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Annual Conference 2009

The 2009 DATS conference \iedd in Leeds on the ¥%nd 23" of Novemberwith different
topicsexplored each day. Day omeasheld at the Leeds City Museum and the programme of
speakers addressed the themesRé#ady to Weaand Textile Production Atthe end of theday
delegates were given a tour of tlstored collections at th®iscovery Centre, by curator, Natalie
Raw.

Day two was held at Temple Newsam Howsmagnificent TudarJacobean mansigorand the
theme of the day wa€urating the Countridouse Activitiesin the morningincluded a handsn
workshop with Annabel Westman ddentifying 17 and 18" century furnishing textilesand a
presentation by Sharon Woodcock and Natalie Raw on their revival project at Lotherton Hall.
During the aftenoondelegates weregyuided around Temple Newsam aitsl collections byhe
Curator of Exhibitionslames Lmax,, g KA f S OdzNJ (i 2 pidsentation Textilesdni y I Y QA&
Candlelighthighlighted¢ S Y LJt S bd8lizciidn ¥fQaeld and silver brocades atidstrated
how spectacular thee fabricdook shimmeringin the light of candle lit lamps.

Notes on the Shoddy and Mungo Industry in Batley and Dewsbkuyina Bill,
Kirklees Museum and Galleries

Definition

Shoddy is primarily recycled woolaingh the term has been also been used for recycled
cotton and rayon. The distinction between shoddy and mungo is confusing, and there is
overlap. Mungo seems to be a variety of shoddy.

According to Gee:

Shoddy (is) fibrous material resulting from pullingtted or loosely woven rags and wastes
and some light and thin felts. Mungo (is) pulled material resulting from the pulling of thick
felted rags, maximum set and thoroughly shrunk goods or small pieces of rag in which the
fibres are short.

Often now caktd reclaimed fibres, rather than shoddy.

Origins
Invention of shoddy dates back to very early years of C19th
The first reclaimed fibres were used for padding, especially, saddles

Benjamin Law is the person widely credited with inventing the proced818. But

never that simple. B not certain who invented the process, but it seems that Law was the
first to recognise or exploit its commercial potentighw set up business in Batley, and was
soon followed by other entrepreneurs working in thense field. The industry became
established quickly, grew rapidly and continued to grow through the 1800s:

1855 35,000,000 Ibs of rags dealt with

1875 104,000,000 lbs of rags dealt with

It had a huge impact on Batley, which went from a small village doge town in about 20

years, and was at one time the fastest growing town in W. Yorks. The shoddy industry

gl ayQi O2yFAYSR G2 . FGftSes odzi &aLINBIFIR (2 GKS
and remained primarily in this small area.



The process inveéd several related industries, from collecting and sorting rags, fibre
reclamation itself and engineering, to create the required machinery.

Processes in making shoddy

Collecting and sorting rags

The raw material of the shoddy industry was used régkrs clippings and off cuts. The
quality of the end product depended on the quality of the rags: new tailors off cuts were the
best quality, dirty worn out clothing was the lowest quality. Sorting and grading rags was of
enormous importance.

The indusry came to generate an enormous demand for rags, which were collected
throughout the country, and internationally.
There were regional differences:

e Scotland; coarse knitted, good strong staples

e mining areag; dirty and poor

e clean sound worsted mostly fno cities

e agricultural districts tweeds and cheviots

The rags were sold at auction in Dewsbury and Batley, originally at the train stations, later at
purpose built warehouses. Sorting rags into different categories was extremely important.

There were manyag merchants, some specialised and some more general. The larger might
sort rags into 1000 different lots. Specialised firms might have 26 different qualities of
indigo.

The sorting was done on riddlesisually a mesh topped table through which rubbéstd

dust can falt with a northern light. It was a dirty, messy and unpleasant job, mostly done

by Irish women.

As well as being sorted, the rags were cleared on unwanted bits and pieces (so called
WO2Y UNF NARSE QU ts dadk tickets, dankids Btt, Widd linings pudledkzaut.

Angus Bethune Reach described the conditions in which the women worked; the women,
Yaboured in a sort of half roofed outhouse, the floor littered with rags and heaped with dust,

the walls and beams furred withwavy dos A { S Yl dasSa 2F FAL{IFYSydXx ¢
women, with their squalid, dusttrewn garments, powdered to a dull greyish hue, and with

their bandages tied over the greater part of their faces, moved like reanimated mummies in

their swathings; | had seldon$sSy | ye@ i KAy 3 Y2NB 3IKlIadteQo

Preparing rags
Before being ripped into fibres, the rags were washed, stripped and dyed, if necessary.

Stripping of dye was only necessary if the required cloth was a different colour to the
original. In many cases, strippingcadyeing would not be necessary as the same colour
would be required at the end.

Carbonisation is a chemical process whereby cotton thread is removed without damaging
the wool.



Blending and oiling

Where sorting and pulling is done by same firm, the rags are blended before pulling to be
close in colour: rags are laid on the floor of the pulling room, different colours and qualities
on top of each other, then fed into machine, small amounts at a tioaéjn preserving
proportions of mix. Wool or waste may be added to improve quality or lighten colour.
Shoddy maker is supplied with a small sample which must be replicated for shade and
quality. When a few pounds of rags pulled, a comparison is madetgthample, and
additions made to get colour right, using the Blend Book for reference.

This is the Fearnought which is the main machine in the blending plant. Material comes
from next door, through this cage and then it goes through the Fearnoughbwbiens it up
and mixes it but the mixing is not only done though the Fearnought but through spinners
which are in the next room, that's where its blown and mixed into layers and builds up and
builds up and then its taken from one to another and it doesséhme. Its surprising just
blowing it and spinning it through the spinner how even a black and white gets to a grey.
Henry Day

Pulling
Pulling is the heart of heart of the process, whereby the rags and ripped apart and blended

together to form a new udale fibre. A pulling machine has rollers of teeth which rotate and
pull apart the rags. Different settings (speed of the rollers, size of the teeth) create different
end results and are more appropriate for different typoes of rags. Too much pullingsresult
AY | WodzNEGQ aK2RRe 6KAOK A& FTNARAIOGES YR LRg
raw and still contains bits of rag.

ItQ a double swift pulling machirean pull anything ... it has the versatility and the scope

to pull anything from fie lamb$wool clips up to synthetic carpet threads. So we cover a big
range. And with that machine, with 2 swifts, we don't get any rag bits which the normal
pullers do... we feed straight into the double box press. Henry Day

Products of Shoddy

The shoddy industry produced a great range and variation of goods, though mostly at the
lower end of the marker, some was good quality. In 1947 prices varied betweenf#20/

cwt for new white flannel and worsteds (fine) to 18r old grey linsey cloth.

