity of staples and humidity of raw cotton are the 

two most important :tactors among all the otheTs. Theoreakage 
or ya~ is mostly dependent upon these two factors. The higher 

the elasticity of staples, the stronger the yarn oecomes, and 
the higher the humidity of raw cotton, the lower is the quality? 

IMuhittin pekdil, op. cit. 
2Ibid . 
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B8.smahane is not equipped with modern tools and equipment to 

measure and evaluate all the qualifications of cotton stated 

above. Therefore, it has to rely on the fingers, eyes and per­

sonal eValuation of certain managers--who have Oecome experts 
through experience-- sent away to the cotton regions of TUrkey 

for biddings. EVen when cotton is found to oe muc!! lower than 

the standards, the management is sometimes forced bJ the market 
and administrative conditions to buy it~ 

As stated in earlier section, the quality of yarn manufactured 
is determined by its strength, weight, and uniformity in count. 
And all the factors mentioned above (except color) have an influ­

ence upon these three components of quality. Together with the 

production loss due to yarn breakage, the importance of the qual­

ity of raw cotton as far as labor productivity is concerned grows 

larger. 

Humidi ty is not only OI· importance when the COttOll is not yet 
processed. It becomes more significant during the processes 
since maintaining the level of humidity in different sections of 

the plant within narrow limits which vary according to the proc­

esses or group of processes, is a vital condition fOT the textile 
industry. Hum~dity affects the strength, softness, propensity 

to curl and elasticity of the fibers. It also prevents their 
getting charged with electricity due to friction, which makes 

them tufty. Consequbntly, the frequency of yarn breakage and the 

quality of products are alSQ affected by humidity. 

The humiducts in the Spinning Division are inadequate to maintain 

the level of humidity within the d~vision at the required level. 

lThe administrative conditions mentioned here may be the result 
of political forces upon Stimerbank, which is then passed on to 
Basmahane. 
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The average for 1965 was 52 per cent, whereas the Qptimum level 
of humidity for spinning mills is 60 per cent~ 

The production loss due to the yarn breakage given as 1.4 per cen 
of the theoretical production of the machinery reflects a very 

small portion of the influence of this factor on labor productiv­

ity. The real significance lies in the fact that the work-loads 
and consequently the number of spindles assigned to each worker is 

a function of the frequency of yarn breRkage. The function of a 
machine tender is largely to check the spindles and connect the 
ends of broken yarn. The machine layout is then determined in 

order to minimize the distance walked by the worker and the loss 

from yarn breakage, and to maximize the number of spindles under 
his control. 

The machine layout of the Spinning Division is largely according 
to the specifications or the firm from which the Saco-Low~ls were 
purchased. However, this does not mean that this policy provided 
the optimum operating conditions. Because of the deficient manu­

facturing conditions stated so far, the management could never 
have assigned the hypothetical number of spindles to each worker, 
and thus, the position of the machines and the machine tenders 

is totally disturbed. It is only since the beginning of 1965 
that the management started to work with modern methods of time 

and motion studies on a limited number of machines and counts of 

yarn to determine the work-loads. As a consequence, the m~~age­
ment is now thinking of rear.ranging the machine layout accordingly. 

lAbmet !1mive,..i, op. cit. 
Muhittin Pekdil, op. cit. 
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~Ype of Equipment 

PAGE 

The 8928 Rieter spindles in the Spinning Division of Basmahane­
constituting 30 per cent of the total-- date bac~ to 1934. The 

Saco-Lowels, adding up to 20,976 spindles were installed in 1950. 

The Rieters, having been in operation for 32 years, are always a 

subject of joking among the managers and a matter of grievance 

among the workers. The breakage frequency of the yarn, and eccen 
tric spindles are higher in the Rieters than in the Saco-Lowels. 

Therefore the spinners, assigned to the Rieters always demand a 

higher allowance for breakages, flaws, and the variance between 

the standard and the actual thickness of the yarn. The spindle­

setters and the tape-men-repairing the broken tapes driving the 

spindles in the Rieter spinning frames- are also reluctant to 
accept overseeing the given number of spindles. 

In 1964, the engineers of the factory tried to modernize the 
drawing systems of the Hieters. EXperiments undertaken on two or 
the Rieters to increase the revolutions of the spindles from 8000 

to 10,000 per minute, did not give satisfactory results due to 
the low quality of the cotton used, unsatisfactory producti9n of 
the preceding proeesses, and the increase in the eccentric revo­

lutions of the spindles as a result of high speed. Consequently, 
the idea was given up. At present, the management strongly be­

lieves that any effort to partly modernize the machinery in the 

Spinning Division will be in vain because of the antiquated con­

ditions of the machinery, the low quality of raw cotton, and the 
necessity of maintaining the balance among the different processe 

within the division. Therefore, the idea of replac~ng the multi­

process pickers with one-pr.ocess pickers, low capacity bobbins 
with high capacity bobbins, standard draft systems with high­

speed draft systems are all given up. The only effort of the 

I 
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management in this respect was using reels four centimeters long­

er than the old reels. This change increased the average weight 

of the yarn on each reel from 90 grams to 110 grams, thus reduc­
ing the efficiency loss in replacing the full reels. 

Eccentric spindles within the Spinning Division are a common 
problem of both the managers, masters, and the spi~~ers. poor 
physical conditions of the spinning frames are best reflected in 
eccentric spindles. Moreover, spindle-fixing is one of the jobsE 
the division requiring high skill and experience. The control of 

the spindles is done by eyes and this necessitates highly quali­
fied masters. Basmahane has difficulty in finding such workers 

due to the reasons which will be explained in the section dealing 
with the recruitment policy of the estaOlishment. Moreover, 
these skilled masters are the first ones leaving the factory as 

soon as they find a chance to transfer to other textile factories 
with better conditions, or go to Wtistern Europe. 

Machines off level in the Spinning DiVision constitute another 

important defective manufacturing condition as far as the equip~ 
ment is concerned. However, the correction of this situation 
requires l~ge investments in order to completely reconstruct 
the floors of the division. The management therefore, can only 

take temporary mell.sures to bring the machi.nes to level. However, 
at present, it is still easy to find off-level machines in the 

division. 

The maintenance, oiling and the cleaning of the machinery in the 
Spinning Division are not undertaken properly. The fixing of the 

combs in the carding frames is inadequate due to the lack of 
qualified personnel. There are in total 116 combs in the divisio 
and every working day one comb is adjusted. This means that 

each comb is fixed only twice Il year, which is far from oeing 

I 
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sufficient for such old machiner~ The working of the carding 
frames with unadiusted combs result in the cotton's containing 
tufts, seeds, and other foreign material, and the fiberfl not be­

ing parallel to each other as required. 

Although the oiling of the 'frames in the Spinning Division is 

easier than it is in the Weaving Division, the cotton dust land­

ing on the oiled parts of the machinery necessitates more fre­

quent cleaning and oiling which are not done properly dutJ to the 
lack of strict control by the masters and fortJmen on the oilers 

and cleaners. The auther's personal observations revealed that 

the oilers and cleaners getting paid on time basis require more 

control and incentive to carry their jobs properly. 

\ 
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CHAPTER III 

TECHNICAL FACTORS AFFECTING LABOR PRODUCTIVITY IN THE 

WEAVING DIVISION 

PAGB 

The task performed in the Weaving Division and the problems 
concerning labor productivity resemble those found in the Spin­

ning Division in the sense that the operations constitute an in­

tegrated flow of several processes whose success is dependent on 

each other's performance and the quality of their products. Cer­
tain manufacturing conditions which 'influence the level of labor 

productivity in the Spinning Division are also found to be influ­
ential in the weaving Division. It is therefore found convenient 

to follow the same pattern of analysis in this chapter also • 

Size -
¥ The size of weaving mills is measured in number of looms. A1-

thQugh there are a great variety of looms varying especially in 

width, expressing the size in numoer of looms is considered to be 
an appropriate measure, since the type of machines does not have 

a significant influence on the intensity of the organization of 

operations. 

The type and the number of looms in Basmahane's weaving DiVision 
are shown in Table III,l. All the looms are model ~, with 

certain variations in the degree of automation and size. 



