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Competence
in Technical
Textiles

Our Product Range

Suitable for

䡲 Stretching Ranges
䡲 Flow Through Dryers
䡲 Belt Dryers
䡲 High Temperature Stenters
䡲 Vertical Dryers
䡲 Finishing Ranges
䡲 Universal Dryers
䡲 TwinTherm Dryers
䡲 Thermobonding Ranges
䡲 Coating Lines

䡲 Glas Fibre Fabrics
䡲 Light Protection
䡲 Tarpaulins
䡲 Billboards
䡲 Artificial Leather
䡲 Floor Coverings
䡲 Artificial Grass
䡲 Nonwovens
䡲 Spacers
䡲 Membranes
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Double celebration
The recent opening of the Advanced Technology Center (ATC)
offers a facility second to none; providing existing and possible
new customers alike with a unique opportunity to undertake extensive fabric trials, under real production conditions for knitted
fabrics, woven fabrics and technical textiles.
With, for example, a coating line for technical textiles and a
continuous dyeing line for woven fabrics, a wide variety of trials
can be undertaken.
Once again, Monforts, with
an investment of €2.5 million , is seen to be leading the
way, helping its customers to
ensure value added benefits
to the highest quality and
maximum economy.
My congratulations to everyone involved.
I must also offer my congratulations to everyone at Montex
Austria on celebrating its
30th anniversary with a full
order book for its high quality
production of stenters, sanforisers, continuous dyeing ranges,
padders and purpose-made lines for technical textiles.
Roland Hampel,
Managing Director
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Austria |

A ”very healthy” order book for Montex Austria
A ”healthy” order book and speedier spare parts delivery service are announced by Monforts Austrian
manufacturing facility as it gets ready to celebrate its 30th anniversary.

The Austrian subsidiary, Montex
Maschinenfabrik Ges.m.b.H, manufacturer of Montex stenters, Sanforising lines, Thermex continuous
dyeing ranges, Padders and purpose
made lines for Technical Textiles has
announced a ”very healthy order
book” and speedier spare parts delivery as it celebrates its 30th anniversary.
It has been the ability of Montex
Maschinenfabrik to tailor make
Monforts machine models according to specific customer require-

4

ments - and also to build ranges for
technical textiles units - that has
earned it such a high reputation
worldwide.
Located in the picturesque
foothills of the Koralpes, in the village of Sankt Stefan near Graz, the
company’s plant has been in existence since the 1960s.
Several businesses later saw a
connection with Monforts with the
facility changing its name to Montex Maschinenfabrik in the early
1980’s. It now covers an area of

|

world of textiles issue fourteen

WOT 36pgs_Magazin 03.02.14 09:08 Seite 5

Gert Hanzl, Plant Manager

Karl ’Charly’ Krammer,
Assembly Manager

12,000 m², with around 50% dedicated to production.
The machine shop is equipped
with the latest Trumpf CNC laser
cutting and bending presses.
Customers are also always welcome to visit and see their machines
being built.
Spare parts delivery
Until recently mechanical spare
parts had been shipped from Monforts Germany. Today this is handled
by Montex Austria.

”This change has allowed us to
shorten delivery times by at least a
week,” said Assembly Manager Karl
’Charly’ Krammer adding, ”We are
now handling more than 40 orders
weekly ensuring fast turnaround
times. Orders are converted from
the Monforts SAP system to the
Montex Production Planning System
(PPS) overnight for dispatch.”
The key strength of Montex
Maschinenfabik, however remains
its close-knit and highly-skilled
workforce - with over 50% of em-

ployees having been with the company for over 20 years.
”The workforce are all trained to
multi-task, since we can’t afford the
luxury of one man, one job,” says
Gert, ”but this flexibility is our
major strength and at the same
time very satisfying, in that every
week offers a variety of tasks for
the workforce. They might, for example, start the week in laser cutting, move over to sheet metal
working and then on to the welding shop”.

5
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”They are involved in all stages
of production, from the flat sheet to
the complete unit,” confirms Karl
’Charly’ Krammer, who’s been with
the company for 35 years and is
now in charge of pre-assembly.
During a recent visit by several
foreign managers, one looked mystified. ”Relatively few people but so
much output and everyone is smiling, where is the miracle?” he asked.

6

”This gave us all a great deal of
pride and satisfaction,” said Charly.
Among special builds currently
underway in Austria are three machines for the American Market, all
for technical textile applications.
In November, the company also
saw a record-breaking three sanforisers ready for shipment whilst,
at the same time, a further three
were under construction - all

bound
for
customers
in
Bangladesh, Pakistan, Spain and
Turkey.
”With such a healthy order
book, we have seen a definite increase in production numbers and
have had to take on labour in packaging and dispatch to meet the demand,” said Charly. ”But we will
still stick to one of our golden rules
- everything leaves on time!”

|
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Bangladesh |

DBL Group to double capacity with
three new Montex stenters
A massive expansion plan that will double the textiles finishing capacity of
the DBL Group has seen the installation of a Montex 6500 and three
Montex 8000 stenters.

The DBL Group, one of the largest
composite knit garments and textiles
companies in Bangladesh, is in the
process of becoming the country’s
largest vertically integrated producer
by 2016; currently erecting new factory buildings and installing new
equipment that includes three Montex 8000 stenters.
The company, which had earlier
been using a competitive stenter,
installed a Montex 6500 in 2012.

Its performance resulted in the investment in the three new units.
All the Montex stenters have
been supplied by the local representative Bengal Technological
Corporation Ltd.
”We decided to purchase Monforts equipment because of the good
reputation of the brand and its service support,” says Anwar ul Azim, director in charge of planning and
development at the DBL Group.

”The initial installation provided
the results we wanted. It also
helped us to set new standards in
our conservation programmes.”
DBL is a conglomerate that also
has divisions in telecoms, leather
and ceramics. The textiles division
was founded in 1991 with just
seven knitting machines and about
a hundred workers.
The dyeing and finishing divisions were established in 2001.

There are now 14 divisions devoted to various elements of the
textiles and garments industry, with
facilities for spinning, fabric knitting, dyeing and finishing, garments, washing, packaging and
printing.
Fabrics include single jersey,
piqué, fleece, terry, rib, interlock and
variegated fabrics. The fibres used
are cotton, viscose, polyester, zayon
and elastan.
Color City
The three dyeing and washing divisions are Hamza Textiles Ltd,
Mymun Textiles Ltd, and Color City
Ltd, the latter company being home
to the Montex stenters.
Production capacity for apparels
is 6.4 million pieces per month,
with the major markets being Europe, USA and Canada. Focusing on
quality production, DBL exports
100% of its production and has a
strong client list that includes H&M,
Walmart, George, Espirit, and
Puma.
”We have always placed quality
as our priority and continually
expanded and developed,” said
Mr Anwar.
”Currently our dyeing and finishing divisions are handling 50

7
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Bangladesh |

tonnes per day, but with a new dyeing line being installed and the
three new stenters in operation, the
projection is that this will rise to
100 tonnes per day by 2016.”
The increase in capacity will place
DBL at the top of Bangladesh’s textiles and garments producers.
Total exports of the group
reached US$ 252 million in 2011

Anwar ul Azim

8

and are projected to rise to US$ 600
million by 2016. The total number of
workers is about 16,000, a figure
that is due to rise to 30,000 people.
Along with the expansion is a
very strong policy towards environmental protection, energy and
water saving.
DBL is located in Gazipur, on the
outskirts of Dhaka.

