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It’s been over 2 months since we launced yarnbank™—the world’s first 

digital yarn sourcing website—and it comes as no surprise that 

hundreds have joined weekly to take advantage of its services.

After all, where else can you search, view and download digitized data

for the latest yarns from spinners around the globe? Where else can

you source yarn data that makes your virtual samples* even more real-

istic because that data is based on actual yarn? Where else can you find

yarn data that assures accuracy from design-to-product, because the

yarn used for simulation is the same yarn you can purchase for actual

knitting? And where else can you get all this FOR FREE?!

So why wait? Scan the QR code above and register now, and you’ll be

on your way to an easier, more sustainable future in fashion!

ww  w . s h i m a s e i k i . c o m

yarnbank.shimaseiki.com

Why Question Something 
SO GOOD, and SO FREE?!

SHIMA SEIKI, yarnbank, SDS, SDS-ONE and SDS-ONE APEX are registered trademarks or trademarks of SHIMA SEIKI MFG., LTD. in Japan and/or other countries.
* SDS-ONE APEX series design system required ©2020 SHIMA SEIKI MFG., LTD.
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New Day Rising
When the Ecotextile News website was launched back in December 2006, followed by the
printed magazine in February 2007, I had no idea whether it would last a year, let alone
more than a  decade.

Fourteen years later, we’ve reached 100 issues of the magazine. It’s a notable milestone
and is thanks in large part to the fantastic writers and expert correspondents who have
worked with me over the years (pp. 5 – 7). 

A lot has changed in the textile industry during that time – and also in publishing. Social
media was in its infancy when we first launched, Facebook was three years old and Twitter
just six months, while LinkedIn was largely an online recruitment tool. 

The current news media landscape looks very different to 2006. Unlike back then, you
don’t have to risk re-mortgaging your house to raise funds for a new website and the
production, print and distribution of a new magazine to develop a global readership.
Instead, you can simply use social media – risk free – to set up your project and
immediately declare yourself an ‘expert’ or even worse: an ‘influencer’.

This has been less of a concern in business-to-business publishing, the world in which we
operate, but over the years as an increasing number of outlets have started to follow our
lead on environmental reporting, we’ve noticed a distinct tendency to push either a
grievance or greenwash, with facts skewed to represent a particular narrative. But this
approach will not guide our industry towards more sustainable ways of working.

Back in 2006, no-one was writing solely about environmental issues in the textile sector,
and my original idea was that by launching a publication, it would help readers – in
particular brands and retailers – to guide their way through an emerging minefield of new
certifications, claims and counterclaims around ‘ecotextiles’.

With now over 50,000 subscribers and regular website users, I’d suggest we’ve met some
of our original aims through the lens of traditional journalism – using talented writers
coupled with industry experts to deliver news in both print and online formats. 

Of course, we’ve extended our reach through various social media platforms along the
way, but we’re not stopping there. In the coming weeks we’ll be launching an updated
mobile news app for both Apple and Android platforms (see page: 15) and will be releasing
more Ecotextile Talks ‘Behind the News’ podcasts, which are already available on Spotify,
Apple, Google and eventually will also be on the Amazon platform. 

Meanwhile, despite COVID-19 and the uncertainty around ‘non-essential’ industries such
as fashion, the political support for a ‘green-led recovery’ has solidified across the globe
during this health crisis – something that can only benefit those in our industry who’ve
supported Ecotextile News over our first 100 print editions. 

It feels strange, but even as we live in these dark times under the shadow of the virus, I’m
actually more optimistic than ever that there’s a green light at the end of this long tunnel.

Rather like back in 2007, the vision is there, but this time I sense a greater urgency for
more rapid progress on sustainability in the textile sector.

Vigilence is still required though in the short-term, and we intend to provide plenty of
that, but it’s hard to argue for anything other than a green-led recovery over the next
decade. There’s simply no other alternative.

We’ll be here to offer you news, guidance and advice on how to do that in the coming
years – and thank you ever so much for continuing to support our work.  

John Mowbray

Editorial Office
MCL News & Media 
Hallcroft House, 
Castleford Road, 
Normanton, 
WF6 2DW, UK.
Tel: +44 (0)1977 708488
Fax: +44 (0)1924 897254
E-mail: info@mclnews.com
Web: www.mclnews.com

Editor & founder
John Mowbray
jmowbray@mclnews.com

Assistant editor 
Chris Remington
cremington@mclnews.com

Senior reporter
Simon Glover
sglover@mclnews.com

Contributing editor 
David Styles
dstyles@mclnews.com

Features and technology
Tony Whitfield
twhitfield@mclnews.com

Our contributors
Simon Ferrigno
Phil Patterson
Dr Pamela Ravasio
Miguel Sanchez
Tone Tobiasson
Molshree Vaid

Global advertising
David Jagger
djagger@mclnews.com

Subscriptions
Paula Jones
pjones@mclnews.com

Design
Gavin Gibson
info@ggibsoncreativedesign.co.uk

www.ecotextile.com

ecotextilenews | 1

2007 2010 2015 2020

Time and tide wait for no man! 

Editorial Dec-Jan_JM2_Ecotextile News Magazine  23/11/2020  08:46  Page 1



Editorial
1 New day rising

Ecotextile News celebrates its 100th issue, as we 
round up what has been a whirlwind of a year 

6 Thanks to our editorial team
A quick thanks to all of the writers and correspondents
that have made this milestone possible.

Opinion
33 Indigenous cotton could 

boost sustainability 
Cotton expert Rajeev Baruah says the revival of Desi 
cotton could prove a game-changer for farmers and 
the prospects of a more sustainable industry.

41 Spinning full circle 
Textile expert Mick Siddons says a narrow-minded 
approach to synthetics will hinder the industry’s 
attempts to go circular.  

60 Turning a new page  
Phil Patterson reflects on the major stories 
that’ve shaped chemical management. 

69 Transparency: the will still lags 
behind the need ...  
Simon Ferrigno has his say on how best 
data can be leveraged for transparency 
in the cotton industry

Reports
15 Appy days! 

MCL News & Media to launch 
updated smartphone application. 

18 A cut above 
Environmental NGO Canopy reveals its 
2020 Hot Button rankings.

27 Politics back in fashion
The Environmental Audit Committee 
set to launch an inquiry under new leadership.  

36 Back to the future
John Mowbray speaks with new 
Unifi CEO, Eddie Ingle, about his ambition for
the business as he makes his return.

18

24

39

29

41

Ecotextile News
Subscriptions start from only £160.00. 
Published six times per year in magazine and digital
format. Includes all digital back issues, premium web
access, weekly e-bulletin, mobile app.

Electronic storage or usage
Permission of the publisher is required to store or use
electronically any material contained in this journal,
including any article or part of an article.

Notice
No responsibility is assumed by the publisher for any
commercial loss as a matter of products liability, negligence
or otherwise, or ideas contained in the material herein.

© Published by MCL News & Media 2020. 
All rights reserved.

ISSN: 1752-7422

www.twitter.com/ecotextile

Find us on LinkedIn

www.mclnews.com

www.facebook.com/ecotextile

Printed on FSC® certified paper.

Issue 100 
December 2020 / January 2021

Image: © MCL News & Media

Cover story
10. Making headlines

Ecotextile News looks back at the 
industry’s most defining stories.

TTuurrnniinngg tthhee ppaaggee 
Textiles and sustainability

post-COVID19

MMiinndd tthhee ddaattaa ggaapp
Why are environmental tools 
being powered by bad data? 

December 2020 / January 2021

The environmental magazine for the global textile supply chain

100th ISSUE
Our centenary edition

AA--TTeeaamm
The journalists who helped 

to set the agenda 

www.ecotextile.com

Contents-Dec-Jan_JM_Ecotextile News Magazine  19/11/2020  17:14  Page 2



CONTENTS

ecotextilenews | 3

39 Beaten black and blue
The Transformers Foundation 
insists that fashion brands are 
letting down denim suppliers. 

52 Fears for factory safety in Bangladesh 
Question marks over the head 
of the RMG Sustainability Council 
as critics deem it “woefully unprepared”.

83 Top ranking 
Do the results of the 2020 
Green Supply Chain CITI Evaluation 
rankings paint an accurate picture?

86 Barking up the wrong tree
Viscose supplier April is at 
loggerheads with an NGO coalition 
over deforestation allegations.

Features
16 Force of habit

The Better Cotton Initiative is re-thinking its 
mass balance approach in the wake of Xinjiang. 

24 Fashion’s elusive footprint 
The industry agrees on the need for 
accurate carbon emissions data if 
environmental progress is to be made. 

29 Finding the right fit 
Rental fashion’s potential is 
called into question as COVID-19 
creates an uncertain retail climate. 

46 Australia’s mulesing 
controversy continues
Proposals to ban the divisive 
breech modification technique 
are rejected in New South Wales. 

48 Leaders of the pact  
Those behind the Fashion Pact 
publish the initiative’s first 
annual progress report.    

50 The appliance of science 
Calls for Science Based Targets 
to encompass water, land, 
biodiversity and oceans.

46

66

56

50

48

Contents-Dec-Jan_JM_Ecotextile News Magazine  19/11/2020  17:15  Page 3



www.ecotextile.com

56 Textile chemical giants 
launch new alliance  
Industry-leading chemical manufacturers 
vow to develop harmonised 
“sustainability standard”. 

66 Screening uncovers 
key chemical contaminants   
New testing technology unearths 
the source of unseen contaminants 
found in textile wastewater. 

80 Hold fast 
David Styles examines how 
the industry might address its 
overconsumption problem. . 

84 The drive for diligence  
Boohoo probe prompts calls 
for mandatory due diligence, 
but what would that mean?

88 Untapped potential  
A new Renewal Workshop 
report brainstorms a breadth of 
opportunities for a circular economy.  

90 Material difference
Mixed feelings over the Sustainable 
Apparel Coalition’s decision to 
drop its aggregated Higg MSI 
single score for materials.

Advertorials
99 Dupont Sorona: 

The case for collaboration

101 IWTO: 
Coming clean on clothing 

107 Canopy: 
Style doesn’t have to cost the Earth

Every issue
Pages 8, 21, 54, 92-106       
News, comment, analysis 

73 Cotton Horizons

108 Events calendar 

80

90

88

86

84

CONTENTS

Contents-Dec-Jan_JM_Ecotextile News Magazine  19/11/2020  17:15  Page 4



VALUED CONTRIBUTORS 

ecotextilenews | 5

Thanks to our editorial team
John Mowbray introduces you to our best and most valued contributors to

Ecotextile News over the years, all of whom have been a pleasure to work with, and
played their own part in moving the needle on environmental issues in our industry.

After nearly 30 years as a journalist, I’ve
learned that ‘content is king’ and as a
consequence, the success and respect for
any publication is down to the quality, hard

work and integrity of its writers and contributors. 

Chris Remington, Assistant Editor.
A talented, hard-working and industrious young journalist, Chris joined us as a news reporter
soon after graduating with a degree in journalism from Sheffield Hallam University. With a keen
eye for detail, he’s the guy who spots all the typos and small proofing errors that most people
would miss before we send Ecotextile News to press. 
Prolific in his output, online readers will know that Chris is one of the engines behind the
daily news website at www.ecotextile.com and particularly enjoys researching and writing

about new innovations in textile technology.
Within the last 18 months, Chris has been promoted to serve as the Assistant Editor of Ecotextile News and has
developed into a cracking feature writer and a popular all-round contributor to the MCL team.

Simon Glover, Senior Reporter.
Regular readers will not be surprised to know that Simon is a national award-winning
journalist. With years of experience of working in both print and online media, he was Head
of News with the pioneering Ananova news website and a Senior News Reporter with the
Yorkshire Post regional newspaper where he excelled with investigative reporting. Simon’s also
written for most UK national newspapers. 
His coverage of human rights breaches for Ecotextile News in the Xinjiang cotton sector and
issues around social and labour conditions in Bangladesh and beyond has made his work a ‘must read’ for many
apparel brands and retailers. He was one of the brains behind our influential ‘Busting Myths’ feature in December
2019 which skewered the inaccurate claims that were being regurgitated about the size of fashion’s carbon footprint.
At 6’4, he’s instantly recognisable, so watch out for him at post-COVID-19 trade shows and events around the world
when the industry starts to resume some sense of normality.

Tony Whitfield, Reporter. Tony likes to hide his lights under a bushel but is a valued member
of the MCL team and a thorough, experienced journalist. Working mainly in a part-time
capacity these days, he’s one of our most experienced journalists and has worked as a writer
and broadcaster in sports journalism for many years. His skills include script writing, sports
commentary and broadcast presentations for live radio as well as the written word.
He’s a valued writer for the Ecotextile News website and, as an accomplished musician in a local
punk band, can also knock out a mean tune on the guitar.

Here, in our 100th edition, I thought it was only
fair to flag up and say thanks to some of our most
valued in-house writers and external contributors
who’ve helped to bring you Ecotextile News over the
past 14 years. 
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Phil Patterson, Correspondent: Retail and Dyeing, Finishing and Printing. It’s impossible to
overstate the value that Phil brings to readers of Ecotextile News and he remains one of our most
popular, consistent and loyal contributors. With a graduate degree in colour chemistry and
formerly the Dyeing, Finishing and Printing Manager at Marks & Spencer for over a decade, Phil
always brings a huge amount of credibility, inside knowledge and a dry sense of humour to his
writing. Along with myself, Phil was a founding member of the short-lived but influential RITE
Group (2007-2011), which ran international events on textile sustainability in London. 
It’s always been a great pleasure working with him on the magazine and meeting him at interna-
tional events where we often hook up together to cast a critical eye over ‘new developments.’

Tone Tobiasson, Correspondent: Fashion, Wool, Scandinavia.
Based in Norway, Tone has been a regular, reliable and loyal correspondent from Scandinavia
for around ten years. Enjoyable to work with, and with a BA in journalism from Stanford
University, Tone is an outstanding journalist in her own right and is the former editor of
various fashion publications including Oslo Fashion Week. 
In addition to her role as a contributor to Ecotextile News – nowadays usually on the wool
sector and regular regional updates on sustainability from Norway, Sweden and Denmark, she
works on the dissemination of academic research and writing books.

Pamela Ravasio, Correspondent: Europe.
Based in Switzerland, Pamela is one of our long-term correspondents who has been
supplying content and news leads for nearly a decade. Multi-lingual and with a PhD, she
brings a unique analytical yet creative approach to sustainability in our industry that’s
reflected in her feature writing.
Pamela was instrumental in helping to develop the original Sustainability Working Group at
the European Outdoor Group, and is a highly experienced, global corporate responsibility
expert who champions forward looking risk-management around sustainability and
transparency. I look forward to her new feature ideas that are always very timely.

Simon Ferrigno, Correspondent: Cotton, Climate Change and Agriculture. The author of the
seminal Inside Guide to Cotton & Sustainability, Cotton Horizons 2014 and Due Diligence report,
Simon has a wealth of expertise on sustainable cotton projects and is a valued and integral
member of the Ecotextile News team.
Fluent in several languages, Simon has been working on cotton and sustainability since 2000,
with a focus on alternatives such as organic cotton and IPM as well as on researching the issues
around cotton, notably the impacts of pesticide and insecticide use on human health and the

environment in Africa. He has also consulted on new cotton start-up projects in Central Asia.
His regular Cotton Horizons column has built up a very strong following among Ecotextile News readers – so much so, that
he’s now sought after as the ‘go to guy’ for a trusted, sensible and truly independent voice on cotton and sustainability.
We feel lucky to have him as one of our key contributors.

Molshree Vaid, Correspondent: Retail and Fashion.
A relatively new, but very welcome addition to the Ecotextile News team, Molshree has made an
instant impact with our readers by connecting the dots between fashion, retail and technology.
A graduate of London College of Fashion with an MA in Fashion Futures, Fashion & Sustain-
ability, she also has a background in marketing at Reliance Brands India where she looked
after the likes of Brooks Brothers and Thomas Pink.
Molshree provides our readers with ‘hands on’ insight into sustainability at the retail level –
and her ‘secret shopper’ feature on garment take-back programmes at London retailers was a
fantastic introduction.
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Honourable mentions – former staff we enjoyed working with
Tom Hinchcliffe. A whirling dervish of a journalist who could knock out a news story at the drop of a hat. Highly intelligent, he was always
spinning several plates at once. He is now a political and media strategist for the Labour Party. Highly missed.  
Stacey Dove. Stacey was the News Editor of Ecotextile News for six years before leaving the profession to work in the housing sector. A
popular and reliable member of our team who left a big hole when she decided to leave.
Tommy Lee. Another popular member of the MCL team, Tommy moved to Hong Kong after working on Ecotextile News for three years and is
now a communication officer for Disney in the region. 
Adrian Wilson. Although no longer a regular contributor, Adrian was a much-valued reporter in the early days. He’s now perhaps one of the
most experienced freelance textile journalists on the planet! A kind-hearted friend, he only lives a few miles from the MCL office and he’s
always in touch as he writes for our magazine on sustainability in the nonwovens sector.
Deep Throat. There are several highly placed confidential sources at leading retailers, brands, NGO’s and fibre suppliers and textile manufac-
turers who we cannot possibly reveal. They know who they are – and they know I’m always grateful for their wise words.

Linda Greer, Global Fellow at IPE, Beijing, China, Environmental scientist.
Since 2010, when I first met Linda at an event in Shanghai, she’s been a long-time sounding
board of common sense when it comes to environmental science and its application to our
industry. Formerly a Senior Scientist at the Natural Resource Defense Council (NRDC) in
Washington, she brings a forensic understanding to the problems of textile industry pollution
and has written brilliant commentary pieces for our readers over the years. The team are
always impressed with her straightforward style.

Tim Wilson, Correspondent: Transparency and Supply Networks, Thinker.
Former founder and CEO of Historic Futures, Tim has a long-track record of innovative thinking
when it comes to traceability in supply chains. I’ve known him since before we published the
first edition of Ecotextile News, and he’s always been a strong supporter of the work we do. 
In my view, Tim’s often ahead of the game when it comes to achieving visibility in global supply-
chains and production. We look forward to more insightful pieces from him in the years ahead.

David Styles, Feature Guru and Cheerful Correspondent.
Formerly the assistant editor of Ecotextile News, David has always had a passion for the arts
and reluctantly left MCL last year when his dream job as the Editor of an arts publication
became available. However, he still retains a strong interest in sustainability and environ-
mental issues – as well as the fashion industry – and provides us with a regular bi-monthly
column which is always a joy to read.

Miguel Sanchez, Expert in Denim and Textile Chemistry.
Whenever I get baffled about the complexities of denim production – it’s a complicated business
– I often reach out to Miguel Sanchez for clarification. He’s written a few superb articles on the
subject for Ecotextile News, and given he’s spent over 30 years in the business, including major
roles in the textile dyes and chemicals sector – it’s always authoritative. 
Now a key figure in the Transformers Foundation, it’s a great pleasure to still have Miguel on
board as one of our expert correspondents. He takes an inordinate amount of time to answer my
queries in great detail, for which I’m most grateful. He likes to play chess and bass guitar …
perhaps even at the same time?

Mike Schragger, Sustainable Fashion Academy Founder, Podcaster. 
I first met Mike in London back in 2011 when he helped me to host a RITE Group event and we’ve
stayed in touch ever since. He’s worked for over two decades at the intersection between business,
government and civil society to accelerate sustainability, and we often use each other as sounding
boards for new ideas. This has included him delivering filmed interviews from Planet Textiles, while
we work together to promote his excellent Big Closet Small Planet podcast. Be sure to check it out.

VALUED CONTRIBUTORS 
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UK invests
£22.5m in
circular
research
centres

NEWS 

LONDON – The UK government
has announced that it will invest
£22.5 million to establish five
state-of-the-art research centres
across England which will vie to
reduce waste and boost recycling
potential in industries including
textiles, chemicals, construction
and electronics.
The ‘Textiles Circularity Centre’
will be led by the Royal College of
Art and “aims to lessen the
environmental impact of clothing
by using household waste and
used fabrics to develop new
textiles, instead of relying on
imported materials”.

Environment Minister Rebecca
Pow commented: “These new
research centres will play a vital
part in creating a cleaner and more
sustainable economy, and help us
to better protect the environment
for the next generation.”
The Interdisciplinary Circular
Economy Centres are funded by
the UK government as part of the
UK Research and Innovation’s
Strategic Priorities fund. In
addition to the UKRI Government
investment, £11.2 million of
funding and in-kind support is
being provided by external

partners, as well as support from
host universities.
“The better reuse and recycling
techniques developed by these
new centres – expanding the so-
called ‘circular economy’ – will
help to reduce greenhouse gas
emissions, preserve natural
resources and provide new
opportunities for UK industries,”
a government statement said.
“Research has shown that
expanding the circular economy
could create up to 500,000 gross
jobs by 2030.” 
Web: bit.ly/3kLE35m

UK – As the global apparel
industry starts to get to
grips with its contribution
to pollution related to
textile microfibre shedding,
the first confirmed speakers
for the debut Fibre
Fragmentation Summit
have been announced.

Senior research scientist
Andy Booth from SINTEF,
one of Europe’s largest
independent research
organisations, will look at
the UV degradation of
synthetic textile fibres in
aqueous environments,
while Heidi Sanborn,
executive director of the
National Stewardship
Action Council will talk
about the current state of
play with regards to US
policy and legislation on

Product development:
innovation, technology
and manufacture.

The inaugural Fibre
Fragmentation Summit
2021 is intended to provide
a unique online platform,
spread out over several
days, to convene global
apparel and textiles
brands, supply chain
partners, legislators, 
NGOs, academics and
other thought leaders 
for the next round of 
cross discipline presen-
tations, discussions and
planning ahead.

If you’re interested in
sponsoring the event, get
in touch at Lisa.King@
microfibreconsortium.com
for more information.
Web: bit.ly/3f4Epmg

First speakers for summit 
on textile microfibres

8 | ecotextilenews

this issue. On behalf of the
AATCC, Heather Elliot will
examine testing
methodology for fibre
fragmentation and
shedding, and Dr Jan
Beringer from the
Hohenstein Institute will
outline the current
understanding around the
size and characterisation
of fibre loss from textiles.

Held online over a four
day period between
March 23rd – 26th, 2021 –
the Microfibre
Consortium in
partnership with Planet
Textiles will focus on
three key areas:
Measurement: integrity
and policy; Science: textile
research and environ-
mental impact; and

Adidas tops
latest Human
Rights
Benchmark
LONDON – The World
Benchmarking Alliance (WBA)
has published its fourth
Corporate Human Rights
Benchmark (CHRB), assessing
230 of the world’s most
influential companies on their
human rights disclosure.
With scores determined in line
with each firm’s governance and
policy commitments, human
rights due diligence, and
remedies and grievance
mechanisms, some of fashion’s
leading names are both amongst
the highest and lowest ranked.
Out of a possible 26 points,
Adidas set the standard with a
total of 23 – followed by the
likes of Marks & Spencer (21.5),
Fast Retailing (19.5), Gap and
VF Corp (both 18.5) – amongst
the worst rated are China’s
Anta Sports Products, Kohls,
Capri Holdings, Columbia
Sportswear and Prada, all of
which received scores of less
than five.
“There is a concerningly large
group of companies who have
made little to no progress in the
last 12 months,” said CHRB lead
at the Alliance, Camille Le Pors.
Four Chinese apparel firms:
Zhenjiang Semir Garment,
Youngor Group, Heilan Group
and Shenzhou International, are
the only companies to score zero.
“This lack of improvement is
unacceptable, and these
companies should be required to
explain to investors, as well as
other stakeholder groups, why
their disclosures on such an
important topic are so poor,”
said Marge Borhaug, global
head of sustainable outcomes at
Aviva Investors. 
Web: bit.ly/2UBzwri

The UK government is investing
in a Textiles Circularity Centre.
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Towards 
sustainable and 
ethical textiles 
and apparel

Issue No: 1 February 2007

The new magazine for fabric specifiers and apparel buyers

ECOTEXTILENEWS

         

Issue No: 10 December 2007/January 2008

The new magazine for fabric specifiers and apparel buyers

ECOTEXTILENEWS

Bamboozled by 
bamboo’s claims? 

February 2007
We can’t leave out the very first printed issue that we published back in
February 2007.  It was given an instant welcome by over 400 advance
subscribers before a single page was even printed. This proved our launch
timing was right, after all, there was no-one writing specifically about
environmental issues in the textile sector at that time.
Although just 36 pages, it covered stories on organic cotton, fibres derived
from protein waste such as chicken feathers (keratin), organic wool,
electrochemical production of indigo dyes, alpaca from Peru and we
reported back from two very early CSR conferences – one in China – the
other in Leeds.
Early advertisers who greatly helped us to get the ball rolling were:
DyStar, Historic Futures, ICEA, Control Union and the PrimeSource event
in Hong Kong.

December 2007
The final issue of our first year in print helped Ecotextile News cement its
reputation as an authority on technical and environmental issues. 
At the time, greenwashing remained largely unchecked on the fashion
high streets of Europe and the USA – especially around claims made for
fabrics made of bamboo fibre, often accompanied by clothing labels with
pandas on them. Our cover story: ‘Bamboozled by bamboo claims’
uncovered how marketers of bamboo viscose (not natural bamboo), were
making unsubstantiated claims about its natural, antimicrobial and
biodegradable properties, when in fact some Chinese-made fibres were
contaminated with heavy metals.
It was a story that was eventully picked up by national newspapers and
even used in evidence by the US Federal Trade Commission (FTC) to
prevent false claims in advertising.

www.ecotextile.com

Making headlines
John Mowbray reflects on some of the most
influential issues of Ecotextile News that have
been published over our first 100 editions.
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August 2009
Ecotextile News raised fresh concerns about the use of C8 fluorocarbons in
durable water repellent coatings in this issue – even before Greenpeace
flagged up PFCs as chemicals of concern in its Detox campaign launched in
October 2011.
It proved a popular story with readers at the OutDoor event in Salt Lake
City where it was widely distributed and filled the editorial inbox with
comments from concerned sportswear brands. It wasn’t that we called for
an outright ban on PFCs at the time, instead we called for a balanced and
informed debate on the actual risk – and pointed out that shorter chain ‘C6’
chemicals were probably not the right way to go.
It was a feature which kick-started a sensible debate around the science on
PFC use in our industry … and stimulated many suppliers to revisit their
PFC-free chemical inventories after requests from retailers. 

December 2010 
Our major scoop in this edition of the magazine was the formation of the
Sustainable Apparel Coalition – a story that we broke based upon a chance
conversation between John Mowbray and Patagonia founder Yvon Chouinard at
a Textile Exchange event in New York.
Chouinard told us that plans for a major coalition of brands and retailers were
underway to produce an “eco-index for consumers so that they can instantly
identify the sustainable credentials of clothing”. It was expected to be formally
launched in January 2011 – although we reported it first in this issue.
The story - confirmed by a rather flustered executive at fellow SAC founding
member Wal-Mart – became one of the most read online news items that we’ve
ever published on our website. 
Our story was later picked up by the national media, glossy magazines and the
rest of the fashion business press.

October 2011
We were fortunate to be in attendance at a small gathering in a Barcelona hotel in
September 2011 when Greenpeace formally announced that it was launching its
influential Detox Fashion campaign. 
It was yet another notable scoop for us, but we remained sceptical about the 11
chemicals of concern that Greenpeace chose to focus on. Instead, we called for it to
widen its focus to other areas of our industry that we knew had much bigger
environmental impacts – the unregulated discharge of salt into rivers from cotton
dyehouses, for example.
At the meeting, Greenpeace called for the zero discharge of hazardous chemicals in
the textile supply chain by 2020 – which we said wouldn’t happen. One famous
quote from us was: “The only way zero discharge could be achieved by 2020 was
by the industry closing its operations on the 31st December 2019.”
We broadly welcomed the Greenpeace move though, and it’s now-shelved campaign
without doubt had a very positive impact on efforts to clean up our industry.
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December 2014 
Our cover story about the destruction of pristine bushland in Ethiopia to make
way for a huge organic cotton plantation was perhaps one of the most
grotesque that we’ve ever covered.
We revealed that local tribes were being driven off their ancestral homelands
to make way for bulldozers to flatten 10,000 hectares of biodiverse land in
preparation for a new cotton farm to supply leading European retailers. 
The cruel irony was that it was going to supply certified organic cotton. Our
story, accompanied by on-location witness accounts, photography, satellite
images and details of business contracts led to retailers such as H&M and
Tchibo pulling out of sourcing cotton from the region.
The Turkish company behind the project eventually pulled out too – but not
before we heard a parting shot from their lawyers. Thankfully, our story was
100 per cent accurate.

August 2015 
John Mowbray was passed a pre-print paper from a former colleague at
Elsevier Science in April 2013 on how textile microfibres were shedding from
garments during laundering and were contributing to the ‘microplastic
pollution’ problem that was starting to make international headlines.
The news item we published at the time, said scientists at Plymouth
University in the UK found that “rayon made up over half of the polymers
identified (57.8 per cent)” from samples collected in fish guts, but no firm
ties to textiles were 100 per cent proven.
And it wasn’t until this issue of the magazine in 2015 that we could really lift
the lid on the extent of the role textiles do play in microfibre pollution found
in waterways – and it highlighted newer scientific research that showed how
fibres found in aqueous environments are not all ‘microplastics’ or synthetic
fibres such as polyester – but are indeed derived from textiles.

December 2018 
In this magazine we blew the lid on a widespread, but hidden source of textile
chemical pollution that had been seriously overlooked by the industry in the
wake of the rush to satisfy the relatively narrow demands of the Greenpeace
Detox campaign.
The culprits? Bulk commodity chemicals, such as salts, soda ash, organic and
inorganic acids, peroxide and caustic soda that are widely used as aids to wet
processing (dyeing and finishing). These commodities are often by-products of
other industries and can be laced with potentially hazardous substances.
The ZDHC has said these commodities could represent up to 90 per cent of
chemicals found in textile effluent and the discovery that they are often heavily
contaminated is likely to solve some of the confusion around the presence of
restricted chemicals in effluent that were not present in any factory formulations. 
A screening tool has been rapidly developed over the past few years, but it’s only
just coming on-stream now after pilot testing (see p66).
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OUR TOP ISSUES

February 2019 
One of our most talked about magazines in recent years questioned
the issue of true fashion industry circularity and whether it was just
another marketing term for greenwash enthusiasts.
We asked: “If the meaning of a word, in this case circularity, cannot
be consistently defined by those who use it, does it actually carry any
meaning at all?” 
It provoked a furore of comment from those marketing circularity
claims for some products. And while progress has been made and
legislators are eyeing up ways to mandate new circular ways of
working … we’re still waiting to hear about that true definition and
are yet to see a perfect circle in action.

December 2019 
We debunked some serious myths in this issue after seeing the same claims being
regurgitated about the global carbon footprint of fashion, the contribution of the
textile industry to wastewater pollution and the use of pesticides and herbicides in
cotton farming. Essentially, we ruled out the following statements as myths:
� Greenhouse gas emissions from textiles are greater than the combined GHGs of
international flights and maritime shipping.
� The textile industry is responsible for 20 per cent of the world’s water pollution. 
� 25 per cent of the world’s pesticides are used for growing cotton.
We found no evidence to back up any of these statements – much to the chagrin of
those that had been repeating these mantras.
Our work on this issue has been widely quoted in newspapers, glossy fashion
publications and various blog posts (often unattributed). 
Although our story was most recently referred to by the Financial Times on 13th
November 2020 – but once again we were not credited with the original
journalistic legwork. Disappointing.

December 2020 
I couldn’t not include our 100th edition of Ecotextile News. It’s a proud milestone for
us and its success is very much down to all the trusted journalists, correspondents
and experts who’ve contributed so much to this magazine over the years (see p6).
Fittingly, this issue is more than 100 pages long – and we could have made it even
bigger. A far cry from the early days when it was a struggle to fill just 36 pages
when the move towards sustainability was still in its infancy.
We’ve made a special effort to cover a wide range of topical environmental and
social issues in this issue for you to enjoy – always digging that bit deeper than
others and drawing on years of expertise in science, technology and the knowledge
of how the textile industry actually works on the shopfloor and behind the scenes
of the buying office.
We’ve never been a campaigning publication. We’re not activists. But over the past
100 issues I’d like to think this platform has changed quite a few mindsets, which
ultimately has helped to improve how textiles are sourced now and how they will
be in the future. Enjoy the read!

FFooooll’’ss ggoolldd??
The search for circularity

UUNN ddoo cclliimmaattee cchhaannggee
More on the charter that 

seeks to unite fashion

DDeenniimm ddeeeepp ddiivvee 
What’s new with the industry’s

most timeless material?

DDeessttiinnaattiioonn uunnkknnoowwnn
Bangladesh delays 

Accord decision yet again

February / March 2019
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Take a closer look 
at cotton,
to fi nd the right partner in sustainability.

Over the past 30 years, the U.S. cotton industry has consistently decreased its environmental impact. 

It’s Cotton Incorporated’s mission to keep evolving cotton as a sustainable crop and textile fi ber. 

That’s why we partner with U.S. cotton growers, and the rest of the supply chain, to keep reaching new 

sustainability goals through technology, innovation, and a united vision for the future.

Discover What Cotton Is DoingSM

www.CottonToday.com

AMERICA’S COTTON PRODUCERS AND IMPORTERS. Service Marks/Trademarks of Cotton Incorporated. © 2020 Cotton Incorporated.
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– subscribers benefit both
from weekly summarised
stories of the latest listenings
as well as a direct link to the
uninterrupted audio.

With the importance of
breaking news placed
sharply in focus this year in
particular, MCL News &
Media is keen to bring its
subscribers the swiftest,
most reliable and user-
friendly service on the
market, that’s backed up by
thousands of industry-
focused articles exploring
the world of textiles as it
continues to evolve. �

Having been streamlined
to meet the needs of our on-
the-go subscribers, users will
soon have the opportunity
to download the app free-of-
charge – whilst those with
the existing app can simply
launch an update – in 
order to access the very
latest content. 

When online, users can
choose from our reel of
breaking news and will
have the options to change
the font size, search for 
key words and share
content via messaging
services or social media. 

A separate ‘popular’
category compiles the stories
which are trending (to the
second) amongst others in
industry, whilst a more
tailored experience can be
attained by bookmarking
articles of interest. 

Instant access to our print
magazine’s exclusive content
is also available, with users
able to either click the
‘features’ category for more
in-depth pieces, or swipe
through our unmatched
library of archived
magazines – which can then
be read in an optimised,
smartphone-friendly format. 

If podcasts are your thing,
we’ve got you covered too.
Harnessing our long-
standing partnership with
Sweden’s Sustainable
Fashion Academy – which
produces the popular Big
Closets, Small Planet podcast

This December, MCL
News & Media is
excited to launch
an all-new

smartphone application for
both Apple and Android
devices, as we look to bring
the latest industry news to
your fingertips. 

Subjected to months of
intensive development work,
we’re bringing to the fore a
reimagined, intuitive and all-
encompassing news platform
that pools the latest news not
only from Ecotextile News, but
also its sister publications
Knitting Trade Journal,
Sustainable Nonwovens and
Textile Evolution. 

NEWS

Appy days!
MCL News & Media launches news app
for iOS and Android smartphones. 

� Subscribers can gain instant
access to our unrivalled library
of archived magazines.

� With smartphone-
optimised articles, users
can adjust the font size,
bookmark content and
share it online. 

� The app will host
content from Ecotextile
News, Knitting Trade
Journal, Sustainable
Nonwovens and 
Textile Evolution.

Search Apple and Google Play
for MCL News & Media -
Download today.
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The Better Cotton
Initiative (BCI)
appears at times to
have lacked urgency

in its response to growing
outrage over the reported
use of Uyghur Muslim
prisoners as forced labour in
China’s Xinjiang region.
Brand after brand has
distanced itself from the area,
while the US has moved to
block imports from the
region over fears that Uyghur
people, detained in what is
said to be the largest mass
incarceration since the
holocaust, are being forced to
work in the cotton industry.
But the BCI has seemed
slow out of the blocks.

Earlier this year, it
suspended its activities in
the region and appointed an
independent task force to
review its policies on ‘decent

Force of habit
The Better Cotton Initiative has come
under fire over its role in the Xinjiang
region of China amidst fears its ‘better
cotton’ has been tarnished by the use of
forced labour. But, as it looks to the
future, it says lessons are being learned.

� Workers harvest
cotton in China’s
Xinjiang region.

Our mission dictates that we
often work in challenging
environments, and we do
that on purpose,” he said.  

“The most important
question for us is whether or
not we have the confidence
that we can create positive
change, we can benefit
cotton communities and the
environment, while running
a credible programme.  

“Now when it comes to the
future, we are only going to
consider going back if, and
only if, that environment
improves and gives us the full
confidence that we can be a
positive force for good. This is
not the case right now.”

Sanfilippo said that the
BCI took note of the UN
Guiding Principles on
Business and Human Rights
which required it to only
disengage from a region as a
last resort.

“We’ve been very careful
not to rush into a decision,”
he said.  “So that’s why we’ve
been acting responsibly,
taking decisive action at the
right time but not rushing it.”

Earlier this year, the BCI
raised eyebrows when it said
it would remain active in
Xinjiang despite a member
of its own council, Huafu
Fashion Co Ltd, being
implicated with the use 
of forced labour by 
Muslim prisoners.

It also emerged that the
Xinjiang Production and
Construction Corps (XPCC) -
a paramilitary economic
organisation described as a
“state within a state” – had
been a BCI member and
implementing partner,
although this relationship
was terminated in January.

The BCI appointed an
independent task force to
review the role of its 

work’ but it remained active
in Xinjiang until October.
And when it finally did pull
out of the region, its public
comments gave the
impression that it could
hardly wait to resume
operations in Xinjiang which
provided a fifth of its ‘better
cotton’ and an even larger
slice of global supplies.

However, Damien
Sanfilippo, the BCI’s director
of standards and assurance,
insists that forced labour
remains a major concern for
the organisation and that it
will not be returning to the
region any time soon.

“We need to be clear that
forced labour is absolutely
unacceptable for BCI. The
reason we work in China,
and many other places, is
that our aim is to transform
the whole sector. 

We need to
be clear that
forced labour
is absolutely
unacceptable
for BCI

Damien Sanfilippo

Simon Glover reports.
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and continue to use the
Better Cotton Platform.

That seemed some
distance from the task force’s
position that “BCI cannot
undertake any form of field
activities in the Xinjiang
Uyghur Autonomous Region,
and must immediately end
all forms of operations and
end all business
relationships in the region”.

The task force made nine
specific recommendations
to the BCI. It also noted that
the BCI’s mass balance
system posed much higher
risks in terms of ensuring
that final products were free
of forced labour than a
physical segregation 
cotton system.

“The task force
recommends that BCI takes
steps to develop a physical
segregation model and is
eager to collaborate and
support in this work,” it said
in the report. 

Corin Wood Jones, the
BCI’s head of special
projects, said the mass
balance system had proved
“tremendously effective” in
terms of engaging brands –
and farmers – with the
production of more
sustainable cotton.

He added: “As it stands,
there is a very strong case
for us to retain the mass
balance model but we are
already putting in place
teams to focus on feasible
options going forwards for
full physical traceability.”

The BCI Council and
Management Team has
agreed to carefully consider
the task force’s findings and
recommendations “through
the lens of the BCI’s 2030
strategy”. They promise to
share a detailed response in
January 2021. �

assessment of forced labour
and increase the due
diligence requirements 
of its implementing 
partners in time for the 
next cotton season.

Sanfilippo added: “We
recognise being able to
implement the full set of
recommendations from the
task force will be a much
longer term endeavour and I
think the taskforce
recognised that as well.  

“Which is why next year
we’ll be looking for dedicated
funding opportunities. We’ll
be looking for partnerships
with like-minded organi-
sations so that we can start
imagining and building the
innovative and pioneering
tools that we need.”

The BCI announced its
decision to finally pull out 
of Xinjiang one week before
the release of the task 
force’s report which, to its
credit, was published in full
on its website.

But, even then, it appeared
less than whole-hearted. 
The one quote released by
the BCI, attributed to CEO
Alan McClay, gave the
impression that the
initiative could hardly wait
to return to Xinjiang. 

“We look forward to the
day when we can again
deliver the BCI mission by
providing capacity building
for all farmers. We will re-
evaluate our engagement in
the XUAR when the
operating environment
permits,” said McClay.

The BCI also said that
Chinese companies “from or
affiliated with the province”
that were not specifically
blocked by current US
Treasury Office of Foreign
Assets (OFAC) sanctions
could remain BCI Members

Better Cotton Standard
System in identifying,
preventing and mitigating
forced labour risks.

That task force of 12
experts was delayed by the
pandemic but finally
reported at the end of
October with some pretty
damning comments about
the BCI which it said was
guilty of “organisational
blindness” on forced labour.

It concluded that the BCI
had given the treatment of
workers a “comparatively
lower degree of focus and
investment” than environ-
mental issues but said it now
had an opportunity to put
that right.

However, it warned the
BCI first needed to “address
significant existing gaps” in
awareness, competencies,
and processes on decent
work which it said extended
“across the BCI organisation,
governance structure, and
partner network.” 

“In the view of the task
force, they have resulted in
organisational blindness to
important risks and realities
related to forced labour and
likely other decent work
issues,” said the report.