Type of Loom 
BA 

BAL 
DRAPER 

:au 
:auw-~ 

BAV 
BUV 
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Table III,l 

Looms in the weaving Division 

Characteristics Year Manufactured 
Light automatic 1933 
Light automatic 1933 

1950 
Shafted 1933 

1933 
Heavy automatic 1936 

1936 
TOTAL Looms 

Source: Files of Basmahane. 

PAGE 

units 
60 

120 

175 
25 
15 

40 
20 

455 

As was done in the Spinning Division, the influence of size of 
the Weaving Division on labor productivity was determined by 
locating the size of Basmahane's weaving DiVision, 455 looms, on 
the curves formed by plotting the level of le.bor productivity 
in standard hypothetical mills of various size--free from the 
influence of operations~,against labor productivity. It is seen 
in Graph III,l and Graph III,2 that the lower limit of the range 

in which the productivity increase is negligible for a change in 
size, lies around 500 looms. The situation is the same both in 
the modern and in the old standard weaving mills, which indicates 
that the type of equipment has no influence in the laoor produc­

tivity of the weaving mills !! ~ function gl their ~~. It 
;It should also be noted that the !2!1 of fa'oric does not change the 

picture. 

The size of Basmahane's weaving Division falls 9 per cent below 

the lower limit of the range of optimum size, tf the lower limit 

is taken strictly as 500 looms. However, it is more ~ealistic 

\ 
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GTaph III ,1 

Labo,.. PrOductivity of the Old Weaving Mills, 

As a Function of Thei- Sizel 
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lIbid., 128 
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Graph III, 2 

Labo~ P~ductivity of the Mode~n Weaving Mills, 
As a Function of Thei~ Sizel 
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lIbid., p. 129 
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to take this limit as a range rather than one single value, which 

as can be seen from the graphs may well include the size of Bas­

mahane's weav~ng Division, namely 455 looms. The respons~veness 

of the laoor productivity to changes in size tends to diminish 

at about 400 looms in the modern standard weaving mills, and 350 
looms in the old standard w~aving mills. It is therefore iusti­

fiable to consider the size of Basmahane's weaving Division to 

have no negative or positive influence on the level of laoor 

productivity. Had the size of the factorY been within the range 

in which an increase in size yield substantial increments to 

productivity, then the ratio of laOor consumption expressed in 

man-hours per kilogram in a standard weaving mill of optimum size 
and labor consumption of a standard wea.ving mill of the actual 

size would show the percentage of excess laoor consumpt~on due 

to the 1nfluence of size, that is, the smallness of the weaving 

Division. 

Influence of Operations 

All of the yarn consumed in the weaving DiVision is the produC­
tion of the Spinning DiVision. Taking into account the fact that 

the success of operations in weaving is largely a function of the * quality of the yarn used, it can be stated therefore, that the 
causes of low productivity in the Spinning Divis10n are also par­

tially responsible for the low Productivity of the weaving Divi­

sion, in the sense that these factOrS are transferred to the 

Weaving Division inherent in the low quality of the yarn. Beside 

most of the defective manuf8.ctur~ng condJ. tions found in the Spin­

ning Division are also Present in the weaving Division, which 

lower the efficiency and the labor productivity of this division. 

The significance of the influence of the speed of the machinery 

was explained in the previous chapter. The general policy of 

the management to draw the greatest advantage possiole from the 

• 
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scarce element, namely equipment, at the cost of 

abundant factor, namely laoor, is also affective 

Division. Table 111,2 is indicative of the fact 
tion is being forced from the machines. 

wastage of the 

in the weaving 

that the produc-

Type of 
Looms 

BA 

BAL 

DRAPER 

BU 

BUW-4 
BAV 

BUY 

TaDle III ,2 
Speed of the Looms in ~evolutions per Minute 

(1965 average, and standard) 

~M Variance 
Standard Actual Nume,.ical PeT cent 

175 177.8 2.8 1.6 

180 189.8 9.8 5.4 

187.7
a 

186.2 (1.5) (0.8) 

130 138.6 8.6 6.6 

130 138.5 8.5 6.5 

152 152.5 0.5 0.3 

142 147.6 5.6 3.9 

Note: (a> 187.7 is the weighted average of two different 
standard speeds, 182 alld 190 RPM. 

Source: Files of Baemahane. 

As canoe seen from Table 111,2, the speeds of the looms are 
higher than the standards, except in the case of Drapers wnere 

the speed is lower. Although the difference is as small a per­
centage as 0.8, it deserves fUrther analysis under the light of 
the fact that the purchasing (and manufacturing) date of the 

DraperS is 1950 whereas all the otherS date back to 1933 and 
1936. The significance of this difference lies in the fact that 

~the relatively more modern looms, in order to op~ate efficientl~ 
require high quality and unifo~n yarn, and the Produce in the 
Spinning Division~of the factorY does not meet these qualifica­

tions. The importance of the influence of the low quality of 

the yarn becomes heavier when one considerS the efforts of the 
management to get the highest yield possible from the machinery. 
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The frequency of the breakage of the warps and fillings become 
so high that the managers choose to operate the DraPers even 
lower than the standard speeds whereas they raise the speeds of 

the others to higher revolutions per minute at the cost of ~ 
rise in the loss of efficiency due to machine and motor break­
downs. fhe loss of efficiency as a result of this factor con­
stitutes 2.2 per cent of the hypothetical capacity of the divi­
sion calculated on the oasis of continuOl.ls operation of tile ma­

chinery at the given speeds. This 2.2 per cent, coming third in 

impOrtance among the causes of loom stops is, not of a negligible 
magnitude when compared to the other cal.lses of efficiency 1088 
given in Table III,3. 

Table III, 3 

causes of stoppage of Looms 

(1965 actl.lal, and standard) 
Actual 

(per cent) 

power Interrl.lption 
Machine and MotOr Breakdowns 
General eepair and Maintenace 
Cleaning and Oiling 
ShOrtage of Beams 
ShOrtage of Materials 
Aosenteelsm 
Breakage of warPS 
Breakage of wefts 
Change of Beams 
unloading eaw Cloth 
Eliminating TOrn Cloth 
Miscellaneol.ls 

TOTAL 
Efficiency of the weaving Division 
Statistical DiSCrepancy (f,-) 

SOUrce: Files of Basmahane. 

0.3 
2.2 
1.0 
0.5 
0.2 

0.4-

5~4 

7.6 
0.3 
0.1 
0.1 
0.3 

18.4 
82.1 
(0.5) 

100.0 

standa,.d 
(pe,. cent) 

0.1 
1.8 

1.0 
0.4 
0.3 

-
5.0 
7.0 
0.4 
0.2 

0.4 

16.6 
83.4 

100.0 
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Power interruption in the weaving Division causes a 0.3 per cent 
loss of efficiency whe~eas the same loss is 0.9 pe~ cent in the 

Spinning Division. This indicates tlJat when electrical power is 

supplied to the factOrY in reduced quantity, it is usually made 
available to the weaving Division rather than to the Spinning 

DiVision. This is because the difference in the capacities of 

the two diVisions is in favor of the Spinning ~ivision. The 
weaving Division can only consume, on the average, 70 per cent 

of the total yarn produced in the Spinning Division. In 1965, 

out of 4,182, 818 kilogram of yarn produced, 2,857,444 kilogram 
(68 per cent) was consumed by the weaving ])ivls~on, and the 

remaining 1,325,274 kilog~am (32 per cent) was sold in the form 
of yarn. Thus, the management chooses to let the Spinning Divi­

sion stay idle in the case of a compulSOrY te~ination of opera­
tions due to the shOrtage of power. 

The loss of efficiency due to the machine and motor breakdowns, 

and general repair and maintenance, 2.2 and 1.0 per cent respec­
tively, is indicative of the fact that the Practice of looking 
after the equipment in an emergency is mOre frequent than the 

adoption of any Preventive meaSUres. The management ~s gratel'ul 

to the loom-fixers who, by their fast service, Prevents the effi­
ciency loss due to breakdowns from being several timea mOre than 

it is at Present. 