The quality largely depended on the quality of rags and how much virgin wool mixed in.

Some sample recipes:

Khaki coatingvarp and weft blend blanket

224 |Ib khaki serge (mungo) 140lb carbonisedeams

20Ib khaki wool 80Ib carbonised silky merinos

20Ib white crossbred wool 1401lb new clips

4 gallons oil 36 Ib mixed nippings (waste made by piece

in woollen mule spinning)
6 gallons black oil



Blazer clotlcotton warp, weft blend
116 Ib white cashmere clips

36lb corn plaster cuttings

60 Ib white felts

18lb superbleached floss

18 Ib super cashmere

95Ib white worsted

7 gallons oll

| gallon water

Jubb lists main products in early days as

Flushingg heavy coarse, wetlasied cloth with very little finish, profmostly
replaced by pilots; mostly blue or drab, rare now except for Royal Navy
druggetsg mixed unraised cloth, often plaided, in various widths and qualities,
chiefly made at Batley Carr, main use low carpeting, mostly for home market
paddingsg red andcrimson, for stuffing and stiffening collars etc

According to Jubb, by 1860, this had expanded to include:

duffels¢ stout, medium and good quality, well raised and finished soft

frieze clothg mixed and mostly unraised, heavy and sound, for Irish market,

brown, claret mixed and grey

witheys-LJt | Ay O2f 2dzZNBE I YAEGdNBE FyR Flyodeé
overcoats

mohairsc with woollen or cotton warp

pilots ¢ shoddy staple, commonly blue, also black and brown

tweeds¢ summer overcoats etc

petershams

strouds, mostly blue, for Govt and Hudson Bay company, with white stripe between
selvedge and cloth

savelists

army goods, esp Kersey for soldiers great coats and convicts clothes

reversiblesg

linings

coloured blanketg Y Ayt & FT2N) avyB8BoORYy WwWatl @S
velvetsg grey and brown union mixtures

sealsking mohair etc, lustrous, up to £1/yard

cheviotsc

Shoddy Industry in recent years

Shoddy industry in West Yorkshire declined since WW2, along with rest of textile industry in
the region, and theridustry has virtually disappeared.
India and Italy are now the main centres of production
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as environmentally friendly and, according to the label, contains 8@¥%cled fibres. Now,
for the first time ever, shoddy makers are proud to declare the nature of their product.

Sources:

History of the Shoddy Tratby Samuel Jubb, (a shoddy mfer)1860

Shoddy and Mungo Manufacturey NC Gee, head of Dewsbury Technical gellEextile
Dept, c1950

Plus tour/interview at Days, in Dewsbury, in 2000, just before they closed down

G¢CKS / KAST {SId 2F GKS [/ KAST al ydzFl Oid
textiles history of Norwich; a synopsis Cathy Terry, Curator of Socidbtery,
Norfolk Museums and Archaeology Service

CKA& GlFf]1] LINPOPARSAE YR AYUNRRdAzOGAZ2Y (G2 GKS b
industry of the 18 century. It describes the complex and closely integrated group of trades

which together produced desirable and distinctive cloths such as callimancos and taboretts,
destined for places as far flung as China, Russia, New England, Italy, Holland, and

Scandnavia.

Norwich is a provincial city in which textile production is now barely a memory, and yet for
hundreds of years it was the major industry in a city second in size and importance to

London. Textile money underpinned its prosperity, and a textilggathy held the reins of

power in local government. Today, Norwich has fine museums, civic records and buildings.
However, apart from a remarkable collection of pattern books, there are surprisingly few

surviving examples of cloths or garments that reflihet era of peak production. During the

18"OSy GdzNE b 2NBAOK {i(idzFTfaé¢ 6SNB SELRNISR G2
KdzaS ljdzr yGAGASaSE YR b2NBAOK gl a | Oly2et SRS
(worsted and worsted mix cloths).

Traces othis activity remain in the Norwich townscape. We can see from the few surviving
gSIFPSNEQ IFNNBOGa YR Y2RSaid 62Nl akKz2Lla Ay @KA
production was prandustrial in scale and nature. At the same time, the evidence from the
AYLINBaAAaA@BS YSNOKFIy(lQa K2dzaSasx Yz2ydzySyidas OKd
profits it generated were substantial. To understand how Norwich succeeded at a time

when other mighty textile cities failed we examine the versatility and ingenuitiyeof

various trades involved in cloth making over the previous four or five hundred years.

The wealthy and powerful medieval city gradually developed a number of different textile
specialities, including dornix weaving, linens, knitted stockings and yw&ek, as well as

woollens and worsteds. Lying at the centre of a rich agricultural area, it had a famous

market as well as excellent trading connections to London and across the North Sea. Add to

this the combined expertise of many generations of immigsettlers, collectively known

Fd a¢KS { (N} Yy3aASNER:¢®d CfSYAAKI 5dziOKx 2 ff22y
various distinctive clottmaking traditions to add to the range already produced. During the

17" century, Norwich became known fortherdsii Ay 3 db S¢ BSaRBhLISNRA Saé T f



colourful cloths, using worsted or worsted ny&rns, typically featuring prdyed yarn,
inventive patterning and hepressed finishing.

Capitalising on tried and tested methods, the merchargnufacturers of the 18 century

G221 FTROlIyYy(dlFr3S 2F 02yadzYSNEQ ALISYRAY3I LR g SNJ
the gentry classes. They sent their goods not only to London for distribution, but all over

the world, carefully cultivating foreign clients and using their @gents to market their

g NBad 5SiFAfa 2F GKAa LINRPOS&aa IINB 3ItSIFySR
LI GGSNY o06221a 6KAOK RSOFAf GKS @F NAR2dza Of 2
trade in the most popular cloths; camlets, callimancsstins and taboretts, much of it

shipped via the port of Great Yarmouth to Rotterdam, the Baltic and Scandinavia.

'.F
i K

A picture emerges of merchamanufacturers who were true masters of the arts of

weaving, but also astute businessmen and able administsatmordinating the many
RATFSNBYG ONIXTFhavySyQa AyLlzi Ay (2 0KS FAYAa&K
ready for shipping, and arranging credit and insurance. Around thirty such individuals can be
traced at the end of the 18century in Mrwich and some of these made immense fortunes.
Nonetheless, there were a few bankruptcies; direct export left manufacturers hostage to

fortune as wars, alliances, trade treaties and rivals came and went.