In 2011 the company, along with
a number of other Bangladeshi textile makers, upgraded their equipment and practices as part of a
programme backed by aid agencies
in Britain and Norway, and the International Finance Corp, the World
Bank unit serving the private sector.
A number of apparel buying
companies also supplied help, and
Solidaridad, a Dutch non-governmental organisation, provided technical advice and funding.

mated cleaner that can save up to
35% in energy costs.
An Energy Management Centre
monitors DBL’s textiles and dyeing
factories to optimise energy usage,
is responsible for reducing carbon
dioxide emissions by 15% in the
next three years, and has successfully reduced diesel consumption by
10%. Mr Arif said that DBL now
has a biological effluent treatment

Energy efficient
”The group is now using energy
efficient machinery with less environmental impacts in all of its projects,” said Arif Hossain, Deputy
General Manager for Planning and
Development.
”This was a key factor in selecting Monforts,” he explained,
adding ”the technology sets the
highest of standards in protection
and conservation.”
Each of the new Montex 8000
units is equipped with an Eco
Booster HRC, completely integrated
with the eight-chamber design.
Handling the standard 200cm,
150g/m² woven fabrics, and working on a seven-day-per-week basis,
the Eco Booster is an intelligent
heat recovery module with auto-

|
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plant (ETP) that has a capacity of
4,000m³ and is the largest ETP in
the country.
Moreover, the group is in the
process of installing another ETP
with a capacity of 7,500m³.
The scale and efficiency of the
group’s ETP facilities has led to them
being used as a benchmark by the
Department of the Environment to
set up other ETPs in the country.

Anwar ul Azim said that the design of the new factory buildings
and the land usage at the site reflects the high quality that is central
to DBL policy. ”The site, with its
riverside setting, is notable for its
greenery, and its spacious factories
that make full use of natural light.”
”We made an investment at the
beginning in a large area of land,
and we have the room to expand
our facilities, which are built to international standards, with strict environmental and energy saving
controls,” he said.
”Greenery and landscaping are
very much a feature of our new developments, and a symbol of what
we intend to achieve in terms of
conservation.“
”We like to think we are the
leader in Bangladesh in more ways
than one.”
Arif Hossain

9
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Bangladesh |

BTE celebrates its 20th
anniversary with Monforts
Bangladesh’s textiles and garments industry is the biggest engine of growth in the
country’s economy, with exporters being the largest source of foreign exchange
earnings and the industry employing an estimated three million people.
Further, this enormous sector is still growing. Demand from Western brand names
is increasing as Bangladeshi producers invest in new technology to drive up quality
and to keep the already famously labour costs low.
Bengal Technology and Engineering
Associates (BTE) have long proved
to be the ideal business partner for
Monforts; who have been enjoying
outstanding success in Bangladesh
for many years, and who are seeing
their business increase dramatically
in line with industry growth.
The family-owned business had
been started in the mid-1970s, explains director Muhammad Farhad
Hossain, and originally specialised in
water resources and pumping equipment.
”In 1990 we began to diversify
into the textiles sector and it was a

couple of years after this that we became associated with Monforts, as
their exclusive representative for
Bangladesh.“
”We recently celebrated our 20th
anniversary with the company. We
work very closely together, and together we have made Monforts a
leading brand name in the industry
here for this type of technology.”
Manufacture and marketing of
Monforts equipment remains Germany-based.
With both Monforts and Mongfongs now under the same ownership, and in Bangladesh active in the

same market, BTE is undertaking the
marketing for both.
”The Chinese-made Monfongs
machines are engineered in Germany,” says Mr Farhad.
”The situation we have as a representative is that we have two
types of customer.“
”Some companies in Bangladesh
will insist on German equipment.
They will probably have relied on
Monforts for several years, and promote themselves as using only advanced European technology.“
”On the other hand, a large part
of the textiles and garments market
is price-competitive, and there are
other stenter manufacturers out
there who can offer prices significantly below those of Monforts.“
”So now we are offering this
sector of the market the Monfongs
machines, which of course are
backed by the usual Monforts style
of service and guarantee the kind
of quality finish that is necessary for
the international markets.“
”For everyone we believe this
new arrangement in which we are
offering both brands offers great attractions.”
”We are confident of the future
here for Monforts and Monfongs,”
he says. ”The Bangladesh textile
market has been a stable one for
the past 20 years, and it keeps on
growing.
”Bangladesh’s textile industry
has now reached an export volume
of 20 to 25 billion US dollars a year.
The success behind the growth is
the competency of the garment
workers, the willingness of the private sector to invest, and last but
not least, modern technology.”

Muhammad Farhad Hossain
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Colombia |

Permoda saves costs while
expanding production
Leading garment producer combats cheap imports by investing in a Montex
stenter to improve quality and control costs.
Leading Colombian garments producer Permoda Ltda has installed a
Montex 6500 in its Bogota plant to
ensure maximum competitiveness
in the quality of its own-brand
products.
Permoda manufactures for the
Latin American markets, with brand
names such as Armi, Pronto, B-Kul,
Koaj and Love; catering mainly for
the young fashion sectors.
”This is a completely new addition to our production line," says
Permoda’s Maintenance Director,
William Garzon Alarcon. ”The plant
was opened just seven years ago,
and until now we have been using
conventional stretching frames for
our fabrics.“
”It is now our strategy to improve the quality of our output to
become more competitive, and also
to increase production. We believe
that quality drives sales and hence
production, in our market sectors
certainly, and this is why we have
installed the Montex. Monforts
technology enables us to do both."
The new stenter is handling a
wide range of knitted fabrics including 100% cotton, combined
polyester and cotton, and Lycra.