The frequent breakdown of machines in the weaving Division is * obviously a result of long service life and higher than normal 
speeds, together with a maintenance service far from being suffi­

cient to counteract the influences of the bad mamifacturing con­

ditions. 

Cleanihg and oHing, although there is less ootton dust than in 

the spinning Division, is not done properly in the Weaving Divi­
sion. This belief is based on personal observations rather than 
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the inte!'pretation of the figures related to the causes of stop­

page of the machines. The rooms and especially the looms are 
verY dirty, and the divJ.sion is nOli equipped with modern and 

efficient tools and equipment fo!, cleaning. Oiling, which is 

pe!'haps several times mOre impOrtant than cleaning, is also in­
sufficient due to a lack of well-programmed oiling system. The 

loom tendeTs who do not want to be interrupted by the oileTs 

(whose arrival times are random), and send them away asking them 
to come late!'. 

neglected, and, 
As a consequence, the oiling of the machines is 

this in tu!'n contTibates to the high fTequency 
of machine breakdowns. 

ShOrtage of beams, changing of beams, and unloading raw cloth 
are the three factoTs which result in relatively negligiole per­
centage of efficiency loss. However, careful examination of the 

situation within the factOrY revealed that the true cont ... ibution 

of these factOrS to the low labor productivity of the division is 
much highe ... than what the figures in Table 111,3 show. These 

three factOrS are those whose influence upon efficiency is the 

'easiest' to compensate by assigning mOre labor. This is another 
symptom of the management's policy which is to use the abundant 

factor, namely 1aboT, generOusly in order to minimize the loss 

of efficiency of the machines. 

shoTtage or oeams is laTgely due to the low capacity of the waTP­
winding fTames. ThTee of the six waTP-winding fTames have oeen 

equipped with primitive wooden bobbin-stands in ordeT to inCrease 

the numbeT of warps that canb be wound onto a beam. The warp­
boobins on these wooden stands are unwound only by the yaTn's 

being dTawn by the waTP-winding frames, whereas the fTames' own 

bobbin-stands help the bobbins revolve with a steady speed. The 
non-l.Inifo:rm unwinding of the ya)"lls f ... om the wooden oobbin-stands 

cause the loose yaTns to twist to each otheT. This in tUTn 
slows down the operations, inc ... eases the b ... eakages, and ... equires 

, 
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one worker on each side of' the stand to untwist the mixed-up yarns 

all deCreasing the laboT PTOductivity of' the division. EVen the 
allocation of two excess workers to each warp-winding frame __ 

which makes six workers in each shift and 24 wOrkers in a day-­
cannot PTevent the loss of 0.2 efficiency, due to the shOrtage of 
beams. 

The Production loss fTOm shOrtage of beams, changing of beams, and 
unloading Taw cloth is also due to the large variety of fabric 

produced in the factOrY. Except fOr ve~y f'ew of the types of 

cloth woven, the varieties of cloth are PTOduced in small quanti­

ties at different times. This :results in the frequent changing 

of beams and frequent unloading of the raw cloth, sometimes even 
befOre the raw cloth beam is full. The excessive variety of cloth 

shown in Table 1I1,4, necessitates a larger number of beamers, 

beam carTiers, and raw cloth unloaders, although the loss of effi­

ciency due to these factOrS is minimized. 

The lack of specialization is pe,.ha.ps a mOre significant factOr 
lowering labo ... Productivity, than the loss of efficiency due to 
machine stoppages. The loom tenderS, no matteT how skilled they 

a~e, cannot get the advantage of their skill and expe,.ience as a 

result of frequent variety changes. Consequently, the number of 

machines per tender remains low. 

The number of machines peT tendeT is also a function of wa~p and 
weft bTeakage f~equency. The low-quality, non-unifo~ yaTn with 
defective twisting and winding, togetheT with the high speeds o~ 

the machinerY, yield a ve~y high breakage frequency, which ~esults 
in 13 pe~ cent efficiency loss in total (5.4 pe,,:, cent fo~ wa~p 
and 7.6 peT cent for weft). This is about 70 pe~ cent of the 

total stoppage time of the machines. The bTeakage of wa~ps and 

wefts ·being Tandom, the high f:requency of ya~n bTeakege Tequi~es 

the assignment of only a f'ew machines to each tende~, so tha.t he 
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®~able III,4 

Types of Cloth Woven in Basmahane's Weaving Division 

Catalogue 

No. 
111 

117 

131 

133 
137 

252 
330 
333 
335 
335 
491 

503 
504 

506 
902 

930 
931 

932 
952 
952 

'fype 

of Cloth 
Kl.ll.f1l.k 
Ambalaj1l.k 
Nevresilll1ik 

Kasar1l. Bez 
Kaput Bezi 

Yelken Bezi 

Dar Hasse (90 em.) 
Wz pazen 
~i§ Hasse (140 em.) 

1'?esmt T-1 
otoman 

Tu1bent 
TUlbent (seyrek) 

Astar1l.k-~enkli patis 
To:rball.k 

Tulumluk 

BTandall.k 
pOTta tif Qadl. ,..ll.k 
Er e1biseligi 
Me:rse:rize KM KaSal" 

Diger1er i 

TOTAL 

Mete:!,s 

Produced (1965) 
17,731 

173,735 
107,333 
149,145 

2,643,561 
86,414 

,845,765 
1,914,942 

474,242 
312,898 

142,262 

871,141 
868,730 

2,035,169 
57,720 

1,576,003 

76,827 
299,330 

1,898,926 
353,868 
986.747 

16,956,299 

Source: Files of BaslIlshane. 

percentage 

of Total 
0.1 
1.0 
0.6 
0.9 

15.6 

0.5 
5.0 

12.3 
2.8 
2.0 

0.8 
5.8 
5.8 

12.7 
0.3 

10.3 

0.6 
1.7 

12.1 
3.1 
6.0 

100.0 
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can see the broken yarn, stop the loom, piece up the broken ends, 
restart the loom and not miss other breakages happening at the 
same time in the other looms. Time and motion studies having 

been undertaken only since the beginning of 1965 are not suffi­
cient to assign the optimum number of machines to each worker. 

The resentment of the WOrkers to any inc~ease in the nu~ber of 

looms assigned also puts the management in ad difficult posi ti'on. 
It should also be remembered that a satisfacto~y job analysis and 

determination of work-loads with such a great va~~ety of yarn and 
faoric is a very difficult task. Until the beginning of 1965, 
the management could have dete~ined the WOrk-loads fOr only six 

types of fabric produced on the Drapers. 

Humidity also plays an impOrtant role in the breakage frequency 
of the warPS and wefts. Although the weaving Division is equipped 
with high-capacity humidmcts, the rate of humidity stays on the 

average at 50 per cent, whereas the 'optimum ~ate is 65 per cent. 
The lack of maintenance of the humiducts and opening of the win­
dows by the workers during the summe~ months p~event the mainte­
nance of the standard humidity rate within the division. This, 
in tUrn, decreases the strength of the yarn and consequently in­

crease the breakage frequency. 

Lighting has an influence upon labOr productivity by affecting 
the sight of the workers who have to see the yarn breakages in the 

machines, pick up the broken ends and piece them up. Although the 

looms stop automatically in case of a warP Or weft breakage, the 
loom should be well-lighted so that the tender spends less time 

and effo~t to undertake the necessarY operAtions. Lighting in the 
weaving Division is verY poor, with insufficient incandescent 

lamps. only in the offices are the flue~esant lamps available. 

The influence of the weak lighting is reflected in the quality of 

the raw cloth, rated according to the number of flaws per meter. 
(It is not meant here that the low quality of raw cloth is the I 
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r~sult of insufficient lighting only. But lighting is one of the 

factOrS influencing the quality). Table 111,5 shows the g~ding 
of cloth Produced in 1965. 

Quality 

1 

2 

3 
Disca:rded 

Table III,5 

Gradirg of Cloth Acco..-ding to 
Humee.,. of Flaws It Contains 

(1965) 

Pe!'Centage of Total 
Actual standaTd 
82.2 85.0 
14.1 14.5 

2.7 0.5 

1.0 

Sou!'Ce: Files of Basmahane. 