Ultimately Norwich was not well placed to competgh the more industrialised textile
production of the north and nortlwest of England, steadily losing ground to competitors in

the later 18" and early 18 centuries. Worsted cloth was less fashionable, and worsted
weavers hit hard times. Enterprisingamufacturers turned to new types of fashion markets,
including the famed Norwich shawls and to mourning cloths such as crepe and bombazine in
the struggle to survive, but many manufacturers went out of business and there was
widespread distress among themaining weavers. When shawls fell from fashion in the

1870s the remaining textiles production dropped dramatically, leaving only a small amount
of powerwoven silk weavings, crapes and lower cost hdrae fabrics used for furniture

and linings.

Today mly a handful of Norwich citizens remember textiles production in the city at first
KFYyR® | 26S@OSN)I GKSNE Aa | 1SSy AyuSNBad Ay (K
proportion of Norwich residents share folk memory of having weavers amadhgst

forbears. Furthermore, a vibrant new textile culture is seen in enthusiastic support for
textiles exhibitions, research and study initiatives, artist involvement and civic
commemoration. One of the most exciting opportunities is the prospect obdesing

Norwich made fabrics still in use or in collections elsewhere in the world. Thanks to visiting
researchers, museum staff have been made aware of the existence of types of fabric in
surviving dress and furnishings, for instance in local and regilveas. Collaborations have
made possible some of the more ambitious projects such as the Norwich textiles website
(with Norwich University College of the Arts) and a handling/preservation project with the
Norfolk Record Office and Camberwell College efAts. The engagement and generosity

of a group of knowledgeable local researchers has proved invaluable in assembling the
various disparate source materials into a much fuller and more consistent record of the
Norwich textiles industry.



C2NJ FdzNIKSNJ RSGFAt & o2dzi b2NBAOKQAE GSEGATS
www.norwichtextiles.org.uk

See also

Made in Norwiclg 700 Years of Textile Heritage. Morris, (Norwich, 2008)

TheLetters of Philip Stannard, Norwich Textile Manufacturer, 75163 U. Priestly, Ed.

(Norfolk Record Society, LVII, 1994)

Crombie: the Story of a Textile Milllison Frasell.ead Curator (Collectiorgcess)
Aberdeen Museum

The firm of J & Crombie has been associated with Aberdeen since establishing a textile mill

at Grandholm on the banks of the River Don in 1859. Prior to this date, the mill was situated
further upstream at Fintray, to the north of the city. The source of most of thenmdtion

2y (GKS KAal2NR 2F GCribbieFok Gtdndhbld and/Cothdl 1908 vy Q& 6
After the woollen mill at Grandholm closed, an oral history project was instigated by

Aberdeen Art Gallery and Museums Service and local people wetednigibe interviewed

about their connections with the company. In 2009 the rolling programme of costume

exhibitions included a display of outfits made from Crombie cloth, drawn from the

permanent collections of costume and textiles.

TheNew Statisticalccount of Scotlandf 1845 refers to the manufacture of fine woollen

cloth at Cothal Mills in the Parish of Fintray in Aberdeenshire. John Crombie, possibly the
son of a weaver, became a partner in the firm Crombie, Knowles & Co. in 1805, based at
Cothd Mills. The mill was situated on the banks of the River Don close to a waterfall, a
more costeffective means of providing power than steam. Skilled weavers were introduced
from Yorkshire to raise the standard of cloth production. In 1810 Crombie, IKs@nd Co.

and George Mercer and Sons of Galashiels shared the prize offered for woollen cloth by the
Trustees for Fisheries, Manufactures and Improvements in Scotland, indicating that the
Crombie product could compete with the more renowned Borders cldthe mill at Cothal
produced fine quality tweed which found a market in London as well as locally. All the
manufacturing processdsom the raw wool through to the final woven cloth were carried

out in one factory and this remained the case until thdl miAberdeen closed in the 1990s.

The partnership of Crombie Knowles & Co. was dissolved in the late 1820s, but the business

gl a O2yGAYydzSR YR S@Syildzatte GIF1Sy 20SNI o6& W
cloth continued to be commended by the Btaes and it was noted that the superfine black

cloth was of superior quality despite the use of sulphuric acid to make it colour fast. The

inventory of 1846 records the employment of 26 weavers and the purchase of seven power

looms, although handlooms otinued to be operated. The company became known as J &

W / NEYOAS AYy wmypnI 6KSY W2KYy / NRBYOASQA @&2dz/3
During these years of expansion, the company won prizes at the Great Exhibition of 1851

and was ready to movetlarger premises closer to the city of Aberdeen.

1J. R. Allan (ed.rombies of Grandholm and Cothal 1850 Aberdeen, 1960.
% http:/Awww.electricscotland.com/history/statistical/fintray.htm, accessed 14.03.10.
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In 1859, J & J Crombie acquired the site at Haughs of Grandholm on the north bank of the

River Don which had been home to a linen factory from the mi'EicfEB1tury. The property

included an iron foundryrad two mill buildings, one of which was seven storeys high and

remained as a working mill until it was partially destroyed by fire in 1900. As the company
O2yGAydzZSR (2 3ANRs> Of20K o6l & SELRZNISR G2 ! YS
D NB & Qandii tBeii1 880s the first American office was opened in New York. A new

power loom shop was built and Crombie embraced the factory system with-nigtking

and a combination of steam and water power to increase production.

The business became a privatempany in 1883, known as J & J Crombie Limited, but still

very much a family concern. The partners included John Crombie (son of the original John)

and his son, John William Crombie, who became Liberal M.P. for Kincardineshire in 1892.
Aberdeen Art Géry holds a portrait of his wif#lrs J W Crombilby John Singer Sargent RA

and a painting by Robert Brough ARSPaoity Crombigdaughter of Theodore, another of

0KS LI NIySNHE® CKSaS ¢g2N)Ja o0& FlLakKAz2ylofS | N
wealth.

The early 28 century saw the production of lighteight wool fabrics for European markets

FYR I N}XAASR ¢g22tftSy 20SND2IGAYy3 (y26y | a W,
finished to create a hard cloth with a glossy surface. During batfid/Mars the firm

YIydzFl OGdzZNBR Of 20K F2NJ GKS W. NAUGAAK 2} N¥Qs |
something of an iconic garment. In 1923 the company, now with over 1,000 employees,

was taken over by Salts of Saltaire in West Yorkshire, but continuead® under the

Crombie name. When James Edward Crombie (grandson of the first John Crombie and
ONRPGKSNI 2F (KS aodt 0 NBIANBR AY MpHyS GKS [/ N
came to an end. Production of fine quality cloth continued at Gralrdhwhich was the

largest tweed mill in Scotland in 1960. When Gorbachev visited Britain in 1984 he wore a
Crombie coat. In the 1990s, the mill at Grandholm closed but the firm Crombie still exists as

part of the Illingworth Morris group and produces s$&c garments.