William Garzon Alarcon
”We can now process any kind
of knitted fabric here, and the stenter is helping us to increase our fabrics mix," says Mr Garzon.
The Montex handles material to
a width of 2.60 m. Mr Garzon says
that the average weight of the material is 180g/m2, with a maximum
weight of 350g/m2.
”We are handling between
5 and 6 tonnes per day," he says.
”Our factory works 25 days per
month, so we are looking at an output through the stenter of more
than 125 tonnes per month.“
”That is far more than we were
able to handle with our previous
line, and consequently we are able

to not only increase our output, but
to make available a greater range
of fashion garments.“
”Combined with the quality we
can offer, this is making us very
competitive in the market segments
in which we specialise."
The drive towards better quality
in materials, design and production
has been particularly acute in
Colombia in recent times because
of a flood of cheaper imports from
Asia; a substantial part of the volume being contrabrand or brand
copyright infringements that often
sell at a fraction of the price of comparable Colombian goods.
”We also have to be very much
aware of our costs, which of course
are reflected in our retail prices,"
says Mr Garzon. ”We cannot beat
cheap imports, and we don’t intend
to even try, but we have to be competitive as well as being better."
The energy efficiency of the
Montex, which is fitted with a heat
recovery module, is helping Permoda to closely control costs.
”When we were discussing the
specifications of our needs and the
machine with Monforts and Servimtexa before installation, we were

told that at our projected output
the machine would use a maximum
of 90m³ of gas per hour,“ says Mr
Garzon.
”In the event we are using only
40-45m3, so that is about half what
we had envisaged.“
”At the same time we were told
to expect to use a maximum of
200kW of electrical power and so
far we have been using only about
95kW.“
”So we are very happy with our
consumption rates. We are saving
our own costs and also easily meeting the local environmental laws."
The heat recovery module is integrated in the roof construction of

the stenter and uses exhaust air to
heat the fresh combustion air.
Heated fresh air enters at the inlets
of the stenter via integrated fresh
air ducts.
Up to 60% of the fresh air required by the stenter can be preheated in this way, providing a
conservatively estimated energy
saving of between 10% and 30%,
depending on the production
process.
Mr Garzon says that Permoda is
monitoring the costs extremely
closely, and it seems likely that the
large percentage of actual savings
as against estimated savings is due
to a combination of relatively long
production runs, well-trained operators, and regular and thorough
maintenance.

”We are
very happy
with our low
consumption
rates”
11
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Colombia |

Sanforising line completes major
investment for Fabricato
A US$30 million investment programme in a modernisation project over the past
two years comes to a close with the installation of a sixth Monforts sanforising
line. The project also included a Montex stenter and Thermosol line plus 105 air
jet looms, a sizing unit, an 8-colour rotary printing line, a bleaching line, a
pad-steam line and laboratory equipment.
Fabricato SA is today recognised as
Colombia’s largest textile company
producing more than 8 million
m/month of finished fabric; and can
trace its origins back to 1920.
Three years ago, with the appointment of a new President, it initiated new philosophy to meet
market trends and demands; aimed
at increasing production whilst
bringing down production costs to
make the company more competitive.
According to Fabricato’s Head
of New Projects, Carlos Alberto
Rueda, the company recognises
that it may be unable to compete
with its Asian competitors on price.
”However,” he added, ”we can
certainly beat them on quality, directly attributed to our many years’
experience, particularly with
denim.”
The aim of the new philosophy
is exemplified by a major two year

project valued at $30 million and
intended to modernise production
lines to increase production, further
improve quality and reduce production costs.
The project, included the installation of 105 additional air jet

looms, a sizing unit, an 8-colour rotary printing unit, a bleaching
range, a pad-steam line, laboratory
equipment plus a 10-chamber
Montex stenter, a Thermosol range
and a sanforising line.
The commissioning of the sanforising line marked the completion
of the major project and new philosophy.
”A principal change in the philosophy is that before 2009 production regardless of cost had been
a key objective,” said Carlos
adding,“Today it has become more
orientated towards the customer,
with a reduced production cost.”
“50 years friendship”
With its first Monforts installed more
than 50 years ago, Fabricato today
has a total of eight Montex stenters,
six Sanforisers and a Thermex.
Fabricato has nine business lines
providing a wide range of textiles including yarns; flat-woven fabrics
such as denim, twilled, poplin and
wool; knitted fabrics and non-wovens. Home textile products include
bedsheet sets, mattress and pillar

12

covers, towels, table clothes and
kitchen wear.
Knitted fabrics for fashion wear
include 100% cotton, polyester/cotton, cotton/viscose, nylon/cotton,
100% viscose polyester//viscos and
cotton/linen.

|
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Monforts machines feature in all
the woven fabric lines.
Denim production
Recent months has seen more emphasis by Fabricato on denim production making it a key product;

together with military and police
uniforms. Up to 60% of production
today is devoted to denim working
with 250-420g/m² denim weights although the norm is 300g/m².
Currently, the latest Montex stenter line is finishing both denim and

military uniform fabrics. However on
completion of the new sanforising
line installation - supervised by Heinz
Wengert, Servimtexa - the stenter
and sanforiser will be used exclusively for denim finishing; anticipating almost 2.6 million m/month.

Uniforms will then be transferred to a second line using
poly/cotton, 100% cotton and cotton/polyamide with a 250g/m²
weight. A very thin 100%
polyamide is also used for uniforms.

13
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Colombia |

In another line, a 2-chamber
Montex is used in a coating range
in front of a pre-dryer to apply waterproofing and ’breathability’
coatings to uniform fabics.
The new Montex has replaced
two older lines which had previously operated at 20m/min - to
provide increased 30-50m/min operation depending on the fabric
weight and process.

Carlos Alberto Rueda (left) and Heinz Wengert, Servimtexa

14

New sanforiser
The recently introduced Monfortex
8000 sanforiser - the second in
Colombia - offers a 750mm dia
drum compared with the previous
500mm ensures increased capacity. The new Sanforiser also allows
faster rubber belt changes taking
just a single shift compared with
the industry two days standard.
Belt grinding is also considerably improved to ensure that a

|
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“...eight
Montex
stenters, six
sanforisors
plus a
Thermex.”

lion K calories for the Thermex.
Both boilers are configured for gas
or oil power.
Exports
Fabricato currently exports 25% of
its fabrics and following the recent
FTA (Free Trade Agreement) signings with the USA and EU, will be
looking to increase this figure in
the near future.
”For the future we will certainly
be looking to increase our export
sales following the new trade

agreements. But, particularly for
the USA, they require finished garments,” said Carlos, elaborating,
”Whilst we produce a limited
amount, it will be necessary to seek
garment making partners.“
”However, for the immediate
future we are concentrating on
consolidating production to reduce
production costs and meet the demands of our existing customers which l am certain will be achieved
very quickly, led by the new Monforts lines.”

minimum of rubber is ground
thereby increasing the efficiency
and life of the belt.
Thermosol line
The Thermex 6500 has been installed in combination with a Fong’s
pad dry/steam range and offers a
production speed of 40-50m/min.
Featuring three chambers with the
third heating up to 190º-200ºC for
heatsetting, the Thermex ensures
shrinkage treatment.
The Thermosol line is used for
100% cotton and reactive dyeing
whilst the pad steam unit is used
with the line for poly/cotton blend
fabrics.
Boilers
Two boilers, also supplied by Monforts for the Fabricato installations,
supply 2.5 million K calories for the
new Montex and a smaller 1 mil-

15
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Leading commission dyer orders
second Montex
Tintatex, Colombia’s leading commission dyer has taken delivery of its second
Montex stenter to offer advanced finishing techniques and increased production
capacity; as it increases production from 80t to more than 460t in less than
eight years.