These percentages are calculated by comparing the number o~ ~laws 

per meter with standa:rd figures. EVen if th~ standards ar~ con­

sidered to be nOJ"lllal, one meter of cloth in everY 100 mete,.s is 
disca:rded due to too many defects, 2.7 meteTs is of verY poor 
quality, 14.1 meteTs contains compa,..atively less numoer of defects 

and only 82.2 meters can be graded as the first quality. Conse­
quently, it is obvious that the labor productivity of the weaving 

Division will be much lower than its pTesent level if mOTe weight 

is given to the quality factOr by the management. 

TyPe of Equipment 

Out of 455 looms in the Weaving DiviSion, 220 dateoack to 1933, 
60 to 1936, and 175 to 1950. In other words, 61 per cent of the 

looms are antiquated, and the remaining 39 per cent is relatively 
newer, but cannot be called modern. Mor~over, the looms are worn 
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out due to working with higher than normal speeds and the lack 
of an extensive maintenance p~gram. 

The looms in the weaving Division do not have slashers with au­

tomatic controls. It is therefore necessarY fOr the machine ten­
der always to keep an eye on all the looms unde~ his control so 
that he can notice the abnormalit~es in tne position of the shut­

tles and the beating of the slashers. This in tUrn decreases the 

labOr Productivity by limiting the numoer of looms each tender 
can be assigned. Besides, the low quality of tne shuttles made 

in Basmahane's own Mechanical Division increase the frequency of 

ya~n breakages, especially of the warps. 

The capacity of the looms do not allow the use of loom beams 

with flanges of large diameter which automatically increase the 

amount of warP yarn wound on the beams. 

Apart from these deficiencies which can only be COrrected by a 

* complete modernization of the maChines, there are certain other 

factors whose influence on the labOr Productivity can be elimi­

nated by managerial action not requiring high costs. Cleaning 
of the machinerY - as was discussed before -- is not undertaken 
properly which affects the operation of the machines and the 

quality of the fabric. Oiling of the looms is also a factOr pre­

venting the p~per functioning of the machinerY. The machine 

tenderS are reluctant to let the oilerS lubricate the looms, 

since they have to stop the machinerY and lose frOm their prO­
duction. On the other hand, verY few of the oilers are skilled 

enough to oil the looms without having tnem stopped and without 

oiling the cloth on the looms. The cloth's getting dirty is 

another reason fOr the weave~' aVerSion to the oiling of the 
machines. This can be overCome by a strict control of the mas­

ters who can see to it that the oiling of the machines ts PrOp­

erly undertaken. 
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In the Weaving Division, contrarY to the situation in the Spin­
ning Division, the influence of the type of equipment on labOr 
consumption is of considerable importance. FOr the looms,ooth 

the differences in the output per machine unit fOr old and mod­
ern equipment, and the difference between the minimum labor 
requirements of each type of machinery bea~ great significance. 
MOreover, the maintenance and repai~ of the looms, togethe~ wit" 
their adjustment fOr new sOrts of fabriC require mOre technical 
skill and labOr time than the spinning frames. It can be con­
cluded therefOre that the type and Present conditions of the 

machinerY in the Weaving Division are to a great extent respon­
sible fOr the low productiVity of the division. 
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CHAP~ IV 

ION-TECHNICAL FACTO~S AFFEC1'ING LABOR PRODUCTIVITY IN 

BASMAHANE 

, 
(, PAGE 

The technical causes of low laD or Productivity and their cont,.ol 

are langely a function of the Organizational and ma~agerial 

structure of an establishment. It is therefore considered to be 

a necessity to study the non-technical aspects of the Proolem 
o~ labor Productivity in Basmahane. 

FOrmal Organization and Managerial structure 

The facts revealed by personal observations and interviews show 

that the managerial structure and the formal Organization of 
Basmahane have a considers.ble influence upon the factorY's laoor 

~ prOductivity, directly, by affecting the morale of the WOrkerS 
and indirectly, by the laCk of full assessment of the influence 

. of technical factOrS on labOr Productivity. 

.>( 

The following facts are notable as the causes of defective man­
agerial structure of Basmanane: 

i) There are large gaps among the managerial levels of the fac­

tOrY, which result in poor delegation of authOrity, and reluc-
tance in accepting responsibility. The top memberS of the Or-

ganization, the president, and the administrative and technical 

Vice-Presidents, find it necessary to keep their subordinates 

I 
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under close supervision, whichin turn, keeps them °DUSY with 

minor details. This naturally prevents them :f-rom dealing with 

executive Problems of higher importance. As a result of this 
attitude, their subordinates are reluctant to accept responsi­

bility and they cannot take decisions and actions to solve even 
~small problems. The lack of initiative and the fear of their 

superiors force them to take trivial matters to their superiOrs, 
and consequently a lot of paper-work slows down the adm~nistra­
tive operations. 

The lack of delegation of authOrity and responsibility is a 
result of the combination of various factOrS. First of all, the 

managerial education and skill of the white-collar wOrl!:erS a,..e 
inadequate. The executives do not have a common baCkground of 
education and understanding of the business. some do not have 
any experience and knowledge in administration, and some in 

technical aspects of textile industrY. 

ii) There is still an autocratic understanding among the manag­

ers. A militaristic attitude and false ,..espect of the suoordi­

nates toward the superiors prevail in the factorY. The lack of 
* free exchange of ideas in this medium, prevents the communica­

tion of a true pictUre 01 tne :L°ac"torY to the Ill-gner execl.lt~ves. 

It nas Dean stated by most of the younger managers that the 

situation is worse in the formal meetings. 

iii) Not all of the managers are familiar with modern managerial 

;1.0 techniques. VerY few of the managers have acquired the know1e~ 
and experience to apply skillfully the techniques such as time 

and motion studies, rational determination of work-loads, job 
evaluation and merit rating. However, it would not De fair not 

to mention that most of these notions are put fOrward in the 
general policy of Siimerbank estaODlishments. But in Basmahane , 

very few of the personnel seem to appreCiate their impOrtance, 

I 
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and lack of qualified managers Prevents their successful appli­
cation. 

iv) The,..e is a lack of manage,.ial motivation. It is appartlnt 
that most of the manage,.s have a 'it is none of my business' 

Jattitude toward the p....oblems of the establishment. Afte,.. all, 

they ,.eceive their salarY, no matte,.. what the financial situa­
tion of Basmahane is. EVen the payment of bonuses, supposedly 

to most efficient personnel, has oecome an integ ... al pa.,.t of the 

;I.. salarY, ~aid to everY manager wi thou t any exception'~ 

There is also a deficiency of promotional procedUre in Basmahane 
.c None of the managers seem to De .certain whether Or not they a,.", 

going to be promoted, and if so, when. There is a gene,.al 
tendency to believe that those suppo.,.ted from outside with othe ... 

reasons than good qualitications are p....omoted instead of those 
who have actually dese,..ved it. 

r , The salarY levels of SUmerbank in gene,..al ar'" lowe ... ~han those 
of compa,..ative private firms. Consequently, the manage.,.s who 

find a oetter paid job outside, leave their post without any 
loyalty to their original firms~ During the COUrse of this 

investigation, for example, fOur top executives of Basmahane, 
two of whom were successively the Chief of the planning Bureau, 

transferred to other firms. 

v) There is still a wide,. gap between the manage,..ial level and 

the manual wo ... kers. It will not be an exagge,..ation to say that 
there is not any coope,..a.tion oetween the two g ... oups. Tile WO,.Ke,.. 

t is accepted as just another facto,. of p,.oduction. The ... e is no 
the wo,.kerS 

inte....action 
~oint consultation Or any othe,. occasion in which , 
and managers come together. The haoitl.lal fo:rm of 

16me,.. Cel~l sarQ, op. cit. , 
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between some man age:o-s and wo,..ke,..s :o-tlsemble that of a 'maste,.. and 
Slave'. S~ch communications inVolve a manner of speeCh on the 

part of the 'masters', which does not confoym to h~man dignity. 
MOreover, the relation among the workers, s~pe~isors and fore­
men complete the pict~re. In fact, it is one of the main reasons 

of grievance on the shop-flOOr. The fOremen and the maste,..s, 
~altho~gh it is on the training prOgram (which will oe refe,..,..ed 

to in the following pages), a,..e not well-t,..ained in the h~man 
aspects of WOrk. The s~pervision is completely a~toc,..atic and 
!ob-centered. Some of the s~pe,..viso,..s' and fo,..emen's favo,..ing 
some workers ca~ses severe ,..esentment among the employees. This 
fact was stated both by the personnel Officer and most of the 

workers interViewed. 