Sanfilippo responds: “We
know that better, more
innovative tools and
strategies need to be put in
place. We agree that more
work needs to be done,
which is why we convened
that taskforce.

“The fact is I don’t think
many of these tools have
yet been designed or rolled
out at large scale, especially
in the informal farming
sector where we work, so
we know that we need to
pioneer new tools.”

In the short term, the BCI
plans to beef up its risk

� An overall 
‘rebalancing’ on 
decent work issues

� Strengthening internal 
expertise on 
forced labour

� Defining the ‘enabling 
environment’ needed 
for BCI operations

� Acknowledging the 
realities of state-
imposed forced labour

� Adopting a risk-based 
approach at local level

� Strengthening due 
diligence for 
implementing partners

� Introducing significant 
innovations in 
assurance

� Developing grievance 
mechanisms, including
at field level

� Supporting efforts to 
review the BCI’s chain 
of custody model

XINJIANG

� A Uyghur woman
is shown how to
prune cotton on 
the cover of a 1960
issue of China
Pictorial magazine.
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Not-for-profit
Canopy has
published its
annual rankings of

viscose suppliers around the
world, which assesses each
company’s performance to
protect ancient and
endangered forests, in-line
with audits, contributions to
conservation, the use of new
alternative fibres, robust
sourcing policies,
transparency and traceability,
and sustainable sourcing.

The environmental
group’s list of suppliers this
year shows a significant
jump in the volume of man-
made cellulosic fibre
(MMCF) manufactured by
producers with ‘green shirt’
rankings, with these
companies now accounting
for 52 per cent of quantities
globally, up from 42.5 per
cent last year.

It’s telling of the global
industry’s push to align with
the Canopy initiative that
this year’s rankings include
significant firsts – Aditya
Birla and Lenzing both
obtaining the elusive ‘dark
green’ shirt for scores of 33
and 30.5, respectively.

This announcement
comes at a pivotal time as a
majority of the 320 brands

A cut above 
Environmental non-profit Canopy has
revealed its 2020 Hot Button rankings.

Tangshan Sanyou has
secured a deal with
innovative textile
recycler Renewcell and
will purchase 175,000
tonnes of its ‘Circulose’
dissolving pulp over the
next five years.

In terms of the scope for
improvement, the findings
of this year’s Hot Button
rankings show the ‘red shirt’
recipients to be: Silverhawk,
Aoyang Technology, China
Textile Academy, Shandong
Yamei, CTHC Helon and
Xinjiang Zhongtai Co.

Those which obtained the
‘red/yellow’ shirt included
both Sateri and Asia Pacific
Rayon, of the RGE Group, as
well as Mitsubishi Chemical
Corporation and Nanjing
Golden Antelope Biobased
Fibre Co. 

For the first time, this year’s
rankings factored in scores
for chemical management
performance, with Frank
Michel, executive director of
Canopy partner organisation
ZDHC, saying: “Embedding
chemical use and emissions
criteria in Canopy’s Hot
Button report adds value for
all who want to understand
concrete solutions in the
viscose supply chain.”

It will be of concern then
to both customers and all
the suppliers involved that
the scores – out of a possible
four – were low across the
board. The best of the bunch
were the ‘dark green/ green
shirt’ recipients Aditya Birla,
Lenzing, Eastman, ENKA,
Jilin, Kelheim, Tangshan
Sanyou and Xinxiang
Chemical Co., which all
mustered scores of one. 

Both RGE brand APR and
Sateri also scored one out of
four. The rest in the rankings
earned a mark of zero. 

Looking ahead then, whilst
it bodes well that more than
half of global viscose supplies
now stem from ‘green shirt’
accredited businesses, surely
performance on the chemical
management front will be the
next area to focus on.  �

in the CanopyStyle
initiative, which it says have
combined revenues of more
than US$570 billion, are
implementing their
commitments to only source
from producers ranked with
green shirts. The likes of
H&M, Inditex, Levi’s, Stella
McCartney and Amazon are
amongst the big-name
brands now holding their
suppliers to task.

Though Aditya Birla and
Lenzing might steal the
headlines for their efforts,
there is also acknowl-
edgement of those which
obtained the Canopy green
shirt ranking: Eastman,
ENKA, Formosa, Jilin,
Kelheim, Tangshan Sanyou,
Xinxiang Chemical Fiber
and Yibin Grace. 

Canopy reports that 90 per
cent of the global production
capacity now stems from
businesses with an active
Canopy-approved public
sourcing policy. What’s
more, producers are
increasing their investments
in Next Generation
alternative materials with
findings highlighting that
four out of five of the biggest
viscose suppliers have now
invested ‘significantly’ in
such advanced solutions. 

The results
� Aditya Birla 

33

� Lenzing
30.5

� Eastman/ENKA 
26

� Kelheim Fibres/ 
Tangshan Sanyou  
25

� Acegreen
8

� Asia Pacific Rayon 
5

� Xinjiang Zhongtai 
Textile 
5.5

� CTHC Helon/ 
Shandong Yamei 
3.5

HOT BUTTON RANKINGS

By Chris Remington
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Cotton Ƃts what your consumers are looking for: material that’s 
comfortable, versatile and sustainable. This natural Ƃber is grown from 
the earth and can be reused, recycled and even returned to the earth. 
It’s a great Ƃt for your sustainability goals – and when you choose to use 
cotton, you give consumers a reason to choose you.

Cotton. Natural, responsible, good. 
Learn more about cotton’s circular life cycle at cottonleads.org/circularity.
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Lenzing rolls out blockchain-
enabled platform
LENZING – Textile fibre
manufacturer Lenzing has
announced the introduction of
its highly-anticipated supply
chain transparency platform,
powered by blockchain
specialist TextileGenesis, which
it will first roll out across
Southeast Asia.
The technology, in practice, has
been trialled by Lenzing and has
proven an effective product
authentication mechanism, with
a digital chain-of-custody being
created for transactions that are
immutable to change.  
“Sustainability and traceability
are two sides of the same coin,
and it’s great to see Lenzing
paving the way for the entire
fashion industry to follow,”
said TextileGenesis’ CEO, 
Amit Gautam.  
Lenzing will integrate its 

e-branding fabric certification
system, enabling brands and
retailers access to information
on the traceability of its Tencel
and Ecovero fibres, as well as
affording them the opportunity
to view the results of forensic
verification of fabric samples. 
Having found the tool to be
reliable, serving as a stamp of
approval that its products are
authentic when they reach the
customer, Lenzing and Textile-
Genesis have now made the
platform live and will first roll it
out across Southeast Asia in
India, Bangladesh, Pakistan and
Sri Lanka, with upwards of 300
suppliers being on-boarded.
Then, from the start of next year,
it will broaden this scope to
encompass supply chain partners
in both China and Turkey. 
Web: bit.ly/2UfvbtP

WRAP unveils
‘Textiles 2030’
initiative
LONDON – UK waste recycling
charity WRAP has announced
the first batch of companies and
organisations to join its Textiles
2030 voluntary initiative, with
Next, Primark and John Lewis
amongst the retailers to have
pledged their allegiance ahead
of its April launch.
By aligning with the Textile 2030
programme, WRAP says fashion
firms have the opportunity to
pivot their operations from a
linear make-use-dispose model
to one which is circular, and
champions a ‘target, measure
and act’ approach.  
“Textiles 2030 will be the most
ambitious national voluntary
agreement for clothing and
other textiles in the world. The
10-year programme aims to
transform UK clothing and home
fabrics to reduce their impact on
climate change,” a WRAP
statement said. 
The ambition is to involve as
many brands, retailers, NGOs
and charities as possible across
the industry to spark tectonic
shifts to the way apparel is
produced, used and
subsequently discarded of, due
to the immense pressure current
practices have on landfill sites.
“The climate emergency is
intensifying, and our resources
are limited,” says Marcus Gover,
WRAP’s CEO. “We need fast,
effective action more than ever.”
Amongst the first batch of
recruits for the Textiles 2030
initiative are the British Fashion
Council, British Heart
Foundation, Cancer Research UK,
John Lewis & Partners, Next,
Oxfam, Primark, Ted Baker,
Textiles Recycling Association
and Tesco.
Web: bit.ly/2Ucvi9l
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PETA reaffirms calls 
for mink farm bans  
COPENHAGEN – Animal
rights organisation PETA
has warned that “any area
that still farms mink
could well be the next
Wuhan”, after Danish
authorities made the
decision to cull millions

of mink, some of which
are riddled with what’s
believed to be a new
mutated strain of 
the coronavirus.

Denmark’s Prime
Minister has given the
green light for upwards of

17 million mink to be
killed in the country; this,
after 12 people tested
positive for a new strain of
the coronavirus, which it’s
feared could be resistant to
vaccines currently under
development.

PETA director, Elisa
Allen, has however
reaffirmed that culling
animals is not an effective
long-term solution, and
says: “Denmark must ban
these pandemic petri
dishes immediately.  

“Fur farms packed with
sick, stressed, suffering
animals are revolting
places – they are
dangerous breeding
grounds for diseases and
have been identified as
COVID-19 hotspots,” she
told Ecotextile News,
urging governments to
ban mink farming.

She continues: “While
national governments –
including those of France
and Poland – have taken
decisive action in recent
months to ban mink
farming, it's clear that this
is a global issue that puts
people around the world
at risk, which is why 
mink farms must be
banned everywhere.

“Any area that still farms
minks could well be the
next Wuhan. This is, in
part, why PETA France
recently called on the
French government to
enforce its ban on mink
farming immediately,
rather than in 2025 as
planned,” she concluded.
Web: bit.ly/2UeReko

Any area that still farms mink
could be the next Wuhan, says
PETA director Elisa Allen.
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Bigger than the UK,
Germany and
France put
together? More

than aviation and maritime
shipping combined? Eight
per cent of all greenhouse
gas emissions? No, wait, four
per cent of the global total?

So, how big is the carbon
footprint of the global
fashion and textiles
industry? All of the above
have been suggested by
credible organisations over
the last year or so to
highlight the one thing 
that they all agree on –
that the sector has a 
serious problem.

One recent report,
Fashion on Climate, from the
Global Fashion Agenda
initiative and consultants
McKinsey & Co claimed that

Fashion’s
elusive
footprint...
Nobody denies that
fashion has a
carbon footprint
problem - the
trouble is nobody
seems sure how big
it is. Simon Glover
reports on a new
bid to put a 
number on the
fashion and 
textile sector’s
Greenhouse 
gas emissions.

Linda Greer, a Global
Fellow at the Institute for
Public and Environmental
Affairs in China, recently
called on Quantis to
publicly clarify the proper
use of the numbers in 
its report. 

We put this to Michele
Zollinger, senior sustain-
ability consultant at
Quantis, who accepted the
need for more scientific
data while stressing that the
key issue was to encourage
the fashion industry to
move forward in the 
right direction. 

“When we saw the report
from the Global Fashion
Agenda and McKinsey, we
very much welcomed it. It’s
exactly the next type of
report that is needed for
this space where we can

fashion was responsible for
some 2.1 billion metric tons
of GHG emissions in 2018,
about four per cent of the
global total.

That estimate was based,
in part, on the 2018
Measuring Fashion report by
consultants Quantis which,
confusingly, put the figure at
eight per cent.

McKinsey also contributed
to another report, the Ellen
MacArthur Foundation’s A
New Textiles Economy:
Redesigning Fashion’s
Future, which controver-
sially claimed GHG
emissions from textiles were
more than those of all
international flights and
maritime shipping
combined – a widely quoted
claim debunked earlier this
year by Ecotextile News.

The sooner
we can get
something
as accurate
as possible,
the better   

Michele Zollinger,
Quantis

www.ecotextile.com
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farming, emissions from
extracting oil out of the
ground to make polyester,”
he explained.  

“But the goal is that, over
time, more of that data
becomes primary. And this is
enormously complex.
Frankly, I think the apparel
sector is much further along
than any other sector in
terms of impact data.  

“I don’t know of any other
sector that has the
equivalent of the Higg Index.
And again it’s not perfect,
but I just don’t see anyone
else that has this level of
supply chain data.”

Sadowski added that the
imperfect nature of the
available data made
comparisons between
industries meaningless:
“There’s never been a study
that looks at every sector in
the world using the same
analysis, the same
methodology, the same data
sets, and the same
approach,” he added.  

“Any time you compare
sectors like this you need to
use the same approach and I
don’t think that will ever be
done, it’s just so difficult. So I
think all of these studies –
including the one we just
did – are imperfect.  

“Is that a problem? I’m not
sure it is to be honest. I think
people are competing to get
headlines, to get attention.
But we know that to deliver
science based targets and to
stay within 1.5C, we have to
decarbonise every sector.  

“It doesn’t matter
whether that’s 0.5 per cent,
five per cent or ten per cent.
Every sector has to get to
zero by 2050. The apparel
sector is part of that and so
we have to decarbonise in
the same way.”  �

23% of emissions are
said to be in Tier 4
(raw material
extraction), 16% in
Tier 3 (raw material
processing), 45% in
Tier 2 (material
production), and 16%
in Tier 1 (finished
production assembly).

The report identifies
six ways the apparel
sector might meet
the Paris Agreement
target: 

� maximising material 
efficiency

� scaling the use of 
preferred materials 

� accelerating the 
development of next 
generation materials

� maximising energy 
efficiencies in 
manufacturing

� eliminating coal

� switching to 
renewable energy

lie the biggest problems
and to suggest some 
key interventions.

Michael Sadowski, a
research consultant with the
World Resources Institute
(WRI), stressed that the new
report was still based on
secondary data but he hoped
it would ultimately prove
more useful than other
recent estimates.

“All of these studies are
based on secondary data,”
he said. “They make a
variety of assumptions and
extrapolations. I would just
say they are directional at
best, they’re not at all
scientific based.

“I don’t think anyone is
questioning Quantis or
McKinsey as being ill-
meaning in any way, I think
they are truly trying to
understand what the
impacts are. But the state of
data is just so incomplete
and so imperfect that it is
truly hard to do.  

“The only way I see how
it’s going to get better is if we
use more primary data. So
over time for factories and
mills, the more data that gets
into Higg the better, because
that’s primary data.”

Sadowski said part of the
problem was that the
complex nature of global
supply chains in the apparel
industry made a peer-
reviewed scientific study of
greenhouse gas emissions
virtually impossible.

“You’re dealing with
hundreds of thousands of
individual facilities, a lot of
them don’t have the means
to track things like fuel
consumption and energy,
and then as you further
move upstream you’re
getting into things like
emissions from cotton

All of these
studies –
including
the one we
just did – are
imperfect   

Michael Sadowski,
WRI

focus on actions and how
we act to reduce
(emissions),” she said.

“One of the big challenges
in the apparel industry is
having the data. That’s been
the challenge for a long
time. Our report was not
intended to be a peer-
reviewed scientific study
and I want to very clearly
clarify that.”

However, she agreed that
more accurate data was
needed, adding: “The sooner
we can get something there
that is as accurate as
possible, the better. Quantis
and other organisations are
continuously working on
this. In the meantime, we’re
working with what we have.”

Which brings us to
Roadmap to Net Zero, a new
draft report from the 
World Resources Institute
and Apparel Impact
Institute, supported by the
Laudes Foundation.

In collaboration with the
Sustainable Apparel
Coalition (SAC) and Higg Co,
it aims to get a better idea of
the sector’s carbon footprint
by combining fibre weight
data from the Textile
Exchange with the resources
of the Higg Materials Sustain-
ability Index (MSI) tool.

By doing so, it has come
up with a new figure - a total
of 1.39 gigatonnes of carbon
(GtC) emissions for 2019.
This compares to the Ellen
MacArthur Foundation’s 1.2
GtC, Quantis’s 3.29 GtC, and
the 2.1 GtC estimated by the
Global Fashion Agenda 
and McKinsey.

Roadmap to Net Zero’s
estimate is further broken
down to help companies
identify where within the
industry’s notoriously
convoluted supply chains

CARBON FOOTPRINT 
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Prime Minister can show that
Britain is giving the interna-
tional leadership on this issue
that he would like to claim.”

The EAC has finished
gathering evidence for its
latest inquiry and is
currently processing this. It
also plans to hold an oral
evidence session in
December at which, Dunne
confirmed, Boohoo will be
invited to attend.

He is hopeful that greater
enforcement of existing
legislation, such as the
minimum wage, can play a
part in improving
conditions for workers in
garment factories in UK
cities such as Leicester.

The new inquiry will take
in a wide range of issues
from the carbon footprint of
the fashion and textiles
industry to what can be
done to improve the
collection of fashion waste
and to increase recycling.

It will also consider the
impact of the coronavirus
pandemic on the troubled
relationship between
retailers and suppliers, and
how employment law and
the minimum wage could be
more effectively enforced.

“Industry needs to step up
and shape up,” added Dunne.
“I think the committee
provides a really useful
function in shining a spotlight
on bad practice or injustice,
and holding government to
account for the things that it’s
responsible for.  

“The UK fashion industry is
one of the world leaders in
this sector both in terms of
design and manufacture.
Many of the leading brands
make claims about the
sustainability of their
products but these claims are
not always met in practice.” �

the treatment of workers at
factories supplying fast
fashion companies, partic-
ularly Boohoo, and the
ensuing inquiry by Alison
Levitt QC into Boohoo’s
sourcing policies, had also
raised awareness of the
shoddy and often illegal
treatment of garment workers.

Fashion’s waste problem –
the millions of tonnes of
garments thrown away every
year with a third of this going
into landfill – was another
factor with the government
currently consulting on
extended producer responsi-
bilities which would make
brands responsible.

“One of the reasons that
we’re doing this again is
because we were
disappointed at what
happened last time. It
seemed to us that there was
enough going on to merit
taking another look to see
what progress has been
made,” explained Dunne.   

“I think there is another
major difference now
compared to when we did
our inquiry two years ago.
And that is that we are
hosting COP26 in 12
months’ time which is going
to shine a spotlight on the
opportunity for Britain to
show global leadership in
tackling climate change.  

“That is going to be a trigger
for a substantial amount of
government action between
now and then, so that the

Industry
needs to step
up and
shape up

Philip Dunne MP,
chairman of the
Environmental 

Audit Committee

Back in 2018, Mary
Creagh MP – then
chair of the
Environmental

Audit Committee (EAC) –
accused senior politicians of
“not listening” after Theresa
May’s government rejected all
18 of the recommendations
of her inquiry, Fixing fashion:
clothing consumption 
and sustainability.

Creagh’s successor, Philip
Dunne, now hopes that a new
inquiry into the industry,
under his stewardship, will
prove more successful. So
what has changed in the
intervening two years?

Dunne told Ecotextile News
that one key change was the
impact of the coronavirus
pandemic which had served
to focus minds – in the
fashion sector and more
widely – on sustainability
issues and the need to ‘build
back better’.

The recent controversy over

FASHION WASTE 

Politics
back in
fashion
The UK government's
Environmental Audit
Committee is to hold
another inquiry into
the environmental
and social impact of
the fashion industry.
But will it have any
more impact than 
its predecessor?

Simon Glover reports.
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The COVID-19
pandemic has
raised questions not
just about the

resolve of businesses across
the industry, but also about
their versatility at a time of
unpredictability. For brands
and retailers, the terrain has
been particularly tricky to
navigate, with the ramifi-
cations of the virus spread
felt immediately. 

In March – the month that
the UK went into its first
lockdown – clothing sales
tumbled by 34 per cent as
consumers second guessed
their need for new garments
if they were to be resigned to
the sofa. 

More recently, figures
from Primark laid bare the

RENTAL FASHION
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Finding 

Rental fashion’s
potential called
into question 
by COVID-19.

Due to the fast-
turnaround of kids clothing,
it proved a winning formula
in its first year amongst
parents, prompting the
retailer to further branch out
into women’s sportswear
and outerwear. 

It’s here that the company
came unstuck. 

Despite early interest,
Liedtke says this new
offering failed to drive
meaningful revenues. 

“The discussion on how to
continue with Tchibo Share
started before COVID-19,”
he insists. “Even though
we’d received positive
feedback, the market size
stayed below our
expectation and what was
needed for a viable long-
term business case.” 

Alas, the virus’ outbreak
proved the final nail in the
coffin for Tchibo, which
discontinued its clothing
rental service in October to
“cut its losses”. What the firm
found was that consumer
appetite soon switched 

drastic changes to our
lifestyles with data showing
that whilst its suit sales
were “weak”, demand for
pyjamas had comparatively
sky-rocketed to exceed even
pre-pandemic levels. 

It’s in such a sporadic
climate that companies 
have either merely survived
or thrived amidst the events
of this year. For brands
which offer a rental service,
however, it’s asked very
different questions of 
their business acumen. 

Far from the idea that
clothing rental providers
make all their money
offering up outfits for special
occasions, German retailer
Tchibo started its Share
service in 2018 by focusing
on babies and children’s’
wear “with the vision of
building a new and more
sustainable consumption
model for the mainstream
market”, the company’s
director of corporate
communications, Arnd
Liedtke, tells us.  �

fit
the right 

By Chris Remington
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Harnessing 
the potential
The difficulties rental
providers have encountered
this year do not mean that
the concept doesn’t have
legs. On the contrary, it
merely highlights the
model’s infancy in an
industry that’s only now
getting to grips with the
potential of alternative
business models, also
including resale and take-
back schemes. 

Ultimately, such services
are highly recognised
because they offer different
solutions to the same
problem – waste in fashion. 

Figures from WRAP
highlight that the average
UK household owns around
£4,000 worth of clothes, and
that 30 per cent of these
items aren’t worn even once
in a year. That said, the
figures indicate there’s
surplus apparel in the UK
alone holding a value of
upwards of £30 billion
which, in the end, might be
simply thrown in the bin
when the realisation finally
hits that the shopper won’t
wear it again.

What’s integral to
combatting this unhealthy
cycle then is a service very
much in the shape of rental,
that supplements consumer
desire whilst calling time on
the system of churning out
new items in a bid to meet
ever-changing trends. 

Speaking with The
Guardian, Carolyn Mair, a
behavioural psychologist
and author of The Psychology
of Fashion, said: “We get used
to things that give us
pleasure quickly but the
strength of the initial
pleasure depletes over time.
Fashion thrives on our need

from clothing to items more
fitting to life in lockdown,
like coffee machines and 
sports equipment. 

Moving with the times
A look through a wider lens
at the industry’s rental
providers shows that, more
than anything, it’s the ability
to adapt that’s integral to a
good service. After all, this is
a new business model in the
grand scheme of things…
there’s no right way to
approach it. 

This is perfectly
summarised in the case of
Rent the Runway (RTR), a
pioneer in its own right and
a firm that’s grown
organically since just 2009 to
once hold a market value of
around US$1bn. A more
recent assessment of the
firm at the half-way stage of
this year showed how the
impacts of COVID-19 have
dented its valuation, which
now stands at closer to
US$750 million. 

The company has since
made considerable headway
in transitioning its
operational approach –
something chief operating
officer, Anushka Salinas,
suggests it’s been rushed
into doing. 

“Like every company
during this time, we’ve
encountered challenges. In
the early days of the
pandemic, we focused on
repositioning the company
financially and structurally
to benefit in this new
normal and coming out the
other side of COVID. We’ve
spent the last months
expanding our unique
business model to secure the
future of Rent the
Runway, by leveraging the
vast groundwork we’ve laid

in the circular economy. 
She continues: “We’ve

accelerated long-term plans
on our strategic roadmap to
answer and adapt to
customer behaviour in an
uncertain climate. There are
major structural shifts that
are happening in the retail
industry right now. COVID is
accelerating the shift towards
e-commerce and away from
traditional brick and mortar
and we recognised the shift
early on.”

It’s led to major surgery at
the company, which in
August made the decision
to close all of its stores –
bar its flagship site in New
York which will serve as a
drop-off point – in a
move which epitomised
the dominance of digital
throughout lockdown. 

“We are focused on
investing in features – both
in terms of product and
physical location – that
speed up turnaround time
for customer orders and
give customers more
control over their RTR
experiences,” Salinas tells
Ecotextile News. 

With this in mind, the
company recently revised its
subscription model – which
had previously been rather
rigid with the only option of
paying US$159 a month for
up to 16 items. 

Statistics have shown,
however, that 70 per cent
of its customers were
renting fewer than eight
items in this timeframe. As
such, a trio of subscription
offers has been introduced
to better reflect the changing
needs of shoppers. 

They can now pay US$89
for four items a month,
US$135 for eight or US$199
for 16. 

With nations locked
down at the height of
the pandemic,
businesses reliant on
brick-and-mortar
stores were left
exposed as their
primary source of
income was cut off, in
some cases for
months on end.

There are
major
structural
shis 
that are
happening
in the retail
industry
right now     
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for novelty and so renting –
and other options that allow
us to have ‘new to us’ –
satisfies so many of our
current needs.”

With rental fashion
therefore holding the
potential to scratch the itch
that for so long has only
been reached by fast fashion
brands offering rock-bottom
prices, the question now
turns to: how can brands
harness its potential? 

Amidst challenging times,
the focus must be on
adapting to the needs of
customers. Australian firm
Glam Corner has executed
this in textbook fashion and
the result has been an
increase in subscriptions of
53 per cent since March – a
period which many others
will wish to forget. 

Key to Glam Corner’s
success has been recognising
the swift shift in demand
early on. The company
makes no bones about how
integral a pivot to marketing
casual and maternity wear
was. A look at its website still
shows this to be the case
with its ‘Edit’ category
spotlighting such options. 

URBN – which owns the
likes of Urban Outfitters and

Anthropologie – has also
retained its custom using
such tactics with its Nuuly
rental platform. 

A company spokesperson
tells us: “We certainly saw an
impact on our business as
the pandemic hit and many
states were locked down.
Many Nuuly subscribers
paused their accounts.
However, over time,
customers are getting used
to this new normal and
often find Nuuly to be a
bright spot in their lives. 

“While we have options for
special events and work
wear, the bulk of our
assortment leans casual. We
were always rooted in denim,
and since the pandemic, the
penetration of denim in our
assortment has continued to
grow.  We love this
foundation, as denim has a
long life and can easily be
dressed up or down.  Other
areas where we have seen
opportunity while customers
have been staying safe at
home have been athleisure,
graphic tees, jogger style
bottoms and full, easy
dresses,” the firm continues. 

With the efforts of rental
fashion providers being
validated then, could now be

the perfect time for more
brands and retailers to strike
if they’re to get a foothold of
the market? 

The recent 2020 resale
report of consignment store
ThredUp certainly indicates
that we can expect tectonic
shifts in consumer
shopping habits over the
next decade, with second-
hand fashion projected to
hold a larger market value
(at US$44bn) than fast
fashion (US$43bn). 

In-line with these
estimates, ThredUp believes
that second-hand fashion
will account for the largest
part of our wardrobes by this
date, at 17 per cent, whilst
fast fashion slowly slips to
just nine per cent. 

What goes hand-in-hand
with this is the increasing
consumer focus on sustain-
ability. WRAP’s most recent
survey (November 2020)
suggests that 63 per cent of
Brits now deem the environ-
mental impact of their
clothes as ‘severe’, which is
at direct odds with any
suggestion that fast fashion
firms can continue their
ascent of the market. 

Surely then, if people are
in the market for cheaper
garments to meet swiftly
changing trends – whilst also
having one eye on their own
responsibility to protect the
environment – you cannot
look past rental fashion. 

Certainly, after the financial
car crash of this year, cheaper
rental offerings will prick the
ears of those looking to
diversify their wardrobes
on a budget. Wouldn’t it be
fitting then that the situation
which has ultimately called
time on some rental offerings
should be the catalyst for
future intrigue. �

� Glam Corner’s Edit
focuses on maternity
wear, casual styles
and workwear,
amongst other things.
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Customers
are getting
used to this
new normal
and oen
find Nuuly 
to be a
bright spot
in their lives
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India has the largest
cotton acreage in the
world today (11 to 12
million hectares), but

cotton yields still remain
low and have been stagnant
for the past 15 years at
approximately 511kg/ha. 

So why is this? India’s
cotton farming sector has
essentially become
saturated by the double
gene Bt-cotton and hybrid
technology, which are
expensive to cultivate,
since they are highly input
dependent and often run the
risk of collapse under biotic
and abiotic stress. 

INDIAN COTTON
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Indigenous cotton
could boost
sustainability
The revival of indigenous Desi cotton production in India
could be a game changer for farmers and for the prospects
of a more sustainable cotton industry, argues Rajeev
Baruah, an expert on cotton based in Uttar Pradesh who’s
previously advised the BCI, Solidaridad and bioRe.

Bt/hybrids demand
high amounts of
water and fertiliser
and because rain-fed
agriculture accounts
for 55 per cent of the
net sown area of
India, the impacts of
climate change will
have a greater impact
on rain-fed regions.
Desi cotton with its
deep rooting system
needs fewer inputs.

Let’s not forget, close 
to 70 per cent of India’s
cotton is grown under 
rain-fed conditions.

Desi cotton species
survived in the natural
habitats of India for millions
of years where the cotton
plants adapted the necessary
resilience and robustness
needed for long term sustain-
ability to give high yields at
low production costs. 

This makes Desi an 
ideal candidate for both
organic and ‘sustainable’
cotton production systems
that can help to combat
climate change. 

Rajeev Baruah 
Independent cotton expert

�

Some of its inherent
strengths are the fact it 
is a deep rooted plant 
which exhibits ‘okra’ type
leaves to allow for more
effective light penetration
leading to more efficient
photosynthesis.

It’s also highly suitable for
rain-fed conditions, and for
both light marginal and
saline soils. 

The Desi species is also
endowed with high
resistance levels to drought
and salinity, it requires less
fertiliser and chemical
interventions due to its 
high nutrient use efficiency
and is totally suited for
organic and low input
agricultural systems.

Importantly, Desi cotton
(Gossypium Arboreum) has a
high lint recovery rate at 38
– 40 per cent gin out-turn,
compared to 32 – 34 per cent
in hybrid Gossypium
hirsutum cotton.

However, there are some
good reasons why Desi
cotton was replaced initially,
although according to
Baruah, most of the previous
‘weakness’ of G. arboretum
has now been overcome.

These included small boll
size, a propensity to shed
seed cotton from open bolls
necessitating more frequent
picking, tall and lanky 
plants cause lodging if boll 
load is high and perhaps
most importantly, poor 
fibre length.

Lodging is when a cotton
plant grows with a thin stem
making it sway and fall
during heavy rain or strong
winds and spoiling the fibre.

Seeing its potential, a
handful of public sector
breeders continued to 
work on these problems by
adopting non-conventional
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These fabrics are suitable for
the designated end-use, i.e.,
men’s winter wear with THV
(fabric handle rating) of
around ‘3’. 

The improved G.
arboreum can be a viable
and suitable alternative to
the medium long staple 
G. hirsutum cotton.” �

breeding approaches such 
as introgression,” he noted.

One such example
involved cotton breeders at
the state agricultural
university Vasantrao Naik
Marathwada Krishi
Vidyapeeth (VNMKV) based
east of Mumbai in the city of
Parbhani, Maharashtra. 

They achieved great
success in improving the
staple length of Desi cotton,
as a result of which, the fibre
is now suited for the current
needs of the textile industry,
according to recent tests at
Welspun, India (see graph).

This analysis was also
backed up by a paper
published in the Journal of
Cotton Research and
Development (July 2016), by
authors Chandra, Srinivasan
and Akade who showed that
“the improved G. arboreum
cotton can be processed
successfully on high speed
modern textile processing
machines. The qualitative
analysis of the yarn, fabric
and other relevant
characters revealed that the
improved arboreum cotton
is a potent and viable
alternative to the medium
long G. hirsutum cotton.”

If these results can be
replicated elsewhere, 
then the proven
improvements in quality
and the desire of Indian
cotton farmers to improve
yields and reduce cultivation
costs, desi cotton could be
the answer for India’s rain-
fed cotton farmers. 

As for organic cotton
farmers it also offers 
the possibility of zero 
GMO contamination.

Desi cottons could provide
a sturdy road map to
sustainability and offer
immense potential to

develop a new ‘brand’ of
Indian grown cotton.

The authors of the above
paper also concluded: “The
fabric produced from
improved G. arboreum cotton
shows comparatively higher
toughness and appears to
possess optimum rigidity
with markedly higher values
for dye uptake and air
permeability as compared to
G. hirsutum cotton fabric.

G. ARBOREUM COTTON QUALITY DATA
Desi cotton

� Gossypium arboreum
and Gossypium 
herbaceum originated 
in India millions of 
years ago, and are 
commonly referred to 
as desi cotton species. 

� Gossypium arboreum
is under commercial 
cultivation mainly in 
India and Pakistan. 

� Back in 1790, the 
British introduced 
Gossypium hirsutum
(American cotton) 
from Malta and 
Mauritius to feed the 
textile mills in 
Lancashire and 
Manchester, and for 
nearly 150 years tried 
to replace desi cotton 
but with little success. 

� After Indian 
independence in 1947 
the area under Desi
cotton was close to 
97 per cent with 
Calico and Dhaka 
Muslin fabrics all 
woven from the coarse
fibre of G. arboreum. 
Soon afterwards, 
Indian cotton scientists
declared desi cotton 
fibre as ‘coarse’, 
focusing instead on 
American cotton.

Source: Rajeev Baruah

SCI: Spinning Consistency Index; LEN: Length; STR: Strength.
Cotton tested at Welspun India (2020)

A breeding procedure
in which genes not
available from within
the species are
transferred into it
from another species.
It’s a long and time-
consuming process.

Rajeev Baruah is a freelance cotton
consultant based in Uttar Pradesh.

INDIAN COTTON

DESI COTTON IN INDIA DECLINED
FROM 97% TO 1% OF PRODUCTION
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Being appointed as
the CEO of a large
recycled polyester
yarn producer in

the middle of a global
pandemic is not really ideal
timing – especially when
apparel retailers are being
laid low by COVID-19.

But Eddie Ingle’s decision
to leave Indorama as the
CEO of its Recycling Group
to lead Unifi – a company he
first joined more than 30
years ago – was a no-brainer
for him. “We do have an
amazing bunch of people
that are very purposeful, very
dedicated, very focused on all
things sustainable,” he tells
us. “But my first priority
when I came back was to
stabilise the business,” he
said. “And building a
sustainable business first
begins with building a
business that can sustain
itself.” Subsequently, at the
end of its last quarter, Unifi
had its lowest net debt in
over 20 years. Despite this
position, the virus
outbreak’s impacts on

Back
to the
future
Eddie Ingle, the
new CEO of Unifi,
talks to John
Mowbray about his
plans for the
recycled polyester
supplier, which he
recently re-joined. 

retail platforms to spearhead
the move towards more
sustainable purchasing
behaviour, which is
something Unifi can easily
tap into. He noted how the
recent ‘climate friendly
pledge’ from Amazon is a
case in point: “We’re
connecting our certified
recycled products to
amazon.com and other
online retailers – we will 
be there, Repreve is visible
to consumers.”

But does Unifi still have
access to the raw material
supply chains to service this
targeted growth? After all,
recycling rates are
sometimes low, and most
recycled polyester fibre is
still made from used drinks
bottles, whose makers will
expect it back.

“It’s well known that the
28 per cent recycling rate in
the US is problematic,”
acknowledged Ingle. “But
Coke, Danone, Pepsi, they’re
trying to increase the
amount of collection that
takes place in the US.”

But he doesn’t see that
problem elsewhere and
expects the single use plastic
directive in Europe to put
‘hundreds of thousands of
tonnes’ of recycled plastic
on the market in the next
few years. “Textile take-back
is also going to be
important,” he noted.
“Already Europe has been
talking about end-of-life for
the garment ... and will
allow us to offset some of
the demand. We’ll be
investing further in this and
have been doing textile
take-back for over 10 years.
The industry will wake up
20 years from now and go
yeah, that works, why didn’t
we do that sooner?”  �

customer brands have
certainly had knock-on
effects for suppliers such as
Unifi, and when COVID-19
drove the price of oil into
negative territory, products
made from virgin petroleum
– including synthetic
polymers – became a lot
cheaper than recycled.

Traditionally, admits Ingle,
Unifi has been very focused
on oil prices but says
nowadays it’s not so critical
because 35 per cent of its
sales come from its ‘Repreve’
branded recycled yarns.
“Recycled products don’t
move quite symmetrically
with oil prices like virgin
content,” he told us. “Because
recycled requires labour and
more capital it’s less prone to
the vagaries of a commodity
like crude oil. Obviously, it
trends with it slightly. But
when people commit to
recycled, they don’t switch 
in and out because of oil
prices anyway.”

Consumer demand
He says these commitments
are increasingly driven by
Generation Z and millennial
consumers. “We don’t see
consumption being down,
but we do see conscious
consumption being up,” he
says, adding that, “more
customers and brands are
coming to us and saying I
have this need to become
more sustainable, how can
you help?”

Without doubt, polyester
remains a growth fibre and
Ingle says this means Unifi is
itself a growth business.
“Polyester continues to grow
at GDP rates and interest in
recycled polyester is growing
at an even faster rate than
virgin polyester,” he said. 

He also expects online

Ingle says Brazil,
Asia, the US and
central America
are key markets.  

RECYCLED POLYESTER
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new brand, retailer, and
importer (BRI) ethical code
of conduct and for the
formation of a short-term
supplier working group.

Highlighting best-in-class
business practices in a bid to
inspire the entire denim
industry to collaborate on
correcting the power
imbalance, it aims to help
build a more equitable and
ethical denim and jeans
industry for the future.

The white paper draws on
in-depth interviews with
executives representing a
diverse cross-section of the
denim supply chain,
including laundries, mills,
and cut-and-sew factories in
14 countries.

It also features contri-
butions from leading
stakeholders including
Ayesha Barenblat, founder
and CEO at Remake; Jenny
Holdcroft, assistant general
secretary at IndustriALL
Global Union; and Marsha
Dickson, president and co-
founder of Better Buying.

“The supply chain now has
the opportunity to work
together to make changes
they could never make
alone,” added Olah, who
established the Transformers
Foundation to provide
denim suppliers with a voice
in the industry.

“This report identifies and
illuminates the many
problems that are fixable
with collaboration and
shared intentions not only
from factories and mills, but
from NGOs, governments,
brands, retailers, importers,
and the people who love to
wear denim. 

“This report is just a 
first step, you’ll be seeing
more from us in the 
months ahead.”  �

suppliers and jeans factories
were approached to take
part in a survey for the
report but most declined to
respond “out of fear that
their participation, even
anonymously, would lead to
retaliation from buyers.”

Of the 25 that did
respond, most said they had
experienced unilateral
decisions from buyers to
cancel and delay orders,
delay payments and extend
payment terms, with no
possibility for negotiation
or discussion.

Several reported that
brands, retailers and
importers had refused to pay
for goods even after they
had been delivered, and a
number reported that
retroactive “discounts” had
been imposed on products
already made or shipped.

Andrew Olah, the founder
of the Transformers
Foundation, said: “A lot of
this behaviour has been
going on for decades. 

“The buyers believe that’s
part of their toolkit, it’s not
just in reaction to COVID.
That’s why I think what
we’re doing is important.

“People can ask in a
pandemic, or any other
emergency situation, for
help but unilateral (price)
reductions are not part of a
mechanism that can make
our industry last.”

The white paper makes a
series of calls to action,
including the proposed
creation of a new independent
multi-stakeholder group, 
the Ethical Denim 
Council (EDC), to provide
support and arbitration to
suppliers struggling with
unethical buying practises.

The white paper also calls
for the establishment of a

A lot of this
behaviour
has been
going on for
decades

Andrew Olah,
Transformers

Foundation

Billed as the first
time that the
denim supply
chain has spoken

out with one voice on the
coronavirus crisis, the
Transformers Foundation set
itself a pretty ambitious task
in its first white paper.

Articulating how brands,
retailers, and importers
“walked away from their
commitments” to their
suppliers at the onset of the
pandemic, it outlines how
these broken relationships
might be made good again.

Entitled Ending Unethical
Brand and Retailer Behaviour:
The Denim Supply Chain
Speaks Up, the white paper
argues that the pandemic
has exposed the inequity of
power between brands and
the supply chain.

This is illustrated by the
fact that 79 leading denim

DENIM

Beaten
black
and
blue
The Transformers
Foundation, which
was spun out of the
Kingpins trade
shows earlier this
year, outlines how
denim suppliers
have been let down
by some brands.

Simon Glover reports.
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With just a
cursory
glance at
production

figures of 56.8 million
tonnes per year, it’s easy to
see why a major shift in
recycling polyester would
significantly move the
environmental needle when
only a one per cent of
clothing is recycled globally,
according to Recycled
Resources Systems in the
USA – which also estimates
less than 20 per cent of
textile products given to
charity are resold. 

And as the emerging
nations continue to create
tariff barriers on used
textiles, it’s increasingly
important that western
consumer countries find
solutions to achieve
increased circularity in
textiles and clothing.

Added to which, the
current 55 million tonnes
per year mill demand for
polyester will continue to
grow year-on-year; while

OPINION
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The past 80 years has seen
massive global investment
in polyester production
capacity and any attempt at
ecological improvements
must accept that no major
shift from current manufac-
turing pipelines will happen
soon. Polyester has risen to
these levels solely because
the market has chosen it.
There is no possibility that
any other fibre will replace
it, for financial, capacity and
performance reasons. 