”not only will it
allow faster
speeds but also
the opportunity
to offer a variety
of finishing and
coating
techniques”

Jairo Ernesto Correa Sanchez
Since its formation in 2005, Colombia’s leading commission dye house,
Tintatex SA has increased its production capacity from 80t to more
than 460t in less than eight years; relying on the latest technology including Montex stenters.
The company had been formed
when four independent fabric producers in Medellin, previously relying on commission dyers, recognised the need for more direct control over dyeing schedules and production quality; and invited Jairo
Ernesto Correa Sanchez to head
the new commission dyer.
Over the next eight years the
company expanded its capacity to

16

more than 460t/month but, whilst
concentrating on the latest European
dyeing technology, had relied on two
older German-marque stenters for
finishing duties.
According to Jairo Correa the
company purchased a third stenter,
a 4-chamber Montex to meet the increased production demands.
”The improved quality performance compared with the two older
stenters was immediately recognised. We had also seen that technology in the dyehouse was continuing to change; particularly with finishing techniques.”
”In the past, for example, we had
relied on three and four chamber

stenters as being sufficient to meet
our requirements. However, with so
many customers today specifying
special finishing techniques, it was
necessary to order not only a more
hi-spec stenter but also one with an
increased number of chambers,” he
said.
An eight chamber Montex was
ordered through local representative
Servimtexa with the subsequent installation being headed by the representative’s Heinz Wengert.
”Not only will the latest Montex
allow Tintatex to operate at faster
speeds of 30-50m/min, depending
on the fabric and weight, but will
also allow a variety of finishing and
coating techniques to be offered;
thereby creating further opportunities for the company’s continued expansion,” exalted Heinz.
Tintatex provides dyed fabrics for
fashion wear in high quality viscose,
lycra and cotton blends as circular
knits and weights between 120300g/m².
Since those early days in 2005,
Tintatex has continued to supply
some 20% of its production to its
original four associate companies but
has also grown as a commission dyer
with a customer base of almost 50
customers; with several growing at
the same rate as Tintatex - to match
Colombia’s textile boom.

Medellin’s
favourite son
Medellin, once known as the
most violent city in the world a result of the urban war set off
by the drug cartels in the
1980’s - has long been famous
for its textile and fashion industry, particularly knit and woven
fabrics.
It is also the birthplace of
Fernando Botero, one of the
best and perhaps the most
popular contemporary artists in
the world today; with his instantly recognizable styles.
In addition to producing
more than 1000 paintings over
the past four decades, he has,
since the mid-70’s, produced
numerous distinctive sculpture
bodies in bronze and polyester
resin.
More than 23 can be seen
in Medellin’s downtown Plaza
Botero.

|
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New possibilities with the
ECO Applicator
Textile manufacturers continue to find new
applications for the ECO Applicator as a
highly economic alternative for precisely
adding a wide range of functional finishing
chemicals and treatments to their products,
according to Peter Tolksdorf.
It’s the flexibility and precision of this
new technology which is opening up
so many possibilities, since manufacturers have the option of treating
either side of a material at any stage
in the manufacturing run, or both allowing two treatments to be
added simultaneously and all other
variants.
”The obvious example of what’s
immediately possible is the combination of a hydrophobic, water repelling surface with hydrophilic,
moisture absorbing reverse side, in a
single material,” explains Peter Tolksdorf, Head of Technology Department.
”These materials are proving extremely popular in sportswear, for
example, and the ECO Applicator allows tremendous savings to be
made in respect of the energy in the
subsequent drying process.”
In addition, textiles for sportswear are often subsequently laminated to other materials such as
performance films, he adds, but if
fully coated with fluorcarbons can
prove difficult for processors.
”If you’re able to just treat one
side of the material, the subsequent
lamination is much more effective, or
as an alternative, the already-laminated material can be treated, depending on requirements.”
The ECO Applicator found initial
success in the denim industry,
where it is positioned in front of the
stenter to work in combination with
the traditional padder, or even as an
alternative to it, in wet on wet applications for applying chemicals such
as functional softeners, fluorcarbons
to provide water and oil resistance
and also in some applications pigments, for one-side dyeing.
Another popular application Is an
Eco Applicator in front of a Monfortex

shrinkage
machine,
where it makes the application of low viscose
liquors possible. Such a
configuration avoids
problems with precipitations
and
blocked tubes and pipes
due to insufficient
cleaning.

Peter Tolksdorf
Another interesting area in wetin-wet applications is in the production of terry towels where an
additional liquor treatment can be
applied to the fabric in very low

quantities in order to eliminate an
entire drying stage, with subsequent
savings in energy.
”This additional add-on is very
reproducible, with the precise

amount electronically controlled,”
Mr Tolksdorf explained.
In a further example of added efficiency, a mattress manufacturer in
Portugal is now employing the ECO
Applicator to apply, for example, antimicrobial products instead of a
conventional padder.
”The ECO Applicator requires
just 50% of the pick-up previously
needed, with a resulting 50% savings in energy in the subsequent drying process, while doubling treated
throughput capacity,” said Peter,
”and it’s even been possible to very
economically apply flame retardant
treatments in this way.”
Many other applications in technical textiles are currently being
found for this new technology.
A patent has meanwhile been
secured on a further adaptation of
the technology for indirect liquor application.
Two ECO Applicator units are
now in place at the company’s new
Advaced Technology Center in various
line configurations, enabling customers to conduct full trials.
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Italy |

Hi spec preparation for digital silk printing
Alatex Printing Ltd, a leading Italian silk printing specialist, purpose-ordered a new Montex stenter for
exclusive inkjet digital preparation and finishing in its facility close to Lake Como.
Como-based, silk printing specialist, Alatex Printing Ltd, has taken
delivery of its second stenter, a new
Montex for exclusive preparation
and finishing duties for the company’s inkjet digital printing applications.
The family-owned company was
founded in 1970 as a commission
dyer by brothers Ambrogio and Lino
Brenna and cousin, Andrea Trezzi. It
was later strengthened by a third
brother, Ezio Brenna and Luciano
Trezzi.
In those early days Ambrogio
reminisces how the company was
awarded its operating licence by
the local municipality but, with no
infrastructure on the site, needed to
bore for essential water supplies.
This meant drilling a bore hole
down to 100m in to a prehistoric
river bed providing ’pure’ water.
”It proved so ’pure’ that we
were approached by a mineral
water bottling company to provide
water instead of fabric printing on a
50:50 basis. Needless to say we
opted for printing.” he added.
”We initially started with eight
printing tables - four 150cm and
four 90cm wide - producing hand
printed narrow silk scarves; producing around 480,000m/year.
Green issues
”As a point of interest, proving that
we were very much aware of the
local environment and ’green
minded’ as long ago as the 1970’s,
we joined a consortium of regional
textile companies to ’pool’ our
’dirty’ water and, after cleaning,
reuse it in our various facilities.”
Initially the ratio was 70% by
the consortium and 30% by local
residents. Today, following expansion of residential housing in the
area, the ratio has changed to 30%
by the consortium and 70% by residential.
”We had also installed cleaners
to all our exhaust ducting to ensure
only clean air was emitted into the