The Labor Union, TEKS!~ 

In Basmahane, 83 per cent of the workers are memoerS of a laoor 

union, namely Teksif. Altho~gh there is no enfOrcement tOioin 

or not to join, the workers ~sually prefer to jOill SJ.nce they 
automatically get 10 kUru§ mOre on thei,.. basic hourly wage ,..ates, 
as a res~lt of the collective agreement signed on May 22, 1964. 

Despite this rather high percentage of unJ.on membership in Bas­
mahane, the collective agreement signed between Stimerbank and 
Teksif contains certain points in favor of the man:;.gement, which 

may be of great use in inCreasing laoor prOductivit" if ~sed 

properly. 

According to Article 11, the management has the right to deter­
mine the number of workers in the divisions, to recTUit the 

wOrke,..s and to make up the WOrking teams. The rignt to deter­
mine the mlmbeT of workerS in the facto,..y may mean that the 

lTurkiye Tekstil 6-rme ve Giyim sanayii 1§9i1er i Sendikas1. 

1 
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management can reduce the number of wOrkers any time it chooses. 
Article 50 strengthens this fact by giving to the employe~ the 
right to discha~e group of wOrkers when it considers the number 
to be in excess ot the necessary amount. 

According to Article 6 of the collective ag~eement, the shop 
stewards are appointed by the union and not elected by the work­

erS. This has one big advantage, that is, since the shop stew­

ards are under the control of the union, the union san carry out 
its policy~better, and so its central authority is protected 

against the possible decentralized power of shop stewards-as 

it has happened in England. However, the appointment ot shop 

stewards oy Teksif in Basmahane has an equally impOrtant di.sad­
vantage: if the shop stewards appointed by Teksif are not the 

trUe representatives of the wOrke~s, infoTIDal leade~s among the 
employees emerge; and the competition among the fOremen, shop 
stewards and these infoTIDal leadeTS cause the division of the 
workers into camps, lessening the uniOnized power and affecting 

the morale of the workers. This competition, however, ~esults 
mostly in favor of the fOremen and therefOre the manngement, 

since the WOrkerS see that the shop stewards cannot represent 
them against the management, and group leaders are not accepted 

by the management as official representatives. The fOremen 

then remain as the only power to communicate the grievances to 

the executives, settle disputes and p~tect the rights of the 
WOrkerS. Article 19 of the agreement gives also the right of 

ultimate decision to Stimerbank in the case of a dispute on a 
change in the nature of a work which affects the wages. If such 
a dispute cannot oe solved by the joint committee of the employ­

er and the union, the decision is left to the experts of Stimer­

bank Headquarters. Organized union activity and the labOr con­

tract, therefore, Presents no seriOUS obstacle to inCreases in 

labOr productivity as is the case in some other countries. 

I 
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Bec~uitment, LagOr Force, and Training 

pecruitment and labOr foree ar~ two other factors dete~nining 
the level of laoor preductivity, in the sense that the sel~ction 

and placement of workers become the basis upon which the success 

of managerial efforts to make the workers mOr~ p~oductive are 
depended. Selecting and assigning the ~ignt man to the right 

job is essential in order to raise the efficiency of the worker 
later on. 

The method of recruitment in Basmahane is mainly done 'oy dete ...... 

mining the need of a division fOr new wOrke~s and asking the 

service of 'The Employment Office'(i§ ve i§Qi Bulma Ku~mu). 

only the required age and type of work are specified. The candi­

dates sent by the office apply to the factOrY, and the PeTSonnel 

Office mak~s its selection among the applicants. FOr the skilled 

workers, the norm fOr selection is the level of education, experi 
ence and the skill of the worker as observed in a test on the 
specific job. FOr the jobs not ~equi~ing skill and expe~ience, 

the no:rm fOr selection is the level of education and the opin:Lon 

of the personnel Officer. 

Methods of scientific employee selection a~e conside~ed too lux­

urious in Basmahane. EVen the level of education is tested 

if the applicant does not haVe a diploma-by having the applicant 

read a newspap~r happened to be on the desk. The applicant's 

family conditions, his physical appearance, and the imp~ession 
he gives to the personnel Officer ar~ significant indicatOrS 

that determine his acceptance OJ'- re~ection. A.nothe~ facto,., 

which is attributed great importance by the Personnel Office,., 

is the kind of shoes an applicant wearS- and it is not a joke-. 

The officer strongly believes that the shoes made of old auto­
mobile tires indicate that the owne~ is an ooed:Lent Anatolian 
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villager, and this is what makes him p~efe~able. His not being 

a trouble-maker counts mo~e than his ability and skill. 70 per 

cent of the wOrkers in the facto~y, as a result of this ~ec?Uit­

ment policy, is village:rs, and only the ~emaining 30 per cent 

is composed of old workers of the factorY with up to 30-35 years 
of service. 

The majOrity of the recruited labor consists of unskilled wOrke~s 
Technical Schools' graduates are accepted when the need fOr 

skilled workers is great, but they are conside~ed non-p~eferable 

due to the fact that these masters, being so young, cannot supe~ 

vise those who are much olde~ thWI themselves. But most or the 

time, skilled labOr is scarce for Basmahane due to its ~e1ative1y 

low wage levels and inadequate transpo~tation facilities. Mini­

mum hOUrly wage rate at Basmahane is 125 kuru§ pe~ hou~, while 

it is 160 kuru§ at Mensucat santral and 150 ku?U§ at Na~in. So 

the skilled workers are attracted to Private mills. Such Private 

firms also provide free transportation services fo~ thei~ widely 

scattered workers, while Basmahane can do so only fOr those liv­
ing in Kaz1l.ge/ime, Bakl.rkoy, and Zeytinbu,..nu. This Prevents the 

skilled workers living outside of this a:rea f~m applying to 

Basmahane, and 1iml.ts the choice 01' the personnel Ol'fice to a 

narrow population. 

The shOrtage of skilled and expe~ienced wo,..ke~s is, at p~esent, 

an impOrtant problem which Basmahane faces. The d~ainage of 

qualified labOr to European count~ies makes the problem even 

mOre difficult. In 1965, of the tote.l of 291 sepa~tions, 235 

(81 per cent) were direct qualified wo~kers against 56 unskilled 

workers. This indicates the flow of skilled laDOr away, once 
1 · th f t And it ta~es they acquire experience and skil l.n e ac o~y. ~ 

consideraole time for the newlY-recruited workers to gain expe~i­

ence and become skilled WOrkerS. 
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The laOk of effl.cl.ent app.l.icatl.oll ot an ertective t.,..aining p.-o­
g:ram also slows down this prOcess and hinders the possioili ties 
of inCreasing labor prOductivity b, training. 

DUring the first week following recruitment, new employees are 
subjected to an orientation PrOgram at the end of which they 

have to know certain .... ules of the estaolishment and the names of 

the top managers by heart. An old worke .... assigned to eve.,..y new 
employee helps him lea.,..n them. 