Cotton, the biggest
competitor for polyester, is
natural and recyclable but
has its own issues with
sustainability around water,
insecticide and herbicide use
and acreage is very unlikely
to expand rapidly in years to
come. It’s a great fibre and
has its established place in
the market, but we must find
another solution to the
circularity conundrum other
than fibre replacement – one
that fits in with current
manufacturing capacity,
fibres and technologies.

Synthetics are not
automatically bad. It’s the
way we use them that can
be. Contrary to current
thinking, continuous
filament synthetic yarns
cannot shed fibres. So why
do we chop them into short
pieces for spinning? Why do
we crop and brush and
abrade them for fleece and
velour, when this makes
them prone to pilling and
fibre shedding? 

Most of the current work
on waterborne microfibres
takes little notice of the
manufacturing route or the
processing conditions of the
substrates tested, although
this is the most important
consideration when
evaluating the data.

cotton capacity will likely
remain at around 26 million
tonnes per year for the
foreseeable future.

Despite naïve calls from
some in the industry to
replace polyester and other
synthetics with natural or
novel fibres, the reality is
this will not happen at scale. 

“Polyester is already 55 per
cent of global fibres
consumption and, even with
renewed growth in total fibre
consumption, its share will
rise to 58 per cent by 2025,”
forecasts Alexei Sinitsa an
analyst at the Wood
Mackenzie consultancy.
“This is driven by a powerful
combination of an ultra-
competitive cost plus a
formidable portfolio of staple
and filament products.
Polyester addresses virtually
all end-use sectors and all
fabrication routes with an
unrivalled range of
aesthetics and performance.
Fortunately, the durability of
polyester polymer makes it
eminently suitable for
recycling efforts. Any serious
global sustainability
initiative must necessarily
encompass polyester fibre
activity to have a meaningful
impact on the environ-
mental challenges facing the
global textile chain.” �

Spinning
full circle

Forget the one-dimensional debate
on the replacement of synthetic
fibres. It simply won’t happen, says
veteran textile expert Mick Siddons.
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Mick Siddons 
Veteran textile engineer
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coated onto panels and parts
for appearance/sound
deadening purposes. 

All automotive textiles
and trims go to landfill or
are burned off to recover
metal. Any fabric/window
trims, packaging/toys or
home textiles containing
flock and sent to landfill will
eventually shed the flock
itself as the biodegradable
PVA glue breaks down.

Stretch and recovery
So, the question is, why do
we continuously blend
fibres when it renders the
resultant material almost
impossible to recycle? Most
difficult to recycle stretch
inducing components in
yarns are much too powerful
for general fit applications
and the fabrics have to be
stretched and heat set at

Sources of microfibre
A major current and historic
problem lies in the waste
from these cropping,
brushing and suedeing
processes (typically 20 per
cent fibre loss), which
historically have had no
alternative use and have
been sent to landfill where it
can leach into water courses.

Synthetic fibres that are to
be cut for (staple) spinning
are also extruded with
intentionally low strength or
with soluble particles in the
fibre. This makes the fibre
weak after washing, so that
‘pills’ (bobbles) fall off to
give a clean fabric surface. In
other words, it’s predisposed
to shed fibre by design. This
fibre also has an extremely
low coefficient of friction so
it readily sheds in wear. In
landfill, the organic

elements of natural and
synthetic fibre blends
decompose, and the
weakened synthetic fibre
breaks up and washes out.

Another problem is the
area of fake fur/shearling
(polyester/modacrylic),
which is generally non-
recyclable. Then there are
chenille or other flock and
fibre tow applications. Flock
is fibre cut into very short
lengths (down to ½ mm) and
glued or twisted into yarns
or glued onto products.
There’s growing use of flock
in yarns for car seats and
door panels, in home textiles
and packaging/toys as well
as apparel. These yarns are
made from a single core
yarn and the flock is glued
onto this mostly with
biodegradable PVA glue,
flock is also spray/glue

RECOVERY FROM ELONGATION OF 75% 50 CYCLE TEST

Source: Unifi Inc.
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high temperatures to
remove most of the power so
the weight and elongation
can be lowered to a viable
level (Spandex, PBT, PTT,
conjugates etc). 

Textile manufacturers use
huge amounts of energy and
water to process the excess
contraction out of these
fabrics and to restore
fastness, only for brands to
complain the results are
sparkly, shiny and opaque.

There are many proposed
recycling processes for
synthetics, but the current
market choice is to simply
melt back the fibre to the
polymer level. It’s currently
the only realistic scalable
solution to give large-scale
environmental benefits. 

There are other
alternatives involving
chemical recycling, but

these are higher cost, use
excess energy, or produce
unwanted by-products and
the associated effluent.
Eventually, cost and market
dynamics will decide the
future of recycling processes
beyond this and will also
eventually address the
current limitations around
diversity of colour. But for
now, to meet impending and

publicly stated environ-
mental targets, a focus on
the use and recycling of
mono-polymers seems to be
the most logical way to
reach these desired environ-
mental gains.

In my view, the
‘sustainable’ use of non-
petrochemical input to
produce raw materials for
polymer production should
be considered greenwashing,
the resulting product is
generally more expensive –
financially and ecologically
– and inevitably becomes
another part of the polymer
circularity problem. 

The plastic bottle market is
now quickly moving to
establish its own recycling
capacity and to consume (for
technical reasons) only its
own output. So the onus is
now on textiles to deal with
its own product with all the
problems of diversity that go
with it (a bottle is a bottle,
but a garment is potentially
a million things). There is
also a question of extended
manufacturer responsibility.

There are still some major
barriers to overcome to
successfully recycle
synthetic fabrics though, the
biggest being the continued
proliferation of multi-
polymer/fibre textiles as
upstream yarn and fabric
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MONO POLYMER POLYESTER STRETCH V PLATED SPANDEX,
STRETCH AND RECOVERY

ELASTOMERIC APPLICATION

Source: Unifi Inc.

OPINION

�
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per cent elasticity is
generally required). This
equally applies to non-
compression medical and
hospitality fabrics where a
stream of near mono-
polymer product exists
seemingly unexploited.
Fibrefill product and water-
resistant membranes seem
to have already prepared
themselves for this scenario.

Significant improvements
in production efficiency
coupled with major water,
energy and effluent savings
are there for the taking. 

It is also true that clean
mono-polymer waste would
have a value which would
probably cover its overall
collection costs. 

There seems little that
cannot be done to replace
existing product in a closed
circular manufacturing
/recycling system and much
that can be done that we
have not thought of yet.
Redirecting investment
through a new mindset –
rather than constantly
talking about fibre
replacement with new,
unrealistic alternatives –
may just get us there. 

What’s for sure is that we
need to urgently move past
the current lip service to
meet the new demands of a
circular way of working that
will ultimately be driven by
both clear commercial and
technical benefits.

It’s now time to move on
from the one-dimensional
natural vs synthetic fibre
debate on sustainability.  �

manufacturers try to differ-
entiate their product. In
truth, few alternative
polymers beside
polyethylene (spandex) will
ever gain significant market
traction in clothing (PBT,
PTT, polymer combinations
and others have tried for 50
years). Even polyamide is
consistently losing ground.

Mono-polymers
Bearing this in mind, using
more mono-polymer fabrics
that can be simply sorted,
remelted and then recycled
is a viable option to improve
industry circularity. But this
raises several questions, the
spandex segment, with an
annual production capacity
at 0.9 million tonnes per
year is the most significant
stretch component in any
fabric. Used at an average of
five per cent in polyester-
based multi-polymer fabrics
this likely equates to around
17 million tonnes of fabric
per year that cannot be
readily recycled.

There are two alternatives,
one is to find a way to
separate spandex from other
fibres – something that is
not feasible in significant
volumes with current
technology. The alternative
is to use existing
technologies to potentially
fill this demand for elasticity.
Yarns are commercially
available to make mono-
polymer polyester or
polyamide fabrics with
adequate hand/appearance
and equal stretch properties
to spandex fabrics for most
end uses – except industrial,
medical and genuine
compression products (see
pyramid chart). 

For most shape retention
and comfort stretch

requirements, polyester/
polyamide mono polymer
stretch fabrics in all fabric
forming technologies can be
made within current
existing capacity. 

There are ecological gains
to be made in mono-
polymer fabric production
compared with
spandex/polyester blends. 

Mono-polymer polyester
stretch fabrics, for example,
can supply adequate
recovery and shape
retention in wear compared
with spandex fabrics, they
do not load as dramatically
as spandex fabrics on
extension, but do have
equivalent extension
stability in wear (see charts).

There will be resistance to
this approach within the
textile manufacturing sector,
as it will need to rethink the
norm and accept new ways
to achieve stretch (yarn
sourcing, material
manufacture and finishing).
Nevertheless, heathers and
the great diversity of textural
effects needed by knitters
and weavers can all be
developed with the use of
filament cross section, spun
dyed and speciality
texturing techniques to
develop components in
textured mono-polymer bi-
component yarns. 

Designers would have to
work with these new
alternatives, but with the
incentive that fast fashion
and sportswear could be a
perfect vehicle for mono-
polymer circularity, given
strong retailer garment
collection participation.

Most woven stretch
qualities can be made
without air covered and core
spun components if a little
flexibility is shown (only 15

Mick Siddons is a veteran textile
engineer having worked for 58
years in textile machine building,
commercial sales and new fabric
development for some of the
world’s biggest yarn suppliers and
sportswear brands.

According to Simon
Chippendale at
Cloverbrook Textiles
Egypt, in November
2020, dyeing mono-
polymer polyester
fabrics gave energy and
water savings of around
50%, knitting machine
production increased by
50% and energy for
heatsetting fabric can
also be halved.

Mono-
polymer
waste
would also
have a value
that would
cover its
collection
costs

OPINION
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It’s 2020, and whilst
progress reports for
large parts of the
industry will have

unsurprisingly taken a
nosedive, for animal welfare
campaigners it’s been a year
of marked progress. 

An increasing number of
fashion firms have aligned
in their efforts to eradicate
animal-based products from
their apparel collections –
including alpaca fibre and
the exotic skins of alligators
and snakes – whilst the
governments of both France
and the Netherlands have
set a new precedent with
time-bound commitments
to eradicate fur farms. 

And yet, amidst this flurry
of activity, divisive talks
surrounding the contro-
versial practice of mulesing
in Australia continue to go
around in circles. 

That’s because recently,
proposed changes to New
South Wales’ Prevention of
Cruelty to Animals Act put
forward by Mark Pearson, a

Australia’s
mulesing
controversy
continues

Proposals to ban the
breech modification
technique rejected
in New South Wales.

the way, his chance to drive
industry-defining change
failed to reach the finish line.

“It is disappointing that all
of my fellow committee
members missed the
opportunity to bring New
South Wales’ animal
agricultural practices into
the 21st century, but I’d like
to stress that the committee’s
findings don’t even represent
the entire woolgrowing
industry, let alone the
general public’s perception of
mulesing and other invasive
procedures,” he told
Ecotextile News, reflecting on
the parliament’s decision. 

“Many woolgrowers have
long moved on from
mulesing, but as a whole the
industry remains completely
disconnected from reality by
clinging to the idea that
mulesing is necessary. 
The industry is out of touch,
and this is a theme we saw
again and again throughout
the inquiry.

He added: “I am heartened
we had such a huge number
of people and organisations
advocating for the sheep and
for the propositions of my
bill. For whatever reason this
bill, and therefore the
inquiry, seemed to live and
die by one sticking point the
committee could not let go
of - the time frame to ban
mulesing by 2022.

“They clung to the idea of
this time frame being ‘too
short’. Therefore, the outcome
of the inquiry is a represen-
tation of mulesing stalwarts
only – those farmers who
seemingly won’t move on
from mulesing in 100 years
let alone two. This gives me
hope that the fashion
industry will leave them and
the practice behind whether
they like it or not,” he noted. 

member of the NSW
Legislative Council
representing the Animal
Justice Party, were rejected.

Pearson’s proposition
centred on mandating pain
relief for sheep prior to
mulesing – something that’s
already been achieved in the
neighbouring State of
Victoria – with the view to
banning mulesing outright
by the start of 2022. 

This, the inquiry heard, was
“not the right way forward”,
much to the dismay of
activists who’ve relentlessly
pursued a ban. There had
been promises in the mid
2000s that mulesing would
be made illegal by 2010…
where has the time gone?

Tough crowd
Pearson has spearheaded
efforts to outlaw mulesing for
some time now. In 2016, he
met with NSW Police to
determine if farmers could be
prosecuted for animal cruelty
if they failed to administer
pain relief. Authorities
advised however that under
current legislation,
prosecution would most
likely be unsuccessful. 

Four years on, having
taken all the necessary steps
to bring his argument to the
table, whilst garnering
industry-wide support along

This year alone,
companies including Ted
Baker, Next, New Look,
Matalan, Columbia
Sportwear, Valentino,
Uniqlo and Marks &
Spencer have banned
alpaca wool from their
supply chains.

By Chris Remington
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animal welfare organisations
like PETA have had “10 free
years bashing… with no
defence”, suggesting that bad
press has impacted those
which still choose to mules,
without the right to a
rebuttal. He alludes to cases
in which brands like Gap
and Lululemon have visited
farms that practice
mulesing, and found their
experiences to be “very 
eye opening”. 

For now then, the contro-
versial topic will rumble on
with both sides sticking to
their guns. Pearson insists: “I
won’t give up on the
millions of sheep who suffer
immensely because of these
archaic industry practices
and the laws that allow it 
to continue.”

In the distant future,
however, he sees no real
winner to this argument. “It
seems counter-intuitive to
spend time and resources
looking at different ways to
harm an animal, when
progressive businesses and
customers are already
looking at other options,” 
he says. 

Ultimately, he sees the
industry switching to plant-
based textiles – in a shake-up
similar to how veganism is
becoming increasingly
popular in the food industry.  

“I’ll place my bets now:
plant-textiles are the future,
and if I were a farmer I’d be
switching from sheep to
plants now – not only to 
save sheep suffering, but 
to save water and land. 
We’ve seen how plant-based
products have thrived in the
food industry, and I’m sure
the textiles industry will 
be the next scene of a 
plant-based revolution,”
Pearson concludes. �

We have a long-standing
commitment to improving
animal welfare across our
global supply chains and we
are working to source all
animal-derived materials
from farms with good
animal husbandry.

“H&M Group does not
accept mulesing and we have
had a ban on mulesing since
2008. For wool originated
from Australia, H&M Group
requires that it’s declared
according to National Wool
Declaration and that it’s 
non-mulesed or ceased
mulesed wool.” 

The majority of the brand’s
wool now comes from South
Africa, Uruguay and New
Zealand; this, despite
Australia providing upwards
of 90 per cent of the global
industry’s wool.

A stubborn opposition
All of this isn’t to say that

the argument is one-sided.
On the contrary, wool
growing bodies are as
passionate advocates of the
practice as the opposition
are campaigners against it. 

NSW Farmers’ president
James Jackson maintains:
“Mulesing is an effective fly-
strike mitigation tool, so it
needs to be upheld for the
sake of animal welfare.”

Meanwhile, Callawadda-
based sheep crutcher
Michael Dignan told local
Australian news outlets – in
the run up to the inquiry –
that “there is a balance”. 

“I think if the scales are
tipped too quickly in one
direction before the other
can be boosted up, the results
can be disastrous,” he said. 

Wool grower and the
developer of pain relief
medication Tri-Solfen,
Chick Olsson insists that

The outcome
of the
inquiry is a
represen-
tation of
mulesing
stalwarts
only – those
farmers who
seemingly
won’t move
on from
mulesing in
100 years let
alone two   

Mark Pearson, 
New South Wales

Legislative Council

Growing support
There’s mounting evidence
to suggest those that opting
to cease mulesing from their
operations will ultimately
reap the biggest rewards,
particularly in the long run. 

Counter to the narrative
that a move away from this
practice would require a
lengthy period to transition,
research from socio-
economic consulting firm
BG Economics, with support
from Humane Society
International (HSI) and Four
Paws, highlights that not
only could such changes be
made quickly, they could
prove profitable. 

Having spoken with 97
native wool producers across
the country that’ve made the
move, 83.5 per cent reported
that the process of ceasing
mulesing was not costly,
whilst 77.5 per cent say it’s
feasible in under five years.
And 42 per cent of
respondents actually
vouched for it being an
attainable goal within 
24 months. 

What might also prick up
the ears of woolgrowers on
the fence is that 87.6 per
cent of those in the sample
say they now receive
premium prices for their
mulesing-free wool. 

The customer support is
becoming overwhelmingly
in favour of a move from
mulesed wool too. Four
Paws recently gained the
backing of 185 international
brands and retailers,
including H&M and
Patagonia, as it sent out a
powerful statement that the
industry wants rid of the
divisive practice.

An H&M spokesperson
told Ecotextile News: “Animal
welfare is important to us.

MULESING

Tri-Solfen is a pain
relief medication used
prior to mulesing and is
currently being tested
in animal welfare trials
at the University of
Melbourne. The team
there are assessing
mulesing, both with
and without
anaesthetic, alongside
methods such as freeze
branding to gauge the
pain implications on
these animals.
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C
laiming to represent
a third of the global
industry by value,
the Fashion Pact

has come a long way since
French President Emmanuel
Macron tasked Kering’s
François-Henri Pinault with
bringing together leading
players to reduce fashion’s
environmental impact.

One year on, Fashion Pact
executive director and
secretary general Eva von
Alvensleben under-
estimates neither the size
nor the urgency of the
challenge of achieving
progress in its three priority
areas of climate,
biodiversity and oceans.

“The fashion industry
needs to act because the
system is flawed, we know
that. And with the
knowledge that we have
today, we have an
opportunity to shift to a
system that works with
nature and empowers

Leaders of the pact
The Fashion Pact sustainability initiative,
launched at last year's G7 Summit in Biarritz,
recently published its first annual report.
Simon Glover reviews progress so far.

Lower impact materials
include BCI, Fair Trade,
organic and recycled
cotton; biobased and
recycled polyester; ZQ-
certified, recycled and
regenerative wool;
FSC/PEFC certified,
closed-loop and
recycled man made
cellulosics (MMC), and
other natural fibres.

� Eva von
Alvensleben.

targets and principles would
be shown the door.

“On the other hand, the
Fashion Pact is a CEO-led
coalition and this leadership
sets our expectations and
actions, they have put their
names to this. We’ve had so
much commitment that, so
far, we’re going further every
day,” she said.

The initiative’s first annual
report identifies seven
strategic targets – across its
three key themes – which
have been set by members
with the support of leading
experts across research,
science, and conservation.

On climate, three targets
have been set: implementing
the UN Fashion Charter,
transitioning at least 25 per
cent of key materials to
‘lower impact versions’ by
2025, and achieving 50 per
cent renewable energy in
members’ own operations
by 2025 and 100 per cent 
by 2030.

“Availability and adoption
of lower impact alternatives
range widely across materials
– but by aggregating our
demand, we have the
opportunity to tremendously
influence global supply,” says
the report.

Von Alvensleben stresses
that the modest 25 per cent
target for ‘lower impact
materials’ is seen as only a

people at the same time,” she
tells Ecotextile News.  

The Fashion Pact’s
membership is a who’s who
of the fashion industry’s
biggest names including
Adidas, Bestseller, Burberry,
Chanel, Diesel, Gap Inc,
Armani, H&M, Inditex, Karl
Lagerfeld, Kering, Nike,
Prada, Puma, PVH Corp,
Ralph Lauren, Selfridges and
Stella McCartney.

“We really believe in this
idea of collaboration,
bringing the best experts
around the table, having one
third of the global industry
talking to each other to
tackle issues that individual
companies couldn’t tackle
alone, to accelerate our
journey,” she adds.

Signatories pay a
membership fee which funds
the initiative’s running costs
– however, von Alvensleben
insists this buys no special
privileges and that any
company failing to meet its

The fashion
industry
needs to act
because the
system is
flawed, we
know that

www.ecotextile.com
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microfibres are absolutely
part of it, as are many more
topics that we want to tackle
on oceans. It’s a huge one
and it’s at the core of what
we want to do.”

Looking back on the
initiative’s first year, which
coincided with a global
pandemic, and looking to the
huge challenges ahead, Von
Alvensleben says she feels a
little more confident that
fashion can contribute to the
solution rather than being a
big part of the problem.

“The unprecedented
circumstances of COVID,
something nobody expected,
made it a very tough year,
especially for fashion. Luckily
for the Fashion Pact, it was
also an unprecedented year
because we saw an extreme
amount of commitment and
overwhelming impact of
engagement,” she says.  

“So, for us, it was kind of
an accelerator in that sense.
We managed to double our
membership, we have
broken down our global
commitments to concrete
first actions across our three
pillars of biodiversity, oceans
and climate.  

“We have started our
dashboard to hold ourselves
accountable, and we have a
measurable set of KPIs across
all of our three pillars in
place. So, it has been exciting
but we’re just at the
beginning, I would say. 

“We are on a timeline
here, right, we need to act
now. That’s really what we
feel we were set up to do. For
the first time, 60-plus CEOs
in the fashion industry 
have come together to team
up for sustainability on
these three pillars. So our
focus for the next year will
be on action.”  �

� The initiative's
first annual report
identifies seven
strategic targets.

about this. It’s recognised as
a priority in the Fashion
Pact, and there’s a clear
commitment to come up
this year – 2020 – with a
blueprint to see how we can
tackle biodiversity as an
industry together.” 

On the third pillar, oceans,
signatories have committed
to two targets - eliminating
problematic or unnecessary
plastics in B2C packaging by
2025 and B2B by 2030, and
ensuring at least half of all
plastic packaging is 100 per
cent recycled by 2025 for
B2C and by 2030 for B2B.

However, the Fashion Pact
report makes hardly any
mention of microfibres
despite the fact that these
tiny particles – shed during
the washing of polyester
clothing – make up more
than a third of ocean
microplastic pollution.

Von Alvensleben insists
this issue has not been
overlooked but that it was
felt that the signatories
could make a bigger impact,
initially, by focusing on
single use plastic packaging.

“It’s not the whole story
but there were discussions
about where the signatories
can take a first step, where
they can collaborate. It’s
about being able to scale
smaller innovations that are
beyond one company
individually,” she said.

“It’s just one step,

If you bring
a third of an
industry
into a room,
it's about
tipping
points

first step, adding: “If you
bring a third of an industry
into a room, it’s about
tipping points. It’s about
changing ideas, and again
the ambition is very high
and will always stay high.”

To deliver on its climate
targets, the Fashion Pact is
engaging with third party
experts 2050 and SYSTEMIQ
who have mapped out
strategic areas for collective
focus, as well as advising on
accurate reporting and
target-setting.

Biodiversity has become
an increasing concern over
the last 12 months,
especially since the onset of
the coronavirus pandemic,
and the Fashion Pact claims
to have made the first
comprehensive industry
commitment to setting
Science-Based Targets (SBTs)
for nature.

Two specific targets have
been set – for members to
each develop individual
biodiversity blueprints by
the end of this year, and to
support zero deforestation
and sustainable forest
management by 2025.

The report reveals that 80
per cent of Fashion Pact
members did not even have
a public biodiversity
commitment a year ago. Half
of them said joining up had
inspired interest in
preventing deforestation.

“The fashion industry has
a significant impact on
biodiversity. We depend on
biodiversity and we also
impact biodiversity. So it’s
the first time an entire
industry has recognised
biodiversity as a priority,”
explains Von Alvensleben.

“Yes we do start at the
beginning. But that’s what
makes me super-excited

FASHION PACT
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Environmentalists
have been inspired
by the success of
the Science-Based

Targets initiative (SBTi) in
working with companies 
to help them play their 
part in meeting the 
climate change targets of the
Paris Agreement.

Initial guidance to
industry on plans to
introduce similar targets on
minimising impacts in a
host of other areas,
including freshwater, land,
biodiversity and oceans, was
recently issued by the
Science Based Targets
Network (SBTN).

This has been coming for
some time. The World Wide
Fund for Nature (WWF) has
been talking about science-
based targets for water since
2016 when it co-published a
paper entitled Exploring the
Case for Corporate Context-
Based Water Targets.

The following year saw
the establishment of the
Earth Targets Platform, part
of the Global Commons
Alliance, which led to the
setting up of the SBTN to
develop science-based
targets for companies
across nature.

The appliance 
of science
Growing calls are being made for science-
based targets to be widened to include
companies' impact on water, land, biodiversity
and oceans – as well as climate change. 

The Science Based
Targets initiative (SBTi)
has worked with
around 1,000
companies to reduce
their carbon emissions
in line with the best
available science.

The SBTN's aim is for
widespread adoption
by companies and
cities of SBTs on water,
land, oceans, and
biodiversity by 2025.

do it.’ But we have to tell
them what is their fair share
in solving the problem so
they know what they’re
aiming for.  

“The previous world was
one in which the sustain-
ability person would come
up with a target, the
company would meet it and
then they’d say: ‘OK, we’ve
got a new target’. The CEO
would say: ‘Well when’s this
going to end?’, and the
answer was: ‘I don’t know
when it’s going to end’.  

“So from the corporate
perspective, that’s the
problem SBTs solve. They
tell a company how much is
enough. And companies are
good at doing stuff once they
know how much is enough. 

“They also move on from
incremental improvements.
If you’re always doing
another couple of
percentage points and you
don’t know how much
you’ve got to do, you don’t
make the big transformation
or decisions.

“The way I like to view it,
is that they move from
doing a little less badly to
doing enough.” 

Moss is confident that the
SBTN will be able to come up

The change of
terminology was significant.
‘Context-based water
targets’ reflected the
geographical differences in
water issues – the fact that
some parts of the world 
face droughts while others
are flooded.

But a science-based target
offers the enticing prospect
of a global solution that can
readily be understood in the
way that companies working
towards SBTs on carbon
emissions know they are
working toward a target of
limiting climate change to
1.5 or 2°C degrees.

But is this viable? Kevin
Moss, global director of the
WRI’s Centre for Sustainable
Business, argues that it is.

“There’s a need for SBTs for
water, for land, for
biodiversity, for oceans -
because we’re not bending
the curve in the right
direction on any of them,”
he says.  “The reason we’re
taking a science-based target
approach is that this has
gained an enormous
amount of traction for
business on climate.  

“Business wants to know:
‘Tell me how much I have to
do. And then I’ll get on and

The way I
like to view
it, is that
they move
from doing a
little less
badly to
doing
enough

Kevin Moss, WRI

Simon Glover reports.

www.ecotextile.com
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technology – to set
meaningful targets on water.

“It’s not a matter of is it
doable, it’s a matter of is it a
priority? Increasingly as
businesses see the impact of
this hitting their operations,
they begin to realise that,
yes, it is a priority because it
affects communities,
businesses, tax revenue – it
affects all of those different
things,” he argues.  

“The challenge is
developing a methodology
and approach that
everybody finds acceptable.
It’s that proverb of if you
want to walk fast, walk
alone, and if you want to
walk far, walk together. But
walking together is always
much slower.

“Bearing in mind that
getting to a number like the
1.5 Celsius Paris Agreement
target took 15 to 20 years.
We’re trying to accelerate
that process. It will be an
evolving pathway but I
think we’ll see something in
the next 12 to 18 months.”

And, while the focus for
WWF has been on water so
far, Morgan agrees that
other issues, like
biodiversity and land, are
equally as important.

“There’s still a bit of a
question in my mind of how
the integration of those is
going to work because
nature doesn’t operate as
distinct systems. The line in
the sand between land,
climate, water and oceans is
a very thin one, if there’s one
at all,” he said.

“But I don’t see any of
them as being more or less
important.  What I would
say is that they all have to
be addressed because
they’re all linked at the end
of the day.”   �

doesn’t account for how
much is available in nature,
and when you don’t account
for that properly, then the
numbers that you’re setting
are divorced from reality,”
he says.  

“By reducing demand
without understanding
supply, you’re just
operating with half an
equation. And so science-
based targets are needed to
add that second part of the
equation into the mix.

“Some people believe the
technology can indefinitely
extend and stretch our
ability. But I think in many
systems we have already
gone past planetary
boundaries. We have gone
past system limits. And we
don’t seem to be
recognising that.  

“There needs to be some
level of recognition that we
cannot continue to do the
business-as-usual, status
quo approach. Our business
model needs to not just seek
to have less impact but to
begin to be a solution to
that problem.”

Morgan insists that we
now have the science – with
modern weather forecasting
and flood projection

We’ve
already gone
past
planetary
boundaries.
And we
don't seem
to be
recognising
that
Alexis Morgan, WWF

with meaningful targets that
are as easy to grasp as those
to mitigate climate change.

“We’ll have an equivalent
to that Paris number. In
some cases, it’ll be a
statement like zero loss of
land or zero deforestation.
But we’ll have some sort of
apex target, like the 1.5C
figure, that the methodology
delivers against,” he said.  

“I’m not anticipating or
expecting the CEO of a
company to know what the
apex targets are for each
area. I want the CEO to to
say to their people, OK we’ve
got 180 locations, I want
every one of those locations
to be compliant with SBTs.  

“So that’s how I see it. A
complicated set of scientific
issues being rolled up into a
simplistic dashboard for an
executive team.”

Alexis Morgan, the global
water stewardship leader for
the Worldwide Fund for
Nature (WWF), agrees. He
says that so far companies
have set incremental targets
on reducing water use,
compared with their existing
practices, without
considering the wider picture. 

“The way in which water
is being used right now

SCIENCE BASED TARGETS 
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The Bangladesh
Accord, one of the
few positives to
emerge from the

rubble of the Rana Plaza
disaster in 2013, handed
over its duties to a new
body, the RMG Sustain-
ability Council (RSC) earlier
this year.

All sides – factory owners,
trade union leaders and
Accord officials – spoke
publicly at the time of their
confidence that the new
body would be sufficiently
independent and robust
enough to succeed in its role
of overseeing garment
factory safety and worker
training. But privately, some
suggested that it was too
close to the Bangladesh
Manufacturers and Exporters
Association (BGMEA) which
has never hidden its desire
for these roles to come under
local control.

The BGMEA finally got its
way in June when the RSC

Fears for
factory
safety in
Bangladesh

Witness signatories to
the Accord on Fire
and Building Safety in
Bangladesh fear its
successor organi-
sation was "woefully
unprepared" and may
need to be replaced.

� The Rana Plaza
building collapse in
Dhaka, Bangladesh.

the massive economic and
human impact of the
coronavirus - should have
been postponed.

The signatories point out
that, although the Accord
has been replaced on the
ground in Bangladesh, it
remains in force as a legal
agreement - signed by the
European brands and
retailers who source
garments from the country -
until at least 2021.

The RSC is now
responsible for continuing
the Accord’s work in the
country including factory
inspections, remediation
monitoring, safety training
and an independent
complaints mechanism for
garment workers.

The brief concludes that if
the RSC is “not able or willing
to carry out the requirements
of the safety programme
outlined in the Accord
agreement”, the Accord’s
signatories should terminate
their relationship with the
RSC and replace it with local
or international engineers.

“The Accord is the best
example in the global
garment industry of how
industry, labour, and civil
society stakeholders can
come together and bring
meaningful change to
workers’ lives through a
binding, credible, and
transparent commitment to
action,” say the signatories.

“The elements that have
contributed to the Accord’s
historic success must be
preserved going forward.
Otherwise, the immense
progress in factory safety
made over the seven years
since the Rana Plaza disaster
may be lost, and the lives of
millions of workers once
more put at deadly risk.”  �

formally took over from the
Accord which has
represented European
brands and retailers on
garment factory safety in
Bangladesh since the Rana
Plaza building collapse.

Later that same month, the
Nirapon factory safety
programme - which
represents 21 mostly North
American brands and
retailers in Bangladesh –
announced it was leaving the
country and would in future
be based in North America.

The BGMEA, which had
been in dispute with
Nirapon, appeared to be
nearing its goal for the RSC to
oversee safety for all garment
factories in Bangladesh.

However, a spanner has
been thrown into the works
by four of the witness
signatories to the Accord -
the Clean Clothes Campaign,
the International Labor
Rights Forum/Global Labor
Justice, Maquila Solidarity
Network, and the Worker
Rights Consortium.

Fearing that progress
towards factory safety in
Bangladesh is at risk, they
jointly published a public
brief in which they expressed
fears that the BGMEA was
exerting too much control
over the new body.

They say that the
transition to the RSC - which
came at a time when the
garment industry in
Bangladesh was dealing with

The
immense
progress in
factory
safety made
over the
seven years
since the
Rana Plaza
disaster may
be lost

BANGLADESH ACCORD

Simon Glover reports
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IBM partners
to launch
blockchain
project

NEWS 

NEW YORK – Blockchain
provider IBM has partnered
with textile manufacturer
Kaya&Kato to develop an
immutable platform that can
log the transaction of
‘sustainable’ materials
throughout the supply chain.  
With support from the German
Federal Ministry for Economic
Development, this use of
blockchain will afford
stakeholders greater insight into
operations and will instill
transparency from the supplier to
the customer – ensuring nothing
is subjected to counterfeit.
“By creating shared visibility,
the technology helps foster
trust among companies and
their suppliers, businesses and
especially their consumers. We

want to set an example within
the industry and offer other
companies the opportunity to
join us in advancing
development and helping to
create solutions for supply
chains,” said Christian Schultze-
Wolters, director of blockchain
at IBM.
With transparency deemed
imperative to catalysing industry-
wide change (as it’s thought that
if consumers are made better
aware of a brand’s sustainability
credentials, they can make a
conscious decision to stray from
those doing the least), IBM wants
to bring its blockchain platform to

the party to enable greater
supply chain visibility.
In practice, the company’s
immutable ledger would
monitor the movement of
materials throughout a supply
chain to ensure a company
purporting the use of
‘sustainable materials’ can have
these assertions corroborated.
Such a digital chain-of-custody
would not only snuff out
counterfeiters from the equation,
but would also provide
accessible data to everyone
within the supply chain that
cannot be tampered with.
Web: bit.ly/2K8MYAY

BRISTOL – The Microfibre
Consortium (TMC) has
completed tests on over
200 knit, woven and
laminated fabrics and
yarns in a range of weights
and constructions as it
looks to develop a compre-
hensive textile fibre
fragmentation database.

These test results for the
new pilot database will be
rolled out to consortium
members shortly. The move
comes on the back of work
throughout 2020 by the
TMC with the University of
Leeds to develop an interna-
tionally aligned method for
measuring microfibre
material loss from textiles.

recently, data on TMC
member fabrics that have
been provided by invited
third party laboratories.

Phil Patterson, managing
director of textile
consultancy Colour
Connections and new
chair of the TMC Board,
comments: “Pragmatic
recommendations for the
industry must be based on
credible scientific evidence
and the launch of the fibre
fragmentation database
will enable TMC members
at the brand, retail,
supplier and research level
to work from one
centralised platform.”
Web: bit.ly/38Qqa3l

Hundreds of textiles tested 
for microfibre shedding

54 | ecotextilenews

TMC revealed that the
work on a pilot database
has been underway
throughout 2020 and
among the 200+ materials
and yarns tested are
around 70 knit fabrics; 50
woven fabrics and 15
laminated fabrics, ranging
in fabric weights from
18g/m2 to 455g/m2.

Fabrics were supplied
by consortium member
brands including 33
vendors and test results
were derived from
strategic internal testing
with the University of
Leeds, members’ own in-
house testing, supplier
testing and, more

Financial
climate driving
‘cheap clothes’
searches
LONDON – A new UK study
assessing Google Trend analytics
has found that amidst the first
lockdown, searches for ‘cheap
clothes’ jumped by 46.3 per cent. 
The Cheapest Countries study, by
Pink Casino, highlights the
extent to which financial
constraints exacerbated by
COVID-19 led shoppers to
indulge in perhaps more
unsustainable consumerism. 
The findings also indicate a
marked increase in the number
of people in search of clothing
sales and discounted items,
whilst ‘buy now, pay later’ 
and ‘free trial’ queries also
proved popular.  
Despite all the talk and
expectation of second-hand
apparel demand to soon trump
fast fashion searches online
(according to consignment stores
like ThredUp, at least), this
research compiled by Pink Casino
suggests that COVID-19 might be
delaying such a transition. 
Unemployment rates rose to 4.8
per cent only days ago, whilst
many others will be on reduced
salaries as part of the country’s
furlough scheme, leading people
to choose the most cost-
effective approach.
Amongst students, this certainly
rings true too, with ‘student
discount’ and ‘sale’ and ‘buy
now, pay later’ all popular
queries on sites including ASOS
and Boohoo.
Overall, Brits are said to be 
98 per cent more likely to search
for ‘buy now, pay later’ at
present, than they are for
‘second-hand clothing’,
according to Pink Casino.
Web: bit.ly/3f4XDIx

A blockchain immutable ledger
could create a digital chain-of-
custody within textile supply chains.
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The new Sustainable
Chemistry for the
Textile Industry
(SCTI) group has

come together in a bid to
“drive transformational
change, inspire action and
lead the textile and leather
industries through
sustainable chemical
solutions and new levels of
resource productivity,” said
Rohit Aggarwal, the
president of Huntsman
Textile Effects and the

Textile chemical giants
launch new alliance
Leading textile
chemical firms aim
to develop a globally
harmonised
chemical ‘sustain-
ability standard’
along with screening
tools that cover
hazards through to
environmental and
social impacts.

Round Table) published in
May 2018 and still believes
that this is the right way to
follow. The group had a
different view on the path to
be taken, therefore and as
difficult as this decision for
one of the founders of GCIRT
was, we thought it was better
to step out of the initiative
for now. But we are still close
to this group and do not
exclude a possibility for us to
re-join at a later stage.”

Hopmann did not
elaborate on the exact key
differences, but the
emergence of SCTI does
seem to have caused
confusion among some
retailers. One expressed
surprise to us privately
about “yet another environ-
mental initiative on textile
chemistry, when the
industry keeps talking
about one globally
harmonised standard”.

But the SCTI says harmoni-
sation is exactly what it aims
to do through a new standard
for chemicals used in textiles,
as well as a supporting
assessment/screening tool, to
cover hazards through to
environmental, ecological
and social impacts.

Marcos Furrer, chief
marketing and innovation
officer at Archroma says
many tools to do this are
already available. “We
founded SCTI, with six other
chemical leaders, to join
forces for the greater good,
to show the industry that
solutions already exist.”

When asked whether yet
another group looking at
textile chemistry blurs the
boundaries with existing
initiatives such as the 
ZDHC, Aggarwal said: “We
continue to support the
harmonisation of chemical

inaugural chairman of the
SCTI, shortly after it was
launched last month. 

Huntsman has been joined
by founding members and
competitors Archroma, CHT
Group, Kyung-In Synthetic
Corporation (KISCO), Pulcra
Chemicals, Rudolf Group and
Tanatex some of whom were
signatories to an open letter to
the ZDHC back in May 2018
that raised concerns about its
Gateway Chemical Module.

Interestingly though, one
signatory to that original
letter – DyStar – is a notable
absentee from the new group.
“We are happy to see that
SCTI was finally launched,”
Eric Hopmann, CEO of DyStar
told us. “We are actually
following the same principles
and support the vision of
SCTI, but the path to be taken
towards reaching these 
goals is different to what
DyStar envisaged.

“DyStar still believes and is
committed to what had been
defined in the (original)
open letter which the GCIRT
(Global Chemical Industry

By John Mowbray

TEXTILE CHEMISTRY
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members are sharing
knowledge and resources to
develop pragmatic method-
ologies and a scoring system
that measures resource
usage,” he told us. “We plan
to take a holistic approach
and consider resource
consumption during the
manufacturing process, the
use phase of the chemical,
dye or ink and the use 
phase of the final textile or
leather product.”

Importantly, the new group
is keen to verify all data –
which will be very important
to clothing retailers. 

“We have decided that
the quality and accuracy 
of all the information 
we provide to the sustain-
ability scoring tool will 
be verified by an
independent administrator.”

But rather than being
‘verified by an independent
administrator’ wouldn’t it be
better if this data was
verified on-site by teams of
independent experts?

Time will tell if the SCTI
will satisfy the brands’ needs
for a hazard screening and
resource utilisation tool. Its
emergence is likely derived
from the idea the chemical
companies thought that
Bluesign system partnership
would be automatically
‘level 3’ on the ZDHC
gateway. Only to be
surprised that some brands
wanted to also use other
additional screening tools.

To meet its objectives,
SCTI needs wide support
from not only brands and
retailers but from the wider
chemical sector which the
large companies both buy
from and sell to. It’s not yet
clear if the membership
costs will be a incentive or
barrier to this goal.  �

He says the current focus
is on setting up SCTI and it
expects to be actively
recruiting new members
from 2022. “We’ll be able to
share information about the
membership fee and other
matters later.” For now, he
says, to become a member, a
company will need to meet
five criteria.

Essentially, the new SCTI
alliance members are
already Bluesign system
partners and the group
expects newcomers to meet
these requirements –
although to become a
system partner can be an
expensive exercise for some
smaller companies.

“For a small scale
operation like us just the
Bluesign joining fee is more
than enough to say forget it,”
one European chemical
formulator told us. 