The oral history project started in 2005 when the area occupied by the factory, including the
A-listed mill building, was being redeveloped. Through an announcement in the press
former Crombie employees were invited to contact the locatdry officer and were
subsequently interviewed about their association with the mill. These interviews were
recorded and some have been transcribed.

Reminiscences of former mill employees give an idea of the various procedures involved in

the productbn of the cloth, processes not essentially different from th& éntury,

though more mechanised. A retired carding engineer, who began his apprenticeship in

1956, recalled visits to mills in Yorkshire, where he noted that Crombie was held in high

esteem. While he worked in the department the belt drives on the carding machines were

NELX I OSR ¢A0K StSOGNRO Y2(i2NARO® ¢KS St SOUNRC
generator, powered by water from the mill lade.

alye 2F / NBYOASQ&ardy Whdtlstlé (8 SuBurbfofiA@egdBen)A A retied

weaver, who began work in 1939, explained that it was almost automatic for local people to

3S4G F 2206 G GKS ¢g22ttSy YAtfY GiKS aAff oI &

11



have a formal intervie for the job, but was employed because she had two sisters who

Ff NBlI Re& 62N]J SR GKSNB® ¢KS 46SIFIPSNE 6SNB LI AR
YIRS @2dz2NJ 26y 61 3S&8é o6& g2NJAy3d KIFINRO ¢tKS 7T
Services as World Wérhad just started and she found this a good way to learn as, being

plain coloured, it was less complicated than tweed.

| FGSNI 6SH@PAy3as GKS Of20K ¢l a aSyid G2 GKS Wt S
flaws, such as knots or broken thread, and repaired before it was sent to be finished. This
department was named after a machine which measured the width and lengtieatloth.

Nearly 100 girls worked in this section which had windows all the way round and a glass roof

to improve the light. The invisible mending was a skilled job and repairs were usually

impossible to spot. The finishing department was key to theityuad Crombie cloth and

processes such as milling, scouring, raising, cropping, napping and pressing were carried out

to produce fine, raised surfaces, which gave the fabrics a soft, lustrous appearance and feel.

The exhibition of garments made fromd@mbie cloth was shown in the Costume Gallery at

t N2@2ald {1SySQa |1 2dzaSo lf 6K2dzZAK / NBYOAS Aa
in Aberdeen owned a Crombie suit or coat made from fabric purchased at the mill shop. The
display included tweed suits drovercoats tailored from cloth woven at Grandholm; suits,
2r01Sda FyR OFLla 2F {O2d0GAaK SadlLidsS OKSOl1a |
cloth with different checked patterns on either side. Sample books, textile production

notes, promotionaleaflets and munitions lapel badges gave more detail about the firm and

its employees. The exhibition attracted considerable local interest and visits from
representatives of the presermtay Crombie firm. The outfits made from Crombie cloth and

the oralhistory records give an insight into an industry important to the economy and

history of the City of Aberdeen.

CraKA2y Ay (GKS KAIK aGNBSGY GKS YI 1 SNE
Katrina HoneymarRrofessor of Social and Economic Histbhyiversity of Leeds

INTRODUCTION

The clothing trade dominated the Leeds economy for more than half a century, and,

between the wars, provided employment for more than one third of the local working

population. A its peak it employed 40,000 people. In turn it was dominated by the

LIN2E RdZOGA2Y YR RAAGNAOdAZBARZIBOAT I YEY S yiDIaA & 2N
raincoats. Few families were untouched by the industry either directly or indirectly. The

townscge was overwhelmed by the vast factories of the larger manufacturers. Many of its

high street plots contained the shops of the multiple tailors, which were typically very close

to one another. The most notable were Hepworth, Burton, Weaver to Wearer, and

Prices/Fifty Shilling Tailors.

[ SSRa ¢l a y2G GKS 2yfeé LINRPRddzOSNI 2F YSyQa ¢SI
twentieth century it became the foremost producer. It was the only city that specialized in

YSy Qa Gl -80fper behtyfdhe letRa  LINR RdzOG ¢+ a YSyQa GF A€ 21
extent that it became the staple trade of the local economy. The local tailoring trade
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benefited from Jewish immigrants; and a dynamic and variegated economy which nurtured

an entrepreneurial spirit. The Lds tailoring firms played a key role in extending the social

FYR 3IS23INILIKAOFIET RAAGNAROdzIAZ2Y 2F YSyQa Gl Af?2
the multiples provided approximately 40 per cent of all suits worn by British men. Their

speciality wasnadeto-measure on a large scale: otherwise known as wholesale bespoke.

The local industry produced readiyade garments too, but mad®-measure was the

profitable sector on which the exceptional growth was based.

A key thread running through this paperthe juxtaposition or possibly the tension between
mass production and fashion.

aSyQa GlIAf2NBR 2dziSNBSIFNI Ay (GKS SINIe& (dsSyida
RSO2AR 2F FTlLaKA2y® 2 KAt S GKS |j dzl tgihedrst2 ¥ Odzi
40 years of the century, it is argued that in all essentials the garment remained unchanged.

{ dzOK WwaGetsS yvY2yz22G2yeQs RSaLIAGS yS3arargsS O
O2yadzyYSNJ G2 Sy idSNI G§KS YI N Sainly suiwedring®adQa G |
become customary among all social groups by the late 1930s, and asvertémages

suggest, many men preferred to merge with the crowd. Montague Burton, the founder of
GKS fFNBSadG aay3atsS YSyQa Aot 22dxiR yyBa (6l dadaANG/ STal a3
it was on these that his vast fortune was built.

PHASES OF GROWTH
The expansion of the Leeds tailoring trade took place in two distinct phases.

The first period of growth took place in the late nineteenth century, and wasdan

technical and organizational changes in manufacturing with big increases in productivity.

There was an expansion in factory production and a complementary workshop sector; and

growth was helped along by innovation in retailing. The second phaseptaok in the

inter-war years when the Leeds trade consolidated its position, and produced about one
GKANR 2F ylIaA2yQa O2yadzYLIiA2y 2F YSyQa |yR o
GKS O2dzyGNEQa GFAT2NAY3I 62N F2NDOSo

The growth in this period wabased on a twofold strategy.