The Turkish Labor Law states that the employees in Tu.,..kish Indus­

trY must have primarY school diploma, and the ones who do not 

have cannot be empLoyed. It fu.,...ner ooll.ges the fi~ns to hold 

COUrses fOr the illiterate WOrkers already employed. Employees 
who cannot rtiad and write at thtl tlnd of two yea.,..s must btl dis­
missed. As is usual in most of the Turkish industrial fi....ms, 

these rules have not betln applied in Basmahane, and 18 pe.,.. cent 

of the employees in 1965 were illite.,..ate. The COUrses held everY 
yea.,.. a.,..e ineffiCient, because attendance is f.,..tle and the.,..e is 

little incentive to maktl it attractive. The .... tlsult of thtl inte~ 

views with the illiterate workers .... evealed that it would nave 

been qUl.te 

at the end 

llil l.ncelltive nad they oeell given p.,..l.marY school diplom 

of these cou.,..ses. 
since 

HOwtlVtlr, it must be 8.dmitted 
they cannot reach that levtll 

that 

even this is very difficult, 

at the end of the third 

responsible fOr this. 

year, and the management cannot be held 

The first month after recruitment is a prebationa.,..y period du.,..ing 

which the management is free to registe.,.. Or re~ect the new wo .... ker 

(without paying an indemnity in the case of re~ection). Du.,..ing 

this month, an old wo .... ker and the maste .... of the section help him 

lea.,..n his ~Ob. This period may sometimes last fOr three months, 

depending on the natu .... e of the job and the ability of the worke ..... 
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The success of on-the-job t~aining applied in Basmahane is hinde 

ed by several reasons. First of all, if the old wo~ke~ who is 

assigned to a new employee is working at piece-~ate, he p~efe~s 

to spend as little time as possible in teaching the new wo~ke~, 

not to shOrten his Productive time and his ea~ning. It is also 

pOSSible that the monito~'s own mistakes and inefficient method 

of WOrk are passed on to the new WOrKer. 

Masters, on the other hand, oeing pa~d on time-oasis, have no 

incentive to concern themselves seriously with the new wo~kers. 

They usually tend to be regulative rathe~ than instructive; and, 

being uneducated and selected out of the wOrke~s, their power 
tends to be ineffective. 

The Law No. 3457 which makes 'professional supe~viso~y training' 

compulsorY fOr all indust:rial esta.olishments is not applied 

Properly as far as Stimerbank establishments are conce~ned in 

gene~al. All masters selected from each unit affiliated with 

StimeruanK attend to the Programs neld in Ankara, in o~er to be 

promoted to fOreman level. In these training programs, they a,.e 
expected to learn Human nelations, Job Simplification, and Method 

of Teaching the ,~b. These COurses are too shOrt ~~d ooviously 

superficial to be of a noticable use. And if some participants 

do avail f:rOm them, they a~e ept to ue lost to Eu~pea.~ count~ies 

FOremen are selected out of these candidates, and since they are 

assumed to be trained, no other attempt is made to t~ain them 

fUrther in Basmahane. 

In this section, it is intended to include only these working 
conditions which have a direct influence upon the Productivity 

of the WOrke,.s. Some of the conditions discussed below a~e also 

closely ,.ela"ted to oette,. p~cessing and manufacturing efficiency 

J 
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as well as tm employees' inereased effort and safety. Although 

the last two appear to be PUrely philanthTOpic benefits, it shoul 

be pointed out that they become beneficial in the form of greattlr 
productivity and higher morale within the ractorY. 

Illumination in both the Spinning and the Weaving Divisions is 
defiCient, especially when the necessity of lighting for the 

PTOcesses undertaken are concerned. Incandescent lamps are the 
only type of lamps used in the workplaces. These should have 

been replaced by the fluorescent lamps long ago, which unqutlstion 
ably yield higher efficiency, lower glare and la~er area of 

light source. At Present, no daylight is made use of in the WOrk 
places, and the incandescent lighting cannot banish darkness. 

Needless to .say, good illumination in a plant soon pays fOr it­
self in greater productive erriciency, improvtld moraltl of employ­

ees and fewer accidents. In Basmahane, the conditions are oppo­
site requiring immediate attention fOr COrrective measures. 

Koise control, although taken as a superfluous thinking by the 
managers of Basmahane, is ph·haps one ot the most important 

factOrS to be taken care of in textile factOries, especially in 

weaving mills. While a reduction Or elimination of objectionable 
noises in a plant lessens the wear and tear on the workers' nerve , 

such a problem does not require only a paternalistic action. An 

inCrease in the amount of work perfo~ed and improvement in its 
quality definitely result from the control of noise. No measures 

seem to have been taken towaTd controlling noise in Basmahane, 
but it should also ue accepted that the physical condition of the 

machinerY and the buildings has the highest share among the other 
causes responsible fOr the excessive noise in the factory. How­
ever, prOper maintenance and oiling of the machines, bearings, 

gears, sp~ndles and shuttles may reduce the noise to a certain 

extent. 
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?_ .. ';,.~.leaning was mentioned in several occasions in the preVious chap­

terS. It is here intended to pOint out the impOrtance of this 
tactor as far as the morale and the health conditions of the 

workers are conce~ned. Air-cleaning facilities to clean cotton 

dust floating in the air are non-existent in Basmahane. No study 

has been carried so far on the effect of cotton dust on health 
of the WOr~ers-especially on their eyes. The dust in the two 

divisions is so dense that one can easily diSCriminate the work­

ers of Basmahane in one near-by coffee house, with their white 

eye-brows and eye-lashes, and their ears full of cotton dust. 

Despite the fact that cotton dust may influence human health, 
, ... ;;;:. 

all of the workers interviewed complained Rbout the situation, 

which indicates its effect on morale. BeSides, some OI the mall­

agers ot the factOrY eXPressed thei~ beliefs the,t cotton dust is 

detrimental fOr the health of the workers, and it makes it diffi­

cult to see through. 

The work-cloths of the workers given by the estaolishment are in 
"'1"7 

general so dirty that even some of the managers do not want the 

workers coming to their offices sit on the chairs Or come close 
, to their desks. This is of course another fact revealing the * . 

wide gap between the managers and the wo~ke~s. Howeve~, the 

management cannot be held completely responsible fo~ the situa­
tion, since it is t~e that the wOrke~s seli their new WOrk­

cloths given twice a year, and go on to wear their old ones in 

the factOrY. 

Temperature in, the Spinning and the weaving Divisions is cont~ol­

led only during the winter months and it is left to the natUral 
consequence of the humidification operation dU'l"ing the summer 

th As a ~esult it oecomes wet hot in the divisions during mon s. .. , 
the summer months, which leads to workers I -especially the in­

di~ect wOrke~s' -leaving the work-place ve~y often to go to the J 
~------------~ 



THESIS 
ROBERT COU.EGE GRADUATE SCHOOL 

BEREK. iSTANBUL PAGE 

garden. Another consequence of hot weathe~ is that the wo~ke~s 

PTefeT to wOrk at night-shifts which create gTound fOr favoritism 
as to who will work at night. 

lhere is no officially determined Test peTiods in Basmahane. 
The~e seems to be no need fOr it anyway, since the wo.,..ke.,.s paid .y 

on a time-basis a.,.e most of the time at .,.est, rold the piece-.,.ate 

wo .... kers wouldnnot leave their ~obs du.,.ing the ~est pe~iod not 

to lower their p~duction. During en interview, one of the 

managers answered the author's question as to where one could 

f'ind the t~md-rate wOTkers fOT inte .... vitlwing, as 'on the west side 

of the factoTY in the mOrning and on the east side in thE:i afte~ 

noon', which meant the shaded places during the day-time. 

On the whole, the working conditions of the factorY cannot oe 

considered satisfactorY and it can oe stated that the influence 
of this on labOr productivity is negative both f~om the point 
of view of health and morale of the wOrke~s. 

Wages 

'Perhaps the most commonly stated intention in modE:irn wpge policy 
k is that of basing wages and sala ... ies on the cont,.i·oution of the 

wOrkeT. wage and salarY strUctures rep~esent formal systems of 

rates for this purpose; they create differentials in payments 
assumed to ,.eprE:sent similar differ"nces in the contribution of 

jobS'~ This assumption of rdpresenting similar differdnces is 
greatly a function of the success in job evaluation and ~tional 

determinatl.on of wOTk-loads. AS it was mentioned in the subse­
quent sections, these systems are neve~ tho.,.oughly applied in 

Basmahane, and this~~hat makes its wage policy unsuccessful in 

the first place. That similar payments do not cOrrespond to 

lDale yodeT, Personnel Management.~ Indust .... ial ~elations, 
P,..entice-llall Inc., Englewood Chffs, N"T., lS64, p. 468. 
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similar wOrk has been the main SOurCe of grievance and dissatis­
faction among the workers of Basmahane. 