Yet it’s clear the new group
remains independent from
Bluesign and other chemical
industry NGOs such as
ETAD, TEGEWA, the SAC and
especially the ZDHC. The fact
the new group is also
mandating Bluesign likely
means the SCTI won’t create
new criteria and the
associated misalignment on
standards. Or will it? While
Aggarwal confirmed that to
become an SCTI member a
company must also be a
Bluesign system partner, 
he noted: “It’s our intention
that the SCTI sustainability
scoring tool complements
and builds on the 
Bluesign criteria.”

Another key point is
exactly how it intends to
measure resource savings
such as water and energy?
Will these align with existing
industry guidelines? “While
work is still underway, SCTI

management via the ZDHC
Foundation … in alignment
with the UN Global Compact
and its Sustainable
Development Goals. We
have also been careful to
consult with stakeholders
across the supply chain as
we created SCTI.”

The move doesn’t seem to
concern Frank Michel, CEO
of the ZDHC Foundation. He
told us: “Those guys have
good expertise and want to
position themselves as
thought and industry leaders
in the textile and leather
space. Without any doubt,
they also aim to be the
leaders within ZDHC. We
welcome the initiative.”

Aims and objectives
One of the main aims is to
build a holistic assessment
tool that generates a
sustainability rating for
textile chemicals, dyes and
inks. The group says this
tool will be the first to
include all relevant
chemical requirements
from all key RSLs and
MRSLs in use today, but it
will also go further by
rating the environmental,
ecological and social
impacts of textile and
leather products as well.

So, will other chemical
firms be able to join the new
alliance? Or is it simply a
‘big boys club’ trying to
protect their own interests?
Aggarwal denies this is the
case: “One of the core beliefs
of SCTI is that we cannot
hope to achieve our sustain-
ability goals without
industry collaboration. Our
intention is to be inclusive
and open and to attract
more supporters from the
industry and along the
supply chain.”

� Engage in the
industrial manufacture of
chemicals for the
textile/leather industries

� Agree to subscribe to 
the vision, mission, 
principles and 
objectives of SCTI

� Agree to comply with 
the constitution, code 
of ethics and policies 
of SCTI

� Agree to a 
sustainability audit 
by an independent 
and reputable 
industry organisation

� Be a Bluesign 
system partner

TEXTILE CHEMISTRY
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When it comes to judging fibres on their eco-

credentials ‘normal’ (virgin) polyester gets a

rather poor name, and certain high profile eco-

campaigners have encouraged this view by

their refusal to use polyester in favour of

‘better’ natural materials.

This reputation for being environmentally

unfriendly is almost entirely due to the fact that

it is derived from oil based, non-renewable

materials.

However, re-cycled polyester has a much

better reputation – to the point that it is being

considered to be a ‘green fibre’ based on the

fact that it is made of re-used polyester or re-

claimed plastic bottles.

No-one can dispute that fact that it makes

RECYCLED POLYESTER DEBATE

complete sense to re-use materials rather than

send them to landfill so intuitively it is apparent

that re-cycled polyester is ‘better’ than virgin

polyester in terms of environmental impact.

When you look at the complete production

route from oil field to shop the differences

become less and less and you realise that the

normal ‘bad’ polyester isn’t so bad at all and that

Just because recycled polyester is produced from 

non-renewable sources doesn’t necessarily mean that it is

less sustainable than some other so-called ‘green’ fibres.

Phil Patterson reports.
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Polyester is basically made from oil and as we

all know the world’s supply of this commodity

is projected to run out at some point over

the next five decades or even sooner.

Although a few abiotic theorists still believe

that oil is made at the same rate as it is being

currently used.Therefore it is logical to assume that anything

that reduces the amount of oil being used is a

good thing, and the use of waste drinks bottles

as a feedstock for polyester yarn seems to make

good sense – so much so that demand has gone

through the roof and there are confirmed

reports of virgin bottles being made as

feedstock for yarn, simply to get the coveted

‘recycled’ label.There has to be energy used to transport

bottles from collection points to the polyester

yarn or chip factories so it’s not all good news,

but on balance, to the point of yarn

manufacture, recycled polyester yarn is very

much in credit compared to virgin polyester. 

But what happens after yarn production?

Does recycled polyester still compare favourably

from an environmental point of view when we

look at downstream processing?

We’re not aware of any major problems with

knitting, warping and weaving recycled polyester.

The yarns are pretty consistent for mechanical

processing nowadays but there is a growing

rumble of discontent coming from within the

dyeing industry.Good dyers tend to work on the principle

that if they have consistent raw material,

consistent dyes and chemicals and that if they

carry out a consistent process then they will get

DYEING RECYCLED PET

a consistent end product. (There’s obviously a

lot of science behind dyeing processes but dyers

who don’t take heed of the above simple

principle will not be successful.)

We’ve already written in previous issues of

Ecotextile News that normal, everyday polyester

is fairly good from an overall environmental

point of view compared to other fibres - on the

basis of its superb consistency (allowing dyers

to get excellent shade consistency), simple

dyeing process and good colour build up and

high dye fixation.It tends to be better dyers who take on the

challenge of new fibres and therefore new

fibres like recycled polyester quickly become

subjected to critical review by high quality

industry professionals.
However, we have noted through our conver-

ECOTEXTILENEWS

Is recycled polyester really good for the environment?

Phil Patterson takes a look at some of the current issues

and challenges with dyeing recycled polyester fabrics.

Reduce,re-use,re-dye? 

Until re
cently linen had a devoted following

who loved the coolness an
d comfort of the

fabric.....an
d didn’t care that th

ey looked like

they’d slept in their clothing five
 minutes afte

r

getting dressed in a pristin
e, freshly ironed

outfit.

However the majority o
f people liked the

look and feel but couldn’t be bothered to look

after it, o
r affo

rd to pay fo
r servants with super-

human ironing power. 

I’m the owner of some pure linen shirts (
but

not the owner of a se
rvant) an

d occasio
nally I

will get one from the bottom of my ironing pile

and try t
o get it to

 sit fl
at enough on my

ironing board for longer than a millisecond so

that I c
an press it. 

Needless to
 say I

 always fa
il

and iron as m
any cre

ases into a ga
rment as I

iron out. But on the basis t
hey are

 not worn

out they stay
 part o

f my clo
thing inventory.

I also
 own some 100% linen shirts w

ith a

very sm
all am

ount of an easy c
are finish applied,

and they are
 a dream to own – comfortable,

cool and only a b
it more difficult to iron than a

formal co
tton work sh

irt.

Quite simply cle
ver chemistry 

has m
ade linen

a fab
ric fo

r the masses – but does this

irrevocably tar
nish its im

age as a 
green

fibre?

Well let’s look at t
he whole route to

see how the natural lin
en story sta

cks

up.
Linen fibre is extracte

d from

the stem of the flax plant, and

flax has a p
retty go

od eco-

profile compared to say

cotton. It is 
more resistan

t

to pest an
d disease and

requires less water for

Linen fabrics m
ade from flax are the oldest known of all

textiles and today’s cle
ver chemistry means that linen clothing

can be comfortable as well as eco-friendly. By Phil Patterson.

for a modern world?

LINEN PROCESSING
ECOTEXTILENEWS

An ancient fibre
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Consumers ca
n often

iron in as many creases

as they iron out of linen.

irriga
tion so from that point of view it is 

quite

good. However, unlike cotton you can’t just pick

it and spin it, because it is 
an integral p

art o
f

the plant stem, and you have to rot the stems

to get to the fibre using a p
rocess ca

lled retting.

When indigo dyeing was first invented

somewhere in the mists of time, by a cave or 

hut dweller, it probably represented state of the

art dyeing technology. Indigo colouring matter

would have been extracted from plants such as

woad and applied to fabrics using available

chemical resources, (such as ‘lye’ and stale urine).

Indigo is what is known as a vat dye, and is

insoluble in water, so it won’t go into fibres

without being chemically modified. The soluble

form is produced by using a reducing agent (stale

urine or, latterly, sodium hydrosulphite) and alkali

(lye or, latterly, caustic soda).
This soluble reduced form of the dye, known as

the ‘leuco’ form, will go into fibres and it can then

be made insoluble again by exposing the dye to

the air and regenerating the oxidised form of the

dye. (Interestingly the leuco form of the dye is

yellow so denim looks green when being dyed.)

The natural dye method was applied to a

sturdy woven cotton fabric manufactured in

Nimes, France that was called serge. The so-called

serge de Nimes was shortened to denim and a

textile revolution began.
Denim is traditionally regarded as woven twill

fabric with an indigo dyed warp and undyed weft

and for a couple of centuries denim fabrics were

almost exclusively twills – but in the last decade or

so many different fabric constructions have

become available under the denim banner.

DYEING DENIM

The basic technology of indigo dyeing hasn’t

changed over the centuries and so, in a bizarre

affront to the ever more demanding technical

textile standards required worldwide, the most

popular fabric on the planet is actually pretty

damn awful from a technical point of view. 

The fastness is rubbish. No-one ever does wash

fastness tests on denim because it is a foregone

conclusion that the result will be horrible – and

denim is the single biggest cause of customer

complaints because of dye transfer onto other

items of clothing, upholstery, carpets and

children.(Every retailer who sells denim will have

to deal with a couple of blue children each year.)

But this basic reduction/oxidation method of

Phil Patterson takes a look at the impacts of dyeing and

finishing denim and says that from an environmental

point of view, it’s a bit of a ‘mixed bag’.
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Forty years ago the UK retail landscape was

somewhat different. There was a flourishing

domestic textile industry and most Marks and

Spencer clothing was made from fabrics that

were constructed, dyed and finished in the

domestic UK market. 

At the time, our customers, the media and

the textile industry hadn’t heard of carbon

footprints or sustainable fibres and there was

only just an emerging recognition that the anti-

pollution lobby was credible. The UK textile

industry may have been flourishing during this

period, but the industry was changing fast and

areas such as quality and cost were being

challenged. It was becoming increasingly difficult

for our business to deliver top quality products

at affordable prices through the existing UK

sourcing network, but we still wanted to retain

close links with our supply chain since we had

developed a genuinely inter-dependent

relationship.The 1980’s saw the first glimmers of mass

social conscience and terms such as ‘sweat shop’

became common. As a company that maintained

strict controls over our production, there were

very few concerns and, although overseas trade

was becoming possible, we chose to play it safe

by ensuring most products were still made in

the UK. Over the last decade the sourcing world

changed at pace, but we held firm to our

principles and only moved production overseas

if suppliers were of equal calibre to existing

ones. However, the exclusive relationship we had

enjoyed with many suppliers began to change

and, coupled with the considerable up-skilling of

sections of the industry, high quality merchandise

Phil Patterson from

Marks andSpencer’s talks
about how supply

chain traceability

has become crucial

to the UK clothing

retailer’s business.

TRACEABILITY AT M&S

ECOTEXTILENEWS

benefits

Visible benefits

became available to anyone who was prepared

to pay for it. Marks and Spencer realised that full

traceability was now even more important than

ever, since managing quality was more

challenging when factory visits could not be

scheduled on a weekly basis. Customers quite

rightly asked for reassurance that M&S products

were made with regard for the environment,

worker safety and their own safety, and we were

the first retailer in the world to produce an

environmental code of practice for dyeing,

printing and finishing. 
Defensive tactic

It can be argued that until recently, our

requirement for full traceability was a defensive

tactic and, as the most well-known clothing

retailer in the UK, we had to have our house in

order. However, our close links with suppliers is

now proving to be a positive asset, which has

given us more confidence to build upon

initiatives such as the ‘Look Behind the Label’

campaign. Complete traceability was also a key

factor in our recently announced five year ‘eco-

plan’, ‘Plan A’, which will see Marks & Spencer

become carbon neutral by 2012 and significantly

reduce our impact on the environment. Mike

Barry, head of corporate responsibility at M&S, is

clear about the importance of traceability: “if you

don’t know, you don’t care,” he said.

The growing eco-textiles phenomenon now

puts the spotlight fairly and squarely on

traceability and also provide us with challenges,

particularly when it comes to managing all the

different certifying processes. For example, in

order to be able to market something as

‘Fairtrade’ a compliance audit for every single

unit involved in the production must be carried

out and provided to the Fairtrade certifiers. 

For cotton to be labelled as ‘organic’ it is

necessary for the agricultural land to be certified

as chemical-free for a specified period, records

kept of the particular crop and then traceability

from field to shop floor demonstrated. All of this

is done through the often difficult-to-navigate

world of cotton commodity markets. However,

we will not settle for a paper trail when it

comes to providing evidence. Graham Burden,

our resident cotton and sustainable fibres

specialist, and our CSR and ethical compliance

teams, visit cotton farmers, traders, spinners,

knitters and weavers to ensure that they have

walked the route before being satisfied that the

process and the paperwork is water-tight.

There are also some interesting challenges

facing us on certain ‘eco-fibres’ where we have

to define standards and procedures ourselves

for new product areas – such a situation has

recently seen Graham scouring a Taiwanese

rubbish recycling centre to check the veracity of

bottles to be used in our new recycled polyester

fleece range.In addition to textiles, it is also essential that

all garment factories we use are audited and, as

of last year, they are registered with Sedex, a

system developed to give complete visibility of

compliance.In a fully globalised industry which is shaped by

agents, middlemen, traders, customer demands,

legislation and pricing it can be tempting to say

that traceability is too difficult to achieve. For

Marks and Spencer, the notion of not requiring

full traceability is too difficult to contemplate.

  

 

  

  

  
 

WOOL PROCESSING

Wool is simply a fantastic fibre. If it had been

invented rather than evolving over time then

the inventor would have buildings, societies,

competitions and awards named after them.

It’s a relatively low impact fibre, grown on the

backs of sheep reared on land sometimes

unsuitable for other uses and, although sheep

are flatulent and add a certain amount of

methane to the atmosphere, it doesn’t do too

much harm.

There is a lively debate about whether sheep

dipping is really for the benefit of the sheep or

the farmer who sells the wool, but without

healthy sheep a farmer is not going to get a

healthy wool crop and the reality is that sheep

dipping is seen by farmers as absolutely

necessary to protect the animals from insect

attack. The amount of chemicals applied per kg

of wool is generally quite small and the

application is controlled to reduce the levels of

pollution. 

Wool is warm, comfortable and breathable. It

has the remarkable ability to absorb 30% of its

own weight in moisture before feeling damp

thus making it a great fibre to wear when it is

warm without feeling hot and sweaty. It has

inherent flame retardant properties and is

resilient and durable so finds widespread use in

carpets – and even quality snooker table covers

in its legendary green baize form. In short it can

already do a lot of things that textile innovators

are striving to do on other base fabrics. 

The major drawback with wool is that it felts

during washing – if you imagine putting an adult

size garment into a washing machine and pulling

out a super-dense, child sized one then that

gives a good indication of what felting can do to

wool.

Wool responds well to various types of high

tech modification and chemical finishing and can

be made to be washable, tumble dryable, water-

proof or many other properties that consumer’s

desire. 

Wool is a fibre with naturally desirable

properties and an ability to be modified to be

comparable to ‘performance fibres’.

However somewhere along the way wool got

itself pigeonholed as only being suitable for

knitwear, suits, coats and carpets and, whilst it is

very good in these end uses, it could be much

more versatile.

For example the best formal shirt I ever

owned (i.e. subtly different to ‘bought’!) was a

blue super-fine wool shirt from McQuarrie. It

was very easy to iron, looked great, and best of

all didn’t develop those nasty dark blue sweat

patches under the arms, but at over £60 it was

not going to get too much wool based shirt

company in my wardrobe – although I’d
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recommend them to those who can afford

them.

Plaudits
One of the reasons wool doesn’t get its fair

share of plaudits on the green front is that w

processing has been a terrible polluter for m

decades and over the years its effluent has b

damaged many aquatic environments in the 

called developed world.

This is one of the reasons why western

brands now insist on certain restrictions

regarding chemical use. Although seen b  

as hypocritical, when a nation has made 

wealth whilst polluting, it is not accepta   

back and watch while developing natio  

the same mistakes as your forefathers

Wool scouring could do a lot of h

because the amount of impurities o  

would cause serious damage in term   

oxygen removal from rivers. Fortu
 

impurities contain massive amount    

the last thing a wool scourer wan     

it into a river when it can be sol   

cosmetics industry.

Woolly thinking

The wool industry has

really cleaned up its

act in recent years,

according to Phil

Patterson, who says

the fibre should benefit

from the increasing

popularity of 

eco-textiles.
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With water scarcity in textile producing regions already causing

concern, there has been an upsurge in research on water-free dyeing.

But, as Phil P
PPhPhiPhilPhil Phil Patterson 

Phil Pa
Phil Pat
Phil Patt
Phil Patte
Phil Patter
Phil Patters

Phil Patterso

Phil Patterson

Phil Patterson points out, you can’t always believe the hype.
Smaller molecules

Disperse dyes don’t work on cotton

and in order to get decent colour

yields on polyester, textile printers

traditionally used smaller dye

molecules that were easy to get into

the fibres. But with disperse dyes on

polyester, the easy-in, easy-out

principle is rarely wrong

and transfer printing

has always

solids they tend to melt at some point

and then turn to liquid, and if you

apply more heat they turn to vapour;

but some go straight from solids to

vapour without a liquid phase. This

transition is termed sublimation. The

fact that disperse dyes (for polyester)

sublime enables transfer printing to

take place.The mirror image of the desired

design is printed with disperse dyes

(usually with pastes based on water)

on a piece of paper and dried. The

paper is then brought into contact

with a textile (pre-scoured, using

water) and heat is applied to

vapourise dye, which then find its

way into the textile fibres. 

I t is pretty much universally agreed

that using less water in textile wet

processing is good from a financial

and environmental perspective, so

logically using no water at all has to

be even better — and any processes

that avoid using water altogether

should be encouraged. Right?

This statement is generally true

provided that waterless processes can

make high quality textiles without

resorting to massive energy or

chemical consumption to

compensate for the absence of water.

There are a number of dyeing,

printing and finishing methods that

use tiny amounts of water compared

to conventional methods and it is no

great surprise that, in times of

financial austerity and increased

environmental awareness, these low

impact (and low cost) processes that

produce textiles with a certain eco-

caché are gaining popularity.

It’s a fact that textile

processes don’t have to be new

to have a low environmental

impact. Re-inventing and re-

invigorating old ideas for the

modern arena is a good idea.

One such technology that is

seeing a re-birth is transfer

printing, for example. Although

depth of colour and the fuzziness

of design are two of the failings

that transfer prints have endured

for decades; another one is poor

wash fastness.
When heat is applied to most

Great ideas don’t

always hold water
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Turning a new page
Phil Patterson has been a regular contributor since 2007. 

For our 100th edition, he looks backs at some of the key issues
that have shaped chemical management and ponders the future. 

Phil Patterson 
Correspondent, 
Chemistry & retail

In November 2006, Dr Richard
Blackburn from the University
of Leeds arranged what was
probably the world’s first

conference that pulled together
actors from all parts of the supply
chain to take a holistic look at the
environmental impacts of textiles. 

This event, held in Leeds, which led
to the formation of the short-lived
but highly influential RITE Group,
should go down in history as the
time when the more responsible
parts of the industry started to work
together to find ways to reduce their
environmental impacts.

At the event I delivered a presen-
tation in my role as dyeing, printing
and finishing manager at Marks and
Spencer and, afterwards, a well-
known textile journalist asked me if I
thought there was merit in launching

a magazine dedicated to the environ-
mental aspects of textiles.

A resounding yes and 100 editions
later, the aforementioned journalist
has now asked me to give my
personal thoughts on how chemical
management in the textile industry
has evolved over nearly 14 years but,
in order to put that more recent
timeframe into perspective, it is
necessary to briefly consider the
evolution of the industry prior to
February 2007 when Ecotextile News
was first published.

From the day that William Henry
Perkin inadvertently invented the
first synthetic dye, mauveine, in
1856, there have been problems with
the discharge of harmful synthetic
chemicals into the environment and
issues relating to the health and
safety of textile workers and wearers.

The increase in chemical
manufacture, discharge and damage
grew enormously for over a century
before any large-scale, organised
controls were put in place and, if
we’re honest, we’ve been playing
catch-up ever since.

In addition to complex synthetic
chemicals, there were large volumes
of basic commodities like acids and
alkalis that wreaked havoc with
natural water courses and worker
wellbeing. Natural chemicals also
played their part in depleting oxygen
from rivers that left many incapable
of sustaining meaningful life.

In short, the period from the 1850s
to the mid-to-late 20th century was a
disgrace from a chemical
management perspective – yes, lots of
innovation and knowledge was
transferred to life-saving industries

the dominant method of textile printing and

we’re as disappointed as anyone that it has

been slow to take off.

So what is digital printing and what is so

good about it from an operational and environ-

mental point of view?

In order to understand the benefits of digital

printing it is useful to understand the limitations

of ‘normal’ screen printing – the process where

coloured pastes are squeezed through mesh

screens onto fabric.

Screen printing involves taking a design and

Digital printing on textiles has been the next

big thing for the last decade or so. However, if

this technology was a computer operating

system or an electronic music file it would

have been consigned to the dustbin by now on

the grounds of impracticality, cost or lack of

commercial success.

But in textiles we’re not quite as spoilt for

choice by revolutionary technology as the

computer industry so digital printing has

tenaciously hung on and grown– slowly. Even so,

we believe that one day digital printing will be

splitting it up into its component colours via a

tedious and time consuming process followed

by the manufacture of an individual mesh

screen for each individual colour. These colours

are then printed sequentially onto the fabric to

recreate the original design.

A simple two screen example could involve a

yellow flower and a green stem – but generally

things are a bit more complex. In fact, the

process of separating designs into component

colours requires a huge amount of technical skill

and artistic interpretation – so re-creating the

20

www.ecotextile.com

Despite what some people say digital printing isn’t a massive

environmental breakthrough – but if it helps consumers to

buy fewer, bespoke items it could have indirect benefits. 

By Phil Patterson.

DIGITAL PRINTINGECOTEXTILENEWS

The digital revolut
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DYEING AND FINISHING

There’s no such thing as environmentally

friendly textiles – merely degrees of unfriend-

liness – because the production of each and

every textile product has some form of

negative impact on the environment.

The textile industry is huge. It employs up to

a sixth of the world’s workforce directly or

indirectly in agriculture, chemical industry, fibres,

dyeing, printing, finishing, garment make up,

logistics, retail and, increasingly, recycling.

If I were allowed one sentence to summarise

the problems in the textile industry it would be

‘there’s too much production and the prices

are too low.’

Let’s look at what has made clothing cheaper

in the developed world over the past decade 

� Globalisation – fabric and clothing is made 

where labour and utility costs are low.

� Economies of scale – big retailers are 

getting bigger. 

� Over-supply – too much volume means 

falling prices.

� Financial markets demanding instant and 

ongoing improvements in sales and profits 

from publicly listed companies.

These facts have contributed to produce a

huge dyeing and finishing industry which is

diverse and ranges from hand dyeing to

enormous town-sized factories employing

thousands and equipped with their own power

stations and emergency services — there are

also variations in compliance levels and ability.

There are many good dyehouses who meet

their obligations for environmental compliance

but there are also many who continue to

pollute – through ignorance or wilful neglect.

There are those that only use dyes and

chemicals from reputable sources to guarantee

worker safety and minimise environmental

impacts but there are also many who buy

cheap, dangerous or contaminated dyes and

chemicals who are responsible for the worrying

increase in restricted substances being found in

textile products.

There are those who pay close attention to

their processes and management systems to

trya dn get things right first time but there are

those who waste vast amounts of water,

energy and chemicals by correcting processes

and other things they should not have got

wrong in the first place.

Finally there is a small elite band that

employ best available technology to minimise

the use of water, energy and chemicals. (such as

water recycling, heat recovery and intelligent

rinsing technology.)

Well, not literally. But the very specific environmental

problems facing the textile dyeing and finishing industry

are related to economics, the scale of the industry and

the desperate need for compliance. By Phil Patterson.
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‘Comply or die’

So what’s the problem? It’s as easy as 1-2-3.

We just have to:-

1. Eliminate dyehouses that pollute, or educate

them how to meet minimum standards.

2. Work with dyehouses to improve quality 

and efficiency. 

3. Implement best available technology to 

minimise resource utilisation.

But the problems are traceability and cost.

Compliance costs something. It is cheaper to

pour untreated effluent into a river than to

build an effluent treatment plant. It is cheaper

to not buy filters and scrubbers to reduce air

emissions and it is much cheaper not to

employ experienced professionals who can

www.ecotextile.com
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 m to those who can afford

s
   easons wool doesn’t get its fair

  dits on the green front is that wool

 has been a terrible polluter for many

 d over the years its effluent has badly

 many aquatic environments in the so-

 eloped world.

  one of the reasons why western

 ow insist on certain restrictions

g chemical use. Although seen by many

 ocritical, when a nation has made its

 whilst polluting, it is not acceptable to sit

 and watch while developing nations make

 ame mistakes as your forefathers.

Wool scouring could do a lot of harm

ause the amount of impurities on wool

uld cause serious damage in terms of 

ygen removal from rivers. Fortunately the

mpurities contain massive amounts of lanolin so

he last thing a wool scourer wants to do is put

t into a river when it can be sold to the

cosmetics industry.
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Version 1.0 of the Higg Index is a huge step towards

reducing the impact of textiles on the environment,

but it still remains optional whether the scoring tool

includes dyehouses – often the most polluting part

of the textile supply chain. By Phil P
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Phil Patterson.

Making the grade

T his article is being written at
the time of a visit toBangladesh as part of a new

project to help textile dye
houses in the country to improve their

environmental performance. 
In Bangladesh the differences are

stark – on a journey this week to a
world-class dyehouse with
(voluntarily installed) excellent
effluent treatment facilities, the rivers

are still polluted with untreated
effluent from the many other dye
houses who are not bothered or
properly policed. And this is not
pollution by trace quantities of
fluorine and other halogen-based
textile chemicals, the environmental

damage is almost exclusively from
producers of basic cotton fabrics with

no fancy finishes — caused by COD
and BOD levels that would see
European mills closed down.

Also in evidence are fairly good,
compliant dyehouses that are making

GOTS certified organic cotton
products, but are using higher
amounts of water and energy than a
more efficient dyehouse that
processes conventional cotton. There
is also massive investment in extra,
inefficient textile dyeing capacity in a

country where the population is going

up and the water table is going down.

It is a very complex situation.
So what’s the significance of this

situation to the recent release of
version 1.0 of the Higg Index?

Well, despite some really positive
moves by a handful of brands to
encourage better dyehouse
performance, version 1.0 of the world’s

highest profile sustainability index
does not place enough emphasis on
perhaps the dirtiest, thirstiest and one

of the most energy intensive parts of
the textile industry. For example,
using the Index in its current form, if a

t-shirt with a garment cutting
utilisation of 85% is compared against

a t-shirt with a fabric utilisation of 84

per cent, it will be recognised in the
overall score. But if one t-shirt is dyed

using 50 litres of water per kg of fabric

in a dyehouse with a fully functioning

effluent treatment plant; and another

is dyed using 500 litres of water per kg

in a dyehouse that pollutes with
impunity, there is a very good chance

they’ll be scored the same.But perhaps this is being too critical

at this early stage of Higg’s
development? After all, version 1.0 is a

mightily impressive tool that has
improved significantly since the very

good beta version was released. And

although it covers a massive number

of environmental issues very well, it’s

clear that the challenge of calculating

the overall environmental impacts of

a range of textile products from the

www.ecotextile.com

Few things strike fear into men more than the

words ‘washing powder’ on a shopping list

kindly prepared for them by their wife or

partner. Powder? Liquid? Gel? Biological? Non-

biological? Sensitive? Colour Care? Tablets?

Sachets? Concentrated? Green? W
ools and

silks? Premier brand or supermarket own

label? The choice is mind boggling, the chances

of purchasing the wrong  product are high, and

if you try to work out which ones are best for

DETERGENTS AND LAUNDERING

the environment then it gets even more

confusing.
W

hen looking at the environmental impacts

of domestic laundry it is worth considering the

massive social and technological changes that

ECOTEXTILENEW
S

The garment washing habits of today’s consumers differ greatly

from those who lived in a post-war society where it was common

to have one ‘washing day’ in every week. But have technical

advances in washing machines, detergents and biological stain

removers made us any greener? By Phil Patterson.
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Re-usable dyebaths a
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Phil Patterson takes a

very personal and

forthright look at the

rush towards alternatives

to C8-based water and

stain repellent chemistry

in the textile industry.
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surface tension than water, meaning that

from a performance textile perspective it is

easier to repel water than stains − and

that is textile technologists struggle to find

ways to repel low surface tension stains.

The simple wetting theory says that if

the surface tension of a liquid is higher

than the surface energy of a perfectly

smooth surface the liquid will be repelled

but unfortunately very few perfectly

smooth surfaces exist in the real world and

surface roughness has to be considered. 

Randomly rough surfaces, such as

those we encounter in textiles, are much

easier to wet than perfectly flat ones

made from the same material, but highly

engineered uniform nano or micro-scale

surface roughness can vastly enhance

repellence. A much quoted example is

the ‘lotus leaf’ effect. 

The wetting theory indicates that water

should be easily repelled by polyester or

cotton textiles (crystalline cellulose has a

surface energy of about 45 mN/m) but

because of the irregular surfaces on

fibres, yarns and fabrics they are normally

fully wetted.

Surface modification

Fortunately, scientists can modify textiles

to make inherently non-repellent surfaces

repellent and have developed ways to

and detergent smothered ducks attract

water − and, more to the point, why is

this relevant to eco-textiles? 

The science of wetting perfectly flat,

smooth surfaces obeys the simple laws of

physics. This is that, all materials have an

inherent measurable ‘surface energy’ and

all liquids have a measurable ‘surface

tension’. If the surface tension of the

liquid is higher than the surface energy of

a material it will be repelled.

‘Surface energy’ is a measure of the

inherent ‘wetability’, so those with a low

surface energy (such as natural feathers)

are more repellent than those with a high

surface energy. For example, polyester

has a surface energy of 45 mN/m and

PTFE, the substance used on non-stick

frying pans, has a surface energy of 20

mN/m and is therefore more difficult to

wet than polyester.

‘Surface tension’ is a measure of how

strongly the molecules in a liquid are

bound together. Liquids with a high

surface tension form strong beads that are

more difficult to break than beads of

liquids with low surface tension. Therefore

drops of water, with a high surface

tension of 72 mN/m, are less likely to wet

a surface than drops of ethanol, with a

surface tension of around 22 mN/m. 

Most oils and solvents have lower

I
’ve just purchased a new waterproof,

breathable cagoule to replace the

previous model that finally failed after

over 15 years of excellent service − and

the timing couldn’t have been better,

because the next couple of years could

represent the peak of repellence for

mainstream textiles.

Don’t try this at home but ... to illustrate

the subject of water repellence one of my

university lecturers once informed me that

if you smothered a duck in washing up

liquid it would sink.

Interesting trivia you may think, but

the science behind this lesson is

becoming increasingly relevant as more

brands start looking for alternatives to

fluorocarbon finishes.

The phrase ‘like a duck to water’ is a

strange one because, although the brain

of the duck is drawn to lakes, ponds and

rivers the body of the duck is actually

waterproof and repels the stuff it is

allegedly attracted to!

So why do natural ducks repel water

Buy
now 
or pay 

later?
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It would be wrong to say that
everything was perfect as I can
remember using a chemical to get
dyes to penetrate cellulose triacetate
fibres at low temperatures that
would now be referred to as a chloro-
organic carrier – and banned.

I would also guess that some 
of the older generation of dyes 
that were used for acetate and
triacetate would fall foul of
legislation that restricts dyes that can
split to form carcinogenic azo
amines – but the processes were in
place to manage chemicals and to
judge them on the evidence that was
available at that time.

Excellent systems were not
ubiquitous and poor practices would
be observed in some dyehouses but,
overall, it was fair to say that around
1990 in the UK there were generic
safety laws and reasonable levels of
policing for chemical management.

Whilst working in industrial
dyehouses I also had my first taste of
a phenomenon that I was to become
very familiar with over the following
years – the Marks and Spencer visit.
No one had higher expectations of
suppliers than Marks and Spencer
and these expectations extended to
product quality, factory processes,
health and safety, and chemical
management and, if you met their

such as pharmaceuticals, but if we
had our time again, we wouldn’t use
rivers as chemical sewers and
workers as chemical guinea pigs.

Courtaulds
I joined the vibrant UK textile
manufacturing industry in 1989,
fresh from university, and entered a
world with pretty good chemical
safety and eagle-eyed authorities
who clamped down on industrial
polluters with incremental fines for
repeat offenders. Industrial diseases
were recognised, and the more
responsible companies moved away
from the deliberate, unrestricted use
of problematic chemicals such as
asbestos or benzene. There was a
legal requirement for all processes to
be documented, all chemicals had to
be assessed for potential harm to
users and the environment – using
so-called COSHH protocols (control
of substances hazardous to health).
My first employer, Courtaulds, even
demanded that all staff obtained
formal safety qualifications in
addition to their degrees and PhDs. 

The use of engineering controls,
such as fume cupboards, and personal
protective equipment to reduce
exposure to chemicals were the norm:
good practices were ingrained, as was
an acute awareness of unsafe practices.

expectations, you could remain one
of their ‘preferred suppliers’, a select
group of around 200 textile wet
processors from which garment
suppliers had to choose when getting
anything dyed, printed or laundered.

They were hard taskmasters, but
the closeness of the relationship and
tightness of the supply base meant
they didn’t just know the name of a
factory, they knew the name of the
person who ran the dyeing machine,
the name of their dog and what it ate
for breakfast.

World’s first RSL
Shortly after I joined Marks and
Spencer in 1997, my good friend and
mentor, Derek McKelvey, created
what was known as the ECOP
(Environmental Code of Practice)
which detailed what was expected of
wet processors in terms of their
factory processes, environmental
compliance and a list of chemicals
that must not be deliberately used
and/or present on finished products.

Since, at that time, all the wet
processors were visited and approved
before any orders could be placed,
there were very few concerns over
environmental discharges and the
ECOP was probably best known as
the world’s first RSL (restricted
substances list). It contained a few

www.ecotextile.com
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If stakeholders in the global textile sector are to make sensible progressto reduce the overall environmental impact of this process, then thereneeds to be more understanding of how to save and recycled water –which has multiple knock-on effects. By Phil P
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Steam is generated in a boilerand transported through pipes toa system of thin metal tubes inside amachine called a heat exchanger where

many of these don’t stand up toscrutiny and we find that water hasbeen used – just less of it.
Water is consumed in dyehouses (andprinters, laundries and tanneries) inrelatively large quantities so productsand processes that use less water aregenerally very good news and should beapplauded. But over-stating thesesavings runs the risk of creatingcynicism amongst consumers who may
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many of these don’t stand up toscrutiny and we find that water hasbeen used – just less of it.
Water is consumed in dyehouses (andprinters, laundries and tanneries) inrelatively large quantities so productsand processes that use less water aregenerally very good news and should beapplauded. But over-stating thesesavings runs the risk of creatingcynicism amongst consumers who may
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W hen a group of Chinese

NGO’s and environ-

mental organisations, led

by the Institute of Public

& Environmental Affairs (IPEA), issued its

recent report ‘Cleaning up the Fashion

Industry’ it was not so much launched,

as quietly ushered out behind the

scenes to the wider world. 

The initial report was published solely

in Chinese, and accompanied by a short

English press release that seemed to list

a few isolated pollution incidents that

have occurred in Chinese dyehouses

over the past decade. It also ‘named

and shamed’ quite a few well known

retail brands which it said were being

supplied by the offending dyehouses at

the time the problems occurred.

At first glance it also appeared that the

pace of change in China over the past

decade was so startlingly quick that

reports of failures in 2004 were akin to

writing about pollution in the Middle

Ages in Western Europe. Some thought

it was basically a poor attempt to mimic

the Greenpeace Detox report.

And then an English translation of the

full report was released last month.

Glitzy? No. Sensationalist? No.

Sensible? Absolutely.

It’s clear that this is an authoritative

report written with deep concern 

for the environment and takes a

measured holistic approach to what is

needed to bring real textile industry
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pollution issues into sharp focus.

The reason is that the report puts

brands firmly on the spot and makes it

very difficult for them to argue the

report’s authors are being unreasonable.

The brands cannot delay, they cannot

claim they need time, they cannot claim

more evidence is required, they cannot

claim the science is unproven, they 

cannot use pilot studies to defer

widespread implementation and they

cannot say the authors just don’t

understand the fashion and textile

sectors. Because they do.

In a nutshell, this latest report simply

asks for brands to find out where their

fabrics are being dyed and to ensure the

effluent from wet processing facilities

complies with local discharge standards.

It does not demand the impossible.

This request is so simple, and so do-

able, that any brand that fails to

embrace and embed it within their

company buying procedures will rightly

be viewed as opportunistic endorsers of

pollution – irrespective of what high

profile green initiatives they currently

have in their shop windows.

Whatever the industry, most ‘name and

shame’ reports highlight links between

brands and supply chain problems so that

retailers are held up as being totally

responsible. But this report also flags up a

lack of firm links within the supply chain

between buyers and vendors and asks for

them to be forged more strongly.

The recently released report on water pollution by

China’s textile industry takes a welcome holistic

approach to some of the key environmental

challenges that the textile industry will face in the

next decade. Phil P
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Still waters
run deep

Wider issues
The Greenpeace Detox campaign

brought the wider issue of dyehouse

pollution to the attention of the wider

world and was, in many respects,

welcomed by those in the industry that

have been calling for urgent action on

pollution for well over a decade.

However, its main focus on a clutch of

harmful chemicals and the demands for

zero discharge of these chemicals has

given this report a one-dimensional look

in an industry with a much wider range

of environmental problems.

Of course, the effective management

point of view to dyes that were relatively
poor from a health and safety point of

view.

Technology that made money and
cost lives was rarely shelved unless there was
cast iron evidence that a chemical definitely did
cause damage and it was only in the second
half of the 20th century that the dyeing
industry began to accept some responsibility
for the damage that its most harmful inventions
had caused. The reputable manufacturers
reduced their polluting discharges, and known
carcinogens, irritants and allergens were
removed from sale. 

However most synthetic dyes are based on
raw materials that are derived from petroleum
and this issue remains, even though the dyes
are safer than in previous generations.

In short, the campaigners for natural dyes

Many consumers nowadays are
looking for ‘chemical free’ textiles and
clothing. However, at the scientific level,
since everything, natural or otherwise, is a
chemical this could be construed as an utterly
pointless task. Yet there is some logic in
wanting textiles that are free from man-made
or synthetic chemicals.

A very quick look back in history shows that
natural dyes were replaced by the creations of
the synthetic dye industry over a very short
time period in the latter half of the 19th
Century.  At that time people understood the
availability of beautiful colours that didn’t fade
or run in the wash, but they didn’t understand
the effect that certain man-made chemicals had
on human health or the environment.

So the textile industry moved from using
dyes that were relatively poor from a technical

have got a much tougher job than they would
have had 30 or 40 years ago and have ended
up spending more and more time trying to rid
the world of safer and safer chemicals.

Readers shouldn’t ever get complacent
though and evidence has to be continually
reviewed but it is worth comparing some of
the recent desperate attempts to get certain
chemicals banned (like deca BDE in flame
retardants) with the open and shut cases of the
1900’s, like asbestos and benzidine dyes.

There is of course still an under-class of dye
manufacturers who continue to make cheap,
nasty, synthetic dyes that do cause serious
health risks to the environment, workers and,
to a lesser extent, consumers. 

And since many brands and retailers
continue to keep traceability way down the
priority list, and therefore cannot even begin to

NATURAL DYES
ECOTEXTILENEWS
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Is nature’s colour
a natural choice?

Nature’s tincture or modern mixtures? 
Phil Patterson asks, “which is the most

sustainable option for ‘natural’ dyeing?”

extile.com
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The ongoing problem of textile dyehouses in

China pumping untreated wastewater into local

rivers has once again highlighted the need for a

realistic approach to change. By Phil P
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Local regulation
A dyehouse ETP is usually a modular

design specifically created to meet local

requirements where the first, and

obvious, stage is to remove large pieces

of debris such as bits of cloth using

coarse filters. ‘Dyeing’ is not a single homogenous

process but a sequence of different

carcinogens or highly toxic species) that

originate from wilful use or from

contaminated dyes and chemicals.

Apart from selection of ‘good’ or

‘bad’ dyes and chemicals, the

thing that really sorts out the

good from the bad

dyehouse is whether

the wastewater is
treated before

being discharged
into a river lake or

sea. Thankfully
the legislative

noose is (slowly)
tightening and

most areas of
the world now

have some form
of standards in

place, but sadly
these standards are

not always enforced

and we still rely on
exposes by NGO’s and the

media to keep this important

issue in focus.Meeting effluent standards is not easy,

so many factories legitimately choose to

contract out wastewater treatment to

external companies or even the local

authorities who ensure the treated

discharge complies with local

requirements − but since this is very

expensive most mills choose to build

their own on-site effluent treatment

plant (ETP).

T he recent Greenpeace report

linking several major Western

brands to chemical residues in

the effluent of a Chinese

dyehouse has once again highlighted the

problem of pollution resulting from

dyeing and finishing processes.

But what is dyehouse pollution, what

is effluent treatment, why is it important

to manage it and what can be done to

reduce the environmental impact of

treating effluent? Yes, treating effluent

to reduce environmental impacts has a

significant environmental impact!