1. Satisfying the growing and relativaiptapped working class market for matie-
measure suitsDuring the interwar years, most men of all social groups wore a suit for
most occasions. This period, therefore witnessedaddrid G A &l A2y 2F YSy O
garments.

2. ¢KS AYyUSANIGAZ2Y 2F GKS YIydzZFI OGdzZNAYy3 | yR N
firms that employed that strategy were known collectivelynagltiple tailorsand
opened networks of shops which were supplied by their own factory produce. Some
multiples also sold the products of other suppliers. For example, Hepworth sold a range
2T YSyQa 6SINE IyR aSOSNIt 20KSNAR af2f R NI A
Heatons was an important provider of raincoats for multiple outlets
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The big multiples included Hepworth, Prices/ FST; and Weaver to Wearer ; Hipps; Alexandre;
Jackson the Tailor. Among the smaller multiples were Burras Peake, Blackburn, Southcott,

andthe shortlived Lockwood and Bailey. Some of the larger and quite successful tailoring
business did not operate on multiple lines. Barran is an example of a manufaetuting

business. Despite its early start and rapid initial growth, it never openepssfidis

arguably restricted its growth and resulted in its early demise. The business was sold to Hart
YR [S@& AY wmMopcTtd® | SFHi2y gta | f1FNHS FANY 4K
GNF RSYFN] SR Wi gSOKIQd Ly O2YYceditsepaaliKthe G KS NJ
late 1930s. By 1960 it had fewer than 500 workers and ceased trading in 1981.

1930s was the golden age of Leeds tailoring. The period saw the ubiquity of suit wearing

among men of all social groups. And the buoyancy of demandfoym@ a4 & dzA Ga FI @2 dz
Leeds trade. At the same time the provision of reasonably priced readge or madeo-
YSIFadz2NBE GFAf2NBR YSyQa 2dziSNBSIENE FFOAEAGEGS
In other words the expansion was mutually reinfog: Although dress was democratic, it

could also be described as standard, bland and conservative. As such it reflected the culture

of the mass that took hold during the intgérF NJ € S| NE® ¢KS YIN] SG F2NJ
to have reached saturation pdiby 1914, but resurgence took place after the First World

War. By the 1930s about 200,000 suits per week were being produced and sold; and by

1939 it was an unusual man who did not own at least one tailored suit.

Despite appearances of homogeneity, 8d@ Y LI F Ayia 2F adetsS Yz2y2i2\
outerwear, there was a quite complex segmentation of the market. Did mass production

fAYAG GKS FlLrakKazy StSYSyid 2F YSyQa adzidgak Ly
operations was more amenable size variations in one style than the complexities

introduced by a variety of styles. It is also possible that the technical requirements of a

tailored fit in menswear took precedence over the demands of fashion.

An integral component of the multiple @iz NE Q &GN G§S3e gt a G2 | GiNT
unaccustomed to shopping by constructing the shop as an egalitarian masculine sphere, but

not necessarily one in which the act of consuming appeared to predominate. Montague

Burton understood the importanceféhe shop and placed it at the centre of his business
AGNrGS3ed 1S faz2 dzyRSNRUG22R K2g G2 ONBFGS
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were handsome, striking anglbecause of their uniform desigivery obviously Burtons.

They were always in goodess and where possible on the corner of two key streets; and

that provided a useful clue when attempting to locate a Burtons in an unfamiliar town.
Outside, they were finished in terra cotta, empire stone, granite, bronze and other fine
materials, and weref a quality which was immeasurably superior to any other building in
GKS O2dzy iNEQa KAIK adNBSdia Ay (K2asS RIreao

The internal organization of the shopping space, which resembled a cross between a
oFyl1Ay3 KFEEt yR I (NI R atiaktedyhe malex&ornd2 The G A f 2
AYUGSNYylFrtf RSO2NJ 2F 211 FyR 3FdzyYSGlI 3z 6Fa AyidsS
uncluttered, typically containing only a counter, and open cupboards containing folded

lengths of material. Insofar as he was creating gpsiBurton clearly wished to convey the
AYLINBaaAzy 2F o0SAy3 +y 2fR adetsS 0SaLrRi1sS al A
the staff room, for example, was intended to deceive. Customers were led to suppose that

their suits were to be tailoredmothe premises and not in a unit of mass production, which

was in fact the case.

The importance of shop personnel was recognised by the multiple tailors. Burton master

minded both the design of the shops and the code of behaviour of the sales staffijsand h

model was emulated by equivalent multiples. The masculine structure of the shops was
complemented by a specific gendering of sales staff in which all employees, except the
WAYQDBAaGAOESQ FSYFHES OFAKASNE ¢SNB Y &yuirddy R 0@
o0 UKS YIrItS alrtsSa FyR YFyYylF3aSNAFIE &adlrF¥o ¢KS
which contained 700 exhortations for male employees. Only one applied to women: The

OF AaKASNE Al NBIFIR WaKz2dZ R y2i0 RsmilaKSNI {yAGGAY3
dzyodzaAySaataAalsS LISNF2NXYIYyOSad RdzZNAYy3 odzaAySaa
sight, both to spare the possible discomfiture of the clientele but above all to preserve the
masculinity of the place.

The relationship between sales stafid customers was very carefully constructed. It was
acknowledged that not all men were enthusiastic consumers who willingly embraced their
NRPfS Ay &aK2LILAY3IOD W[ SG . dz2NIi2y 5NBaa ,2dz2Q ¢l
F£f GKS T A NYTIh& suggéedboth seduRtibn and a recognition that some

men needed assistance when it came to clothes shopping. Such an approach was copied by
those multiples which focussed on the lower end of the market. Blackburns, for example,
whichhadonceaspilSR (2 3ANBIFGSN) 6KAy3azr dzaSR (KS af 2:
advertising of the multiple tailors also chose careful messages when addressing the
LROGSYyaAart YFES Ot ASydao | 2y O0SLIia $SNB dza S
tailorA Y 3QT W@l fdzS F2NJ Y2ySe (FAft2NAYy3aIQ I dza$s
| SLIW2NIKQa afz23Fya AyOfdZRSR WgKSNBE 3I22R O
I ROSNIAASR LINRPRdzOG&a i waSyaAiofS LINAROSaAz:I @

The final way in which multiples appealed to a wider market was by disguising the activity of
shopping. Many of the big multiples had branches in the city centres near to workplaces.
Recognizing that men were busy and sometimes reluctant to engage in ificsphopping
SELISRAGAZ2YE GKSNB 6SNB FtSEA0ES 2LSyAy3I K2 dzN
{F GdzNRIF& odzi aidi2NBa Ftftaz2z 2LISYySR 2y |+ ¢SS1RI @
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permeated the retailing sector as both shops and consumers were constructed as male; but

in rather a different way than the female consumer. In fact there seem to be less evidence

that men were encouraged to change to become constanthan that the retail outlet was

adapted so that men would be happy going there, and where their manliness would not be
compromised. Either way shopping became an enduring habit among male people.