18

atmosphere long before it became
the norm requirement,” continued
Ambrogio, adding, ”today we are
firmly committed to all EU standards particularly those relating to
the environment.”
Printing technology
With the introduction of rotary
printer technology in 2000, the
company subsequently installed 12colour and 10-colour printing
presses together with its 12 colour
flat bed printer.
Following the introduction of ink
jet digital printing techniques Alatex had purchased its first units by
2006.
Founder director Ambrogio
Brenna, explained his feelings at
the time recognising the necessity
to purchase the digital technology.
”At first l was very sceptical, unable to find pleasure for the digitally printed fabric compared with
the traditionally produced printed
fabric - l felt that computers were
killing the creative aspect of our
production.”
He continued, ”Today l must
admit however that l have revised
my fears, recognising that with digital printing you still require experience and knowledge to achieve
great results.”
”The key is sensibility in choosing the best colour for the right
combination of colours and sensitivity of feel.”

Ambrogio & Lino Brenna

Stenters
Currently, with its third generation
of digital printers, Alatex recognised
the importance of a state-of-the-art
stenter offering hi-performance and
precision for ink jet preparation preparing the silk fabric with chemicals before printing; to achieve the
specified high quality required for
the digital printer.
In the past, the company had relied on old second-hand stenters ”our first unit was a very old cast
iron stenter purchased in 1976 and
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”We are
extremely
happy with its
performance”
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Italy |

replaced 10 years later by another
second hand unit,” said Ambrogio.
As a result, the company ordered a new Montex from local representative Sacconaghi-Monaco Srl
for exclusive operation with the digital printing process. The new stenter is housed in a purpose-built
extension.
Digital preparation
In a first pass through the Montex,
the opportunity is taken to join the
30m, 40m or 50m rolls of silk fabric into larger batches up to several
100’s of metres as well as adding
chemicals for digital preparation.
Following printing, the fabric is
washed and steamed before passing through the Montex in a second
pass for finishing.
Fabrics for digital printing range
from 20-300g/m² with around 80%
of production featuring weights up
to 70g/m². A typical blend features
88% silk and 12% lycra elastane.
Following its recent installation,
more than 120,000m of silk production has been processed by the
Montex ensuring the superior hispec, quality finish. Digitally produced production is expected to

exceed 5,000,000m by the end of
the year confirmed Ambrogio.
Although ordered specifically to
handle fabrics for the digital printing process, the Montex, is also
used for finishing duties on the rotary and flat bed printed fabrics.
”We are extremely happy with
its performance,” said Ambrogio
Brenna.

Total production by Alatex in
2012 was almost 5 million metres;
supplying fabric for many of the region’s leading fashion houses including such exalted names as
Maxmara, Louis Vuitton, Prada and
Giorgio Armani.
The future, as a family-run company, is secure as the second generation - Laura, Mauro Brenna and

Marco Trezzi - step in to take over in
the future.
But it could still be a while away
listening to Ambrogio, ”I have not
learnt enough, even after 40 years
in the industry, and with the new hi
spec Montex l am still learning - we
do it with love and passion,” enthused Ambrogio.

Como - a silk city of excellence
Italy’s Como, sitting at the southern
end of Lake Como, has a centuries
old tradition and heritage of being
a worldwide leading producer of silk
products.
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The silk industry in the region
dates back to pre 10th Century. By
the early 17th Century Como boasted more than 100 silk mills.
By the 18th Century, and with a new
renaissance of silk design and manufacturing with the introduction of
mechanical equipment, Como led
the way with innovations in
production and design.

The region thrived as Italy’s silk
capital thanks to its abundance of water from the lake and alpine streams
plus the widespread mulberry farming in the nearby Po River Valley.
Despite global competition, Italy
continued to supply more than 90%
of Europe’s silk production a decade
ago, with the majority being produced
in Como.

By 2004 Como’s textile industry produced 4,400 t of silk for
clothing, decorative fabrics, scarves,
shawls, ties and upholstery.
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Significant energy savings for
specialist silk commission dyer
Leading Italian silk commission dyeing specialist, Lariana SRL, is achieving gas
consumption savings of at least 25% with a recently delivered Montex stenter;
compared with the company’s previous stenter.

Whether dyeing 100% crepe chine
silk or silk/polyamide/lycra blends, Italian commission dying specialist Lariana SRL is using 25% less gas consumption with its recently installed
Montex; compared with the company’s previous stenter installed alongside the Montex.
Como-based Lariana ordered the
Montex from local representative, Sacconaghi-Monaco Srl, to replace an older multi-layered stenter and specifically
for its thermofixing processes. It was
needed to meet increasing production

demands and faster fabric turnaround
to meet improved deliveries.
In addition to the energy consumption savings, the Montex is
also operating at 30% faster speeds
than the competitive stenter.
The reduced gas consumption is, according to a spokesman for Lariana, directly attributed to the roof-mounted,
heat recovery system - which is part of
Monforts on-going efforts to reduce energy consumption for the textile industry and is fitted as standard to all
Montex 6500’s.

Although founded in 1938 as a
commission dyer, the company saw a
change of ownership in 2001. Today,
Lariana continues to successfully operate as a high quality dyeing specialist for the ’high end’ market.
Since the change of ownership,
finished production has virtually doubled to almost two million metres/month.
In addition to silk, the company
dyes a variety of fabric blends incorporating cotton, nylon, polyamide and
lycra. A typical high quality fabric fea-

tures a 17% polyamide/53%
wool/30% lycra blend in a weight of
198g/m² for luxury ladies fashion
wear.
Weights for 100% silk fabrics can
vary between 80-230g/m².
The new Montex is used for all
dyeing, thermofixing and finishing
processes including ’soft hand feel’
with fixing once the greige fabric has
been washed before dyeing. All fabrics are subsequently passed through
the stenter in a second finishing
pass.
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Pakistan |

Five million metres and 100%
Monforts finishing
With a monthly production of 4.0 million metres of high quality dyed and
finished fabric in Sapphire Finishing Mills, the Sapphire Group is one of the
largest manufacturers and exporters of textiles in Pakistan.