Many people think dyehouse effluent

is simply loose, unfixed dyes – thanks to

some wonderful photographs of

coloured effluent entering from

dyehouse drain pipes - but unfortunately

it isn’t as simple as that.

Dyehouse wastewater is a veritable

chemical soup that contains dyes, oils

and waxes from natural fibres, sizes used

for weaving, oils used in knitting,

bleaches, acids, alkalis and a large

number of synthetic, man-made

chemicals designed to facilitate

processing and deliver products that

meet the demands of the world’s

retailers and their consumers. The

wastewater may also be hot and contain

microscopic pieces of dust, fibre and

particulates that can be damaging to an

aquatic environment.

And that’s the good dyehouses. 

The poor ones will also have some

really nasty residues present (such as

The pollution
solution
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Growing painsFor how long can retailers continue to ‘save the planet’ with green
initiatives while simultaneously talking about new, aggressive
expansion plans? PPhhiill PPaatttteerrssoonn considers this conundrum.

hot things hot and cold things cold”declares the older man with theconfidence of a wise physics professor.“So what’s in it?” the inquisitivelabourer asks. “A cup of tea and an ice-cream,”confirms the older man.I’m reminded of this physics-basedtale of stupidity and mutual incompati-bility on a daily basis in our industry

W hen two builders stop fora break, the younger onelooks on in amazementat a new contraption hissenior colleague has drawn from hisbag. “What’s that?” he says with wide-eyed amazement. “It’s a vacuum flask,”is the reply. “And what does it do?”asks the first. “It’s amazing. It can keep

when we hear apparel retailers tellingus they are saving the planet withgreen initiatives – whilst simulta-neously reporting aggressiveexpansion plans.
Surely those companies are just asfoolish as the wise, experiencedbuilder if they expect us to believe that‘growth’ targets of 10 and 15 per cent
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Colour by numbers

Unless brands have extremely clo
se relationships with textile dyers,

they should be very ca
reful about how they use and communicate

data collected from dyehouses, argues PPhhiill PPaatttteerrssoonn.

increased by 30 per ce
nt – because what

I failed to mention was th
at we achieved

the aforementioned ‘im
provements’ b

y

taking in an Olympic lo
ng distance

runner as a lodger.

This is 
of co

urse fict
itious, but it d

oes

highlight the danger that incomplete

data, failure to provide contextual

information and/or skewed data analysis

can lead to some very w
rong conclusions.

It brings to
 mind cra

ss e
nviro

nmental

claims su
ch as when a large textile

conglomerate announced it w
as ‘nowC

onsider this. T
he average

fitness le
vels of my household

have improved dramatically

recently –
 our average body

mass in
dex has reduced by 4 per ce

nt

and our average lung capacity 
has

increased by 7 per ce
nt, re

spective
ly.

This is 
of co

urse tremendous news and

will go in our annual report.

What this in
formation doesn’t do,

however, is 
tell yo

u that our co
mbined

weight has increased, our ca
lorific

 intake

has ro
cketed and our overall fo

od bill has

carbon neutral’ – as a result of a recent

purchase of a forest (p
resumably

purchased from the proceeds of decades

of enviro
nmentally d

amaging activi
ties).

Thankfully, t
he issu

e of dyehouses

and their environmental im
pacts is

 now

firm
ly on the agenda and brands have

to take the issu
e seriously to

demonstra
te to their st

akeholders th
at

they are behaving responsibly. B
ut it

should also be incumbent on them to

report re
sponsibly – and that means

accurately and honestly.

4422 |  ECOTEXTILENEWS |  April / M
ay 2014

Im
ag

e: 
©

GR
AZ

VY
DA

S 
| i

St
oc

k 
.

 

 
 

  

  
  

 

www.ecotextile.com

3388 |  ECOTEXTILENEWS |  August / September 2015

Tipping
point

Legislators, laboratories, and lobbyists

need to act collaboratively to restore

credibility to the vitally important task of

managing harmful chemicals in the

textile supply chain. By PPhhiill PPaatttteerrssoonn.

sseennssiittiivvee tteessttiinngg mmeetthhooddss aanndd,, iinn

ggeenneerraall,, mmoorree sseennssiittiivvee tteessttiinngg mmeetthhooddss

aarree ffaarr mmoorree eexxppeennssiivvee,, lleessss rreepprroodduucciibbllee

aanndd mmoorree pprroonnee ttoo eerrrroorr..

TThhee ddiiffffeerreennccee iinn tteerrmmss ooff eeaassee,,

rreelliiaabbiilliittyy aanndd tthhee ccoosstt ooff tteessttiinngg ffoorr 11

ppaarrtt ppeerr mmiilllliioonn aanndd 11 ppaarrtt ppeerr bbiilllliioonn iiss

eennoorrmmoouuss,, aanndd nnooww tthhaatt ssoommee llaabbss ccaann

rroouuttiinneellyy ggoo aass llooww aass ppaarrttss ppeerr ttrriilllliioo
nn

ddoo wwee rreeaallllyy wwaanntt aa ssiittuuaattiioonn wwhheerree

tthheerree iiss aa mmaannddaattoorryy tteessttiinngg oobblliiggaattiioonn

ooff UUSS$$2200,,000000 ffoorr aa 11 cceenntt bbuuttttoonn??

HHiissttoorriiccaallllyy,, iinn tthhee aabbsseennccee ooff wwoorrkkaabbllee

cchheemmiiccaall lleeggiissllaattiioonn,, tthhee mmoosstt

rreessppoonnssiibbllee bbrraannddss wwoorrkkeedd iinn ccoollllaabboo--

rraattiioonn wwiitthh tthhee ‘‘bbeetttteerr’’ cchheemmiiccaall

ccoommppaanniieess ttoo aasssseessss wwhhaatt wwaass

aacchhiieevvaabbllee iinn tteerrmmss ooff hhaarrmmffuull cchheemmiiccaall

ccoonntteenntt aanndd wwiitthh tteessttiinngg hhoouusseess ttoo

I
tt’’ss bbeeeenn ssaaiidd mmaannyy ttiimmeess bbeeffoorree iinn tthhiiss

ppuubblliiccaattiioonn tthhaatt lleeggiissllaattiioonn wwhhiicchh

rreessttrriiccttss tthhee uussee ooff hhaarrmmffuull ssuubbssttaanncceess,,

iiss oonn tthhee wwhhoollee,, aa vveerryy ggoooodd tthhiinngg.. 

AAss sscciieennttiiffiicc kknnoowwlleeddggee rreeggaarrddiinngg tthhee

ggeennuuiinnee rriisskkss aassssoocciiaatteedd wwiitthh cceerrttaaiinn

ssuubbssttaanncceess iimmpprroovveess,, aanndd aass ssaaffeerr,,

eeqquuaallllyy eeffffeeccttiivvee aalltteerrnnaattiivveess bbeeccoommee

aavvaaiillaabbllee,, iitt mmaakkeess sseennssee ttoo iinnttrroodduuccee

lleeggaall mmeeaassuurreess ttoo ppuusshh tthhee iinndduussttrryy

ddoowwnn aa bbeetttteerr eennvviirroonnmmeennttaall rroouuttee..

HHoowweevveerr,, iitt ssee
eemmss wwee aarree nnooww ggeettttiinngg

ttoo aa ppooiinntt wwhheerree tthhee tteesstt mmeetthhooddss ffoorr

ppoolliicciinngg ssoommee ssttaannddaarrddss eeiitthheerr ddoonn’’tt

eexxiisstt,, oorr aarree nnoott ssuuffffiicciieennttllyy rroobbuusstt –– aanndd

tthheerree iiss aa ssttrroonngg aarrgguummeenntt ttoo ssaayy wwee

nneeeedd aa bbeetttteerr,, mmoorree ccoollllaabboorraattiivvee wwaayy ttoo

mmoovvee tthhiinnggss ffoorrwwaarrdd..

TToouugghheerr ssttaannddaarrddss rreeqquuiirree mmoorree

eennssuurree tthhee lliimmiittss bbrraannddss sseett ccoouulldd bbee

rreelliiaabbllyy mmoonniittoorreedd..

NNooww wwee aarree sseeeeiinngg ssoommee lleeggiissllaattoorrss

bbeeiinngg pprreessssuurreedd iinnttoo sseettttiinngg ssttaannddaarrddss

tthhaatt aarree nneeiitthheerr nneecceessssaarryy aanndd//oorr aabbllee ttoo

bbee mmoonniittoorreedd.. TThhee ppuusshh ttoo sseett lleeggaall

ssttaannddaarrddss ffoorr cceerrttaaiinn cchheemmiiccaallss aatt ‘‘nnoott

ddeetteecctteedd’’ lleevveellss wwiitthhoouutt ssppeecciiffyyiinngg aa tteesstt

mmeetthhoodd iiss aa ccoonncceerrnn ((uunnlleessss aann eexxaacctt

mmeetthhoodd iiss ssppeecciiffiieedd aalloonnggssiiddee ‘‘nnoott

ddeetteecctteedd’’ tthheenn ‘‘nnoott ddeetteecctteedd’’ iiss

mmeeaanniinngglleessss)).. BBuutt eevveenn wwhheenn nnuummeerriiccaall

lliimmiittss aarree aassssiiggnneedd ttoo ppiieecceess ooff lleeggiissllaattiioonn

tthhoossee nnuummbbeerrss mmaayy bbee lloowweerr tthhaann tthhee

lliimmiitt ooff ddeetteeccttiioonn ooff tthhee mmoosstt sseennssiittiivvee

((ccrreeddiibbllee)) tteesstt mmeetthhoodd..

WWhheenn tthhee NNoorrwweeggiiaann aauutthhoorriittiieess

iinnttrroodduucceedd aa llooww nnuummbbeerr ffoorr PPFFOOAA

lleeggiissllaattiioonn ((PPFFOOAA ccaann bbee aa bbyy--pprroodduucctt ooff
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A good substitu
te for a harmful ch

emical must b
e safer, equally e

ffectiv
e, c

ost

effectiv
e and have no unintended negative

 consequences - y
et th

e unfortunate

truth is t
hat so

metim
es th

ere is n
othing available. B

y PPhhiill PPaatttteerrssoonn.

  
 

    

  tteecchhnniiccaallllyy,, 
aanndd tthheerree mmaayy bb

ee ssoo
mmee

eeqquuaallllyy ee
ffffeeccttiivv

ee aalltteerrnnaattiivvee
ss tthh

aatt aarree

ccoonnssiiddeerraabbllyy mm
oorree eexxppeennssiivvee

..

TThhee ‘‘iitt’’
ss mm

oorree eexxppeennssiivvee
’’ ddeebbaattee iiss 

aann

iinntteerreessttiinn
gg oonnee bbeeccaauussee ffuunnddaammeennttaallllyy

iitt ss
hhoouulldd nneevveerr bbee aapppprroopprriiaattee ttoo

ddeeffeenndd tthhee ccoo
nnttiinnuueedd uussee ooff hhaarrmmffuull

cchheemmiiccaallss aa
nndd pprroocceessssee

ss ssii
mmppllyy oo

nn tthhee

bbaassiiss 
tthhaatt ssoo

mmeetthhiinngg iiss cc
hheeaapp -- bb

uutt tthh
ee

rreeaalliittyy
 iiss 

tthhaatt iiff 
aa rreeppllaacceemmeenntt iiss

 aann

oorrddeerr ooff mm
aaggnniittuuddee mmoorree eexxppeennssiivvee

 ttoo

pprroodduuccee tthheenn iitt’’ss
 iinnccrree

ddiibbllyy dd
iiffffiicc

uulltt tt
oo

bbrriinngg iitt tt
oo mmaarrkkeett..

WWiitthh tthhiiss iinn
 mmiinndd lleeggiissllaa

ttoorrss hh
aavvee ttoo

mmaakkee sseennssiibbllee,, oobbjjeeccttiivv
ee ddeecciissii

oonnss oo
nn

wwhhaatt iiss
 ggeennuuiinneellyy hh

aarrmmffuull aanndd ffooccuuss oo
nn

wwhhaatt mm
uusstt aa

nndd wwhhaatt sshh
oouulldd bbee rreessttrrii

ccttee
dd

((wwhheerree ccoo
sstt oo

ff rree
ppllaacceemmeenntt sshh

oouulldd bbee

iirrrree
lleevvaanntt)) aa

nndd rreessiisstt
 aaccttiinn

gg ttoooo hhaassttiillyy
 oonn

wwhhaatt ccoo
uulldd bbee rreessttrrii

ccttee
dd.. 

AAnnootthheerr cc
oonnssiiddeerraa

ttiioonn iiss ww
hheetthheerr tt

hheeyy

sshhoouulldd bbaann tthhee iinntteennttiioonnaall uussee ooff ttaa
rrggeetteedd

cchheemm
iiccaallss,, oo

rr ww
hheetthh

eerr tt
hheeyy ss

hhoouulldd ddrraaww

uupp lleeggiissllaa
ttiioonn ttoo mmiinniimmiissee eexxpp

oossuurree tt
oo,,

aanndd rreelleeaassee ooff,, tthh
oossee cc

hheemmiiccaall
ss..

DDMMAACC

TThhee DDMMAACC eexxaammppllee iiss ii
nntteerreessttiinn

gg..

DDMMAACC ((NN
,,NN--DDiimmeetthhyyllaacceettaammiiddee)) iissnn

’’tt tt
hhee

nniicceesstt cc
hheemmiiccaall iinn

 tthhee wwoorrlldd;; iitt’’
ss ccll

aassssiiff
iieedd

aass aa SSuubbssttaannccee ooff VVeerryy HH
iigghh CCoonncceerrnn

((SSVVHHCC)) uunnddeerr RReeaacchh aanndd tthheerree wwiillll bb
ee

rreessiidduueess iinn
 eellaassttaa

nnee ffiibb
rreess tthh

aatt ggoo oonn tthhee

mmaarrkkeett,, ss
oo iitt mm

aakkeess ccoo
mmpplleettee sseennssee ttoo

sseeaarrcchh
 ffoorr ssaa

ffeerr aalltteerrnnaattiivvee
ss..

BBuutt ww
hhaatt iiff 

aa mmaannuuffaaccttuu
rreerr ccaa

nn hhaannddllee

iitt ww
iitthh aaccccee

ppttaabbllyy lloo
ww eexxppoossuurree ttoo

wwoorrkkeerrss aa
nndd tthhee eennvviirroo

nnmmeenntt aanndd wwhhaatt

iiff ffii
bbrreess ccaa

nn bbee mmaannuuffaaccttuu
rreedd wwiitthh

aaccccee
ppttaabbllyy lloo

ww rreessiidduueess pp
rreesseenntt??

L
eett’’ss gg

eett oonnee tthhiinngg ccllee
aarr,, ww

hheenn

vviieewweedd oovveerraallll,, cc
hheemmiiccaall rree

gguullaattiioonn

aanndd tthhee ppuusshh ttoo rreedduuccee tthhee uussee ooff

hhaarrmmffuull cchh
eemmiiccaallss iiss

 aa ggoooodd tthhiinngg..

AAddddiittiioo
nnaallllyy tt

hheerree iiss aa
 ggeenneerraall

aaccccee
ppttaannccee tthhaatt ww

ee sshh
oouulldd mmaakkee

rreeaassoonnaabbllee aatttteemmppttss tt
oo pprroommoottee tthhee uussee

ooff ssaa
ffeerr aalltteerrnnaattiivvee

ss,, ww
hheerree pprraaccttiicc

aall,,

iirrrree
ssppeeccttiivv

ee ooff tthh
ee lleeggiissllaa

ttiivvee
 ppoossiittiioo

nn..

TThheerree ssttii
llll rree

mmaaiinnss aa lloott ttoo
 ddoo bbuutt,, aa

ss

tthhee EECCHHAA ((tthh
ee EEuurrooppeeaann CChheemmiiccaallss

AAggeennccyy)) 
ssiiggnnss oo

uutt ooff 22001144 wwiitthh aa

pprrooppoossaall ttoo
 bbaann aarrttiicc

lleess ww
iitthh ggrreeaatteerr tthh

aann

aa ccoo
uuppllee ooff ppppbb ooff PPFFOOAA pprreesseenntt aanndd

wweellccoo
mmeess iinn

 22001155 wwiitthh nneewwss tthh
aatt

DDMMAACC,, tthh
ee ssoo

llvveenntt uunniivveerrssaa
llllyy uu

sseedd iinn

tthhee pprroodduuccttiioo
nn ooff eellaassttaa

nnee,, mm
aayy ssoo

oonn bbee

bbaannnneedd,, mm
aayybbee wwee sshh

oouulldd aasskk iiff tt
hhee

rraammiiffiicc
aattiioonnss oo

ff ww
eellll--iinn

tteennttiioonneedd

rreessttrrii
ccttiioo

nnss aarree aallwwaayyss bb
eeiinngg ffuullllyy

tthhoouugghhtt tthh
rroouugghh aanndd ccoo

nnssiiddeerr tthh
ee

cchhaalllleennggeess oo
ff bbrriinnggiinngg aalltteerrnnaattiivvee

cchheemmiiccaallss tt
oo mmaarrkkeett..

SSuubbssttiitt
uuttiioonn

CChheemmiiccaall ssuu
bbssttiitt

uuttiioonn iiss aa
 mmuucchh

ddiissccuu
ssssee

dd ttooppiicc aa
nndd mmaannyy pp

rrooppoonneennttss oo
ff

ssuubbssttiitt
uuttiioonn wwoouulldd hhaavvee yyoo

uu bbeelliieevvee tthhaatt,,

rraatthheerr lliikk
ee aa ffoooottbbaallll ttee

aamm,, tthh
eerree aarree

aallwwaayyss ss
iixx oo

rr ssee
vveenn rreeaaddyy mm

aaddee

rreeppllaacceemmeennttss oo
nn tthhee bbeenncchh jjuusstt rr

eeaaddyy ttoo

ssttrrii
pp ooffff aa

nndd eenntteerr tthh
ee ffiiee

lldd ooff ppllaayy..

HHoowweevveerr aa ggoooodd ssuu
bbssttiitt

uuttee ffoorr aa hhaarrmmffuull

cchheemmiiccaall mm
uusstt bb

ee ssaaffeerr,, ee
qquuaallllyy aa

ss

eeffffeeccttiivv
ee,, nnoott ccoo

sstt pp
rroohhiibbiittiivv

ee aanndd hhaavvee

nnoo uunniinntteennddeedd nneeggaattiivvee
 ccoo

nnsseeqquueenncceess --

aanndd tthhee uunnppaallaattaabbllee ttrruu
tthh iiss tt

hhaatt

ssoommeettiimm
eess tthh

eerree iiss nn
ootthhiinngg aavvaaiillaabbllee..

TThheerree mmaayy bb
ee ssaaffeerr aalltteerrnnaattiivvee

ss tthh
aatt ddoo

aa ssiimm
iillaarr jjoo

bb bbuutt aarree nnoott aass gg
oooodd

WWiillll tt
hhee lleeggiissllaa

ttiioonn lleeaavvee aa cchh
iinnkk ooff

lliigghhtt ffoo
rr ccoo

nnttiinnuueedd uussee ooff tthh
iiss ss

eeeemmiinnggllyy

uubbiiqquuiittoouuss ffii
bbrree wwhhiillsstt 

eennccoouurraaggiinngg

rreedduucceedd eexxppoossuurree ttoo tthhee hhaarrmmffuull ssoo
llvveenntt

ffrroo
mm wwhhiicchh

 iitt ii
ss pp

rroodduucceedd??

IIff tthh
eerree iiss aa

 bbaann oonn iinntteennttiioonnaall uussee iinn

tthhee EEUU tthheenn gglloobbaall rree
ttaaiill bb

rraannddss aanndd ffiibb
rree

ccoommppaanniieess ww
oouulldd pprreessuummaabbllyy bb

ee oobblliiggeedd

ttoo aalliiggnn tthheeiirr mm
oorraall ccoo

mmppaassssee
ss

aaccccoo
rrddiinnggllyy aa

nndd bbaann DDMMAACC--pprroodduucceedd

eellaassttaa
nnee.. IIff 

tthhee lleeggiissllaa
ttiioonn bbeeccoommeess aa

rreessttrrii
ccttiioo

nn iinn tteerrmmss oo
ff ppppmm ooff DD

MMAACC iinn

ffiibbrreess,, ww
iitthh wwoorrkkppllaaccee ssaaffeettyy cc

oonnttrroollss,,

tthheenn eellaassttaa
nnee aass ww

ee kknnooww iitt mm
aayy ssuu

rrvviivv
ee..

EEiitthheerr ww
aayy tthh

eerree wwiillll bb
ee ffuurriioouuss aaccttiivv

iittyy

ttoo sseeaarrcchh
 ffoorr aalltteerrnnaattiivvee

 ssoo
llvveennttss ff

oorr

eellaassttaa
nnee pprroodduuccttiioo

nn aanndd wwee hhaavvee ttoo

hhooppee rreeppllaacceemmeenntt ttee
cchhnnoollooggyy pp

rroovviidd
eess

ffiibbrreess tthh
aatt aarree jjuusstt aa

ss gg
oooodd –– wwee ddoonn’’tt

wwaanntt tthh
ee eennvviirroo

nnmmeennttaall ddaammaaggee

aassssoo
cciiaatteedd wwiitthh mmoorree ffrree

qquueenntt

rreeppllaacceemmeenntt ooff lloo
wweerr qquuaalliittyy

 pprroodduuccttss 
aass

aann uunniinntteennddeedd bbyy--pp
rroodduucctt..

SSiimmiillaarrllyy 
tthhee pprrooppoosseedd lliimm

iitt ffoo
rr PPFFOOAA

((tthhee uunniinntteennddeedd bbyy--pp
rroodduucctt ff

oorrmmeedd iinn

ttiinnyy qq
uuaannttiittiiee

ss dd
uurriinngg CC88 fflluu

oorrooccaarrbboonn

mmaannuuffaaccttuu
rree)) iinn

 ttrree
aatteedd aarrttiicc

lleess pp
oossssiibb

llyy

ssoouunnddss tthh
ee ddeeaatthh kknneellll ffoo

rr tthh
ee bbeesstt ww

aatteerr

aanndd ooiill rree
ppeelllleennttss ww

ee’’vvee
 eevveerr hhaadd -- oo

rr ww
iillll

eevveerr hhaavvee..

AA ddee ffaaccttoo
 bbaann oonn CC88 fflluu

oorrooccaarrbboonnss

wwiillll ss
ttoopp aa ffeeww kkgg ooff PPFFOOAA eenntteerriinngg tthhee

eennvviirroo
nnmmeenntt eeaacchh yyee

aarr aanndd,, aass PPFFOOAA iiss

nnoott bbiiooddeeggrraaddaabbllee,, iitt’’
ss aa ggoooodd tthhiinngg iinn

ssoommee rreessppeeccttss..

FFiirrsstt
 rreessppoonnddeerrss

HHoowweevveerr aa ddee ffaaccttoo
 bbaann oonn CC88 mmaayy aa

llssoo

ssoouunndd tthhee ddeeaatthh kknneellll ffoo
rr ffii

rrsstt

rreessppoonnddeerrss ––
 iitt’’ss

 nnoott ww
iiddeellyy kk

nnoowwnn bbuutt
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AFIRM group were not universally
popular with their commercial
colleagues who, in many cases,
baulked at the extra cost of testing
or of buying compliant materials.
Sixteen years later this situation
persists in way too many brands.

Chemical management, like any
sustainability initiative, can broadly
be split into ‘avoiding the worst’ and
‘promoting the best’.

Promoting the best options may
involve going well beyond legislation
with newer, small-scale innovations
and this area remains competitive with
chemical companies, wet processors
and brands fiercely competing for
attention, whereas ‘avoiding the worst’
has now largely settled into a collabo-
rative, non-competitive space.

After all, promoting textile products
to consumers as ‘legal’ or ‘safe’ isn’t
going to sell too many garments!

The impact of AFIRM in creating
the non-competitive space and
making huge strides forward with
respect to ‘avoiding the worst’
chemicals should not be 
understated and its efforts have 
been strongly supported and
informed by independent RSL
certification schemes such as
Oekotex and Bluesign.

In 2007 I started work as an
independent textile consultant. Three
months after the  landmark EU
REACH (Registration, Evaluation, and
Authorisation of Chemicals)

chemicals that were illegal and
others that were known to be
problematic and was a good 
example of a retailer being able to
credibly go beyond legislation
because of the close, co-dependent
relationships with its suppliers.

Around 2003 everything changed.
It was deemed that the preferred
supplier list was holding the business
back and sourcing was ‘liberated’ as
Marks and Spencer sought to achieve
the same material prices as mid-
market competitors.

Almost overnight, the business
went from communicating with
trained, informed, co-dependent,
approved suppliers about business
requirements, to whistle-stop tours
of the world to visit and approve new
mills and to roll out education
programmes to the new suppliers –
where we were a mere sliver on their
customer pie-chart.

It was exhausting and we got push-
backs in the form of “you are the
only brand that requires this
chemical compliance”. Unbeknown
to them, other leading brands, who
had also developed RSLs and were
also getting the same push-backs,
were talking behind the scenes and
in 2004 the AFIRM Group (Apparel
and Footwear International RSL
Management) was formed so that
brands could stand shoulder to
shoulder and give a coherent
message to the global industry that

the deliberate use of harmful
chemicals in textile manufacturing
was not acceptable.

It didn’t even matter if a chemical
was legal; if it was harmful and safer
alternatives were readily available
the message was clear. The chemical
should not be used. What cannot be
overlooked is that this was a self-
formed group that was established in
order to manage chemicals more
responsibly against a backdrop of
non-existent, weak or patchy
legislation. Of course, there was an
element of doing what was
necessary to ensure products that
were sourced from developing
nations were legal when placed on
the market in developed nations but
there was also a degree of altruism
that made life more difficult for the
member brands. It should also be
noted that the individuals who
represented their brands on the
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Textile
effluent – a

clear picture
PPhhiill PPaatttteerrssoonn claims the textile industry should put

the basics of effluent treatment firmly back on the

agenda given that the ubiquitous discharge of ‘safe’

and ‘natural’ chemicals is still the major environmental

concern for the dyeing and finishing industry.
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oxygenated river with trace levels of

hazardous chemicals is likely to be alive.

This is not said to defend the

presence of harmful chemicals at all,

but to illustrate the fact that the

foundation on which intelligent effluent

initiatives should be built is basic

treatment of effluent.

Phrases like BOD and COD are often

widely used when talking about the

‘basics’ of effluent treatment, but the

reality is that these phrases and their

importance are not well understood 

by everyone.

COD, the Chemical Oxygen Demand,

is a laboratory measure of the total

amount of oxygen required to oxidise

the chemicals in the effluent. Basically

what this means is that there are

chemicals in effluent – some natural,

some synthetic, some organic and some

inorganic – that will react with oxygen.

If the most readily available oxygen for

these reactions to occur is dissolved in a

river, then the levels of dissolved oxygen

will drop and aquatic species will suffer.

BOD, the Biochemical Oxygen

Demand, is a laboratory measure of the

amount of oxygen required to feed a

colony of aerobic bacteria as they

W
ith so much industry focus

now on ‘toxins’ it is

important that brands

and the wider industry

keep their eyes on the basics to ensure

that key effluent quality parameters are

managed on an on-going basis. 

Or, more accurately, the textile supply

chain should put their eyes on the basics

because, as vast amounts of effort and

resource are put into the study of

‘toxins’, the industry continues to pour

large amounts of ‘safe’ chemicals into

the environment – with potentially

harmful environmental impacts.

If we consider water for a moment,

there is nothing purer than rain. Except

for the fact that rain is contaminated by

oxygen dissolved within each drop, and

if you want pure water you have to distil

it. It is not widely known, but pure, zero

contaminated, water can be a killer. Put

one goldfish in distilled water and

another one in water contaminated with

a few parts per billion of a high profile

‘toxin’ and there’s only one winner.

Distilled water is bereft of oxygen and

without oxygen in watercourses there is

virtually no life. So a river without

oxygen is pretty much dead but an

Im
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ck

munch their way through organic

chemicals in the effluent (i.e. biodegra-

dation) in a controlled 5-day test.

[Of course there will be toxicological

considerations for the chemicals in

effluent, the biodegradation products

and oxygenated species and that cannot

be ignored.]

It can get extremely complicated but

the important thing to grasp is that

emission of any chemical into a

watercourse will cause some degree of

oxygen depletion and the COD and BOD

test values give an indication of the

depletion potential. And it isn’t palatable

to some, but the chief culprits are the
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Pollutersshouldnow payFrom an environmental perspective, doing the right

thing, or doing the better thing, must also be the

most financially rewarding option if the global textile

sector is to improve the way it operates. And taxation

could be the answer, argues PPhhiill PPaatttteerrssoonn.thing, we can have a flourishing industry

and economy whilst making the

environment better. If doing the right

thing actually does make the planet

better then it’s happy days – he calls it

the ‘restorative economy.’

I’d argue that currently this is a major,

almost impossible, challenge for the

dyeing industry and textiles generally, but

it is a goal worth pursuing.

In the meantime, we should examine if

we can use the concept of financial

rewards to vastly minimise environmental

damage –  the question we have to

address is how do we use financial levers

to promote the use of best available

technology and the development of even

better technology?
It’s 20 years since I worked full time in a

textile dyehouse and sadly, embarrassingly,

the industry is in considerably worse shape

now than then. The textile industry has

not only grown enormously but it has

largely moved from developed nations,

with responsible pollution controls and

sensible prices charged for water and

energy, to less developed nations with free

or highly subsidised utilities and lax

policing of pollution. 

I recently read a book called the

Ecology of Commerce by Paul Hawken

and suggest that you read it, buy a

copy for your boss, and send a copy to

your CEO’s holiday villa – where they will

have time to read it.
It is a brutally frank appraisal of how

we’ve got ourselves into a downward

spiral of falling prices, over-consumption

and environmental melt-down ... and

there’s no point in denying that a

significant part the textile dyeing

industry is an excellent poster child for

this scenario.Despite the eco-gloom, this is a book

with a difference – it actually offers

solutions to the problems we are facing

or, more to the point, it offers a

fundamental concept that can be a

guiding light for where we want to be

and where we ought to be. 

Rather than trying to stop everything,

ban everything, and put everyone out of

business, the central tenet is to make

doing the right thing, or doing the better

thing, the most financially rewarding.

Hawken argues that if people make

money by doing the right thing and fail

to make money by doing the wrong

The European dyeing industry of the

1990s was efficient and a low polluter

because the cost of water was high, the

cost of energy was high and the

penalties for polluting the environment

were a genuine, closure-causing

deterrent –very much in line with

Hawken’s concept.
The brands walked away from this

world class resource – admittedly aided

and abetted by the migration of the

garment making industry – and we’ve

never got anywhere near those average

levels of efficiency.Slow progressNowadays though, it’s fair to say that

some developing nations are indeed

slowly catching up in terms of policing

– and it’s very important to stress that

there are many world class dyehouses

in developing nations – but when

brands moved east 20 years ago many

of them didn’t bother to check out the

wet processing units to make used their
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Liberating Limits

The recently released MRSL by the ZDHC Group shows that brands

are deadly serious about improving chemicals management, but

are looking beyond ‘zero discharge’. By PPhhiill PPaatttteerrssoonn

citing the pledges they have managed to

extract from the brands.

However, Greenpeace did point out,

quite correctly, th
at supply base

transparency and systems for managing

chemicals needed to be improved and

many brands have made significant

improvements over the past couple of

years, in
 many cases, not wholly

independent of Greenpeace pressure.

So whilst G
reenpeace did a lot of good

in raising the issue they made two big

mistakes. The first 
was to focus on tiny

amounts of certain chemicals rather than

the real issu
e of dyehouses discharging

untreated effluent – and the problems

with BOD, COD, salt and so on. The

second was to demand ‘zero’ discharge

as a target. Not an aspiration or a goal,

but as a genuinely achievable target.

Open secret

It is a
n open secret that the ZDHC brands

have agonised over the concept of ‘zero’

and whether they should take a path

that makes significant progress or

whether to take a path that aims for the

impossible goal of zero discharge.

It appears they’ve taken the wise

decision to make progress.

Whilst th
e actual results of the Detox

campaign in terms of widespread ‘on the

ground’ environmental improvements

have been questionable, there has been

an enormous amount of good work

being done by the ZDHC brands in laying

the foundations for progress. 

Despite high profile brands being

charged with reducing the use of

harmful chemicals it h
as been clear to

anyone with any knowledge of the

textile dyeing industry that harmful

chemical management is a
ctually a job

for the chemical industry and for

A
sking for zero isn’t going to

get us very far.” 

Do you recognise this quote? 

Well, it 
was written by me in

the immediate aftermath of the original

Dirty Laundry report by Greenpeace,

and subsequent pledges made by Puma,

that were quickly followed by Nike 

and Adidas.

At the risk of looking smug I have to

say I was entirely correct. 

In choosing dyehouse effluent

Greenpeace picked the correct issu
e but

adopted the wrong approach – one that

has seen so much effort and money

spent on achieving very little
, to date, in

real terms when it comes to reducing the

environmental impact of textile dyeing

and finishing.

If you think that sounds harsh, then

look at the evidence. 

Nine of the original 11 liste
d chemicals

were already being restricted by the

major brands that were targeted by

Greenpeace (although not necessarily

well managed by others). A
s a direct

result of the ‘Detox’ initiative a few

brands have pledged to stop using

PFCs – which will sto
p a very small

amount of PFOA and analogues going to

into the environment (but it w
ill also lead

to a downgrade of repellency

performance and product durability, 
thus

necessitating more frequent product

replacement – with attendant environ-

mental impacts).

The one shining light of the piece 

has been the greater focus on APEOs

by brands – something we pointed out

in the original article and something

Greenpeace deserves great credit 

for highlighting. 

Greenpeace themselves stru
ggle to

point to any serious progress other than

legislators. The brands are simply very

influential ring masters. 

The recently published ZDHC MRSL

(manufacturing restricted substances list)

is sig
nificant.

Not only does it g
ive a clear message

that the way forward in the real world is

via deliberate usage bans and restrictions

using tough limits, it
 is th

e key that

opens the door to true collaboration

with the chemical industry and therefore

the key to progress.

Whilst ‘z
ero’ was de rigeur the

chemical industry was sile
nt. 

It clammed up.

When I spoke to chemical companies

in the immediate aftermath of the Dirty

Laundry report about declaring every

chemical that was present in their

formulations above zero, as defined by

Greenpeace, their response was basically:

“do you really want to know? “Do you

want to pay for the analysis at parts per

quadrillion?” And “what on earth would

you do with the information?”

Contaminants

In all chemistry,
 man-made and natural,

there are by-products, iso
mers, contam-

inants, sid
e reactions and this results in

every manufactured product being a

chemical soup. It can be cleaned up and

purified to some degree but even

pharmaceutical grade chemicals would

fall short of the call for zero hazardous

substances. If r
eaders saw a list o

f the

chemicals in healthy human breath you’d

be terrifie
d. Burnt toast? Don’t go there.

Once ZDHC started to talk in terms 

of lim
its th

e industry began to engage

and the collaboration is beginning to

yield results.

Quite simply, to
 manage chemicals, to

facilitate change, and, importantly, to
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Eyeing upfuturesolutionsIt is clear that we may well have to

delve into the world of nanotechnology

and genetic modification to augment

or supplant the use of oil-based

synthetic dyes, says PPhhiill PPaatttteerrssoonn.  

these questions could possibly give

some pointers to how we may find

solutions to the second.
And, since the multi-billion dollar

textile business that is completely

reliant on synthetic dyes and

pigments – most of which are derived

W hy is the sky blue?
Simple question,

complicated answer.
What are we going to do

for dyes when the oil runs out? Simple

question, with no answer.

However, the answer to the first of
from oil-based raw materials –there is

an absolute necessity to consider

alternatives for the future.

Before we start to examine the

complexities of why the sky is blue

we need to understand why anything

is coloured.
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Sometimes in life small things have large consequences and, without a

full understanding of the bigger picture, a seemingly innocent and well-

intentioned request can lead to large negative impacts – and that is often

the case with colour measurement and management. By PPhhiill PPaatttteerrssoonn.
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science of colour that allows for truly

objective decision-making and for

colour data to be pinged around the

world by email. ‘Colour by numbers’

was actually in real danger of becoming

the norm in the mid 1990s but since

then the industry has gone backwards. 

The fundamental problem is that

people fear that treating colour as a

science undermines them – this is simply

wrong. And the industry – after years of

not being trusted – has lost its collective

nerve and no longer uses colour science

to its maximum effect. 

Art and science have to work in

harmony and there is a place for both in

textile coloration.
Designers should create palettes based

on the colours they think are ‘nice’ which

customers will ‘like’ and then they

should trust the industry to get

those colours ‘correct’. The

industry is, and should be,

I often talk about things being either

art or science – but colour is both.

How we treat colour in different

parts of the textile supply chain is

vital in determining whether we do it

well or badly.
Currently, as an industry, we do 

it appallingly badly with not

insignificant consequences.

When I conduct colour management

training I use three scenarios to track

development over the past century and

a half – firstly there is music where

we’ve gone from instruments, to wax

cylinders, to vinyl, to cassette tapes, to

CDs, to mp3s. Secondly there’s

transport where we’ve gone from a

horse and cart, to a bicycle, to a car, to

an electric bullet train. And finally

there’s colour management where for

more than 90 per cent of orders we’ve

gone from a swatch in an envelope, to

a swatch in an envelope, to a swatch in

an envelope … you get the picture.

This scenario continues despite the

availability of very accurate colour

measurement equipment

and a well-developed
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servants to the designers but the brands

should trust the industry 

to get things ‘right’ – and choose

suppliers based on who gets it 

right most often. 
New shades can account for up to 40

per cent of a factory output at certain

times of the year and those suppliers

who can quickly and reliably scale up

from a master standard to an on-shade

bulk batch are those that will be the

most reliable – and efficient.

Master standards

Many big brands now create (at great

expense) excellent colour master standards

comprising a swatch of coloured fabric,

dyed by experts, and a set of reflectance

data – this is the colour fingerprint and is

 

 
 

  

  
  

 

customers began to demand machine

washability, moth resistance and good colour

fastness. 

Mothproofing remains a debating point.

Permethrin, the most popular chemical for this

purpose is very effective and relatively safe for

humans at the levels applied to clothing, but it

can be a nightmare from an environmental

perspective. Efforts now focus on zero

discharge application, although many brands ban

its use completely.

Colour fastness of the dyes traditionally used

to dye wool had always been relatively poor but

the application of fixatives, called mordants, cured

the problem to a large extent. Mordants are

metal-based salts an
d dyers found that in a

commercial setting the use of chromium salts did

the job very nicely indeed. The use of Potassium

dichromate in huge quantities delivered textiles

with excellent fastness – and this is still 
used in

many dyehouses around the world today.

The problem is that chromium salts kill wildlife

in rivers and some of the residues that can be

left on badly processed textiles (so-called

Chrome 6 salts) are carcinogenic.

When I was a kid growing up in the 1970’s

chrome was cool. Cool cars had chrome

bumpers, bikes had chrome handlebars and

the coolest kids put chrome wing mirrors on

their bikes. 

The level of gloss was astonishing and the

sight of the sun glinting off your particular

vehicle was something to behold.

At the same time chrome salts used in the

wool dyeing industry and permethrin used in

the wool finishing industry were killing the rivers.

35 years on the rivers have come back to life in

western Europe – unlike the once thriving

European wool textile industry.

But why hasn’t the wool industry come

roaring back? 

As I’ve said before in these pages, wool is a

great fibre from a technical and sustainability

standpoint so should be well placed to compete

in the modern fibre mix.

Wool hasn’t had a trouble-free ride over

recent decades but every challenge that the

industry has faced has been met.

Wool has been an excellent textile fibre for

centuries but in the latter half of last century

20

The industry has met the challenge with pre

metallized dyes (dyes that contain the metal in

the dye molecule to deliver better fastness) a

more recently with clever reactive dyes that

bond permanently with the wool fibre witho

the need for any metal content.

In the future new revolutionary dye

techniques such as the patented catalytic 

process patented by Dyecat (described in 

April 2009 issue) may reduce environme

impacts even further.

The introduction of synthetic fibres i  

textile arena highlighted some of the in

weaknesses in wool products and the 

tackled this challenge by innovating. 

The felting problem, where fabrics 
  

fraction of their original size in the w

machine, was initially overcome by   

chlorine chemistry, and then by cle   

treatments and polymer finishes – 
 

washability and even tumble dryi   

perfectly normal.

Some customers complain th  
 

wool products make them unc
 

with modern sheep farming m
 

A wolf in

sheep’s

clothing

Wool textiles once represented 

a large slice of the clothing market 

but its influence has diminished 

in recent years. If wool is to 

ever make a major comeback, 

performance must be allied 

to its excellent environmental 

credentials. By Phil Patterson.

WOOL PERFORMANCE
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Formaldehyde: 

a friend or foe?

Natural, safe, synthetic, irritating carcinogen. Is

formaldehyde a friend or foe? asks PPhhiill PPaatttteerrssoonn.

F ormaldehyde was happily coursing

around the veins of prehistoric

man and bellowing from their fires

long before the chemical industry

was even thought about, so why are

there calls for it to be restricted at

increasingly lower levels and why an

increase in anti-formaldehyde chatter?