FASHION VERSUS FURSALISK THE RESURGENCE OFRERBYMADES

Through mostoftheinteg I NJ LISNA 2RX GKS YIN]J SG F2NJ YSyQa
Ff 0K2dAK GKS |1 A3K {iNBSG ¢6Fa ONRPSGRSR gAGK Gl
them all. The close proximity of the various types of tailoring owgleperating in distinct

market segments and appealing to different types of custeraeggests their

interdependence. Many multiple tailors intentionally set up shop alongside traditional

bespoke tailors hoping to be associated with their quality and perdsssice. In turn a

number of retail bespoke tailors took advantage of their connections with the multiples, by
inviting their customers to select their cloth, taking their measurements and passing the

order for making up to a wholesale bespoke factossdntially, however, they operated in

distinct market segments, and were neompeting. Demand for very high quality work

continued to be met by the retail bespoke tailors. Factory tailoring was quite distinct and

despite the importance of the wholesalespoke element, there is evidence that through

the 1930s the multiples were increasingly concentrating on readge production. It was

here that their real advantage lay.

Large scale bespoke was difficult to sustain in the long term, and bgnithef the
inter-war years the readynade side of the multiple business had become more efficient,
FYR LINPRdAzOSR o60SGUOSNI jdzr f Ade 3AFNX¥SydGaed 5SaLi
factory madeto-Y S| a dzNBE G Af 2NAYy IS YR (auSwabalay Q4 RS L
FglNBE 2F AdGa 2NBFyAal A2yl f RAFFAOLZ GASad L
WLE A& 20SNI2FRSR gAGK RSOFAETX (GKS IAGAYy3T 27F
wrong figure description swiftly culminates iivit war on a small scale. Even if the order
form reaches the factory safely and without a blemish, there are still many dangers lurking;
the cloth is probably sold out, the cutter on a busy Monday may overlook one of the many
instructionson aclosely wrii Sy 2 NRSNJ F2NXZ + GAO1SG LRO1S
customer attaches great importance) is overlooked, a tailor or machinist may overlook an
important item, a trouser button may be carelessly sewn on; a garment may be dispatched a
day or twolate. Any of the mishaps enumerated, which are only a few of many, is sufficient
to nullify all the efforts to satisfy, resulting in the entire service being condemned and
RAaljdzZ f ATASRQ® 9f &S ¢ kt&-Mdar sdldis peeferabledoldsppl®@ R G K I {
0SOlFIdzaS AlG YAYyAYAAaASa GKS YIENBAY 2F SNNRNBZ |

In the light of this statement it is surprising that Burton persisted with the bespoke tailoring

trade for as long as it did, and there is evidence that by the end of the 1930s, Montague

Burton actively encouraged the sale of readpde suits within his 88NB a ® WwW! 002 NRA y 3
SELISNASYOSQ: KS 4NRGSE Wohn LISNI OSyid OFy oS 7
aft SS®Sa FYyR UNRAzASNI f S3a | R dmaileéSsRit@auldhofy R A F |
be fitted with one, he was provided with a besgokuit on readynade terms. Rather than
WYAaaAiy3ad | alftSy &2dz YIF@é& Llzi GKNPdedviar 0 KS aSt
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advantage of factory bespoke over reaayades was exaggerated as the latter were
FglrAflofS WAYy 3ANIRSR &A1l Saz a2 GKIFG LISNFSO
AaA3IKGQd LG asSSya GGKIFIG GKS 0SaL}R21S Ydz GALX S&
manufacturers of readynade suits hd known all along. John Barran, for example, who

never owned retail outlets nor made suits to measure, had from the outset extolled the
vitues of readyY RS 3 N¥Sy (ax S&aLISOAlLffe KAa 26y Why
who are normal in shape shoutit wear clothes madéo-Y S| & dzZNB & Al Aa y2i

Business records indicate that by the later 1930s, readge suits had improved in quality

YR KFR 0S02YS Y2NB LJ2LJzf I N CNRBY (0KS 02y adzy
wholesale bespakwere no longer sufficiently superior to the reanhade version to justify

GKS SEGNI 028G FYR 6SNB Of SINIe& AYyFSNRA2NI (2
perspective, profit margins were inadequate to compensate for the extra trouble and

attention to detail involved. The traditional bespoke tailor, however, retained its position as

the tailor of choice for elite or individual requirements, as well as for those committed to

updating their garments regularly.

Renewed producer and consumer pregnce for the readynade garment during the 1930s
indicated dynamism rather than regression within the industry. It revealed the flexibility of
the multiple tailors, whose engagement with the marketing as well as the production of
YSyQa Gl At efacBt&ed edmitifitiNg Gianges in consumer taste. The multi
layered structure of the Leeds menswear trade permitted the satisfaction of a
heterogeneous market. It was essential for the multiple tailors to be adaptable in their
manufacturing and markeng practices. Their capacity to make a distinction between
fashion and style monotony, to vary product character according to different customer
requirements, made business sense, even if, in reality, the differences were not huge.

Multiple tailoring vaied in the proportion of readynade and mad¢o- measure suits

produced and sold, and in the market segment targeted. The foregoing analysis has
4dzZ33Sa0SR GKFG GKS YIEN] SO F2NJ GKS YIFyQa adzii
diverse by changes production and distribution practices; and despite its superficially

standard appearance, the suit had the potential to satisfy the subtle and complex

requirements of different social groups. Although the business of the key players in the

trade may havéeen dominated by a standard, unchanging product, there was, at the

YENBAYZ L Syde 2F a02LIS F2N) OFNRARSGez | dzI tAde
AENXYSYyld 2F OdzadG2YI AF y20 Ftglea 2F WFlIAKAZ2Y
classesand types had begun to resemble one another, the examples of Blackburn and

Burton suggest that individual requirements could be accommodated and those who could

afford it had the opportunity to distinguish themselves if they wished.