Tariq Jamil
Its customer list reads like a ’who’s
who’ of European and US High
Street fashion retailers, including
American Eagle, C&A, Gap, H&M,
Lee, Mango, Old Navy, TJ Max,
Tommy Hilfiger and Zara.
As a result of forward integration, ongoing expansion and a
growing reputation for quality, the
Lahore-headquartered group has
managed to double its turnover in
the past five years and sales in
2012 were around US$600 million.
Some 14,000 people are employed at the Sapphire complex of
manufacturing plants, with dedicated business units for cotton,
spinning, weaving, knitting, dyeing
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and finishing, home textiles and
garments.
And since its foundation eleven
years ago, Sapphire Finishing Mills
has relied on Monforts technology.
Following the delivery of its latest Monfortex, the plant now has

four Monforts dyeing ranges, five
Montex stenters and three sanforizing units.
”We are very satisfied with the
quality of Monforts equipment and
its ease of operation and maintenance, for our staff. The Monforts
machines also provide value added
features for all our products,” said
Director Production, Tariq Jamil.
He added,“The first machines
have now been running extremely
smoothly for over a decade, but
Monforts doesn’t stand still and is
constantly developing new features.”
He cited, as an example, the latest Monfortex sanforiser that has
recently been installed.
”A key feature is the automatic
grinding, which eliminates the
need to remove and re-install the
grinding rollers. This has greatly reduced grinding time which is very
significant for a productive plant
like ours,” he said.
”We did consider options from
other European machinery builders,
but in the end we decided to stay
with Monforts for a number of reasons,” added CEO, Yousuf Abdullah. ”Not only did we want to
maintain consistency in the plant in
respect of operating parameters, as
well as common spare parts and
services, but our operators are also
very happy with the machines. The
designs are robust and simple from

an operational point of view, and
we don’t want complicated machines, just the best results. They
have always performed according
to our expectations.”
The latest machines, he adds,
are designed very much with energy savings in mind, in respect of
the high efficiency motors, heat recovery systems and E-control.
Sapphire specialises in bottom
wear fabrics for fashion apparel. In
addition to capitalising on Pakistan’s
high grade cotton, it also works with
different weaves, including plain,
canvas, twills, satin, rip-stop, Ottoman and stretch fabrics.
It carries out reactive, vat and
disperse dyeing to cater to the de-

Yousuf Abdullah
mands of the market in respect of
quality, performance and end-use
application. The range of valueadding finishes it is able to impart
as a result of the Monforts technology include easy care, wrinkle free,
water repellent, soil release anti-microbial and flame retardant treatments, in addition to silicone and
peachskin finishing.
”With the increased production
capacity these latest Monforts machines will provide, we’ll be able to
reduce the average cost of our fabrics while reaching a larger number
of customers,” said Mr Abdullah.
”By March 2014, we anticipate
being able to achieve a production
capacity of around five million metres every month.”
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A powerhouse in Pakistan
Pakistan’s Nishat Mills has been a satisfied Monforts customer since it started in house dyeing operations
in 1989; following its formation in 1951. Currently, it is installing a new Thermex 5500 continuous dyeing
system along with an Econtrol unit at its fabric plant in Lahore; ordered through the local representative
Al Ameen Trading.
The installation will be operational
before the end of the year putting the
company on course to finish some
4.5 million metres of fabric monthly. This will allow it to service important new contracts such as supplying the camouflage fabrics for the
Pakistan Army.
The company’s fabric dyeing
plant in Lahore is already equipped
with Monforts stentering, sanforizing and other equipment, which
will be complemented by the new
Thermex and Econtrol systems.
”Our decision to acquire the
Thermex system was not only in order to increase production, but also
to enhance quality and reproducibility,” says Managing Director
Ahmed Jahangir. ”We have full confidence in Monforts and the benefit
of future quality dyeing. Even before
we buy Monforts machinery we are
confident about the quality.”
Current finishing output at the
plant is 3.5 million metres and the

target is to reach up to 4.5 million
metres.
”We have also bought the Econtrol system which will help us to reduce the cost of production by reducing water consumption and controlling pollution as well,” said Technical Director Rehman Siddique.
With two spinning units and an
existing yarn dyeing operation in
Faisalabad, a weaving unit in
Sheikhupura and weaving, fabric
dyeing and finishing, stitching and
garment making-up operations in Lahore, Nishat has grown over the years
to become one of the biggest vertically-integrated textile operations in
the country.
In total, it has some 198,120 spindles and 655 air jet looms, while its
two separate stitching units are dedicated to home textiles and garments
respectively.
The company is now achieving export sales of over US$400 million a
year. The fabric processing plant has

Faisal Hafeez (left), Hafeez Ur Rehman Siddique

Ahmed Jahangir
the capacity to process over 10 million m of fabric monthly and has
been purpose designed to handle
heavy weight fabrics such as twills,
canvas and poplins, in addition to
stretch fabrics in all high density
weaves.
Around 70% of this output is in
narrow width. The Nishat apparel division is equipped with a total of
1,627 modern sewing machines
and completes around 7.2 million
garments annually.
The success of Nishat Linen - the
company’s textile and home fashion
retail chain - has been achieved as
a result of the close is attention it
pays to quality, design and affordability.
Nishat’s operations are also
equipped with extremely efficient,
captive co-generation, power plants
to meet in-house energy requirements at all of its spinning, weaving,
processing, stitching and apparel
units.
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Peru |

Textil Only Star invests in Toptex
Textil Only Star SAC, which has added a major dyeshop to its production line,
invests in a Toptex 8000 as it becomes a vertical producer.
Textil Only Star, one of Peru’s top
knitting producers, has installed a
Toptex 8000 at its factory in Lima
as part of a strategy to turn the
company into a vertically integrated producer.
The Toptex was ordered
through the Peruvian representative who, along with an engineer
from Germany commissioned the
machine and supervised training.
Textil Only Star, along with its sister company Precotex, has been one
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of the fastest developing companies
in the Peruvian textiles and garments
industry.
The company was launched as
Precotex in 1996 by Dante Villalva
Munive, who was then a student in
his early 20’s. Initially it focused on
simple textile printing work, using a
carousel print system, but soon
grew to become Peru’s largest print
specialist.
In 2005 Precotex moved into the
manufacture of garments, establish-

ing Textil Only Star with knitting
and sewing facilities to manufacture
and export collections for brands that
include Armani Exchange, John Varvatos, Donna Claire, and '47 Brand.
”Once we had established Only
Star, we realised that we needed to
progress yet further and become an
integrated vertical producer," says
Mr Villalva, ”We opened our dyehouse production in the first half of
2012 with five dyeing units, and are
now adding a further six.
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”At the same time we invested
in the Toptex. The machine adds value to our production. The finish it
gives to our cotton produce is finer,
softer and better looking than any
shrinking machine that we have
seen.
”There is also the environmental aspect. The Toptex is thoroughly designed to more than meet all
environmental regulations, and in
the export markets that is what is
being looked for. It is also a highly
efficient user of energy."
Mr Villalva says that Peru is not
one of the world’s leading garment makers in terms of volume or
low cost, and could never compete
with China or other Far East producers, or even the Central American producers.
”Peru does however have an
outstanding reputation for quality,"
he says. ”We can compete on equal
terms, and better, with the world’s
leading quality producers. This is
what drives Only Star, and this is
where our future lies.
”We have become a vertical
producer from the ground up, always
testing ourselves before moving
onto the next stage, and all the time
investing in the best technology."
The Toptex is achieving a residual shrinkage of 5% and in the first
couple of months of operation was
handling 4t per day, working on a
24-hour, three-shift basis. The factory,
which employs 1200 people, works
seven days a week.