A recurrent theme in this column is ‘Is

natural safe?’ and formaldehyde falls

very much into the ‘it depends’ category.

Formaldehyde is considered as being

an essential chemical in the body – it is

produced by all living cells and is a

building block for many different

complex molecules that nature produces;

it is also readily metabolised so that is

doesn’t build up in our bodies.

Formaldehyde that is produced by

combustion is also readily broken up in

the atmosphere by the action of

sunlight, and any formaldehyde in soil is

broken down by microbes.

So all in all we have a situation where

we have a safe, natural chemical that is

regulated by nature.

That is until we throw in close to ten

million tonnes per annum, produced by

the catalytic oxidation of methanol. It is

largely this man-made production of a

molecule found in nature that is the

issue that legislators, pressure groups

and the industry are wrestling with.

On one hand it is an excellent poster

child for sensible restrictions – as opposed

to outright bans or impossible calls for

zero – but on the other it is widely

acknowledged as a harmful chemical that

is, at best, a common and proven irritant

and, at worst, a carcinogen.

As in nature, formaldehyde is a very

up in the environment is generally

regarded as being less problematic than

its presence in enclosed spaces.

Therefore exposure to high levels of

formaldehyde is only a major problem to

humans. The transient nature of

formaldehyde means that it’s not a

major pollutant and therefore not a

major issue for wildlife, but humans

who come into contact with

formaldehyde can suffer a range of

problems including dermatitis, breathing

difficulties and, in rare cases, cancers.

I’m not a particularly sensitive person –

I don’t suffer from allergies and the like –

but I can certainly feel my skin prickle

and my nose itch in the presence of

formaldehyde. The most common

exposure for me is walking around a

textile finishing plant where non-iron or

easy care resins are applied without

adequate engineering controls being

present and I have to say I would refuse

to work in those conditions – and I also

fully recognise that that I’m lucky in that,

unlike some workers, I have that choice.

Contrary to several erroneous claims,

formaldehyde isn’t the ‘active ingredient’

in modern cross-link resin finishes used

to produce non-iron and wrinkle-free

garments but it is a key building block in

the synthesis of those more complex

resin molecules.DegradeHowever there are residues of

formaldehyde in many resin formulations

and there is a realistic chance that some

resin molecules will chemically degrade

and release formaldehyde during

processing and storage.

useful building block for the chemical

industry and is involved in the

manufacture of numerous useful

chemical products.

It is primarily used in the production of

resins and polymers that are used for

impregnation and coatings – with one of

the most common and controversial uses

being the manufacture of resins for use

in particle board employed in the

construction industry. This end use, more

than any other, has fuelled the debate on

formaldehyde because any residues of

formaldehyde from the resin production

process can escape into a room and

affect whoever is present.

Tough limit
The US EPA recognise this and therefore

set a very tough limit for airborne

formaldehyde levels in buildings that are

constructed for their own use – even

temporary ones.
In textiles, uses include manufacture of

easy care resins – the sort that deliver

non-iron, wrinkle-free or shrink-proofing

to textiles – the production of Methylene

diphenyl diisocyanate (MDI), a feedstock

for polyurethane and 1,4 butanediol, a

precursor for elastane fibres. 

Therefore, without man-made

formaldehyde we’d have a very different

array of materials, or chemists would

have to find different ways of making

the materials and products we now take

for granted.Releases of formaldehyde from the

chemical industry and downstream

products are also remediated by sunlight

and metabolised by living organisms into

relatively harmless substances, so build
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About five years ago I bought some

cotton/bamboo blend towels on the advice of

one of my colleagues and I was impressed.

They were soft and absorbent and seemed to

do a better job of drying my body after a

shower than a 100% cotton one.  It was

probably two years later that I discovered

that they were in fact cotton/viscose blend

which left me with mixed feelings. I remained

happy with the towels but felt somewhat

duped by the original description which led

me to believe that the properties of the

bamboo plant were responsible for the

excellent performance. Unfortunately the

same lack of clarity and openness remains

today.It would be wrong to suggest that a fierce

debate is raging over whether bamboo fibre is

really better than alternative cellulosic fibres

because there are too few substantiated facts

available to have 

  

 
 

 
 

with an ill-informed 
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you wouldn’t be reading th
 

 
 

would be wearing bamboo un

 

with your enhanced IQ, increased 

 

ability to see into the future you wou
 

calmly fighting off attention from an army 

admirers whilst simultaneously developing a

cure for cancer (probably based on bamboo).
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It seems that bamboo has become the new 

 

fibre of choice for some brands and retailers a

 

claimed environmental and performance benefits 
 

fibre do not always stack up. Phil Patterson reports
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Smart useof smarttechnology
In the run up to ITMA 2015, it will be how new

technology is introduced and how best practise is

implemented that will determine whether the textile

wet processing industry’s environmental performance

improves or declines, argues PPhhiill PPaatttteerrssoonn.machines, high tech dyes and chemicals,

highly efficient boilers and generators,

and an array of energy and water

recovery systems … yet vast swathes of

the dyeing industry are still very

inefficient and pollution is still rife. 

So why is this the situation? The

answer is simple. It’s because there still

aren’t sufficient market drivers or

examples of moral fortitude to make

efficient, non-polluting, wet processing

the route of first choice.

Cheap wins. Good loses.

BluesignThe recent bluesign technologies

conference provided some answers, and

also threw down some fairly in-your-

face gauntlets down to retail brands

and governments.

Bluesign was originally set up to help

mills manage chemical inputs and

resource utilisation (i.e. water, energy

and chemical consumption), but over

recent years the pendulum seems to

have swung more towards to the

chemical input side of things.

The unveiling of the ‘BlueXpert’

efficiency module, in collaboration with

T he dyeing machinery industry has

certainly made great strides

forward over the past couple of

decades in terms of controls to

deliver more consistent quality whilst

offering the opportunity to reduce the

amount of water and energy used per

unit of production.

With the ITMA (International Textile

Machinery Association) 2015 show

almost upon us, where the latest

developments will be on display, it is

worth priming readers to think not just

about what they may find there but

what is actually required to deliver

meaningful environmental benefits.

I have no advance information on what

will be unveiled at the show, but I’ll make

an educated guess that there will be very

little in terms of machinery that delivers

new products and there will be lots of

machines that use less energy, water, and

chemicals than their predecessors. I’m

predicting no major seismic changes (and

I hope I’m wrong) but plenty of positive

moves in the right direction as far as

efficiency is concerned.

We live in an era of widely available

low liquor dyeing and washing

the CEOs of Huntsman, DyStar and

Archroma, is a welcome reminder that

sustainability is about more than just

managing a handful of high profile

chemicals … and the launch press

conference made very interesting viewing.

There were a few premium product

placements as expected, such as high

fixation dyes, pre-reduced indigo and

dyes made from renewable raw

materials, but the important message

from the leaders of the chemical industry

was along the lines of: “you don’t buy a

Formula 1 racing car and run it on

agricultural diesel” and the principle of

good machinery and good chemicals

working hand in hand is something that

cannot be endorsed enough.

The fact is that all chemicals have got

a bad name by virtue of incessant, and

 

 
 

  

  
  

 

100% efficiency? 

... fat chance

30330 |  ECOTEXTILENEWS |  March 2010

Fuel, water, oxygen and a sustainable energy supply are the stuff of life.

This simple equation also applies to textile wet processing – yet many

of these key ingredients are often badly wasted. Phil PPPhPhiPhilPhil Phil PattersonPhil PaPhil PatPhil PattPhil PattePhil PatterPhil PattersPhil PattersoPhil Patterson explains.

www.ecotextile.com

W
hen I start my annual

New Year weight loss

programme I’m always

impressed and frustrated

in equal measure at what a fantastically

efficient system the human body is.

You simply feed it with fuel, water and

oxygen to keep it warm and to carry out a

multitude of activities, and it produces

carbon dioxide, solid waste and liquid

waste. The remarkable thing is that if you

take on too much fuel, the body will store

the excess in the form of fat − to be used

at a later date without having to add any

new fuel to the system.

This is annoying because you get

overweight, but does provide a highly

efficient, readily available energy store.

Compare a body to an average house

and you find similarities from an energy

and waste perspective. Fuel, water and

oxygen are needed to keep the house

warm and carbon dioxide, liquid waste

and solid waste are produced.

However a house can’t store excess fuel

as fat! Excess fuel is simply wasted.

Some fuel is burnt on-site (such gas,
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legislation came into force. Such is
the scale, size, complexity and
influence of this wide-reaching
chemical legislation, that I have
effectively become a chemical and
legal consultant first and textile
processing consultant second.

REACH consolidated a patchwork
of fragmented national laws and is a
multi-step process to ensure all
chemicals are registered, assessed
and then phased out if necessary. It is
based on a transparent, logical
process with proposals, industry
consultations, expert risk assessment
and clear guidance, with key
exemptions where appropriate.

However, REACH can only manage
chemicals and products
manufactured in, or imported into,
the EU and it also doesn’t include all
pre-existing legislation so when
brands announce they are “REACH
compliant”, as they often do, it
doesn’t necessarily mean all their
products are legal. It was also
commonplace for products to be
made outside the EU, using
formulations that would be illegal in
the EU, to produce products that
were legal in the EU. That said,
REACH was so good that it was
essentially adopted as the core
element of many global brand RSL’s
and formed the basis for emerging
legislation in non-EU countries.

Whilst the emerging alignment
was welcome, the almost total

emphasis on product safety via RSL’s
was myopic. So, it was with a
mixture surprise and delight that in
July 2011 I heard that Greenpeace
had highlighted the issue of
dyehouse effluent. That emotion
changed to one of frustration when I
realised it was focusing on miniscule
quantities of largely obsolete or
already regulated chemicals and they
had set their targets at zero emissions
by 2020, a target I said at the time
was impossible and would be missed
– and which has, unsurprisingly,
proved impossible. 

Greenpeace neglected to mention
that most pollution issues are the
result of ‘safe’ and ‘natural’ chemicals
going into water courses,
biodegrading and depleting oxygen.
However, it had picked the right
issue in dyehouse effluent, there
were some chemicals on their list
that were not regulated at that time

(APEOs and PFCs), the pressure
group highlighted the need to
manage chemical inputs better and it
ensured brands worked collabora-
tively to deal with the issue – the
ZDHC (Zero Discharge of Hazardous
Chemicals) was born.

This initiative struggled initially,
shackled by impossible Greenpeace
demands, but once a more pragmatic
approach was established, based on
avoidance of deliberate use and
allowable limits (not zero), it made
very good progress. The concept of
managing inputs via MRSLs to control
outputs (originally promoted by
Bluesign) was embedded in the ZDHC
model and checks for the presence of
restricted substances in wastewater
were augmented by requirements for
commonly legislated parameters such
as temperature, salt, propensity to
reduce oxygen levels in receiving
waters and so on.

Under the stewardship of Frank
Michel, ZDHC has moved from an
organisation on the back foot to one
that is in control of its own destiny –
with that destiny largely approved by
Greenpeace. I’m now privileged to
chair two of its independent councils,
looking at chemical inputs and
wastewater, and the ZDHC has
created an industry-wide network,
framework and tool set to move the
industry forward in terms of
drastically reducing the discharge of
hazardous and environmentally

In 2007 I wrote in this
magazine: “There are many good
dyehouses who meet their
obligations for environmental
compliance but there are also
many who continue to pollute –
through ignorance or through
wilful neglect” and my number
one recommendation was for
brands to “eliminate dyehouses
that pollute or educate them how
to meet minimum standards”.
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 y has met the challenge with pre-

 es (dyes that contain the metal in

  cule to deliver better fastness) and

 ly with clever reactive dyes that

 anently with the wool fibre without

  or any metal content.

  uture new revolutionary dye

s such as the patented catalytic dyeing

 patented by Dyecat (described in the

 09 issue) may reduce environmental

 even further.

 introduction of synthetic fibres into the

 arena highlighted some of the inherent

nesses in wool products and the industry

ed this challenge by innovating. 

he felting problem, where fabrics shrink to a

tion of their original size in the washing

achine, was initially overcome by the use of

lorine chemistry, and then by clever acidic pre-

reatments and polymer finishes – meaning that

washability and even tumble drying are now

perfectly normal.

Some customers complain that itchiness of

wool products make them uncomfortable, but

with modern sheep farming methods and
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bottom 75 per cent of the chemical
industry is a good starting point. But it’s

also patently obvious that, although the

leading companies must be key
stakeholders, the chemical industry
cannot be allowed to become self-
governing and stagnant.It can be argued – some continue to

do so – that traces of certain harmful
chemicals can and should be reduced to

almost zero in commercially available

T his article was going to be yet
another plea for those shaping
the industry – brands, pressure
groups and the textile industry

itself – to collectively get real, and to
deal with the actual big environmental

problems our industry faces, rather than

the continued focus on a few chemical

traces in effluent.But then the Zero Discharge of
Hazardous Chemicals Group (ZDHC)
went and spoilt it by releasing some very

sensible looking wastewater discharge
guidelines for public consultation.

I’ve been well aware of a lot of hard
work being done by a lot of talented
people, but until fairly recently I’ve been

underwhelmed by the outputs of the
ZDHC. That is now beginning to change.

The key to unlocking the door to
progress was that the ZDHC made the ‘Z’

somewhat silent, by ditching literal zero

as a credible goal (because modern
analytical tests can detect down to parts

per trillion or quadrillion) and instead
working to stringent allowable limits.

This shift in thinking has resulted in
the development of the ZDHC MRSL
(manufacturing restricted substances

list). It was the first sign the group were

going to prioritise progress and
improvements over unachievable sound

bites and it is a benchmark that can be
used to manage chemical inputs to meet

increasingly stringent brand RSL’s and
chemical legislation.The ZDHC MRSL also takes into

account what can reasonably be
produced by leading chemical
companies in terms of product purity –

and whilst some question whether this

is allowing the chemical industry to set

its own standards so that nothing
changes, many independent
stakeholders see this as a perfectly
sensible approach. Setting an industry

standard based on upper quartile
performance that encourages, expects

or demands improvements from the
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Is the glass half full or half empty? Are words

being followed up by actions? Are ‘new’ standards

being drawn up to justify existing practices or the

key to unlocking serious change? These are some

of the key questions now facing the textile wet

processing industry, according to PPhhiill PPaatttteerrssoonn.

Time towalk 
the walk

The cost of going from95% purity to 99.8%purity is fifteenfold.”
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available to have such a debate, so we are left

with an ill-informed argument.

If you believe all the pro-bamboo claims then

you wouldn’t be reading this article – you

would be wearing bamboo underwear and,

with your enhanced IQ, increased virility and

ability to see into the future you would be

calmly fighting off attention from an army of

admirers whilst simultaneously developing a

cure for cancer (probably based on bamboo).
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Is b
iodegradabilit

y

just a
 lo

ad 

of ru
bbish

?

PPhhiill PP
aatttteerr

ssoonn casts 
his e

ye over cl
aims o

f biodegradability
 in textil

es a
nd asks

if it
 would be better to

 adopt a more cir
cular approach where textil

es –
 and

the ch
emicals u

sed to make them – are more durable and infinitely r
ecyc

lable.

O
ver th

e past f
ew ye

ars t
his

column hasn’t b
een afra

id to

challenge th
ose who have

sought to
 promote one kind

of e
co-benefit 

whilst
 co

nveniently

ignorin
g negative

 eco-im
pacts

. 

We’ve
 also

 disp
elled a fe

w m
yth

s, s
uch

as: ‘
natural is

 good, sy
nthetic 

is b
ad’ – or

at le
ast p

rovid
ed so

me co
ntext t

o

highlight g
rey a

reas o
n th

is s
ubject.

Recently,
 I’v

e been asked by a
 cli

ent to

help co
mpare so

me ‘w
ater u

se apples’

with
 so

me ‘to
xic

 oranges’ (
their e

xce
llent

words, n
ot m

ine) and im
mediately

reached fo
r m

y c
opy o

f ‘E
coMetric

s’, 
the

world
’s f

irst
 te

xtil
e eco-im

pact c
alcu

lator

that I 
cre

ated back in 2007.

This o
nline to

ol lo
oks a

t th
e im

pacts
 of

productio
n, u

se and th
e m

ethod of

disp
osal of te

xtil
es fr

om a point o
f vi

ew

of w
ater, e

nergy, c
hemica

l use and

pollutio
n. N

ow th
at w

e se
e newer,

fancie
r to

ols e
volve

 into uber-c
omplex,

catch
-all, u

nusable behemoths, t
he

orig
inal si

mplici
ty o

f E
co-M

etric
s a

ppeals

more and m
ore. M

aybe it 
should be

duste
d down and re

-packaged?

drop of u
se out o

f a
 product b

efore

disp
osal has to

 be a good th
ing.

Afte
r w

hich
 th

e fib
res c

an be re
-used

via
 re

cyc
ling. T

his s
aves o

n growing

fib
res, m

aking fib
res, w

ater, e
nergy,

pollutio
n and other so

rts
 of im

pacts
, so

sending so
mething fo

r re
cyc

ling (o
r

even bette
r u

p-cy
clin

g) is
 bette

r th
an

dropping yo
ur it

em in
 a co

mposte
r w

ith

your a
pple peel.

Here’s a
n interestin

g one. H
ow about

burning it?
 Norm

ally 
something has to

be burnt to
 warm

 yo
ur h

omes, c
reate

ste
am in fa

cto
ries a

nd so
 on and it 

tends

to be vir
gin fo

ssil
 fu

els t
hat a

re used.

Why n
ot o

ld ra
gs th

at u
sed to

 be duste
rs

that u
sed to

 be clo
thing? Of co

urse

burning cre
ates so

ot, c
arbon dioxid

e and

other p
otentially 

noxio
us su

bsta
nces o

r

gases, b
ut th

ese ca
n be m

anaged in

today’s
 advanced incin

erators.

So before beginning to
 co

nsid
er if

something is 
biodegradable we sh

ould

be th
inking how we prolong th

e useful

life
 of th

e m
aterials i

n a garm
ent –

biodegradatio
n co

uld in so
me insta

nces

be co
nsid

ered as a
 last r

esort.

However o
ne th

ing th
at E

coMetric
s

didn’t c
apture and one th

ing th
at I’

m

never re
ally 

sure needs b
ustin

g, is
 th

e

cla
im th

at so
mething is 

‘biodegradable’.

Going back to
 m

y c
lient, t

he brand

wants i
ts t

extil
e product t

o be

composta
ble and th

at ce
rta

inly f
its 

the

usual ‘u
ber-g

reen’ n
arra

tive
. It

 th
erefore

has to
 be a good th

ing. D
oesn’t i

t?

Well, I
 th

ink th
e answ

er is
 probably:

it d
epends.

It’s
 great to

 im
agine an old ite

m of

clo
thing going into th

e co
mpost b

in and

then growing ca
rro

ts f
rom it 

next y
ear.

But w
ouldn’t i

t b
e bette

r to
 use it 

as a

duste
r o

r cl
eaning ra

g fo
r a

 fe
w ye

ars

rather th
an buyin

g bespoke duste
rs a

nd

cle
aning ra

gs –
 m

anufactu
red usin

g

water, e
nergy a

nd ch
emica

ls a
nd

resultin
g in a potential pollutio

n

problem? I t
hink so

, h
ence th

e bonus

points i
n EcoMetric

s fo
r g

ivin
g te

xtil
es a

second life
.

Similarly,
 wouldn’t i

t b
e good if 

your

clo
thing laste

d fo
r a

 fe
w m

ore ye
ars

before becoming a duste
r b

efore going

in th
e co

mpost b
in? Squeezin

g every l
ast
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A good substitute for a harmful chemical must be safer, equally effective, cost

effective and have no unintended negative consequences – yet the unfortunate

truth is that sometimes there is nothing available. By PPhhiill PPaatttteerrssoonn.

tteecchhnniiccaallllyy,, aanndd tthheerree mmaayy bbee ssoommee

eeqquuaallllyy eeffffeeccttiivvee aalltteerrnnaattiivveess tthhaatt aarree

ccoonnssiiddeerraabbllyy mmoorree eexxppeennssiivvee..

TThhee ‘‘iitt’’ss mmoorree eexxppeennssiivvee’’ ddeebbaattee iiss aann

iinntteerreessttiinngg oonnee,, bbeeccaauussee ffuunnddaammeennttaallllyy

iitt sshhoouulldd nneevveerr bbee aapppprroopprriiaattee ttoo

ddeeffeenndd tthhee ccoonnttiinnuueedd uussee ooff hhaarrmmffuull

cchheemmiiccaallss aanndd pprroocceesssseess ssiimmppllyy oonn tthhee

bbaassiiss tthhaatt ssoommeetthhiinngg iiss cchheeaapp –– bbuutt tthhee

rreeaalliittyy iiss tthhaatt iiff aa rreeppllaacceemmeenntt iiss aann

oorrddeerr ooff mmaaggnniittuuddee mmoorree eexxppeennssiivvee ttoo

pprroodduuccee tthheenn iitt’’ss iinnccrreeddiibbllyy ddiiffffiiccuulltt ttoo

bbrriinngg iitt ttoo mmaarrkkeett..

WWiitthh tthhiiss iinn mmiinndd,, lleeggiissllaattoorrss hhaavvee ttoo

mmaakkee sseennssiibbllee,, oobbjjeeccttiivvee ddeecciissiioonnss oonn

wwhhaatt iiss ggeennuuiinneellyy hhaarrmmffuull,, aanndd ffooccuuss oonn

wwhhaatt sshhoouulldd aanndd mmuusstt bbee rreessttrriicctteedd

((wwhheerree ccoosstt ooff rreeppllaacceemmeenntt sshhoouulldd bbee

iirrrreelleevvaanntt)) aanndd rreessiisstt aaccttiinngg ttoooo hhaassttiillyy oonn

wwhhaatt ccoouulldd bbee rreessttrriicctteedd.. 

AAnnootthheerr ccoonnssiiddeerraattiioonn iiss wwhheetthheerr tthheeyy

sshhoouulldd bbaann tthhee iinntteennttiioonnaall uussee ooff ttaarrggeetteedd

cchheemmiiccaallss,, oorr wwhheetthheerr tthheeyy sshhoouulldd ddrraaww

uupp lleeggiissllaattiioonn ttoo mmiinniimmiissee eexxppoossuurree ttoo,,

aanndd rreelleeaassee ooff,, tthhoossee cchheemmiiccaallss..

DDMMAACC
TThhee DDMMAACC eexxaammppllee iiss iinntteerreessttiinngg..

DDMMAACC ((NN,,NN--DDiimmeetthhyyllaacceettaammiiddee)) iissnn’’tt tthhee

nniicceesstt cchheemmiiccaall iinn tthhee wwoorrlldd;; iitt’’ss ccllaassssiiffiieedd

aass aa SSuubbssttaannccee ooff VVeerryy HHiigghh CCoonncceerrnn

((SSVVHHCC)) uunnddeerr RREEAACCHH,, aanndd tthheerree mmaayy bbee

rreessiidduueess iinn eellaassttaannee ffiibbrreess aanndd wwoorrkkeerr

eexxppoossuurree rriisskkss,, ssoo iitt mmaakkeess ccoommpplleettee

sseennssee ttoo sseeaarrcchh ffoorr ootthheerr aalltteerrnnaattiivveess..

BBuutt wwhhaatt iiff aa mmaannuuffaaccttuurreerr ccaann hhaannddllee

iitt wwiitthh aacccceeppttaabbllyy llooww eexxppoossuurree ttoo

wwoorrkkeerrss aanndd tthhee eennvviirroonnmmeenntt aanndd wwhhaatt

iiff ffiibbrreess ccaann bbee mmaannuuffaaccttuurreedd wwiitthh

aacccceeppttaabbllyy llooww rreessiidduueess pprreesseenntt??

L
eett’’ss ggeett oonnee tthhiinngg cclleeaarr,, wwhheenn

vviieewweedd oovveerraallll,, cchheemmiiccaall rreegguullaattiioonn

aanndd tthhee ppuusshh ttoo rreedduuccee tthhee uussee ooff

hhaarrmmffuull cchheemmiiccaallss iiss aa ggoooodd tthhiinngg..

AAddddiittiioonnaallllyy,, tthheerree iiss aa ggeenneerraall

aacccceeppttaannccee tthhaatt wwee sshhoouulldd mmaakkee

rreeaassoonnaabbllee aatttteemmppttss ttoo pprroommoottee tthhee uussee

ooff ssaaffeerr aalltteerrnnaattiivveess,, wwhheerree pprraaccttiiccaall,,

iirrrreessppeeccttiivvee ooff tthhee lleeggiissllaattiivvee ppoossiittiioonn..

TThheerree ssttiillll rreemmaaiinnss aa lloott ttoo ddoo bbuutt,, aass

tthhee EECCHHAA ((tthhee EEuurrooppeeaann CChheemmiiccaallss

AAggeennccyy)) ssiiggnnss oouutt ooff 22001144 wwiitthh aa

pprrooppoossaall ttoo bbaann aarrttiicclleess wwiitthh ggrreeaatteerr tthhaann

aa ccoouuppllee ooff ppppbb ooff PPFFOOAA pprreesseenntt,, aanndd

wweellccoommeess iinn 22001155 wwiitthh nneewwss tthhaatt

DDMMAACC,, tthhee ssoollvveenntt uunniivveerrssaallllyy uusseedd iinn

tthhee pprroodduuccttiioonn ooff eellaassttaannee,, iiss uunnddeerr

sseevveerree ssccrruuttiinnyy,, mmaayybbee wwee sshhoouulldd aasskk iiff

tthhee rraammiiffiiccaattiioonnss ooff wweellll--iinntteennttiioonneedd

rreessttrriiccttiioonnss aarree aallwwaayyss bbeeiinngg ffuullllyy

tthhoouugghhtt tthhrroouugghh,, aanndd ccoonnssiiddeerr tthhee

cchhaalllleennggeess ooff bbrriinnggiinngg aalltteerrnnaattiivvee

cchheemmiiccaallss ttoo mmaarrkkeett..

SSuubbssttiittuuttiioonn
CChheemmiiccaall ssuubbssttiittuuttiioonn iiss aa mmuucchh

ddiissccuusssseedd ttooppiicc aanndd mmaannyy pprrooppoonneennttss ooff

ssuubbssttiittuuttiioonn wwoouulldd hhaavvee yyoouu bbeelliieevvee tthhaatt,,

rraatthheerr lliikkee aa ffoooottbbaallll tteeaamm,, tthheerree aarree

aallwwaayyss ssiixx oorr sseevveenn rreeaaddyy--mmaaddee

rreeppllaacceemmeennttss oonn tthhee bbeenncchh jjuusstt rreeaaddyy ttoo

ssttrriipp ooffff aanndd eenntteerr tthhee ffiieelldd ooff ppllaayy..

HHoowweevveerr aa ggoooodd ssuubbssttiittuuttee ffoorr aa hhaarrmmffuull

cchheemmiiccaall mmuusstt bbee ssaaffeerr,, eeqquuaallllyy aass

eeffffeeccttiivvee,, nnoott ccoosstt pprroohhiibbiittiivvee aanndd hhaavvee

nnoo uunniinntteennddeedd nneeggaattiivvee ccoonnsseeqquueenncceess  ––

aanndd tthhee uunnppaallaattaabbllee ttrruutthh iiss tthhaatt

ssoommeettiimmeess tthheerree iiss nnootthhiinngg aavvaaiillaabbllee..

TThheerree mmaayy bbee ssaaffeerr aalltteerrnnaattiivveess tthhaatt ddoo

aa ssiimmiillaarr jjoobb bbuutt aarree nnoott aass ggoooodd

WWiillll tthhee lleeggiissllaattiioonn lleeaavvee aa cchhiinnkk ooff

lliigghhtt ffoorr ccoonnttiinnuueedd uussee ooff tthhiiss sseeeemmiinnggllyy

uubbiiqquuiittoouuss ffiibbrree wwhhiillsstt eennccoouurraaggiinngg

rreedduucceedd eexxppoossuurree ttoo tthhee hhaarrmmffuull ssoollvveenntt

ffrroomm wwhhiicchh iitt iiss pprroodduucceedd??

IIff tthheerree iiss aa bbaann oonn iinntteennttiioonnaall uussee iinn

tthhee EEUU,, tthheenn gglloobbaall rreettaaiill bbrraannddss aanndd

ffiibbrree ccoommppaanniieess wwoouulldd pprreessuummaabbllyy bbee

oobblliiggeedd ttoo aalliiggnn tthheeiirr mmoorraall ccoommppaasssseess

aaccccoorrddiinnggllyy aanndd bbaann DDMMAACC--pprroodduucceedd

eellaassttaannee.. IIff tthhee lleeggiissllaattiioonn bbeeccoommeess aa

rreessttrriiccttiioonn iinn tteerrmmss ooff ppppmm ooff DDMMAACC iinn

ffiibbrreess wwiitthh wwoorrkkppllaaccee ssaaffeettyy ccoonnttrroollss,,

tthheenn eellaassttaannee aass wwee kknnooww iitt mmaayy ssuurrvviivvee..

EEiitthheerr wwaayy,, tthheerree wwiillll bbee ffuurriioouuss aaccttiivviittyy

ttoo sseeaarrcchh ffoorr aalltteerrnnaattiivvee ssoollvveennttss ffoorr

eellaassttaannee pprroodduuccttiioonn aanndd wwee hhaavvee ttoo

hhooppee rreeppllaacceemmeenntt tteecchhnnoollooggyy pprroovviiddeess

ffiibbrreess tthhaatt aarree jjuusstt aass ggoooodd –– wwee ddoonn’’tt

wwaanntt tthhee eennvviirroonnmmeennttaall ddaammaaggee

aassssoocciiaatteedd wwiitthh mmoorree ffrreeqquueenntt

rreeppllaacceemmeenntt ooff lloowweerr qquuaalliittyy pprroodduuccttss aass

aann uunniinntteennddeedd bbyy--pprroodduucctt..

SSiimmiillaarrllyy,, tthhee pprrooppoosseedd lliimmiitt ffoorr PPFFOOAA

((tthhee uunniinntteennddeedd bbyy--pprroodduucctt ffoorrmmeedd iinn

ttiinnyy qquuaannttiittiieess dduurriinngg CC88 fflluuoorrooccaarrbboonn

mmaannuuffaaccttuurree)) iinn ttrreeaatteedd aarrttiicclleess ppoossssiibbllyy

ssoouunnddss tthhee ddeeaatthh kknneellll ffoorr tthhee bbeesstt wwaatteerr

aanndd ooiill rreeppeelllleennttss wwee’’vvee eevveerr hhaadd –– oorr

wwiillll eevveerr hhaavvee..

AA ddee ffaaccttoo bbaann oonn CC88 fflluuoorrooccaarrbboonnss

wwiillll ssttoopp aa ffeeww kkgg ooff PPFFOOAA eenntteerriinngg tthhee

eennvviirroonnmmeenntt eeaacchh yyeeaarr aanndd,, aass PPFFOOAA iiss

nnoott bbiiooddeeggrraaddaabbllee,, iitt’’ss aa ggoooodd tthhiinngg iinn

ssoommee rreessppeeccttss..

FFiirrsstt rreessppoonnddeerrss

HHoowweevveerr,, aa ddee ffaaccttoo bbaann oonn CC88 mmaayy

aallssoo ssoouunndd tthhee ddeeaatthh kknneellll ffoorr ffiirrsstt

rreessppoonnddeerrss –– iitt’’ss nnoott wwiiddeellyy kknnoowwnn bbuutt
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Chemical substitutes:

the unpalatable truth
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One million
shades of grey
Are we starting to see the emergence of a morecomplex situation in the textile industry where RSLstands for both Restricted Substance List andResponsible Sourcing Liabilities? By PPhhiill PPaatttteerrssoonn.

that strict threshold depends on whatI’ve eaten, what type of drink I’ve hadand over what period of time I’ve drunkit – and if I don’t get caught I don’t geta criminal record. You see ‘Did I breakthe law?’ and ‘Did I get caught breakingthe law?’ are different things for theaverage UK drink driver.
However, if I wanted to pilot acommercial airliner then I’d have to havea mandatory test to confirm I was notunder the influence of alcohol. Chemical legislation is similarlycomplex but, in a globalised industrywhere components are sourced frompretty much anywhere and finishedproducts are shipped pretty muchanywhere, you have a much moredifficult scenario to manage.So, for example, knowingly sourcingNPEO laden merchandise from Chinainto the EU or the USA is perfectly legalat this moment in time but, in mostreasonable people’s eyes, it’s downrightirresponsible because it’s known to beharmful to aquatic species.

Sourcing NPEO laden merchandisefrom EU-based wet processors for salein the USA is not so clear-cut from alegislation point of view. The use ofNPEO in formulations in the EU is illegalbut the sale of NPEO ladenmerchandise in the USA is perfectlylegal. A US brand faced with such as

My son will be 11 in a coupleof weeks time and, like
many UK parents of kids
above the age of six, we’refacing an agonising choice of whether toget him a couple of litres of single maltScotch whisky or a carton of 200cigarettes for his birthday present.In the UK, it’s legal for him to consumethese in the confines of his bedroom, sowhat’s the problem?

Well, if I had a little nip of scotch forevery time I’d witnessed the restrictedsubstances analogy of this ridiculous typeof defence in the textile industry, then Icould keep my son in booze until he waslegally allowed to buy it for himself.Unfortunately, as you see, being legal can sometimes also be downright irresponsible.
Being legal can also be extremelycomplicated and alcohol consumption isa tremendously good example oflegislative fragmentation.

This is because, as a UK adult I candrink as much as I like provided I don’tbecome overtly drunk, my behaviourdoesn’t become ‘disorderly’ (a ratherfuzzy sort of definition) or unless I wantto drive my car, when a very strictscientific limit of 80 mg alcohol/100 mlof blood – checked by a very cleartesting method – comes into play. Howmuch alcohol I have to drink to reach

scenario could claim, retrospectively,that they had a reasonable expectationthat the EU-based manufacturer wouldhave taken the necessary steps tocomply with the necessary laws andthen state, correctly, that it was legal toput the products on sale.

Fog of legislation
Examples such as this are why we’veseen Restricted Substances Lists [RSLs]3300 |  ECOTEXTILENEWS |  October / November 2014

 
         

your way out of trouble, or innovate your way

out of trouble.Hoping for the best is likely to result in

business closure, so isn’t an option. Saving your

way out of trouble can take two routes, reducing

quality and downgrading products or, reducing

unnecessary costs and improving efficiency.

But there are some golden rules in retail and

rule number one is “Customers are not stupid”.

If you downgrade products they will find out –

they may not complain but they will tell their

friends and shop elsewhere. Downgrading

product shouldn’t be an option.

So in short there are two ways that retailers

can move forward on environmental issues –

product innovation and process innovation.

No brainer
Process innovation is really a no-brainer. I’ve been

saying this for years, and now the economic

conditions and environmental concerns are

converging to make this the sensible route

forward whether you are mainstream textiles or

in eco-textiles.Water use, energy use and chemical use all

contribute massively to the environmental impact

of textile production and they also cost a lot of

Let’s make no bones about it, the recession is

fantastic for the environment. Absolutely

fantastic. As the volumes of business fall so do

the environmental impacts.

So do you really care about the environment

or do you care about making money from caring,

or being seen to care about the environment? A

big question.Well if we’re honest most of us who operate

in this area think that if we can carve out a

career that does some good (or to be more

precise reduces some harm) then we’re doing

OK, so we shouldn’t see the recession as good

news at all. However, it could be that the current

recession may be a watershed in the history of

textiles where we start to see textiles being

respected and valued rather than becoming ever

more disposable.
It is an unavoidable truth that most eco-

textiles cost more than their equivalent

mainstream articles so are therefore considered

as optional luxuries by many consumers, partic-

ularly when times are hard and there is concern

about the times ahead.

From a business perspective when times are

tough you can either hope for the best, save

money. Reducing the environmental impact

(particularly of the dyeing and finishing process)

reduces cost. Simple.
To date it’s been too much like hard work for

much of the industry to do something on

process innovation and the view has been that

they haven’t been able to afford to carry out

resource utilisation initiatives. But we’ve now

reached that glorious tipping point (I hope)

where the industry can’t afford NOT to carry

out resource utilisation initiatives.“Only two ingredients are 

missing – courage and 

long-term thinking.”
The knowledge is in place, most of

the science is done and the

machinery is available to drastically

reduce the cost and impact of textile

products. Only two ingredients are

missing – courage and long-term thinking.

Now that the short termism of the

financial sectors has been exposed as

ENVIRONMENT AND INNOVATION

ECOTEXTILENEWS

The current global recession is focussing a few minds, and is

making a lot of people in the world of eco-textiles ask themselves

some very uncomfortable questions. Phil Patterson reports.
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Can we have our

cake and eat it?

of the synthetic chemicals developed over the
years for textile end uses are superbly effective
at what they do – however the impact on the
environment, or human safety was not always
considered and we are now witnessing a move
to lower impact ‘green’ chemistry.

Unfortunately, we sometimes have to
compromise on technical performance because
many lower impact chemicals are simply not as
good as the chemicals they are replacing –
meaning that dyers and finishers sometimes only
switch to the green alternatives under duress. 

However enzymes often offer the best, or
even the oonlyononlonly, solution to a particular textile
problem and unlike many new green
technologies there doesn’t seem to be much of
a catch.

Amylases have been used for decades for the
low temperature removal of starch-based sizes
from woven fabrics and cellulases for ‘biopol-
ishing’ of cotton – the process where the fuzzy

I first became aware of enzymes when my
biology teacher explained how amylases in
saliva break down carbohydrates, proteases in
the stomach break down protein and a witches
brew of pancreatic enzymes in the intestines
break down other bits of the complex food we
eat, so that it can be absorbed by the body. 

I also remember mentioning that the appendix
of a herbivore secretes cellulase enzymes to
digest the cellulose wall of plant cells but the
human appendix is vestigial (no longer
functioning due to evolution of the species).

So having decided against a biology-based
career I thought that enzymes wouldn’t feature
too much in my professional life but I’m
absolutely delighted to say that I was wrong.

Enzymes are an established but growing part
of the dyeing, finishing and textile landscape and
they were in use long before green chemistry
became fashionable.

Chemists are quite a clever bunch and many

bits of fibre on the surface are weakened by the
enzyme and then knocked off to leave a clean
fabric surface. Originally biopolishing was used to
create super-fine, super-smooth fabrics that were
not achievable by other means but sadly the
technology is now more frequently used to
make just-about-acceptable-looking fabric from
low quality, hairy yarns.

When people moan that “t-shirts and
underpants don’t last as long as they used to”
they are often absolutely correct. Cellulases may
be clever but they are not that clever – they are
unable to distinguish between a hair on the
surface of low quality, cheap yarn and the
underlying structure so the result of many
biopolishing processes can be the loss of up to
30% in fabric strength.

Indigestion
In recent years amylases and cellulases have
been joined by a growing array of enzymes for
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Enzymes often
offer the best, or
even the only solution to a particular textile problem and
unlike some new green technologies there doesn’t seem
to be much of a catch. By Phil Patterson.

ENZYME TECHNOLOGY
ECOTEXTILENEWS

Nature’s 
natural
answer
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A recent communication from

the European Chemicals

Agency (ECHA) on the

phthalate group of

chemicals, which are used in certain

textile printing formulations, took the

textile industry somewhat by surprise.

Against a backdrop of increasingly

stringent brand standards, tightening

legislation and further demands by

pressure groups, the Committee for Risk

Assessment (RAC) at ECHA announced

that there was insufficient evidence to

ban a group of phthalates and

concluded that a proposed restriction of

DEHP, DBP, BBP, and DIBP in articles was

‘not justified’. 
The conclusion that something is not

bad enough to ban left many people in

a state of shock and we received several

enquiries along the lines of “Are

phthalates now legal?” and “Are

phthalates now considered to be safe?” 

Well, if you look beyond the

headlines, the RAC have actually

concluded that the various controls that

are currently in place for the named

phthalates will mean that exposure of

those most at risk to these chemicals

will reduce over time anyway. No

further bans are needed. The RAC is not

saying phthalates are completely safe

and it is not lifting any current

restrictions, but it is not classifying the

four phthalates within the Reach

Annexe XVII where chemicals are

banned above certain concentrations

for certain end uses.

It is of course impossible (and naive) to

state that certain chemicals are

fundamentally ‘safe’ or ‘unsafe’ without

looking at them in context and thankfully

this is a Risk Assessment Committee rather

than Hazard Assessment Committee

because, as any junior scientist should

know, Hazard is the potential to cause

harm and Risk is the chance of harm

occurring as a result of exposure to a

hazard in a particular scenario. 

However, looking at the phthalate

situation in more detail we see that there

certainly is potential for significant

exposure and the RAC are correct to

highlight existing, necessary controls

rather than giving out a message that

these chemicals are totally safe.

PVC is a rigid, glass-like plastic with

fairly limited end uses, but the inclusion

of plasticisers make the PVC softer, more

flexible and less unbreakable – and

suitable for a much wider variety of

products. Phthalates, including three of

the four mentioned in the ECHA

announcement, have traditionally been

used as PVC plasticisers, and from a

technical and commercial standpoint they

are excellent but, from a safety point of

view, there are genuine concerns.