STYLE BOOKS

TheargzY Sy i GKIFId GKS YF1Ay3 2F YSyQa adaAada AyoO?

supported by the Iarge numbers of style books which were produced at least annually by
SIFOK 2F (GKS YIAY odzaAySa aSao Ly (GKS OFras 27
lbon F2NJ SEIFYLIEST Al 61 & WeKS GNBYR 2F Tl &4K.
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observing his present dress. If he is wearing a loud tie and a suit gsicanss pattern, you
KIgS | OfdzS +ta G2 gKFG Y@ |LISEE (2 KAYQ

| SLIW2NIK {(deftS 0221 2F mMdHn o6& SyadAadat SRY wa
liveries. Designed and tailored by J Hepworth and son Ltd, designers and makers of good

Of 2 (i KS di@epa fBnk viikhRproduced good quality garments but did not open their

own shops, also had style books and pattern books of various qualities of tweeds, serges

YR 62NEGSRa® ¢KS mopHgp adetsS o6221 2F W2Ky .|
GK2 INBE Wy2NXIfQ Ay &AKFLISQ> AffdzAGNI §Sa Wadzi
GKS 2SaiY2NBtltyR Y2RSftf T2NJ odzaAySaa FyR a20A
fIRASAQ 02ai(dzySaQ>x AyOf dzRAYy3I a0OK22f dzy AFT2NX A

The 1926 style boo#f the firm of William Blackburn contained many examples of clothing,

AyOf dzRAY3 GKS W. 1 010dzNy O2tflNR a ¢Sttt | &
GKS W. fF010dz2Ny az2Fad O2tfl NRT IyR GKS . fl O0lod
ISTSNBYOS (2 U@ RAN®ENIATE IRt 22y dFAya |y WO
WSOPSNE &adzAd KlFra GKFEG FANI 2F OKEFNF OGSNI gKAOK

The Leeds tailors used a variety of advertising techniques. Blackburmxgimpée, produced

glossy brochures for its higher class clientele. The 1902 brochure for Brighton, for example,
YIRS NBFSNBYOS (2 WTlFrakKAzya FT2NI MmpnuQT FyR A
0S | WoNRgY YR IANBEeLANIKIAYQPn LR &NSAFE SOOI WA
2yte o0é& (GKS 0Said [dziz2zy YIydzZFlI OGdzNENEQ® 9 FSNE
GAOGK I RAFTFSNBY(G ftEftAGSNYrGAGS GAGESET G2 O2yF
SEI YLX S5 RS a O NhaveSHat taudh 8f siifahkinesd abdrunudiralness that

: : G2 GKS Yy 2F RAAOSNYYSyd FyR GlFradsSaQr
RAAUGAYOUAZ2Y YR RAIYyAGE AY YFGSNAILIE FyR 02f 2
W{ I NO2NAIplo TR T dzZRRE3 AGABM SR 5NBaaQ ompop8T W/ 2y
CFAE2NAYIQ omdponB8T W5NBaa 5Aa0AyO0GA2yQ wmdon
placed on fashion and style as well as the regular changes within these. So, for example, in
W5NBaad 5A340Ay0GA2Y QY AG 61 & FaaSNISR GKIFG w2
portrayed on the following pages will indicate that something has happened in the
RSOSt2LIYSYyd 2F YSyQa oSN F2NJ 6KS OBYoky3a asSl
SEI YL SPddAYy SEljdzAaAidsS RS&aA3IY yR O02f 2dzNRy I X
have developed the drapback with its short vent, giving powerful ease and freedom of
Y2OSYSYGXIyR GKS fSy3adK 27F (KS haowhybfliled y296 &
FYyR ateftsSQo

—
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Shop sales records and accounts also indicate the range of styles sold as well as the change
over time. The Blackburn accounts also show differences in sales structure in different parts
of the country. There are no images kbt written information provides a sense of breadth

of product, quantities consumed and changing pattern of demand. Burton accounts reveal

at least ten styles of raincoats, and 25 of suits, each sold in both samgledouble

breasted. These records alallow an assessment to be made of the popularity of items and
cloths.
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In various ways, the Leeds multiple tailors not only attempted to sell themselves as

producers of fashionable and stylish garments, but also positioned themselves along a

continuum ofprice and quality, often trying to reduce the tension between the two in order

to maximise sales. So, the irt&ar period was one in which both supply and demand for

YSyQa &dadzada SEOSSRSR |ttt SELISOGIGA2yad . dzi
ubiquity of the suit was challenged after the Second World War as males, especially young
YSyz 6S3ly G2 LINBFSNI I I NRorkingdttagidndNA SGe 2F YS

POSTWAR SITUATION

After the Second World War three forces influenced the contextlie Leeds tailors. The

first of these was change in fashion, which generated more interesting clothes, especially for
YIS @e2dziKd . & GKS wmopcnaz 0KS Y2YSyid 2F GKS
increasingly influenced by young and working clasesaho were unexcited by the

products of the multiples and their shops. By the 1960s, young men (as well as young
g2YSYyu0v gl yaGSR (G2 KFy3 2dzi Ay o02dziAljdzSa FyR .
fAYAGSR OdzZ (dzNIF f ONSD R /ategy of faigetiy a coi@®onY dzf G A LI S & Q
denominator was no longer viable. Indeed the fashion changes from the late 1940s were

partially motivated by the lack of excitement in the clothes produced by the multiples.
Furthermore, by 1960, the distinction between the fashof the workplace and the fashion

of everyday wear became more clearly drawn for all social groups. Firms like the Leeds

multiples which were built on a single standard product were poorly equipped to produce

the variety of garments that came to compzithe male wardrobe.

The second change was generated by developments in retailing which in turn created
AYONBLFaAYy3d O2YLISGAGAZ2Y F2NJ GKS Ydz GALX Saod C2
but not initially suits, began to be carried by M&S and tdeds, and variety stores like

Woolworths. Although these did not pose an immediate problem for the multiples, they did

signify a change in the nature of demand and extended the range of outlets. The Leeds

multiple tailors, especially those that concertted on madeto-measure, were

catastrophically slow to respond to the expanding market for-nmatching trousers and

jackets. The larger multiples which had focused, profitably, for fifty years or more on a

single product found it difficult to identify a mestrategy. The smaller firms were able to

engage in niche marketing, and some, such as Sumrie, moved upmarket, as demand for

322R ljdzr fAGe YSyQa adzaida NBYIFAYSR aitlofSo ¢K
large scale producers

The final chage was brought about by imported menswear. Cheap imported goods began
to enter the British clothing market during the 1950s. These included very cheap suits from
the Far East, and then from Eastern Europe. Local producers did not respond much at this
earlystage and indeed, until the 1970s, the trade as a whole remained remarkably
complacent in the face of what became increasingly robust foreign competition.