Mr Villalva says that the projection is the Toptex will be processing
14 tonnes a day in 2013.
Average width of the material is
1.8m, and weights range from 110
to 135gsm.
There are plans to move further
into blended fabrics, and Mr Villalva says this was an important consideration when negotiating with
Monforts.
”The Toptex changes everything
for us," he says. ”We can go out to
the export markets with even greater
confidence."

”The machine
adds value
to our
production”

Dante Villalva Munive
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Portugal |

Gas & steam heated stenter chambers a 1st for Monforts
In a first for Monforts, a newly installed Montex stenter is able to capitalise on steam from a co-generation
plant to heat the first two chambers ensuring significant energy savings and improved finishing.
Portugal’s fully vertical ’terry’ producer, Lasa, has configured the first
two chambers of its newly installed
Monforts Montex 6500 stenter to
be heated by steam produced by
the company’ co-generation plant.
Supplied at 150°C at virtually
no cost and a pressure of 13 bar,
the technique is providing significant energy savings for the normally gas-heated chambers.
Should a terry fabric require a
temperature above 150°C, a simple
changeover switch to gas heats the
two chambers to 180°C.
Thought to be one of the first installations to capitalise on this technique, it is certainly the first for
Monforts in Portugal.
The roof mounted heat recovery
system recycles hot air back into
the Montex chambers, heating the
inlet air and providing further energy savings.
Modernisation programme
The new 5-chamber Montex has
been installed to replace a 30-years
old stenter in an on-going modernisation programme.
In electing to order the Montex
from local representative, Maquicontrolo, Lasa director José Antunes, confirmed that energy savings were top of
his ’shopping list.’

José Antunes
”Today, energy costs in Portugal
are perhaps the highest in Europe
and savings are essential,” he
stated, adding, ”Our previous stenter was thermo oil - heated which
was proving to be too expensive;
the new Montex is gas-heated and
is much more beneficial.”
”Although it has only been operational for two months, we are already noticing significant differences
- for example, running at twice the
speed of the old unit means we are
able to double our finished production.”
He also announced that the
company was looking at ’shutting
down’ one of its three daily shifts
as a direct result of the stenters
performance, whilst still increasing
production with the resulting energy savings and reduced labour
costs.
Vertical operation
Although founded in 1971 by
Armando da Silva Antunes - producing handkerchiefs - the April 1974
revolution in Portugal and the period
of instability that followed, combined
with an adverse economic situation,
meant that it was not until 1980
that he was able to follow his dream,
establishing a fully vertical operation.
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”gas and
steam heated
chambers
ensures
significant
savings”
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Over the next 30 years the company consolidated its structure such
that today Lasa is recognised as one
of Europe’s leading terry towel producers, and the Group is one of the
most important textile groups in Portugal.
As a fully vertical operation with
spinning, weaving, dyeing, finishing
and confectionery, Lasa produces a
wide range of terry towels, bath
robes, bath mats and baby articles.
A key to its success is the company’s quality control procedures
with complete control of every
process and results and procedures
registered to ensure a high and
continuous standard.
The company offers ’six never
out of stock’ plain dyed ranges in
different colours, weights and yarn
quantities. These plain dyed ranges
are complemented with bath robes,
bath mats and slippers.
Lasa also presents two collections
a year based on its r & d departments
trend scouting. Additionally some new
designs are launched every month as a
’refreshment’ of the main collection.
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Export production
More than 90% of the ’terry’ production is jacquard in weights of
between 240g/m²-1,500g/m² (towels 240-700g/m²; bath robes at
480g/m²; and bath mats at
1,500g/m²).
Featuring widths of 0.6-2.4m,
the Montex operates at speeds of
15-35m/min.
According to José Antunes, the
speed factor was an important
consideration. ”Even allowing for
the age of the old stenter, the Montex is able to operate at twice the
speed offering increased production.”
He also appreciates the Monforts horizontal chain system over
competing brands, offering extended lifetime operation.
With 90% of production bound
for the European markets - primarily Germany, France and Spain, plus
the United States of America, leading customer brands include El
Corte Inglês, Guy Larouche, Zara
Home, Auchon, Diesel, Debenhams,
Conran Shop and La Perla.
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MONFORTS ATC

Welcome to the new
Advanced Technology Center
in Mönchengladbach / Germany
With an all-embracing range of machines,

Services rendered
at the new MONFORTS ATC
> Trials with customer fabric
> Training of operators
and service personnel

the Monforts Advanced Technology Center offers the
possibility of carrying out extensive fabric trials under real

Range of application

production conditions.

> I. Continuous dyeing
> II.
Finishing of knitted fabrics
> III. Finishing of woven fabrics
> IV. Finishing of Technical Textiles

For absolute reliability in the finishing result and tailored
machine engineering.
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Advanced Technology Center opens its doors
Occupying a massive 1500m2 area,
the new ATC is located in a complete hall at the company’s headquarters in Blumenberger Strasse,
Mönchengladbach. It will allow
customers in-house opportunities
to undertake trials on Monforts
dyeing and finishing machines
under fully confidential, real production conditions.
The new ATC includes comprehensive test facilities; where dyeing
and finishing trials can be performed with the customers own
woven, knitted or non-woven fabrics or technical textiles, under full
working conditions.
Using the results from these trials, recommendations will be made
for improving fabric finishes.
The hall includes a full Thermex
continuous dyeing range suitable
for the Econtrol® process; a Montex
6500 stenter with a vertical chain
return and equipped with Eco Applicator; and a Montex 8000 stenter for technical textiles incorporating Eco Applicator, high
temperature and an explosionproof execution for treating fabrics
with solvents.
The new facility represents a
€2.5 million investment, including

the installation of a steam generator and complete utilities including
a colour kitchen and fabric laboratory testing equipment.
Monforts technologists are
available for comprehensive customer’s advice on all aspects of
dyeing and finishing for classical
and technical textiles providing full
assistance for economic and ecologic processes.
Training courses are also available for machine operators to run
the machines under minimum use
of dyestuff and energy input for
best value added finishing results.
The new hi tech, world class facility is another example of Monforts policy to fully support its
customers in achieving the best
possible solutions in finishing its
fabrics efficiently under ecological
and economical conditions.