Studies to determine whether

phthalates are carcinogens have been

inconclusive but it is known that some of

them are endocrine disruptors and, for

this reason, a number of phthalates,

including three of those mentioned

above, have been restricted in various

children’s products.

Let’s be clear: as far as exposure is

concerned phthalates are not a

borderline case. They are used at levels

of 20 or 30 per cent in some PVC

products and, since phthalates are not

bound to PVC in any way, they leach out

of the plastic over time and into the

environment – or into a child’s mouth,

skin or lungs if we look at likely

exposure scenarios.

When is a ban not a ban? The risky business

of negotiating the hazards of chemical

legislation has recently been flagged up in

the printed textiles industry. By Phil PPPhPhiPhilPhil Phil Patterson.

Phil Pa
Phil Pat
Phil Patt
Phil Patte
Phil Patter
Phil Patters
Phil Patterso

Phil Patterson

Phil Patterson.

Flexiblethinking

“Phthalates are used at

levels of 20 or 30 per
cent in some products”

Think positivelyabout positivethinking 

5588 |  ECOTEXTILENEWS |  December 2014 / January 2015

While so-called ‘positive’ lists of textile chemicals have
a growing role to play in the global supply chain, we
should remember that the foundation on which positive
chemicals sit, is the ever changing nature of thenegative restricted substance list. By PPhhiill PPaatttteerrssoonn.

are giving, this seems to be a fairlyreasonable request.
However, having worked in the industryfor many years I have to view this requestwith a certain degree of caution. There is a very strong argument to saythat if a Tier 2 supplier (i.e. a dyer,printer, tanner etc) does not have thenecessary aptitude to understand theirprocesses in sufficient detail to meet abrand RSL then they are not really ofsufficiently high calibre to be supplyingtop brands in the first place. One couldask if the request for a positive list is anadmission by some suppliers that theyare just not good enough.But many mills are, of course, highcalibre, and their request for positive listscould be viewed as a rather transparentattempt to push the responsibility forcompliance and chemical managementonto the brands. The “you told me to doit” excuse is something some suppliersare quite keen to get tucked up theirsleeve for future use.

legal to use them in another, illegal ifthey’re present in toys, illegal if there’sprolonged skin contact, legal if there’s noskin contact, illegal in paint but legal inplastic, illegal in babywear but not adultclothing – and you even have legislationthat only applies to certain states withinthe same country, then Churchill’s riddlewrapped in a mystery inside an enigmastarts to look relatively simple.Recently there has been lots of chatterabout so-called positive lists being theanswer, or at least an answer, to theproblem of the complexity of chemicalcompliance. This is a subject worthy ofmore detailed analysis.A typical restricted substances list (RSL)or a piece of chemical legislation isnormally based around what you can’tdo – it’s seen as being negative.We understand that suppliers to majorbrands are now saying that they’d like tosee what they can do rather than whatthey can’t do – and, faced with some ofthe mixed messages the global legislators

Winston Churchill famouslydescribed Russia as a riddle– wrapped in a mystery,inside an enigma, in anattempt to describe the unfathomablecomplexity of dealing with the nation.However, he then went on to say thatthere was a potential key to unlock theproblem and that key was ‘Russiannational interest’.
In short he was saying there was oftena way to a find simple solution to a verycomplex problem.

Managing chemicals in textiles is asubject that is not going to go away anytime soon, and when you start to look atthe need to consider worker safety,environmental responsibilities andconsumer safety with the constant,sometimes unreasonable, pressure to goway beyond compliance then it’s easy tosee that this is indeed a complex subject.And when you consider certainindividual chemicals, and the fact that itmay be illegal to use them in one country,
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Eyeing up

future

solutions

It is 
clear that we may well have to

delve into the world of nanotechnology

and genetic m
odifica

tion to augment

or supplant the use of oil-based

synthetic d
yes, sa

ys PPhhiill PPaatttteerrssoonn.  

these questions could possibly give

some pointers to how we may find

solutions to the second.

And, since the multi-b
illio

n dollar

textile business that is completely

reliant on synthetic dyes and

pigments – most of which are derived

W
hy is the sky blue?

Simple question,

complicated answer.

What are we going to do

for dyes when the oil runs out? Simple

question, with no answer.

However, th
e answer to the firs

t of

from oil-b
ased raw materials –there is

an absolute necessity to consider

alternatives for the future.

Before we start to examine the

complexities of why the sky is blue

we need to understand why any
thin

g

is coloured.
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A highly respected international journal recently

published a paper comparing a number of commercially

available anti-microbial chemicals for textiles. 

PPhhiill PPaatttteerrssoonn sheds some light on the findings.

T
he study in question is a

literature review rather than

original research, however, it is

very well presented and contains

detailed information on selected

commercially available anti-microbials. Of

equal importance, it demonstrates the

complexity of chemical assessments and

why it is n
ecessary to look at so many

different criteria from so many different

angles to make good judgments.

The paper – Comparative evaluation of

antimicrobials for textile applications –

was published by Elsevier in its Environ-

mental International publication. This is

produced by the very highly regarded

EMPA organisation with (and here’s the

caveat) contributions from Swiss-based

performance finish supplier HiIQ, an

organisation which does place a silver-

based anti-microbial on the market. So,

whilst it 
is well presented and well

written, we have to go into this with our

eyes open and recognise it probably

can’t be wholly impartial. 

The paper largely focuses on four

specific chemical types – silver-based

products, Tric
losan, silicone quaternary

ammonium compounds (Si-QAC’s) and

zinc pyrithione – so in many respects this

is a restricted piece of work, especially as

zinc pyrithione is hardly used in textiles.

However, the fundamental questions it

addresses can be applied to the

evaluation of just about any chemical

used in textiles. These questions are:

Do you actually need the

chemical and is there any benefit

to the end consumer, workers and

the environment?

The authors assert that in some cases,

such as hospital settings, the benefit is

reasonably obvious but in fashion and

sports then it has to be carefully

considered, and the answer is very much

dependent on the type of products, how

they are used and how often they are

normally worn and washed. 

Does the chemical 

finish actually work?

The paper doesn’t actually address this

issue, and it pre-supposes that all the

chemicals it discusses are effective.

Anti-microbials: 

the bug picture
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damaging substances. But only if they
are adopted and widely rolled out.

One of the major challenges facing
the chemical and textile industry is
balancing increased demands for
transparency and full disclosure of
chemical content with the never
ending ‘my standards are tougher
than your standards’ race.
Legislators, pressure groups and
keyboard warriors need to
understand the concept of NOAELs
(no observable adverse effect levels)
rather than pushing for literal zero
limits, which is something that will
increase the cost of dyes and
chemicals maybe ten-fold with
minimal societal benefit.

If standards get foolishly low,
expect chemical companies to
provide less information – just why
would they volunteer that their
product has 0.001 ppb of kryptonite
in it when they know there are those
wishing to pounce on the presence of
any chemical irrespective of concen-
tration or likely exposure?

Equally, chemical companies
should tread very carefully when
promoting “chemical X-free”
formulations – they can’t say zero is
OK for marketing in one breath and
say zero is ridiculous for compliance
in the next.

To date, we’ve done a pretty good
job of reducing the deliberate use of
harmful chemicals in wet processing

and of reducing RSL failures. There’ll
always be failures and there’ll
always be work to be done but,
consumer textile products have
never been safer.

We therefore need to be careful of
falling foul of the law of diminishing
returns where administrative and
testing burdens are so far out of step
with risks that we use huge amounts
of money and people to prove things
that cannot be there, are not there.

Hands up who has used Navy Blue
Colorant recently? I thought not.

Hands up who thinks it’s vaguely
defensible for the Swedish
authorities to demand test data to
show the absence of phthalates in
plain cotton T-shirts or else be
subjected to what amounts to a fine?
Again, I thought not.

I believe we’ve reached a point
where we need to start to look
beyond simple avoidance of harmful
chemicals and instead focus on the
volumes of chemicals used, the harm
caused by ‘safe’ chemicals and the
legal and procedural mechanisms
that protect the status quo and
discourage change and innovation.

EU strategy
The EU recently launched a far-
reaching chemical strategy that
covers some of these issues and it’s
very encouraging. At least in print.

Whether it translates into big

changes in real world chemical
management remains to be seen, but
it predicts that chemical use across
all industries will double over the
next 10 years and this in itself is a
concern. This will inevitably require
extraction of large amounts on non-
renewable resources, energy
intensive chemical synthesis and
transportation to the places where
these chemicals are used, which will
inevitably lead to negative environ-
mental impacts.

I recently completed a report 
for the Laudes Foundation on
chemical circularity in the textile
industry and the key aspect that we
all have to grasp is the fact that most
chemicals are single use items which
are then dumped into the
environment, possibly having been
partially remediated.

We also have to give serious
consideration to the presence of
chemicals in finished products and
whether that hampers material
recycling – something the EU SCIP
(Substances of Concern in Products)
database is addressing.

If we start to seek opportunities to
recycle and re-use chemicals, use
could potentially double whilst seeing
reduced net extraction, synthesis and
discharges to the environment. 

It’s a simple choice. Make more–
use more–dump more or make less–
use more–dump less.
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use in su
pply c

hains w
as p

laced

alongside ch
ild labour at th

e top of th
e

“things w
e don’t w

ant our brand to be

asso
ciated with” list

? After all, i
sn’t it

 a

bit o
dd that yo

u’d never w
ant to

 be

asso
ciated with a ch

ild working in a

facto
ry b

ut, “
because margins are tig

ht,”

it’s 
okay to

 turn a blind eye to those

same ch
ildren havin

g to drink fro
m a

waterco
urse

 polluted by a
 dyehouse

that’s a
 few ce

nts c
heaper per fa

bric

metre than a non-polluting dyehouse?

We must b
e thankful th

at th
e water

issu
e is b

eing recognised, but w
e sh

ould

make su
re the reasons w

hy a
re fully

understo
od – and that si

mple measures

to im
prove the sit

uation are both

understo
od and then im

plemented.

A
lbert E

inste
in is g

enerally

regarded as q
uite a sm

art

chap and he once said: 

“Any fo
ol ca

n know. The

point is
 to understa

nd.”

More recently, 
when I o

pened the

10th anniversa
ry i

ssu
e of Ecotextil

e

News w
ith huge antici

pation, to
 see

what th
e great and the good of th

e

retail a
nd textil

e manufactu
ring world

had to say a
bout th

e sta
te of our

industry
, and what th

e future may h
old,

it w
as h

eartening to see that m
ovin

g to

a cir
cular economy a

nd water use were

at th
e top of th

e industry
’s a

genda. 

With regards to
 water, th

e biggest

challenge se
ems to

 be th
e fact t

hat o
ur

industry
 uses fa

r to
o much and

contrib
utes to

 th
e destru

ctio
n of w

ater

course
s vi

a th
e disch

arge of

problematic 
efflu

ent.

Water has co
rrectly

 been identifie
d by

many in
dustry

 observe
rs a

s b
eing the

biggest i
ssu

e in the textil
e industry

, but

what is
 the level of understa

nding of th
e

seriousness o
f th

e problem by th
ose

who co
uld wield huge influence over

positiv
e industry

 ch
anges? 

Do th
e decisi

on makers r
ealise

 how

easy i
t is

 to
 im

prove th
ings –

 do th
ey

care th
at m

uch? And are th
ey b

eing

duped into th
inking th

ey a
re doing

something meaningful vi
a a few

headline-grabbing nich
e products

 

and processe
s? 

Isn’t it
 tim

e that irr
esponsible water-
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How can the importance of water in the textile
 supply ch

ain seep into the

conscio
usness o

f apparel retailers, b
rands and textile

 dyehouses? PPhhiill PPaatttteerrssoonn reports.

Drip
. 
Drip

.
Drip

. 
 

 
 

  

  
 

  
 

www.ecotextile.com

Extraction methods

that leave the choice of

time, temperature, agitation

and type of solvent to the individual

laboratory are the worst kind of test

methods. Each individual laboratory may

do a thoroughly professional job, but

lab-to-lab variation is guaranteed.

Even in the best laboratories, with a

fixed method, the best testing

equipment and the smartest technicians,

I
magine what it’s like looking for a

needle (the S.I. unit of weight of

metal) in a haystack (the S.I. unit of

size). Now imagine what it’s like

finding a tiny fragment of a needle in a

supersized haystack and then calculating

the weight as a percentage of the total

giant haystack ... with a blindfold on and

your hands tied behind your back.

That’s pretty much what the textile

industry asks laboratories to do on a

daily basis when testing for hazardous

substances, so it’s not that surprising

that some intra-lab and inter-lab

variation is happening.

Now, imagine that if the figure that

your calculation yields falls just the

wrong side of an arbitrarily chosen limit

that renders an entire fleet (the official

collective noun of haystacks) illegal. 

Imagine they have to be burned,

generating a chemistry far more noxious

than the initial needle fragment.

Imagine the farmer makes no profit,

imagine if the farmer is pilloried by media

and pressure groups for having

dangerous haystacks and imagine if we

have to use more land, fertiliser, water

and effort to make more haystacks with

slightly smaller needle fragments present.

The unpalatable truth is that

providing accurate figures for the

chemical equivalent of needles in

haystacks is very difficult.

Now, before we get too misty eyed, it’s

appropriate to recognise that testing

laboratories have expensive analytical

equipment and proven operating

procedures at their disposal; but it’s

critical that everyone involved in

restricted substances management

accepts – and perhaps vocalise – that

variation of results from a single

homogenous sample is inevitable.

The textile industry has become so

comfortable with talking about parts

per billion or million values, that we

often forget that we’re essentially

asking testing labs to find next-to-

nothing without any idea if the

restricted chemical is actually 

there – or not. 

Harmonisation 

of standards
The first problem is

the lack of harmoni-

sation in setting

standards – this is

not easy to deal

with whilst

different

countries,

states and even

counties try and

‘out-safe’ each

other for political,

rather than

scientific reasons.

Even when

legislation is sensible, the

textile sector can still be

faced with legislation that is passed

without an agreed, proven test method

being integrated into the new

regulations. That is the root cause of

many problems – apparel brands and

testing laboratories will do their best to

recommend test methods, but it can

introduce severe inconsistencies.
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The most popular question in my inbox and voicemail over

recent weeks has been: “How can we make good decisions

on restricted substances when no two testing laboratories

can give us the same result?” By PPhhiill PPaatttteerrssoonn.

Analysis paralysis 
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ECHA dossierWhen the European Chemicals Agency

(ECHA) produced a dossier in March

2017 which said diisocyanates were

being put on the legislative conveyor

belt, some thought this could be the end

for PU because without diisocyanates,

there is no PU. Simple as that. 

If diisocyantes were banned in Europe

then there could certainly be no PU

manufacture in Europe and if diisocyanates

in articles were restricted below certain

threshold amounts, it was foreseeable that

some PU articles, coatings, binders, finishes

W hat would you rather
have: asthma or cancer?

Asthma, or slightly
reduced fertility? Asthma,

or the presence of a non-bio eliminable

chemical with largely unknown health

effects in your system?
It’s not a great choice, and in an ideal

world we wouldn’t have to make those

choices, but the reality is there are many

chemicals out there that can cause a

variety of serious health effects and

legislators have the fairly unenviable task

of ranking and rating chemicals and

imposing appropriate controls.

The EU has been somewhat revered

for its sensible, pragmatic way of

creating chemical legislation but, if I’m

honest, recent developments have led

me to question the objectivity and

consistency of its approach.  

We’ve had the EU authorities trying to

apply the ‘hazard only’ fast-track

approach to around 300 CMRs

(carcinogens, mutagens and reprotoxins)

for textiles and there has been the

ridiculous situation where we were told

there could be no risk-based thinking …

but that initially the restrictions would

apply to skin contact only. 

Having been initially railroaded down

the hazard-only pathway by a vociferous

anti-chemical lobby, it’s probable the

textile industry will end up with a

sensible risk-based end point with

relevant chemicals being restricted at

appropriate, tailored limits. But no-one is

going to publicly acknowledge the shift

in methodology – and the folly of the

original, scientifically debased approach.

Now compare that with what’s recently

been proposed by the EU authorities for

diisocyanates – a key chemical used in

the production of polyurethane (PU). PU

is a very versatile class of materials that is

widely used in the textile sector as a

softener, print binder, coating, adhesive

and for mock leather.
When the legislative noose started to

tighten around phthalates (used to soften

PVC) many brands shifted away from

phthalates and/or away from PVC itself.

Some jumped to what they genuinely

thought was a safer place (PU) and, as is

always the case, some claimed the moral

high ground and made a big thing about

being PVC-free.But PU is not a single substance. It is a

diverse family of materials that are

produced by reacting a diisocyanate with

a polyol (sometimes using organotins as

a catalyst). Now there are lots of

different diisocyantes and there are lots

of different polyols – and there are lots

of different reaction conditions – so

there are virtually unlimited numbers of

different polyurethanes with vastly

different properties.
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The EU recently issued a restriction dossier on a chemical used to

produce polyurethanes widely used in textiles. The proposal takes a risk

exposure approach – quite the opposite to the hazard-only attitude to

other potentially EU restricted substances. PPhhiill PPaatttteerrssoonn reports.

Protection orprosperity – should
that ever be a choice?
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We’ve rapidly gone from bricks 

and mortar sto
res, augmented 

by a bit of catalogue shopping to 

a situation where you can buy

anything and everything with a few

clicks of a button.

As a consumer it’s 
fairly simple – you

go to the shops or you buy online –

but as industry professionals it

warrants a closer look.

You still 
have brands selling their

own branded goods in their own bricks

and mortar sto
res but, increasingly,

there are also clones of those stores in

other countries. Sometimes they are

true extensions of the main brand with

main brand rules applied but

sometimes they are run by licensees.

M
ost retail brands come from

a heritage of selling

products th
rough bricks

and mortar sto
res – their

mentality is th
at of a seller and that

mentality drives almost everything in

the organisation.

‘Buying’ and ‘buyers’ m
ay find

themselves at the top of most organisa-

tional pyramids (at the expense of

technical and compliance disciplines) but

the mentality is re
ally all about sales.

Staff are bonused on sales, sh
are

prices are based on sales and even the

demeanour of staff at company HQ is

determined by sales. “How can we

generate more sales?” is th
e question

that keeps most to
p brass awake at

night and, over the past 20 years, th
e

answer to that question has generally

been to buy more stuff and sell more

stuff (m
ore cheaply) to people who 

don’t really need it in
 the first

 place.

Well, that thirst fo
r never ending sales

increases could, somewhat improbably,

be the thing that transforms the industry

for the better.

I’ll explain.

Nowadays when I’m engaged to work

with a brand to introduce a restricted

substances management programme the

initial focus isn’t just on the complexity

of their products, and chemicals that

could be present in all manner of

components, but on the complexity of

the buying and selling channels.

Legal liabilities

It’s g
one from making sure products are

safe and legal in a single country (not in

the slightest bit easy) to understanding a

seemingly unravellable network of

transactions that bring with it complex

corporate and personal legal liabilities.

When I tell company directors that

they are personally liable for any harm

that comes to a consumer or colleague if

they do not have a ‘reasonable’ restricted

substances management process in place

they usually liste
n – and then often ask

how much it will cost and how many

directors have actually been jailed.

Some genuinely want to act

responsibly, th
e fear of prison jolts so

me

into genuine action, but others

essentially sit o
n their hands hoping the

issue will go away – which it won’t. 

When Tim Berners Lee invented the

world wide web in 1989 he probably

didn’t spend too much time worrying

about who would go to jail if a
 child

swallowed a cadmium bead that had

fallen off a shoe but, when he typed

those magic lines of code and pressed

the “go” button (okay, probably a bit

more complex than that) he wasn’t to

know that he was about to revolutionise

the world of shopping and selling.
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Could the advent of the ‘Virtual Department

Store’ ultimately lead to more responsible

chemical management in apparel supply

chains? PPhhiill PPaatttteerrssoonn thinks so.

Some brands

are more equal

than others
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provide retailers and brands with a

material safety data sheet [MSDS] –

these are often wrongly viewed as an

indicator of RSL compliance, or

otherwise, but are in fact designed for

the safe handling of materials in a

factory. It should be noted that, unless

the concentration of hazardous

substances is above 1000 ppm, there is

no need to mention it on the MSDS and,

when you appreciate RSL standards are

set at ppm and even ppb levels then you

realise that safety data sheets are just not

the right tool for RSL compliance.

It’s rather like trying to time Olympic

sprints using a sundial.
The decent end of the textile chemical

industry is excellent at disclosing what’s

not in a formulation, but unfortunately,

that is not matched when it comes to

telling us what actually is in there. 

W hen the European
authorities floated the

idea of fast-tracking
around 300 chemicals

into substances classified as

carcinogenic, mutagenic or toxic for

reproduction (CMR) that were related to

textiles – with an arbitrary limit of 50

ppm and no test methods specified – the

EU let itself down badly. Previously, it had

an excellent reputation for inclusive,

evidence-based rule making and it

seemed to be attempting to curry favour

with anti-chemical lobbyists.

Thankfully a degree of common sense

broke out and there are now tailored

limits being applied to a smaller number

of chemicals that are actually relevant to

the textile industry.
Now I’m all for seeing safer chemicals

– especially in the workplace – but what

was surprising was it appeared the EU

had chosen the hazard-only approach to

regulation. Yet in addition to some

uproar, which greeted the

announcement on CMR chemicals a

(possibly unintended) significant positive

emerged: huge amounts of data.

Wherever there is ‘hazard-only’

thinking then ‘thin end of the wedge’

isn’t usually too far away. There is

understandable concern that any

chemical restriction on products at point

of sale can gives people the opportunity

to say: “this chemical is hazardous in all

circumstances” and accelerate an

upstream ban with potentially serious

ramifications for the textile chemical

industry. Taken to its logical conclusion

we ban crude oil because of its

hazardous components.
So, there was huge nervousness and,

in the rush to defend the use of chemical

A, B and C in upstream industry, a lot of

information was fed into the EU to

present a credible scientific and socio-

economic case for inclusion, exclusion or

in a handful of cases, to support the

original proposal.Some of the supporting data was

largely in the public domain but some

was dredged out of archives of the

textile chemical suppliers.
And while I’d hate to see decent,

rigorous, science-based legal processes

tossed aside in favour of administrative

expediency, I’d be lying if I didn’t make a

very important note-to-self during this

whole CMR process. That note was: “if

you are a legislator faced with an

industry that won’t tell you what is in

formulations, then threatening to ban

everything that is hazardous at 1 ppb

may look silly … but it will also force

disclosure of information.”Harmonised RSL list
Nowadays, many apparel brands work to

a fairly harmonised list of restricted

substances, whether that is a product RSL

or MRSL and decent chemical suppliers

will reveal which of their formulations

meet the standards and which ones can

meet the standards if handled correctly.

That is genuinely helpful.
Decent chemical suppliers will also

4422 |  ECOTEXTILENEWS |  December 2017 / January 2018

Until brands genuinely know where all their products

are dyed, printed and finished and prioritise compliance

over cost, it’s easy to understand why textile chemical

innovators are reluctant to disclose the entire

ingredients of their formulations. Says PPhhiill PPaatttteerrssoonn.

Seek and hide
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T he textile industry is

accustomed to trees being

used as a starting material

for cellulose fibres such as

viscose and lyocell, so it’s no great

surprise they are now being

considered as a source for chemicals

used in wet processing.

At modern pulping and viscose

factories, we see ‘waste’ streams

being used for artificial sweeteners,

Wood-based
chemistry 

kindles interest 

Done well, wood-based chemistry used in the textile

industry could be transformative – done badly, it could

be a spectacular own goal, says Phil Patterson.

PPhhiill PPaatttteerrssoonn 
Correspondent, 

Chemistry & retail

and chemical feedstocks such as

furfural being an integral part of

closed loop processing. So why not

use these for textile chemistry?

It may seem a fairly obvious thing

to say that using natural materials in

preference to petrochemicals as

building blocks for textile chemicals

is a step in the right direction. But

actually, it’s much more complex

than that.

First the good news. Trees are a

fantastic source of raw materials

and wood is very versatile. It’s used

as a source of cellulose for making

ibres, paper and packaging and can

produce an endless flow of latex

without being felled.

The exact nature of the chemicals

produced by trees varies from

species-to-species, but we’re all

used to seeing pine or eucalyptus

 

 
 

  

  
 

  
 

I
’ve written many articles on

denim over the years in

Ecotextile News, given that it’s

one of the world’s most

popular fabrics and it continues to

be an eco-battleground, with no

shortage of claimants improving

impacts by using different fibres,

dyes and new technologies.

Due to the sheer popularity of

denim, it stands to reason that if you

can reduce the negative impacts of

the entire denim sector, then you can

start to see some very large environ-

mental benefits. So, we should

welcome anything that makes large

strides forward, but at the same time

we should carefully scrutinise eco

claims that actually deliver only

small-scale improvements.

In my opinion, the greatest

advance in denim production was

the move from belly washers to

Aniline-free:

necessary, nice 

or needless? 

The textile chemical industry has developed a habit of disclosing

what hazardous chemicals are not in certain formulations – 

but only once they’ve removed them, says Phil Patterson.

PPhhiill PPaatttteerrssoonn 

Correspondent, 

Chemistry & retail

lower liquor machines in laundries,

and techniques such as lasers to

reduce worker exposure to chemicals

such as potassium permanganate.

Smaller scale advances are now

becoming more frequent, and I

recently read with great interest the

news that an aniline-free indigo dye

(used to dye the warp threads in

99.99 per cent of blue denim blue)

had been brought to market.

Historically, the developer –

Archroma – hasn’t been a big player

in the conventional blue denim

market. It’s sulphur dye-based

Advanced Denim being their high-

performance offer to the industry, so

its entry in indigo denim dyes

certainly raised a few eyebrows.

Aniline is not carcinogenic to

humans, but it is toxic and causes

skin sensitisation, a situation where,

after repeated exposure to high

concentrations, people can suffer a

nasty allergic reaction.

It therefore seems fairly sensible to

avoid exposure to harmful concen-

trations of aniline if possible. 

When it comes to making objective

decisions on any harmful chemical it

is absolutely crucial that we look at

where in the supply chain they are

used, the amounts that are used and

the levels workers and consumers are

exposed to – and of course any

emissions to the environment.

We also have to consider if the

chemical can be hazardous across a

range of different parameters. This is

easier said than done, because it’s

difficult to make a choice between a

one per cent chance of developing

cancer, a 10 per cent chance of

developing skin conditions and a 50

per cent chance of actually being

poisoned to death.

 

  
  

     

S ound familiar? Well, like

many parents the world over,

we’ve had to buy unnecessary

replacement items to ensure

my son wasn’t excluded from classes

or even excluded from school for

uniform non-compliance. 

In my view we’ve got three major

pressing crises facing society –

pollution, obesity and climate change

– and I think most readers know that

the solution to this is to eat less food,

do more exercise, make less stuff,

make the stuff we make more

responsibly and make the stuff we

make more durable. Simple. 

Making stuff, particularly textiles

and leather, uses up precious clean

water, pollutes surface waters near

the production factories (let’s not

forget that even very good factories

don’t emit pure, clean water) and

the energy used to make things is

always generated by burning fossil

fuels – thus emitting greenhouse

gases and particulates. 

So being forced to take perfectly

good, responsibly produced stuff out

of use is annoying. 

Uniform standards
lead to discord 
and damage 

My son plays football at every

opportunity and since the age of 4 he

has played in the school playground

at break times. Ten years of empirical

trails have shown us that sports

brands make shoes that stand up to

the rigours of the classroom and the

playground better than sensible

school shoe manufacturers.

His last pair of plain black leather

shoes were made by a sports brand

and lasted a full year so, after a brief

dalliance with sensible shoes (which

failed to last a full fortnight before

falling apart), we took an executive

decision to go for a sports re-buy.

We could have bought another pair

of sensible school shoes and told him

to stop playing football at break time

– but is stopping kids taking exercise

defensible? I don’t think so.

So, across the globe, there will be

lots of slightly too short skirts,

slightly too tight trousers, marginally

too fitted shirts and faintly too shiny

coats being sent to landfill because of

new interpretations of old rules to

‘bring students in line’.

For the record I see school

uniforms as being a good thing from

an environmental perspective. The

main reason being that items of

school uniform get worn many more

times than the average fashion item

before disposal. Children from the

same family tend to go to the same

school and so items are handed

down from sibling to sibling,

meaning that fabrics and garment

construction are often of a decent

standard with good durability.

But school uniforms are a bit of a

battleground in more ways than one.

Parents will, understandably,

vigorously object to items that must

have a school badge or embroidery

on it. Small production volumes

equal no choice, and high prices –

and re-use and recycling opportu-

nities can be limited.

On one hand I wouldn’t expect a

head teacher to consider the

environment with the decisions they

make about school clothing but, on

the other, why ever not? Kids do need

to be educated about climate change

and pollution if they are to reverse

the damage previous generations

For Sale: One pair of expensive, almost new, black leather

school shoes. Reason for sale – new interpretation of school

uniform rules by newly appointed headmaster prioritising

authority over common sense and the environment. 

 

 
 

  

  
  

 

D enim is a fertile gro  over-stating the ben  
some innovations, bmaking the world a 

place is all about cumulative
improvements and if you can m
small changes that reduce the
environmental impacts of million  
garments then they can add up to
something fairly significant.

I wear denim jeans pretty much
every day but even people like me
have to start a discussion on the
environmental impacts of making
denim with a lavish dollop of reality

to put any wonderful ‘savings’ and
‘improvements’ into context.

If I wanted to build myself a 
nice new bungalow you could 
quite rightly accuse me of being
wasteful if I first built a 100-storey
tower block and then demolished the

top 99 floors.
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I ’ve m
entioned before in these

pages that far too m
uch clothing

is m
ade, and then sold m

uch too

cheaply. And I’ve also pointed

out that m
ost of this stuff is not

actually wanted and therefore goes

into the end of season sale – or the

end of season incinerator.

Either way, it’s clear that there is

enorm
ous environm

ental dam
age

associated with the m
anufacture of

products that no-one wants.

So, wouldn’t it be better if retailers

put m
ore effort into carefully

selecting the colours, styles and

fabrics that go into stores to

m
inim

ise the num
ber of unwanted

item
s at the end of a sale period?

W
ell, the answer is that they

already do a huge am
ount of

sam
pling and trialling, before settling

on a product range. But the (often

unknown) fact is that this has

becom
e an industry itself – and an

industry with a pathetically low hit

rate and an eye-wateringly high

environm
ental footprint.

M
ost textile 
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dyelots com
pared to large 

batches, sam
ples can accoun

 

around 20 per cent of all their

environm
ental im

pacts.

It’s an astonishing fact – and a

sim
ple unavoidable truth – that

m
any eco-flag-waving brands could

dram
atically reduce their environ-

m
ental im

pacts by just m
aking their

m
inds up – or finding different,

lower im
pact ways of choosing what

they buy.
No-one would expect an inventor

to go from
 the drawing board to a

full-scale factory without a

prototype. But t-shirts? Hoodies?

Chinos? Do we really always need to

see a physical sam
ple?

Of course, it’s better to dye one

sm
all batch of fabric inefficiently

than have 50,000 garm
ents unsold at

the end of a season, but the reality is
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Fabric sample types

It’s worth noting that there are

actually two types of sam
ple. 
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T en years ago, after giving apresentation at a conference
in India, I was asked by amember of the audience if I

would give a ringing endorsement of
Zero Liquid Discharge (ZLD)
dyehouses – on the basis that it was a
fantastic example of best practice in
wet processing.I declined. My rationale was that ZLD wasn’t a

choice that had been made by the
textile industry and that it would be
wrong to promote a concept that was
essentially a punishment for years of
poor practice.I was tempted to applaud ‘The

Authorities’ for taking a stand against
pollution but, given that ittook a civilcase by

Tirupur
farmers, unableto irrigate cropsbecause of pollutedriver water, to bringthe situation to a head, Ialso declined to give themmuch credit either.ZLD is a non-negotiablelaw that stopped dyehousesin parts of India fromdischarging a single drop ofliquid effluent outside theirboundary walls. The reason for

the edict was that vast numbers
of mills in the cotton textile centre
Tirupur and surrounding areas were

draining and polluting the local river
with dyehouse effluent. Despite the
fact they were still operating to what
was previously considered very high
standards.

Typical effluent treatment plants
(ETP) will remove spikes of high
temperature and pH by mixing large
volumes of effluent from different
process baths over a period of time.
They will also reduce the potential of
the effluent to deplete oxygen levels
of rivers by forcibly biodegrading
and oxidising chemicals using
microbes and air blowers – and most
effluent treatment plants will have a
process to remove colour.Typically these facilities do not

remove salt (used in huge quantities
in traditional cotton textile dyeing
processes) and typicaldyehouses will see water losses
of around 5 to 10 per cent due

to

evaporation.What this means is that for every
1,000 litres of fresh water that is
removed from a river for dyeing, it
will be replaced by 900 to 950 litres
of saltwater with varying levels of
other contaminants. If there is a
single dyehouse on a fairly big river,
salt pollution can be relatively
insignificant but, if you get hundreds
of dyehouses in a single location it
can be catastrophic – reduced
volumes of very salty water are not
what nature intended.Even where bore holes are used 

as the source of water (and river
flows are not depleted) the salination
from process water is still asignificant issue.

DirectionThe textile dyeing industry is moving
in the right direction as far asmanagement of chemicalinputs are concerned.Reputable brands underthe AFIRM banner andforward-thinkinglegislators started theimprovement processby restrictingpotentially hazardouschemicals, this wasgiven further impetusby Greenpeace – andwe’re starting to see somemomentum being drivenby the ZDHC organisation.

Zero tolerance for zero toleranceGiven that supply chains can’t seem to comply with basic

minimum wastewater discharge standards and authorities

often turn a blind eye, Phil Patterson calls for Zero Liquid

Discharge to be mandated by brands and regulators.

 
  

  
     

Pulling a fast one
Double bluff, double standards or double dutch – what is going 

on in the world of fashion and sustainability? Asks Phil Patterson.
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And before everyone jumps on a
chemical circularity PR bandwagon
as the next big thing, conveniently
trying to usher very current
problems away from scrutiny, we
shouldn’t forget that there is much
work to do on pollution from the
textile industry. Regulators and the
fashion and textile industry have
not done anywhere near as good a
job on the basic treatment of
effluent as it has on restricted
substances on products.

But there is a good chance the
textile industry can tackle both
chemical circularity and pollution
symbiotically. Zero liquid discharge
mandates that no liquid effluent can
leave a factory and thus water
recycling is necessary – and textile
factories that have been forced to
adopt this model have quickly
realised that using less water makes
the whole process cheaper with a
knock-on benefit that they also use
lower volumes of chemicals – which
ordinarily are applied in g/l
quantities (fewer litres = fewer
grammes). Additionally, salt is
recovered and can be re-used.

If the industry focused on
chemical recycling at each 
upstream sub-step of production,
then very low levels of chemicals
would be in the final effluent and
recycling would be even cheaper
and more efficient.

Zero liquid discharge
I believe mandatory zero liquid
discharge is probably the way to go
and in doing so it would deliver zero
discharge of hazardous chemicals,
net water savings of around 90 per
cent, chemical savings and
promotion of a more circular
approach. What’s there not to like –
except for increased energy
consumption for the recycling?

Until that happens, the biggest
chemical issue facing the industry is
the large amount of ‘safe’ chemicals
such as starch, waxes, pectins, salts
and so on being discharged and the
responsibility for ensuring
compliance should rest with the
mills and the regulators though,
sadly, in many regions both tend to
get away with what they can.
Clothing brands can change that
ambivalent attitude by refusing to
place orders with those that pollute
but, in order to do that, they have to
have full knowledge of who they are
working with and also have the
appetite to make tough decisions.
Sadly, in the case of many brands,
both are missing.

One critical element in moving
the industry forward, highlighted in
the EU strategy, is simplifying and
reducing the cost of bringing
alternative chemistry to market.
Currently, the cost and hassle of
overcoming the somewhat

insurmountable barrier of the
precautionary principle means the
cost of developing, scaling and
proving beyond reasonable doubt
that new chemistry is safer is so off-
putting that the status quo tends to
win out – even if the incumbent
chemistry is problematic. 

If we are to shift from avoiding the
worst, to promoting the best, the
authorities have got to back up their
words with actions – if we lower the
cost of registration and provide
subsidies to help newer, better
chemistries overcome the inevitable
barriers associated with economies
of scale then the future for chemical
management may be brighter than
it looked back in February 2007
when the ground-breaking Ecotextile
News first appeared.  �
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D enim is a fertile ground for
over-stating the benefits of
some innovations, butmaking the world a better

place is all about cumulative
improvements and if you can make
small changes that reduce the
environmental impacts of millions of

garments then they can add up to
omething fairly significant.
I wear denim jeans pretty much
ery day but even people like me
ve to start a discussion on the
vironmental impacts of making
im with a lavish dollop of reality

 ut any wonderful ‘savings’ and
rovements’ into context.

  wanted to build myself a 
 new bungalow you could 
 rightly accuse me of being
ul if I first built a 100-storey

 block and then demolished the
  floors.

But that’s essentially what the
denim process involves. Cotton
fabric is dyed very dark blue with
indigo dye and then washed or
bleached down to all colours from
the original blue to almost white so

wearers can see the contrast
between the new, lighter coloured
areas and remnants of the darker
colour in the recessed bits of the
puckered seams of garments. 

These effects are achieved by a
dyeing method that coats yarns in
dark blue dye whilst leaving the
centre of the yarn deliberately white.

These dark blue yarns are used for
the warp threads in a fabric with a
white weft yarn and, after garments

are produced, they are washed and
bleached to reduce the overall colour

and to expose the undyed white core

of the warp yarns in raised areas of
the garment.

There is currently a mighty
scramble to tell us about
developments that slightly improve

the dyeing method or tweak
bleaching, but we cannot close our
eyes to the fact that making denim is

fundamentally a wasteful way of
working. That’s why in future we
may well see something like digital
printing start to build up the various

colours from a white base.
But for now, we’re looking at ways

to make standard manufacturing
lower impact and we have to
appreciate that general washing is
now augmented by all sorts of local

bleaching and abrasion to give
garments a ‘pre-worn’ look.

From an eco-perspective pre-worn

looks aren’t great, but they don’t
come close to the dire environ-
mental impact associated with the
latest trend for ripped, destroyed

How to avoidblue washDenim, the world’s most popular fabric, is never going to lose its

consumer appeal, yet it remains a legitimate target for critics

about its environmental impacts – despite being a fertile ground

for innovation on sustainability, argues Phil Patterson. 

PPhhiill PPaatttteerrssoonn Correspondent, Chemistry & retail
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M
ost textile dyers I speak to say

that dyeing sam
ple lengths now

accounts for around 10 per cent of

their production volum
e but,

because of the inefficiencies of sm
all

dyelots com
pared to large bulk

batches, sam
ples can account for

around 20 per cent of all their

environm
ental im

pacts.

It’s an astonishing fact – and a

sim
ple unavoidable truth – that

m
any eco-flag-waving brands could

dram
atically reduce their environ-

ntal im
pacts by just m

aking their

s up – or finding different,

 m
pact ways of choosing what
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that for som
e brands the hit rate

from
 sam

ple to bulk orders sits at

around 5 per cent. That’s right, in

m
any cases 20 sm

all batches are

dyed, inefficiently, to produce a

single acceptable style/colour

com
bination that’s deem

ed worthy of

a place in a new clothing range.

You m
ay wonder how brands can

afford to be so wasteful – but wonder

no m
ore – as m

entioned in the last

issue of Ecotextile News, barely any

brand directly pays for sam
ples and

the costs are hidden.

It is an expectation that dyehouses

provide sam
ples as a ‘free’ service and

m
ost buyers and senior m

anagem
ent

in m
ost brands unreasonably expect

their suppliers to jum
p through

hoops and provide a never-ending

platter of eco-dam
aging goodies for

them
 to choose from

. 

Fabric sample types

It’s worth noting that there are

actually two types of sam
ple. 

Som
e are initiated by the

Retailers blind to colour

sam
pling im

pacts

Dyeing sam
ple lengths accounts for around 10 per cent of m

any

textile dyers’ volum
es. But this is often a waste of tim

e, m
oney and

creates a significant environm
ental im

pact, argues Phil Patterson.

PPhhiill PPaatttteerrssoonn 

Correspondent, 

Chemistry & retail

 

 

 

  

  

  

 

I
n th

e 1970s th
ere was a

technology programme on BBC

TV calle
d Tomorrow’s W

orld
that

showcased new in
ventio

ns th
at

had th
e potentia

l to
 tra

nsfo
rm

 our

liv
es in

 th
e fu

ture.

Back th
en, th

ere were only th
ree

TV channels i
n th

e UK, w
hich m

eant

that te
ns o

f m
illi

ons o
f v

iewers h
ad

these new in
ventio

ns s
howcased

into th
eir l

iving ro
oms e

very week

and, in
 th

e absence of m
obile

phones a
nd computers, 

they had

litt
le choice but to

 watch! 

Some of th
e promisin

g

technologies sh
own on th

e

programme su
ch as h

ome computers,

mobile phones, a
nd digita

l m
usic

syste
ms a

re now th
e norm

, but th
ere

were plenty of d
uds li

ke a flo
atin

g

bicycle, paper c
lothing and a house

plant-T
V aeria

l combinatio
n.