19



Working with NEX& presentation by Philip Warren, Principal Curator of Collections,
Leicestershire County Council Museums Service

During his presentation, Philip Warren spoke about his experiences working with the high
AGNBSG NBGFIATSNI bSEGlsS ¢K2asS O2vyLlyeqa KSIFRId
sponsored the costume displays@ibston and since the 1980s the county council have

collected clothing from the company, a collection now comprised of over 500 garments.

t KAfTALI 6S3ly gAGK |y 2@0SNIBASG 27T 200805tend 2 dzy i &
of male and female aduttress from 1750 to the present day, similar to many other local

authority collections.Costume is displayed in threemmunity museums within the

service, withthe major showcase at Snibston Discovery Park. The Fashion Gallery at

Snibston reopened in 205 aided by a grant from the HLF, with long term thematic displays
featuring one hundred and twenty fully accessorised mannequins. The gallery incorporates

a temporary exhibition spac@he Changing Rogrwhere exhibitions are mounted for six

months at aime. The current exhibitio, y { K S S LJih&ssdcibtBrimithitlye 3 >

Woolmark Trustcontinues until May 2010, and past exhibitions have includéx,

Beautiful GameandScarf Hoarder Items from the collection are also lent for exhibitions
elsewhdNB = & dzOK | & GKS C2NIdzye G5 S Indkge afe 3245y
Itself, now on at Chertsey Museum.

CKNBES YIFIAYy LINha 2F GKS O2ftftSOGA2ya NP akKz2g
the 20th and 21st century Designer Collectiandude Dior, Chanel, Balenciaga, Gres, Ossie

Clark, Mary Quant, Paul Smith, and others; the Symington corsetry collegifobably

the most famous collection heldnd the Next collection.

So why have the Next collection and how did it come about® i#he locally focussed
collecting policy of the county council. Next HQ is in Enderby, Leics. , where principal
functions including marketing are carried out, and where mock shop windows, store layouts,
etc., are tried and tested.

Philipgavea beautitlly illustrated background to the company. Next was created in 1982

08 (KS GFAf2NRAY3 O2YLIl ye | SLW2NIKQaAY K2 gy
womenswear brand, and launched with a pull ouviongue The rival market providers were
Jaegerbutt8 yS¢g O2YLIlye GFNAESGSR | &2dzy3SNJ Odza (2
Kendall Rainwear Stores, already had a network of good high street locations and within

eight months of Next launching, seventy stores had been opened. The aim was to produce
tailoring focused cardinating separates in a variety of styles and shapes providing options

to create a total look and building a wardrobe. Key elements quickly emerged as future

successes, including coats, suits, knitwear and some leather goods.

NextstoS & GNJ} yaATFT2NYSR Odza i 2 YSNAE Q -ddinatifiéafigesi A 2y & 2
were arranged in separate bays, wall wardrobes and gondolas and whole outfits displayed.

G, 2dz O2dzAZ R LX I yiG @2dz2NJ FSSG Ay 2yS LRmAGAZ2Y S
2dziFTAGE @ CKSNBE ¢Fa | KAIK NFGA2 2F adkFFF LIS
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In 1984, the company launched Next for Men, in a series of new stand alone stores, with the
same business model as for womenswear. The collection included sportdwé&87 Next

Boys and Girls, the childrenswear range was launched. Now the whole family could be
happy in matching cordinates. This was an incredibly successful range with a massive
market share.

Brand identity and marketing were key components inlding success. The stores,

marketing, styling and product were all based on high end designers, and the literature was
evocative of the lifestyle branding of designers such as Ralph Lauren. The original brand
identity was developed by Terence Conranjatly developed for another high street

retailer. Image is everything and over the years Next have worked with leading models,
photographers and stylists. The original supermodels, Linda Evangelista, Christy Turlington,
Claudia Schiffer, HelanChristensn, Naomi Campbelhnd others have all Bgured in

promotional materialnd the Next Directory.

Alongside the stores, in 1988 the company introduced the Next Directory, a home shopping

facility with a separate range to the store collections. The firgaiory came with its own

tape measure and was hard backed and expensive looking. The directory showcased the
collections like a fashion editorial, which were presented in a series of lifestyle stories, such

Fa G2SS1TSYR Ay (KS | leyLARykeE>s Sl Qg | y LOR 26 NP2 dz
YSyagSIFENI YR 62YSyasgSIENIAY | gl & (GKS ad2NBa
the most interesting images of high street fashion in the 1980s and early 1990s.

By 1990, the Next family of stars included Next, NexMen, Next Originals, Next Children

and Next Too. Next the Jeweller and Next Interiors also launched and Department X on
Kensington High St. The company egrtended but more recently there has been a return

to the original brand, which has been i@nalised and refocused. Next returned to their

roots in 2007, with a pull out ifogueand more recently have sponsored a high street
edition of Elled wSOSyYyd AYAUAlFGAGBSE AyOf dzRS af221 022

Leicestershire County Council began to collect clothing from Next in the middle of the
1980s, when the company was still in its infaay1991 the company was approached to
supply changing seasonal displays in the new galleries at Snibston; two auitfieseand of
each season purchased at cost pricbdese outfits were seasonably out of step however and
with gentle persuasion using the Symington collection and archive as an exemplar, an
arrangement was reached whereby a male and female outfit was ptedda the

collection every season. The collection grows by at least three complete outfits every year
and these are supported by valuable background information, promotional literature and
the Next Directory. The garments are styled and mounted fotalidpy staff from Next

HQ. Items representinghe early years of the company have been acquired through the
gifts of Next customers and employees.

The collection represents not only the products of an international fashion retailer but also
helps to tellthe story of a local company. The collection, which is one of the very few high
street fashion collections in a British museum, continues to grow every year.
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Identifying 17" and 18" century Furnishingextiles Annabel Westman

List of the pmcipal Silk and Wool Furnishing Fabrics used in tfeabd 18"
centuries

Brocadeds usually a silk fabric with a pattern made by additional or supplementary wefts
to create a raised pattern. The supplementary wefts do not stretch from selvedge to
selvedge but cover only the area of pattern required.

Brocatelleis a type of lampas (two warps and two wefts) often with large foliate patterns
similar to a damask and a slightly raised appearance on the surface. It is often a combination
of silk and lien and can be of two or three colours with a contrasting weave pattern.

Caffoya patterned wool pile fabric in imitation of silk furnishing velvet.

Camleta plain weave woven in many widths and qualities. Mostly wooal, it could
sometimes be a silk or limemix. It could be tre