Peter Tolksdorf, Chief Technologist (left); Jürgen Hanel,
Head of Technical Textiles Division (centre);
Fred Vohsdahl, Manager of ATC (right).
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USA |

Strong footing for floor coverings
with customised Monforts stenters
Customised, high performance
Monforts stenters are available as
a central feature of the latest
drying and coating installations for
floor coverings.
“Monforts has produced a number of stenter installations for drying
and backing systems for modular carpet tiles, rugs, mats, textiles and other
floor covering applications,” says Jürgen Hanel, Head of Monforts Technical Textiles Division.
“The latest Monforts stenter,
the Montex 8000 Series, is the
most advanced carpet tile precoating stenter in the world - it’s a
masterpiece,” said Jürgen Hanel.
With a maximum width of 2.2 m
the Series 8000 TwinTherm has six
chambers with 12 burners.
“Each chamber has a separate
burner for top and bottom to
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obtain a temperature differential,”
Jürgen explained. “The web
passing through the chambers are
quite different on each side“.
“One side is the surface you
normally see and walk on and is a
fibre that has a lower melting
point. The other side has an
adhesive latex that is applied to fix
the fibres into a primary cloth.“
“This is the reason for building
the oven/dryer chambers with
separate temperature control in
the top and bottom of each
chamber.“
“It should be remembered that
every structure in the world has to
have floor covering and this will not
change. The economy may take time
to recover but floor coverings will
still be in demand. There may well
be fewer dealers selling it but there

should be a lot of customers,”
added Jürgen.
The floor covering industry has
certainly gone through significant
changes in the past few decades,
and Jürgen confirms that carpet
tiles - also known as modular
carpet - have now become the
most used floor covering above
wood, broadloom and other alternative surfaces in the commercial
sector.
The global carpet tile market is
now worth an annual $2.7 billion.
The USA is currently the biggest
market with a 32% share, followed
by Japan with 13%.
Modular flooring is particularly
popular in US corporate and governmental offices, as well as in
institutions such as schools and
hospitals, as a result of its durabil-

ity, along with ease of installation,
maintenance and replacement.
While carpet tiles still have well
under a 50% market share almost
everywhere but Japan, substantial
future growth is particularly anticipated in developing economies.
It has been estimated that
between 1.6 and 1.8 billion m² of
new floor space will be needed
each year between now and 2025
to accommodate China’s urban
migration; this yearly increase is the
size of the current US market. In
addition, India is expected to add
between 700 and 900 million m² a
year.
Russia and Brazil have also
become significant markets for
growth, while a number of Asian
countries are following behind
China as low-cost manufacturers.
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Thailand |

Luckytex invests in Monforts technology
as part of strategic move into value-added
Thailand’s Luckytex aims to beat competition from Asia by investing in Monforts technology and moving
strongly into the innovation and quality sectors.

Long-time Monforts user Luckytex
(Thailand) Plc has installed a Thermex 6500 hotflue system for continuous dyeing as part of its
strategy to move more strongly into
value-added production and
thereby fend off competition from
the high-volume, lower-cost producers in other parts of Asia.
The company has also invested in
a MXL moist cross-linking process,
and a Montex 6500 stenter.
All the equipment has been supplied through the Thai representative,
United Engineering Overseas Ltd.
”Thailand is no longer a lowcost textile producer,” says Luckytex Deputy Managing Director, Li
Kin Shing. ”We must innovate. Innovation means survival. This is

why we have been investing in this
technology.”
Luckytex produces polyester and
cotton blended fabrics, 100 % cotton fabrics, 100 % polyester spun
fabrics, polyester filament, taffeta,
and denim. The company also produces industrial materials, such as
dipped cord for air-conditioner,
brake and power-steering hoses,
and nylon airbag fabric.
Ranking within Thailand’s top
10 textiles producers, Luckytex was
established in 1960 as a venture
between Hong Kong and Thai-Chinese interests. Its first mill was for
spinning and weaving, and the second, which opened shortly after,
was for dyeing and finishing. A
third mill was added in 1976.

Li Kin Shing
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The company is now partially
owned by Toray Industries of Japan,
and is listed on Thailand’s Stock Exchange.
Beating competition
Although Thailand was until recent
times considered a low-cost producer, the country’s labour costs
have been steadily rising. It also
faces intense competition from
other nearby producers in Vietnam,
Laos, Cambodia, Bangladesh and
China. The predicted rise of production in Myanmar is going to increase competition even further.
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The three Luckytex mills are located in Samut Prakarn, a neighboring province of Bangkok, at the
mouth of the Chao Phraya River.
The factories are linked through
flow of production, especially in the
manufacturing of spun fabrics and
taffeta.
Mill No 1 operates spinning and
weaving for production of spun fabrics and transfers this to Mill No 2
for bleaching, dyeing and finishing.
Mill No 3 produces taffeta fabrics and transfers this produce to
Mill No 2 for dyeing and finishing.
Apart from taffeta fabrics, products of Mill No 3 also include denim
and the industrial materials.
The machines are installed in
Mill No 2, which employs about
700 people. The first unit to be installed was a Monfortex in 1992. A
second was installed in 1997, and a
third in 2003.
Mr Li, who is also manager of
Mill No 2, says that the company is

manufacturing for both the export
and the domestic markets.
Spun fabrics, mainly polyester,
blended polyester and cotton, and
100 % cotton, form the largest export produce, amounting to about
70 % in total with only 30 % going
to the domestic markets.
The largest export market for
100 % spun produce is the Middle
East. Filaments for linings, outerwear, twill and satin are also substantially exported, while denim is
mainly for the local market. Taffeta
currently accounts for 20 % of exports.
Taffeta production totals about
4,600 yards/month, of which the
bulk is 62cm wide. Approximately
87% of production is for plain
taffeta, with the remaining 13%
being dobby and cam.
Altogether, Asia forms the
largest export market with 85%,
followed by Europe at 11% and
America with 4%.
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The MXL process line comprises
a padder, a stretching field and a
Thermex hotflue treatment chamber. It is being used principally for
100 % cotton woven fabrics along
with some cotton blended with
polyester woven fabrics.
The recently installed Montex
6500 stenter is being used almost
exclusively for taffeta, which Luckytex believes offers more potential
as a market.
”The past two years has been a
time of heavy investment for us,”
says Mr Li. ”We believe we have
reached the strategic point we are
aiming for, in order to increase our
value-added revenue.
”This is essential for us, and as
a long-time user of Monforts, who
we regard as a valuable business
partner, we have every confidence
in achieving our targets.”
Installation of the three-chamber
Thermex 6500 continuous dyeing
line, will allow Luckytex to develop
new high-density fabrics and special
finishes. And being a loop-dryer with
a fabric capacity of up to 51m, it will
ensure drying times of only a few
minutes for woven fabrics.
The new Thermex is currently processing materials of 120g/m², but this
is expected to increase to 200g/m².
The width is usually 160cm.
MXL process
Earlier this year the company installed a Monforts MXL 7000 continuous moist cross-linking unit
which allows, for example, noniron, laundry fresh and wrinkle-free
properties, particularly on cotton
fabrics at a reaction of the time required by batch methods.
It also ensures greater flexibility
and increased process safety.

Left to right: Suchao Leelawatanasuk, Director, United Engineering Overseas Ltd;
Ryuichi Hayashi, General Manager of Engineering Department; Li Kin Shing, Deputy
Managing Director; Irisa Tsuyoshi, Executive Advisor.
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Competence in
Denim Finishing
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