Incentive system on the otheT hand, a distinctive featUre of the 

wage policy, does not fulfil its PUrpose because of unrealistic 

standards and JOD evaluation. FOr those working at hourly rates, 
the standard output above which they get p~emiums are gene'l"F.lly 
set too low. Therefore it has become 

Premium as though a part of the wage. 
the stimulating character of Premiums 

grOups. 

a common p~actice to receiv 

This in tUrn eliminates 
paid to individuals o~ 

On the other hand, some of the standa....ds set fOr individual WOrk 

~ valued on piece-rate are too high. The wo.,..ke.,..s, finding out by 

expe.,..ience that they can never exceed the standa....d to get a p.,..e­

mium, regress to thei.,.. inefficient pace of p.,..oduction. Standa....ds 

varying according to machines and sOrts of fe.b.,..ic cause fu~the.,.. 
dissatisfaction among the workers, especially when they create 

a suitable medium fOr fOreman faVOritism in JOD assignment. 

Another point to be cri ti.cized about the wage scheme is thet the 
piece-rate workerS do not get any compensation fOr their Produc­
tion loss due to machine stoppages unless they last at least 

three hours. The.,..efore, frequent machine stoppages affect the 

mo~le of the workers, reducing thei.,.. efficiency. 

It should also be pointed out in this sho.,..t analysis of the wage 

policy that fOremen and masters being paid on hourly-rate b~sis 

do not ha.ve the ini tie.tive fOr efficient pe~foTillance and accel­

erated rate of prOduction. 

Another 

yet, is 

case of 

featUre tooe considered, although not ve,.y impo.,..tant 

the fixed ratiooetween wages and prOduction (in the 

piece-rate workers), neutralizing ani incentive the 
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management may have to introduce mOre efficient wOr-king methods, 
Or mechanical. modifications, which would increase the numoe~ of 

uni ts that each worke,.. can handle. It may 'be that ce~tain simple 

attachments and changes in o,..ganization can make it possiole fO:r 

one wo:rker to look after twice as many spindles as he does at 
pr-esent, without undue effor-t. If the management establishes 

this wo~k-load, and if it dischay-ges the su:rplus tende~s, it will 
have to pay one man two times his p:r .. sent wage and pay an indem­

nity to the othe,.. wo:rker- displaced. The m2nag .. ment's investment 

in the machines and its effo,..ts to modernize the wO:rking methods 

will not, the,..efore, be compensated by a ,..eduction in costs. 

The last and perhaps the most important ot al.l the deI'iCiencies\, 
in the wage policy of Basmahane is that the wOTke~s do not have 

a thorough under-standing of the wage system, which pr-events the,,", 

positive effects of the incentive scheme on labOr- pr-oductivity. 
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CONCLUSION 

PAGE 

To begin with, the causes of low productivity can be divided in­
to two Principal groups, the first of which comp~ises those which 

can be cOrrected without modernizing the machine~y; in othe~ 

words, without incur~ing expenditure of la~e sums. The second 

group consists of those which can De Co~ected only by the in­
stallation of new machinerY, such as oOsolete equipment, exces­

sive wear on the machines, and certain other manufacturing con­
ditions which cannot be corrected without conside~aole invest­
ments. 

The group of causes not reqU1r1ng mode~izat1on fo~ thei~ elim­
ination is mainly composed of: (1) a supe~fluity of workers over 
and above those ~quired to counteract the influence of certain 

defective manufacturing conditions; (2) defective manufacturing 

conditions which can be co,...-ected without great expenses, like 
the quality of the yarn, humidification, cleanliness and main­
tenance of the machinerY; (3) lack of speCialization of produc­
tion; and (4) inadequate motivation and mo~le of the workers. 
This group of causes can be called 'administrative', covering 

those which canoe Corrected essentially oy the imprOVement of 
the o~anization and administration of Basmahane. 

The superfluous labOr in Basmahane is not entirely due to the 
incapaci ty of the managers to recogrllze this excess, out to the 

perpetuat10n of traditional WOrk patte~ns and to inadequate 

o~anization and labOr supervision, general policy of Stimerbank 
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to provide employment, and the ~elatively low wage level of Tu ... k­

ish industry. The latte ... does not imply however that the attitud~ 
of the management can be aSCribed to its having solved the pu ... ely 
financial problem of choosing between investing capitp.l in admin­

istratiVe improvements, Or alternately, of continuing to pay 

wages to an excessive supply of laoor, since there have oeen no 
effOrts in this respect. On the contra ... y, it might oe said that 

the management has followed the easiest path, together with the 

other motives mentioned above. 

As to the defective manufactu ... ing conditions wn1ch Crul ue co ...... ect­

ad without great expense, the following list cove ... s those affect­

ing labOr Productivity in Basmahane: 

a) The physical condition of the equipment is ve ... y unsatisfacto-

ry in Basmahane. This is largely due to natu ... al dete ... io ... ation 

caused by many years of constant use, but the lack of an ade­
quate maintenance service is probably even mOre important. 
It is common to find rolls and tapes of spinning frames ... equir­

ing recovering, machines which are off level, and eccentric 
spindles. Basmahane cannot be said to have a systematic 

maintenance p ... ogram, that is, a frequtlnt and ... ligula ... inspectior 

of the machine.,.y and its complete overhauling fo ...... epai ... s, 

cleaning and ad~ .. stment. These cond1uons a"'li ... esponsible 

fOr the low quality of the inteTmedia ... y and final p..-cducts, 

causing stoppages by resulting in mechanical b ... eakdowns, 8nd 

lowe ... ing efficiency in the Processes. Low efficiency is f ... e-

C*) :::n:~~ ::::::d~f o:o:e::t:~:c~:e:~:: ::c~h:::~::, O~h~:~"'::s-
tUrn, lowers the level of labor productivity. 

0) Machine and room layout in both of the divisions is poo~, 

which is a handicap especially 

is mostly due to the fact that 

in the weaving Division. This 

the Dumbe ... of machines has been 
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increased within the aVailable space which itstllf was not 
suitable fOr a rational layout. 

PACE 

c) The cOIlt~ol systems of humidity a~e not satisfacto~y in the 

diVisions. Some manage~s believe that the natu~al humidity 

of the atmosph~e is sufficient not to ~equi~e the pe~fection 
of the a~tificial humidification equipment. This, howeve~, 

does not take into account the well-p~oven impo~tance of 

humidity constant within the na~ow limits which va~y acco~­
ing to the p~cesses inVolved. 

d) On the whole, in both of the diviSions, not enough attention 

is given to the proolem of cleanliness, though some of the 

manage~s recognize this to be a ve~y impo~tant facto~ in 

obtaining high process efficiency and high quality p~ducts. 

It is pOSSible that the ~eason fo~ this def~clency lies simply 

in the fact that the standa~s of .cleanliness a~e low. The 

use of better tools and equipment seem to be essential. 

e) The quality of the ya~n-its lack of unifo~ity in count, 

weight, strength, and cleanliness - is p~bably the facto~ 

which affects the efficiency of the weaving p~cess most f~e­

quently and to the greatest extent. In some so~ts of the 

facric, it is also encountered together with the poor p~epa­

ration of the warp, and inadequate sizing at the slasherS. 

t) It can quite definitely be said that the poo~ quality of cotton 

cont~ibutes to low prOductivity in a conslde~able amount. ceT'­

,a:i.n types of ~w cotton used by Basmahane contain shOrt ficers 

of low strength and ext~emely irregula~ in staple length. Con­

sequently, it leads to much waste, affects the efficiency of 

the Processes, and lowerS the quality of the p~oduct. 

within the limitations set fo~ the investigation, it was impossi-
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ble to dete....mine the effect that each of the conditions enume~ 

ated above have on labo~ consumption. p~incipally because they 

form a complex which is difficult to analy~e. However. it can 
be definitely stated that the majority of these defective manu­

factUring conditions affect laoor p~duct~v~ti uot only 0i chang­

~ng tne output of the equipment through variations in the unit 

weight of the prOduct. speed of the machine~y. Or o~ganization 

of the Processes. but by demanding a greater number of wo.,.kers 

than is no....mally required. It may therefo~e be said that the 

total excess of wOrke~s found in Basmahane is partly employed 

in meeting this ext~aordina.,.y demand; the rest may be considered 
absolutely superfluous. that is to say, it might be eliminated 

without even cOrrecting the manufacturing conditions. 

The inCrease in prOductiVity which could oe achieved by means 
01' the redyction o:t pe.,.sol111el aud the improvement o:t" manufactu~ 

ing conditions, demands the estaolishment of adequE.te llystems 

for determining WOrk-loads and controlling efficiency and the 

quali ty of the Products. It would also be necessa.,.y to select 
the best WOrkerS and to train them so that they can ad~ust them­

selves to the new conditions. 

In Basmahane. not much attention is given to the ~ational dete~ 

mination of wo~k-loads. oecause the~e is little incentive to 

assign a maximum number of machines pe~ man. and there is also 

the lack of qualified personnel. The wO~K-load ~s mos"ly small 

~ld i~rational. that is. it is not related to the intensity and 

dUration of work actually perfo....med in spinning and weaving op­

erations. It is aosolutely necessa~y to adopt ~odern systems 

fo~ all the mach~nes and types of prOducts. based on the frequen­

cy and duration of the various elementa~y functions of the wo~k­

Ii and also on the percentage of time allowed fo~ the rest period 
l' 

corresponding to these functions during the WOrking day. 

I 
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Though in Basmahane efficiency of the Processes is checked, at 

least in the spinning Xrames and looms, checKing the SOurce of 

abnormalities, classifying them according to the appa~ent immedi­

ate motive, and investigating these immediate causes in o~der to 

chscover the underlying factors are very ra~ely done. ..eduction 
of personnel is not hindered by any rigid prOvisions (except the 

fixed ratio of wages to p~oduction) in the p~esent collective 

agreement, which gives considerable f~eedom to the management 

fOr possible technical improvements and mode~nization of equip­
ment which give rise to lauor savings. It is oelieved that the 
galns resulting from the reduction of personnel would Oe more 

than the cost incurred in the form of indemnities paid to dis­

eharged personnel. 

The third cause which can be Corrected by administrative action, 

the lack of specialization of prOduction, affects the labOr PrO­

ductivity of both of the divisions •. Its COrrection is feasible, 
but, to some extent, it would require the combined effOrts of the 

whole industrY, in order to simplify varieties of popular faorics. 

As a matter of fact, Basms.hrule was designed to maA:6 very Iew 

counts or yarn, particularly count 20, and a few sorts of fnoric; 

but market conditions obliged it to manufactUre a great variety 
ot products, causing a reduction otlacor productivity. 

The lack of specialization and the low quality of raw cotton may 

be separated from the other factorS as those requiring the co­

operation of all manufactUrers, and of the government. This 

means that the correction of these causes of low prOdUctlvity 

demand external administrative actlon also. 

Inadequate motivation and low mo~ale of the wo~ke~s may totally 
change as a result of the changes in the causes of low labor 

productivity which have been discussed so fa~. The wo~ke~ should 

feel that he is treated as a human being, and this necessitates 
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a change in the attitude or' the m8.l1age ... s toward the wo ... ke ... s, in 

o~der to close the gap between the management and the employees. 

As a matter of fact, it can be concluded f~om the Rbove facts 

that it is mOre important to reorgrulize Basmahane on a new ad­
ministrative basis than to modernize equipment and the installa­

tions. It is likely that many oZ the causes oZ low laoor pro­
ductivity in Basmahane to which reference hac been made in this 

report occur simply 'Decause no assessment has been made of the 

full influence of these causes on low yield of laoo.... The sig­

nificance of administrative deficiencies in the facto ... y shows 

that there is still a wide ma ... gin to inc ... ease lauor productivity 

without reCOUrse to suostantial investments. The co ...... ection of 
administrative deficiencies also involves some expenditu ... e, out 

this is conside~ably less than that required for the acquisition 

of new textile equipment. 

Broadly speaking, it may be said that the administrative oack­
wardness 01' Basmanane is due to the combination of certe,in fac­

tOrs, some of which are connected with the human element i,tself. 

First of all, the att~activeness of the positions 8lld sal8. ... ies 
offe ... ed to qualified pe ... sonnel by private ente ... prises cause thei ... 

transfer to p.,.ivate estaolishments. This p.,.oolem can onlyoe 
solved by an overall cha..'1ge in Si.ime ... ·bank's p ... omotional policy and 

the level of salaries, 

secondly, the lack Or inefficiency of media fo ... the sp ... eading of 

technical knowledge, either within Basmahane Or in Tu ... kish textil€ 

industrY, results in the inaoill..y or tile managers and technicians 

of Basmahane in acquiring the necessa ... y tools 01' scientific man­

agement. The typical method of spreading knowledge ~egarding 

the textile industrY and the management techniques, is di ... ect 

transmission frOm experienced manage...s alid Practical textile 
expe.,.ts, to app.,.entices Or subo..-dinates. This method has its 
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difficulties and limitations, mainly beCause this info~ation 

has oeen given a tone of secrecy, m~ing it appear that it can 
only De acquired after long years or experience, Or education 

abrOad. MOreover, most of the qualified personnel employed in 
Basmahane a. ... e engineers al'ld technicians with specific textile 

~owledge rathe ... than administrative techniques. Textile lite~ 
a.tu,..e availaole in Tu ... lush, on the othe1" hand, is nonexistent 

except one monthly magazine which ra,.ely deals with sub,iects 
connected with the administ ... ative o,..ganization of textile mills. 

AS a solution, it seems feasible to encourage the diffusion of 

ce,..tain knowledge, which has not been generally mil de known, due· 

to the lack of adequate methods of its sp,..eading. One of the 

most effective means of obtaining this oOjective would De to 

apPrOach experts, either in Basmahane 01" outside, With arrequest 
that they prepare manuals fOr the spreading of knowledge on the 
following su·bjects, in a manner which canoe used ·ooth di,..ectly 

by Basmaha.ne andoy othe,. textile mills in Tu,..key~ 

i) Methods of controlling labo ... p ... oductl.vity and the ef­

ficiency of the P1"ocesses; 
ii) Organization of llloo ... and dete...mination of wo ... k-lollds; 

iii) Methods of quality and waste cont ... ol; 
iv) Standard specifications fo,. machine and mill layouts, 

lighting, humidification, and systems of inte ... nal 

transpo,..t; 
V) Organization of maintenance and cleaning se,..vices; 

vi) Human ~elations. 

Rational determination of prOductivity standards fa,. different 
types of machine,.y and a sufficient numoe,. o:t' popular prOducts 

is also essential, in orde,.. that the menege ... s of Basmehane may 

have a sound basis of comparison far the Tesul ts obts.ined in the 

factorY. 

The thi ... d factOr causing the inefficient mana.gement 0:1:' Basmp.hane 
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is the absence of conditions which would encou~age the m8nage~s 

{ to seek such knowledge, and to attempt to ~eplace Present o~gan­
ization by a better system, based on st~icte~ cont~ls and the 

employment of a minimum amount of labo~. 

This last point again necessitates an ove~all ch8nge in SUme~ 

'bank's salaTY administration and p~omotional policy. It is 

feasible to alter the payments of oonuses on a mo~e ~ational basis 

Also, the no:rms and standa:rds setoy the Headqua,..te,..s especially 

. with regaTd to the numoer of the WOrkers in each division should 

be determined by scientific investigations rather than the modi­

fication of old figu,..es at random, as was done in 1964. This 
would also mean a change in SUmerbank's philosophy of employment. 

At Present, trade union cont,..acts do not seem to be limiting 

the adrninistr!?tive action of tLe management to'll'a:rd inc ... ,;lasing 

la.bo .... Productivity; howeve,.., it may be expected that the si tua­

tion may change in futUre. 

I 
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