Criti
cally, th

ere was a
 ta

cit

agreement b
etw

een th
e presenter

and th
e audience th

at th
ese th

ings

looked in
terestin

g and may re
volu-

tio
nise

 your li
fe. B

ut th
ere were no

guarantees. A
nd no claim

s th
at

global p
roblems w

ere about to
 be

solved because of th
e existe

nce of

one prototype.

The te
xtile

 in
dustr

y is 
curre

ntly

liv
ing in

 precario
us, b

ut si
mila

rly

excitin
g tim

es b
ecause, w

hilst
 so

me

in our in
dustr

y se
em hell b

ent o
n

damaging th
e enviro

nment, t
here is

also
 m

assi
ve amounts o

f re
search

and development u
nderw

ay in
 order

to sa
ve it.

 This i
s la

rgely well

thought o
ut a

nd underta
ken by

good people with
 good in

tentio
ns.

But th
ere’s a

lso
 a lo

t o
f re

search fo
r

research’s s
ake – perpetual re

search

as I 
call i

t, w
here jo

b se
curity

 is

more im
porta

nt th
an th

e outcome.

The ra
ther te

dious c
onclusio

n th
at

‘m
ore re

search is 
needed’ is

 ofte
n a

euphemism
 fo

r “c
an I h

ave so
me

more m
oney to

 keep m
e in

 a jo
b fo

r

a lit
tle

 lo
nger.” 

Yet th
ere is 

sti
ll s

ome

very good enviro
nmental re

search

going on in
 our in

dustr
y and we

should be th
ankful.

There is 
also

 no sh
orta

ge of

support a
nd promotio

n fo
r

emerging lo
wer im

pact p
roducts

and processe
s. T

hat su
pport c

an be

in te
rm

s o
f p

roviding a ro
ute to

market fo
r a

 product o
r p

rocess 
by

making ro
om with

in product ra
nges

at p
oint-o

f-s
ale, or it

 can be in
 te

rm
s

of h
ard cash. There’s a

 sp
lit 

in th
at

support t
oo, w

ith
 so

me genuine,

altru
ist

ic backing and so
me

cynical ju
mping on th

e eco-

bandwagon in
 order to

 lo
ok good to

the outsi
de world

. O
verall t

hough,

we sh
ould give th

is s
upport a

cautio
us th

umbs u
p, because we

know th
at b

usin
ess 

as u
sual is

wrecking th
e planet a

nd th
e sta

tus

quo m
ust b

e se
rio

usly
 challe

nged. 

Vanity
vs

Veracity

Do pilo
t-s

cale enviro
nmental

projects i
n th

e textile
 se

ctor

always fl
y in

 th
e rig

ht d
ire

ctio
n

so th
ey can be sc

aled up fo
r b

oth

maxim
um im

pact a
nd

commercial su
ccess?

 

Phil P
atte

rson argues 

that so
me, but n

ot a
ll, 

are sim
ply vanity

 

projects d
riv

en by 

brand m
arketin

g.
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machine insulation and heat exchangers

that can extract heat from hot air

emissions and from hot effluent.

Using less water in hot, wet processes

is a no-brainer as it clearly takes a lot

more energy to heat up a large amount

of water than a small amount of water –

and here we can be thankful of the

general trend towards lower liquor

dyeing machinery.

But energy is a very interesting one in

the long term because if renewable energy

becomes the norm, and renewable energy

becomes very cheap, you have to ask if

there is much to worry about. Of course,

wind turbines and solar panels don’t grow

on trees and there is a cost and impact of

making and transporting them. But, if you

have a limitless supply of ostensibly free

energy generated on site, we maybe could

see super-hot, super-short, super-low

water, super-low chemical processes

flourishing. For now though, we have to

concentrate on designing processes that

require less energy and minimising losses

to air and minimising the amount we put

down the drain in the form of hot effluent.

T
en years ago my kids used to

come home from primary school

singing a jolly little ditty called

“reduce, re-use, recycle” after

they had been taught about reducing

the impact on the environment.

In the world of textile wet processing it

seems that every time we reach a

situation where the economic levers start

to encourage improvements, the

pressure is released by a jump to a

cheaper, less developed region where

water is free, energy is subsidised and

pollution is tolerated.

So it is therefore rather odd, in 

the absence of much reducing, re-using

and recycling that everyone is talking

about “closing the loop” and the

“circular economy”.

We’re even seeing people talk about

“closed loop recycling with zero value

leakage” which is the textile equivalent

of a perpetual motion machine.

The reason perpetual motion machines

don’t exist, is because they can’t exist.

The laws of physics dictate that energy

loss is inevitable (noise, friction etc) and

as such are an impossible dream.

Going from a linear approach (make-

use-discard) to a more circular model

(make-use-disassemble-remake) makes

absolute sense but why saddle our

industry with an impossible,

unachievable, demotivating target?

With materials there is a possibility

that something approaching circularity

can be achieved – it is conceivable that

pretty much all the polymers used in

fibres can be re-used, de-polymerised

and re-polymerised or converted into a

different-but-usable fibre. This would,

however, mean using more fossil fuels

for energy and transportation.

With dyeing, and wet processing in

general, we have to be honest and say

closed loop recycling with no leakage is

pie in the sky. That’s not to be defeatist,

but I think we’ve had quite enough of

people ‘working towards aspirational

goals’ and we need a dose of reality.

The reality is that there is a lot that can

and should be achieved and there is a lot

that could be achieved – with the

necessary investment, research and

financial instruments.

Energy systems
And even though a closed loop energy

system is impossible, it doesn’t mean

we shouldn’t try to minimise energy use

and leakage.

Sadly, in many textile producing nations

energy is too cheap. It isn’t valued and is

therefore not cherished – hence the

prevalence of hot processes, inefficient

boilers, steam leaks, un-insulated pipes,

un-insulated machines and hot effluent

being sprayed into the air to cool it down.

Tools are available to vastly reduce

energy consumption. There are low

temperature processes (often based on

enzymes), very efficient boilers and

generators with the additional opportunity

to recycle heat from flue gases, pipe and
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The textile wet processing industry could and should

become more of a circular industry – but it never can,

and never will, fully ‘close the loop’, says PPhhiill PPaatttteerrssoonn.

Wet processing

– how low 
can we go?
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When Greenpeace
‘warmly welcomed’ theZDHC MRSL (Manufac-turing RestrictedSubstances List) and its wastewaterdischarge guidelines, the NGOsignalled it was, to some extent,satisfied with the current progressbeing made in terms of reducing theuse and discharge of certainhazardous substances within thetextile industry.

It has since said that it will nowtake a break from active Detoxcampaigning but will still keep aneye on things from a distance (seepage: 34).
I never thought I’d say this, but Iwish Greenpeace would’vestay more engaged for a littlelonger. I’ll explain. Firstly,going back to the start of Detoxin 2011, many of us who’dbeen working on restrictingthe use of harmful chemicalsin textiles and the issue ofdyehouse effluent, weredelighted when reports emerged thatGreenpeace was tackling the subject.It was a case of targeting the rightsubject – many dyehouses hadpolluted with impunity until thatpoint – but the focus on a few largelyredundant chemicals wasquestionable.

Those with industry knowledgeknew, and continue to know, thatdischarge of ‘toxic’ chemicals is anissue, but nothing like as big an issueas large volume discharges ofrelatively harmless chemicals andthe problems they cause – such asoxygen depletion of rivers, changesin pH and temperature, silting,turning river water into seawater andthe release of ‘fertilisers’ that can

cause algal blooms. 
Rather than focusing on ‘toxicchemicals’ Greenpeace should haveprioritised a requirement for fullsupply base transparency anddemanded compliance with thestandard effluent parameters, largelyaffected by the discharge of ‘safe’, andeven edible, chemicals such as salt,starch, vinegar (acetic acid), raisingagents (soda ash) and so on.However, killing someone else’srivers in developing nations doesn’tresonate with rich western donors inthe same way that the presence oftoxic chemicals on their own clothingdoes and, with hindsight, the endsprobably justified the means.

Literal zero
The original demand for levels ofliteral zero (or at least ‘not detected bythe world’s most sensitive method’)for the listed chemicals paralysed theindustry... and gave a reasonably validreason for prevarication.When laboratories can test forparts per trillion and even parts perquadrillion, no-one with basicscientific training is going to promiseone or two molecules won’t bepresent as contamination – and no-one is going to promise to spendthousands of dollars per test looking for it.

Somewhat lost in the panic aroundimpossible demands for literally zero

levels of toxic chemicals was the factthat in the original Detox report,Greenpeace highlighted the need forproper buying processes andresponsible sourcing.
At that time, some brands withpoor supply chain transparency weremaking commitments to phase outthe use of certain chemicals simplyto avoid ‘direct action’ in their stores– with no idea how they would do it.Some brands with excellent supplybase transparency knew how tophase out the use of chemicals butcould not agree to literal zero. Somebrands refused to respond at all andothers looked to dive for cover underthe embryonic ZDHC programme.One senior technical manager ata large brand told me their brieffrom the CEO was to “make thisgo away”.
It was a difficult start.A succession of high profile,scientifically credible Detoxreports highlighted the presenceof traces of harmful chemicals inproducts at point of sale and indyehouse wastewaters and it wasclear this wasn’t going to go awayand that something had to change.The important concept highlightedin the original Detox report – theimportance of managing allchemical inputs to manage chemicaloutputs – did start to get seriousattention.  The publication of theZDHC MRSL and the tacit acceptanceby Greenpeace that working to toughbut achievable limits (above zero)on chemical inputs was the mostpragmatic way forward, catalysedthe change we all needed.The notion that deliberate use ofchemicals was banned but levels ofcontamination were permitted... and

Cleaning up
As it takes a pause from its Detox activities, Phil Pattersonexplores the legacy left behind by Greenpeace – and in asurprise move, heaps praise on its latest contribution.

PPhhiill PPaatttteerrssoonn 
Correspondent, 
Chemistry & retail

“The death of zero
was essentially the
birth of progress.”

 
         

T he EU authorities recently

announced that one of the

most common white

pigments used in the textile

industry (titanium dioxide) is about

to be classified as a ‘category 2’

carcinogen (inhalation).

Be honest, which bit of that caught

your attention most? The category 2

bit, the inhalation bit? Or the

carcinogen bit? And do you know or

care what the category 2 bit means?

As someone who had all four

grandparents die or suffer from

cancer, and one parent die from

cancer, I’m not writing this article in

any flippant way – it’s primarily a

call for calm evaluation and

responsible use of language when it

comes to proposed regulation.

You see, ‘category 2’ in this instance

doesn’t mean something is a

carcinogen, it means it is suspected

of being carcinogenic to humans.

We live in a world where there is an

innocent-until-proven-guilty stance in

most modern democracies, but we

also live in a world where there are

increasing calls to apply precautionary

principles – or guilty until proven

innocent – to various chemicals.

And we live in a world where any

mud that is thrown tends to stick, and

people dissociate themselves from

bad news before they even begin to

evaluate sound scientific evidence in

order to put things into context.

Let’s face it, no-one wants 

to be anywhere near the word

carcinogen. And for that reason 

I’m genuinely concerned that

current regulatory trends could 

have some pretty devastating

unintended consequences.

Different levels

In the world of carcinogenicity 

there are different levels – not a 

lot is black and white, but there are

some chemicals that are known to

cause cancer.  
‘Known to cause cancer’ doesn’t

mean you as an individual will get

cancer if exposed to that chemical,

but a certain percentage of a

population will develop cancer if

exposed to that chemical via the

appropriate exposure routes (eating,

breathing or skin contact) at the

appropriate concentrations.

There are some chemicals that are

White Noise
As the EU looks to controversially list one of the

most widely used pigments in the textile industry

as a ‘category 2’ carcinogen, Phil Patterson looks

at what could happen when the dust settles. 

PPhhiill PPaatttteerrssoonn 
Correspondent, 

Chemistry & retail
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I’m writing this article on a
plane, wearing my new recycled
nylon coat, having just read that
the UK government is

questioning whether the move away
from plastics will lead us down the
route of selecting ‘biodegradable
alternatives’ that are actually worse
for the environment.

There’s quite a lot to digest in that
opening sentence.

Flying is bad. Right? Recycled
fibres are good. Correct? Plastic is
bad. Definitely? And what’s going on
with biodegradability? That’s
supposed to be a good thing isn’t it?

The world of eco-textiles is still
dominated by ‘good-news-only’
marketing where sound bites are
accepted and not often challenged
(Ed: apart from in this esteemed
publication). A world where pros 
are lapped up and where cons are
kept quiet.

I’ve been saying in this magazine

The road 
to nowhere?

Selective ‘good-news-only’ environmental marketing and a
focus on single issues risks sending our industry in

completely the wrong direction, argues Phil Patterson.

PPhhiill PPaatttteerrssoonn 
Correspondent, 
Chemistry & retail

for well over a decade that we have
to consider a ‘basket of metrics’ to try
and decide what is higher and what
is lower impact – and these metrics
have to consider the full picture of
production, use and
disposal/recycling.

I’m on my way home right now
after a visit to two textile dyehouses
that are both approved by well-
respected global apparel brands.
Both factories were polluting via
discharge of badly treated effluent.
My advice to treat effluent properly
should reduce their pollution and
my advice to reduce energy use by
25 per cent in drying will reduce
their combined CO2 equivalent
emissions by around 2 million kgs
per year. This just about off-sets the
800 kg from my own flights.

So, if your job is to do ‘net good for
the world’, is it ‘responsible’ to spend
two weeks on a boat or bus,
enhancing your non-flying eco-

profile, whilst depriving the world of
14 days of world-saving wisdom?

The good
Recycled fibres are generally good.
My new coat, I’m told, is made from
recycled pre- and post-consumer
nylon waste. The use of post-
consumer waste is good and is a
genuine case of using materials that
would ordinarily go to waste. But
recycling pre-consumer waste is
essentially what you do with pastry –
you put off-cuts and spillage back
into the pot. This isn’t straight-
forward with nylon, and should be
applauded, but with other materials
these ‘green’ claims often don’t stand
up to harsh scrutiny.

Nylon is the toughest, most
durable of the common textile fibres
and it should last for years. Yet there
was no mention of that on the coat’s
swing tag. Another thing brands’
don’t advertise, is the fact that a huge

          

W hen I was asked by the
Laudes Foundation to

produce a scopingreport on the subject of

‘chemical leasing’ in the fashion

sector, I was very hesitant.
That’s because chemical leasing is

an abstract concept where firms

charge for the ‘function’ of a

chemical – rather than for ‘units’ of

the chemical itself.In simple terms, you may for

example pay someone to come and

lubricate your machines with grease

rather than buying a tub of grease and

lubricating them yourself – the idea

being that an expert machine greaser

will use the minimum amount to do

the job properly with no need for you

to hold stores of grease on-site. The

machine greaser may remove and re-

purpose old grease resulting in less

being used, less being wasted, more

being recycled and less being

produced. So far so good.
But most definitions of chemical

leasing say that the concept is only

applicable to ‘non-core’ activities in

processes where there are no chemical

reactions and that the concept doesn’t

lend itself to small companies.

A reasonable description of the

textile industry would be: ‘vast

numbers of small companies using

Chemical circularity 
– in practice

In a new, groundbreaking report on textile chemistry, 

Phil Patterson argues the industry should not look at chemicals as ‘waste-in-

waiting’ but treat them as a valuable resource for re-use in a circular system.

PPhhiill PPaatttteerrssoonn Correspondent, Chemistry & retail

chemicals as part of their core

processes, many of which involve

chemical reactions.’
On the face of it, it’s a terrible

place to consider rolling out a

dictionary definition of chemical

leasing and had the Laudes

Foundation insisted on a pure,

intellectual appraisal of chemical

leasing in textiles then I may have

walked away before we started.

Thankfully the outcomes of the

proposed report were explored in a

little more detail – to see if chemical

leasing could reduce the net amount

of chemicals used in textile

processing and the amount

discharged into the environment via

lower levels of deliberate
consumption in any process and by

increased re-use and recycling.

Once the overarching aims became

clear, it was obvious that these had to

be addressed – and in a way that

provided tangible, practical solutions

that can be rolled out relatively

quickly and at scale.
This isn’t a topic for blue sky

research and small-scale pilots. It

isn’t a topic that can be selectively

pushed into consumers faces to

deflect observers’ attention away

from business as usual. And it isn’t a

topic that can be ignored.

Why not? During my 31 years in the textile

industry, I’ve had an evolving

relationship with chemicals that has

largely been shaped by health, safety

and environmental concerns – and I’d

like to think that I’ve played a small

part in changing things for the better.

My relationship with chemicals is

typical of a lot of people in the textile

industry with, over time, an increasing

focus on which chemicals are used

and a search for safer alternatives.

Whilst deciding whether to pitch

for the chemical leasing project, I had

to take a step back and look at how

chemicals are used – I was rather

embarrassed by what we’ve collec-

tively seen as being acceptable.

For the past couple of centuries,

we’ve treated chemicals as single use

items that are used by someone for

their own benefit and then simply

passed along, or tossed away into the

environment, for the wider world to

share the damage.The ‘buy it, use it, dump it’ mode of

operation is now normal. And we’ve

all been complicit in making it

normal. Even the so-called ‘good

guys’ in the textile chemical sector.

Over recent decades, the damage

caused by discharge of untreated

textile chemicals has been somewhat

 

  
  

     

Natural selection The old ‘natural’ versus ‘synthetic’ textile dye conundrum has once

again reared its head. But Phil Patterson argues that this binary
thinking will slow progress and only result in the status quo.

PPhhiill PPaatttteerrssoonn 
Correspondent, 
Chemistry & retail

 
         

Pass the remote

Due to COVID-19 restrictions on travel, assessments to evaluate textile

dyeing and finishing facilitie
s have come to a halt. S

o, what about 

remote audits? Phil Patterson looks at the current state of play. 

PPhhiill PPaatttteerrssoonn 

Correspondent, 

Chemistry
 & retail

R
ecently, something strange,

unexpected, horrible and

shocking happened that

was, simultaneously,

logical, in
evitable, wonderful and

shocking – which has opened up a

Pandora’s box for the apparel retail

and textile industry.

During the early stages of the

COVID-19 pandemic we became

accustomed to closed shops, closed

head offices, cancelled orders,

mothballed factories, furloughed staff

and general inactivity – until th
e

world became aware of a spike of

infections in the UK city of Leicester.

It tr
anspired that some garment

making factories, that had continued

to operate during the lockdown to

supply booming internet fashion

brands, were being blamed for

spreading the virus and, on further

investigation, it w
as found that they

were staffed by ille
gal workers in

poor working conditions being paid

below the minimum wage.

The conditions in some factories in

the city have been an open secret for

years so it w
as no great surprise to

me – but the response to it w
as.

Days of debates on TV and national

radio ensued and then, bang,

investors in Boohoo – the brand that

got caught using these factories –

started to pull out (see pages: 16-17).

There will d
efinitely be readers of

this magazine who were involved in:

“Have we got anything being made in

Leicester? Have we got anything

made in ‘that Boohoo factory’?”

conversations over the past month as

other, lu
ckier brands scrambled to

distance themselves from the news.

Journalists, newscasters and

consumers opened their eyes to the

fact that it’s
 important to know where

and how things are made – a conver-

sation that isn’t going to go away.

Fashion retail entrepreneur,

investor and reality television

personality Touker Suleyman also

waded in, placing the blame firmly

with retail brands and, having

audited some of his own supply

chains in the past, I c
an reveal that

he knows a thing or two about

decent textile factories and strong

supply chain relationships.

The fact is, there are too many

brands out there that want cheap

prices, a fast response and no

traceable links to poor factory

conditions but there are also an

increasing number of brands who are

waking up to the fact that consumers

and now investors think that where

and how garments are made is very

important. Pre-lockdown, the

Extinction Rebellion movement did a

fairly good job of moving climate

change and pollution into the

general consciousness and we’ve

Image: © nattanan726 | Shutterstock

 

 
 

  

  
  

 

D
ark Waters, the film that

tells the story of a lawyer,

Robert Bilott, and his long

struggle to hold DuPont

accountable for leakages of perfluo-

rooctanoic acid (PFOA) into the

environment, and more disturbingly,

its alleged attempts to cover up

information relating to serious

health issues caused by it, is a film

worth watching. 

In the film, a West Virginian farmer,

Wilbur Tennant, notices that after

DuPont starts dumping chemicals in

a nearby landfill facility, his cattle

start dying and he discovers enlarged

organs, tumours and other physical

deformities which he believes are due

to chemicals seeping into the stream

from which his animals drink.

Bilott takes on the case and

discovers that humans are affected

too: those exposed to chemicals in

the environment and those exposed

to the chemicals in the DuPont

factory where PFOA was used.

Additionally, he uncovers evidence

of birth defects in children born to

workers who had been exposed to

PFOA in the DuPont facilities.

Chillingly, he also discovers that

there was evidence from animal

studies that exposure to PFOA caused

very similar health issues and birth

Dark Waters run deep

With impending EU legislation and the spectre of class actions in the USA, it’s

consumers we’ll soon have to make do with less effective, but less harmful

fluorocarbon-free alternatives for textile finishes, says Phil Patterson.

PPhhiill PPaatttteerrssoonn 

Correspondent, 

Chemistry & retail

defects in rats, and that this

information had been suppressed.

In the film it alleges that by the

time Bilott file
d a lawsuit on behalf

of Wilbur Tennant in 1999 DuPont,

and possibly other chemical

companies, had known about the

dangers of PFOA since 1962.

The finale shows DuPont being fined

huge sums of money after a epidemio-

logical study completed in 2015,

presumably, found PFOA responsible

for the health issues.

We all know that Hollywood has a

tendency to spice up fact with fiction

when dramatising real life events, so

it can be difficult to ascertain what’s

accurate and what’s embellished so

I’d point readers in the direction of a

BBC documentary called Poisoning

America which tells the same story –

in a less dramatic fashion. 

The timelines in the film and

documentary are interesting because,

thus far, DuPont has admitted no

responsibility and, in the early 2000s,

was telling influential people in the

textiles and fashion industry that

there were no known health effects

associated with PFOA.

I was told this myself and it

informed my thinking and, in ~

my previous professional life, my

policy making.

EU policy

On July 4th 2020 it will become

illegal to use, or place products that

are chemically treated with water

repellents based on C8 telomers on

the EU market – with some

exceptions for critical end uses.

These chemicals, based on

fluorinated 8-unit carbon chains, are

the most effective water and stain

repellents available but it is known

that a very small amount of PFOA is

produced as an unintended by-

product during the manufacture of

the C8 telomers.

PFOA may be detected on finished

fabrics in parts per billion and this

can wash off and enter the

environment. There is also the

theoretical chance that the telomers

used in the finish can convert to

PFOA at some stage in the future.

Fluorocarbon chemistry is quite

complex and in a typical C8 telomer

finish formulation there is the actual

water-repellent finish, PFOA and

smaller quantities of other related 8

unit fluorocarbons... and species with

shorter and longer chain lengths (8 is

just the average). 

Since PFOA and related fluoro-

carbons are persistent (not

biodegradable) and bioaccumulative

there is the likelihood that, over time,

 

 
 

  
  

  
 

I believe
mandatory
zero liquid
discharge is
probably the
way to go
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The screening tool,
developed by US
software provider
Scivera and

Mumbai analytical testing
lab NimkarTek, was used in
pilot trials on more than 330
different samples over the
past year from 55 different
textile and apparel factories.

Until recently, it wasn’t
realised that bulk commodity
chemicals bought cheaply on
the open market and used
routinely in wet processing
could be heavily contam-
inated with restricted
chemicals that eventually
end up in wastewater.

During the pilot trials that
ran through 2019 and early
2020, Scivera and Nimkartek
registered, processed,
tracked, scored and reported
on 36 different types of
commonly used chemicals
including the dye fixing
agent sodium carbonate
(soda ash), reducing agent
sodium hydrosulphite

Screening uncovers key
chemical contaminants
The first results of a new screening tool for impurities
found in bulk commodity chemicals used during textile
wet processing has identified the primary contaminants.

� The chart shows the
total number of
samples screened
during the first phase
of the programme by
chemical. Chemicals
that had one or more
failing samples include
sodium metabisulphite,
potassium perman-
ganate and oxalic acid. 

Scivera president Joe
Rinkevich told us. 

Another important part of
the programme is rating the
overall trend for a specific
commodity chemical from a
specific supplier or trader.
“The nature of commodity
chemicals trading shows
that one 500 kg batch of a
chemical can come from one
source, and the next batch
from a completely different
source, yet is still delivered
by the same trader. The Safer
Commodity Screening Score
includes a trend rating for
each commodity trader or
supplier by specific
chemical. That way users
can find the most reliable
suppliers of specific
commodity chemicals for
their processes.”

A supplier or factory
subscribes to Scivera’s cloud-
based ‘SciveraLENS’
platform, registers the
specific commodity
chemicals of interest,
samples these from the
textile mill, dyehouse or
laundry and sends them to
Nimkartek, which uses its
‘in-screen’ analysis to test for
commodity chemicals used
in the textile, footwear, and
apparel industries.

(hydros) and neutralising
and pH neutralising agent
acetic acid.

Of the 334 commodities
analysed, 276 ‘passed’ while
58 ‘failed’ the test. But what
does this actually mean?

“Under ‘Safer Commodity
Screening Programme’ rules,
a commodity chemical
sample passes when no
ZDHC MRSL analytes are
detected in the sample,”

By John Mowbray

SAFER COMMODITY SCREENING FREQUENCY BY CHEMICAL

www.ecotextile.com
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some of these chemicals are
recycled from others such as
the pulp/viscose process,
which yields massive
amounts of Glauber’s salt.
These co-products from
different industries are
promising examples of
industrial ecology, keep costs
down and reduce the use of
non-renewable chemistry. 

Higher quality bulk
chemicals would require
extra purification and maybe
an attitude to treat co-
product chemicals as waste.
However, this initiative
addresses a previously
unforeseen source of
wastewater pollution.

Following initial work with
Levi Strauss, the programme
is to be rolled out to other
brands in 2021. �

register, track, score and
visualise screening results
and trends, for each
chemical and its source. 

Rinkevich noted: “Being
able to view the meta-data
for even this modest sample
size we have to date is
starting to show connections
between specific commodity
chemicals, their respective
toxicology characteristics,
their contaminants, which
ones pass more often than
others, and some early clues
to why some fail.” 

Commodity screening
enables brands and
manufacturers to identify the
best, safest alternatives for
bulk chemicals and prevent
potential hazards from
entering their supply chains.

One concern could be that

“It provides quick and
reliable review of
commodity chemical
samples, thereby offering an
unprecedented ability to
identify substances
restricted for use by the Zero
Discharge of Hazardous
Chemicals (ZDHC)
Programme or impurities
that may originate from
other industries,” claims
Nimkartek director Ullhas
Nimkar. “The data indicates
that common contaminants
in these chemicals are heavy
metals, phthalates, and
halogenated solvents.”

After laboratory analysis,
the results are logged and
scored on the ‘SciveraLENS’
platform to provide brands
and manufacturing facilities
with a scalable method to

CHEMICAL CONTAMINATION

Sentire Fabric Handle

Sample Loading Station

The Sentire has been developed 
to create a common language to 
communicate the experience of 
fabric handle. 

It uses technology that is 
intended to define fabric tactile 
properties in a haptic spatial 
system. 

The data generated will support 
engineering customised fabric 
touch feel,  consistency and 
quality control of fabric tactile 
properties, shortening lead times, 
reducing supply chain waste and 
minimising quality dispute. 
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Certification and
verification have
been the bedrock
of sustainable

cotton for the past few years,
with more standards and
schemes appearing.
Alongside them have come
a proliferation of initiatives
on transparency and
traceability, some covering
the full supply chain (GOTS)
and some just part of it (the
latter being most common).
We have also moved from
the tracing of documents to
new developments in using
markers and Blockchain to
identify cotton. 

COTTON CERTIFICATION
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supply chain traceability
and transparency down to
the end of the supply chain. 

New systems also raise
concerns over privacy and
civil liberties. Xinjiang
offers the most extreme
example of misuse of data
and transparency, but
debates about tech
companies and their use of
data are growing and so
concerns must exist over
some of them moving into
transparency, traceability
and data handling 
for sustainability.

Blockchain, once the hope
for a free and open system,
is increasingly privatised,
while its open data model
can leave farmers and
workers vulnerable in 
many ways. 

More traditional systems
have gone to the wall
(Historic Futures), have not
been adopted in cotton
(Check Organic) or have
been open to abuse – GOTS
recently found 20,000
tonnes wrongly certified
organic in India. 

And for all this promise of
data, companies maintain
they have no visibility into
their supply chains past Tier
1 and Tier 2. The spinning
mills and gins remain
opaque, despite the fact that
shipments of cotton are
recorded and can be logged
electronically in many if not
most of the world’s spinning
mills and quite a lot of gins. 

It is hard to escape the
thought that this
opaqueness suits the sector
very well, in the same way
that mass balance sourcing
does. It avoids the need to
perform due diligence and to
identify and rectify real
problems, with the possible
reputational damage it

Traceability is suffering
from a similar mission creep
to standards. There are more
and more organisations
competing to offer more and
more ‘solutions’. However,
many systems are
incompatible with each
other even where working in
combination might be how
they deliver something
useful, be it full supply chain
coverage, cross-system
compatibility, or the ability
to carry additional
information (on impacts, for
example). Even as more
systems appear, there are so
little changes in terms of full

It is quite
clear supply
chains in
textiles are
traceable...
with a will

�

Transparency: the 
will still lags 
behind the need…

The UN Global Compact (2014) defines traceability as “the ability to
identify and trace the history, distribution, location and application of
products, parts and materials, to ensure the reliability of sustainability
claims, in the areas of human rights, labour (including health and safety),
the environment and anti-corruption”.

Simon Ferrigno
Correspondent, 
Cotton & agriculture
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risk assessment on their
supply chains.” 

The report does note an
improvement for companies
benchmarked in both 2016
and 20182. However,
improvements for the full
supply chain were limited,
with only a quarter of
companies who “disclosed
information on the sourcing
countries of raw materials at
risk of forced labour in their
supply chains”. Only two
companies were able to give
details on the countries
where they sourced
materials. Amongst the
actions recommended by
Know The Chain as a result
is for companies to
“undertake human rights
risk assessments which
evaluate supply chains for
forced labour risks, for
example, on specific raw
materials, regions, and/or
groups of workers”. 

This is why it is so
important that brands do not
rely only on standards but
understand what is
happening in their actual
supply chains, and not just at
Tier 1 or 2. This means tracing
their actual product use – and
understanding where it
comes from and what
problems it faces; a brand can
then decide which are the
most urgent and how to deal
with them. Is it agricultural
practices? Is it soil health?
Are there problems or
concerns with labour rights? 

Fear of fraud has led to
more responses than actions,
however. This has meant less
organic cotton, and more
BCI (with the convenient
hiding place of being able to
claim ignorance of raw
material origins). 

In 2019, we highlighted
that the UK’s Sustainable

might entail. Yet at the same
time, the requirements of
design – which is generated
by brands – means
information is flowing down
towards various suppliers,
including on the quality of
fibres, which influences the
decision on where they may
be sourced. It is quite clear
supply chains in textiles are
traceable... with a will. 

In 2014, the State of
Sustainability Initiatives1

report by the International
Institute of Sustainable
Development (IISD) in
Canada described
traceability systems as the
link between sustainability
programmes and standards
and claims: 

“Traceability systems help
ensure the integrity of
claims by providing
accountability between
standard-compliant
products produced and
sold,” it said.

Yet the use of mass
balance means this
presumption is weakened as
there is no link between
what brands use and what
they might have supported. 

IISD identified four
methods of traceability
with different levels of
responsibility. 

The first two effectively
remove responsibility from
brands for the product used,
be it for the certified or
verified product or the
actual, non-certified product
used instead. The responsi-
bility lies instead with the

certifier or promoter, but
this is second-hand. The
recent withdrawal of BCI
from Xinjiang – after quite
some time during which
questions were raised – begs
the question of how
effective this is.

The idea that to address
problems, ‘owners’ (as in
shareholders or investors)
must be able to see the
impacts of their actions goes
back at least to the early days
of free market theory over
200 years ago. That visibility
is the reason business owners
in industrial areas invested in
sanitation and housing for
their workers. It is the reason
due diligence approaches
need to be the norm, not the
exception, in textiles. 

Know The Chain’s report
highlights how poor this is in
cotton to date, albeit there is
some improvement. Their
section on ‘Traceability and
Risk Assessment’ (2018)
shows a score of only 31/100
on average here for
companies on their ability to
disclose information on their
‘suppliers and workforce’
and on forced labour. 

It says: “Traceability and
risk assessment is among the
lower-scoring themes of the
benchmark. Disclosure on
traceability is limited,
showing a lack of both first-
tier supplier lists and
information on the sourcing
countries of raw materials.
Less than half of the
companies disclose
conducting a human rights

� Book and claim, 
with production 
volumes certified but 
with no traceability or 
product ownership.  

� Mass balance, where 
product is tracked for 
some of the process 
but may not be used 
in final products. 

� Segregation, where 
the product is followed
and used at all stages. 

� Identity preservation, 
where the product is 
individually identified 
at all stages and in 
all products.

‘Traceability is a need across the sustainable value chain,
allowing information to flow on demand and involving
market projections, quality requirements, investment needs
and real impacts’.  An insider’s Guide to Cotton & 
Sustainability, West Yorkshire: MCL Global, 2012.

“Transparency requires relevant information to be made
available to all elements of the value chain. Effective
transparency allows companies to act to manage risks more
effectively. It is also a primary requirement of due diligence
practices, as defined in the OECD Guidelines on Garments
and Footwear.” OECD, Due Diligence Guidance, 2017.

Due
Diligence
approaches
need to be
the norm,
not the
exception, 
in textiles
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Clothing Action Plan (SCAP)
was reporting actual figures
on improvements linked to
sustainable cotton, but again
this was a false dawn, as the
data used was a generali-
sation not linked to specific
supply chains of products
supplied to the UK market. 

The SCAP report on 2020
commitments included the
use of BCI data, that being a
mass balance system not
able to link production from
a particular country to
consumption in another
country except by using
assumptions and averages.
When asked about this, BCI
said that data used was from
its result indicator reporting
process using farmer self-
assessment data, but it did
not clarify how data was
linked to UK consumption
by effective tracing. 

More useful excuses for
poor traceability are the
incompatibility or expense
of systems, especially for
larger brands who may mix
fibres of different origins
and types through blending.
However, this should not
excuse no tracing at all.
Smaller brands have shown
how to do full traceability by
building bespoke supply
chains, for example. 

Full traceability within a
data carrying system (that is,
one that does not just track
volumes, bales or paper)
would also provide the holy
grail… performance data.
The answer to the question:
‘how is my supply chain
making a difference, and
where is it not, and how
does the data point me
towards solutions?’ 

This is needed if we want
to make a difference. When
the region producing 30 per
cent of the world’s cotton is

no longer safe, solutions are
what we need. Bans and
withdrawals of custom will
not solve anything, unless
we give up on cotton
altogether for much of our
textiles supply. 

This is why governments
and multilateral bodies need
to be involved in
transparency and traceability,
making due diligence and
impact reporting legal
requirements. That data is
essential to putting pressure
on governments in whose
jurisdictions bad things are
happening, and on brands
active there.

It is accurate, real time and
constantly updated data that
is needed on each region,
each field, each programme
and each initiative. LCAs
might be sexy, but they are a
quick snapshot, are
expensive and are not really
representative of the
ongoing picture. Too often,
averages and assumptions
are used where there are
gaps in the data. 

This means we need soil
tests, water measurement,
labour force surveys,
financial analyses,
ecosystem surveys, and so
on. We need to know the
soil organic matter (organic
carbon) content in soils and
how interventions might be
increasing or decreasing it,
and the soil’s capacity to
retain water, and how we
can reduce pressure on it.

We don’t need this just once,
but regularly. Even in real
time, as sensor technology
improves and becomes
more affordable.

As for sustainability itself,
we don’t have time to pussy
foot around.

And without good systems
in place, how will the mooted
Delta Project’s data (a
framework is due to be
released in 2021 by this
project, led by ICAC with
various sustainable cotton
initiatives) be linked to
individual supply chains and
companies? And without
this, how will consumers
know what is the best
sustainability buy? Good
data could easily feed into an
open Blockchain, allowing
information from all cotton –
and not just certified or
verified cotton – to be seen
and analysed in real time
(which would also remove
the ability of data controllers
to hide or sit on bad news) by
all. This would be a perfect
support for due diligence. 

Traceability and
transparency, for all the
proliferation of new tools,
remain behind – not least
because the data is not there
to feed them and because
the will to be transparent
still lags behind the need.  �

� More accessible,
accurate data would
allow for frequent soil
health checks and
swifter action where
it’s needed. 
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1. https://www.iisd.org/projects/
state-sustainability-initiatives

2. https://knowthechain.org/wp-
content/uploads/KTC_AF_2018.pdf

When the
region
producing 30
per cent of
the world’s
cotton is no
longer safe,
solutions are
what we
need

Too oen,
averages and
assumptions
are used
where there
are gaps in
the data

COTTON CERTIFICATION
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In the first issue of Ecotextile News, we reported Organic
Exchange's fibre survey results which showed 45 active
organic cotton groups for 2005/6, with a growing
importance for South-East Asia, especially India. The
Xinjiang region in China was also growing in
importance to organic cotton, the region now
flagged up in reports of forced labour and genocide. 

Since then, Fairtrade has struggled to make its
mark, while the arrival of BCI and CmiA (both in
development by 2007) led to claims they were
detracting from the claimed 'gold-standard' of Fairtrade
organic cotton. Organic cotton growth went into reverse,
but largely because of the misreporting of some numbers
(already highlighted by Cotton Incorporated in that first
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issue) and a failure to address rumours of
fraud in the sector (again, evidenced by

recent reports that GOTS has found fraudulent
organic cotton). 

BCI has itself run into problems around impact data and
for not being strong enough on labour issues, but it has

Simon Ferrigno
Correspondent, 
Cotton & agriculture

100 issues later...
The aim of this regular column has always been to shed
new light on developments in cotton and agriculture, and
also to interrogate the headline claims. These show rapid
and substantial growth in ‘sustainable’ cotton production,
but even the most cursory of reads highlights the absence
of clear data on impacts and open questions on whether
the growth in standardised approaches means some issues
have been neglected. 

Back in 2007, sustainable cotton included only organic
(established back in the late 1980s but only then
beginning to take off) and Fairtrade, launched in 2005.
Better Cotton Initiative (BCI) and Cotton made in Africa
(CmiA) were mere gleams in the eye of their promoters,
with early meetings of those who would found the former. 

Now we confront an increasingly alarming climate crisis
and problems of forced labour on an industrial scale.  �

The picture in 2007

For years now, China’s
Xinjiang region has been

hit by persistent allegations
of forced labour, with upwards
of 1.8 million Uyghur Muslims

thought to have been
detained in the largest mass

incarceration since 
World War II.

Cotton 
Horizons

�
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COTTON HORIZONS

R&D investment at the Cotton Research and Development
Corporation in Australia, points to the challenges of working
with millions of small farmers, adding: “So all efforts to
provide more support are better, information about how to
improve cotton farming that are focused on the specifics of
the farming system in question are welcome.” 

This is backed up by Anita Chester of the Laudes
Foundation, who said in a recent blog post: “Many
standards are often binary and top down ignoring the
reality that fundamentally changing agriculture can
happen only through continuous improvement in systems
that recognise and account for the challenges farmers face
in their transition away from conventional practices.” 

We have covered many of these issues since launching
this magazine in 2007, many repeatedly: genetic
engineering, pesticides use, water, climate change, how to
measure the impacts of sustainable cotton, soil
management, and traceability and transparency. The table
below lists some of the topics, the achievements in dealing
with them, the gaps and future needs.  �

added to the debate and progress of sustainable cotton.
Now it may well be too wrapped up in its own bubble – as
are all standards – to notice that we are close to the peak
of the climate cliff. 

BCI has offers a mass balance approach to sourcing,
making it easier and cheaper. There were and remain
concerns over this however, in that brands also outsource
their responsibility for what happens in their supply chains,
which can allow some of them to claim no knowledge of
their own impacts.

As Subindu Garkhel, senior cotton and textiles lead at
the Fairtrade Foundation says: “The understanding about
sustainability has improved at the level of businesses,
certifications and civil society, and has also led to the
proliferation of projects and initiatives but none
necessarily have had an impact of a similar extent. The
main challenge seems not to be a lack of holistic
approaches, but instead a focus on the latest trend in
sustainability in the sector.”

As well as this problem, Allan Williams, general manager,

1. https://www.linkedin.com/pulse/world-cotton-day-reminder-we-can-farm-future-hope-anita-chester/ 

Developments in sustainable cotton
Issues Achievements Gaps/problems The future

New standards Widened debates and
education

Data; slow to change; 
‘fake’ competition

Facilitate due diligence and supply chain
traceability; identify and address most
urgent problems

GMOs Contribution to
pesticides reduction Herbicide and pest resistance Herbicide and pest resistance

gene editing (?)

Climate change/
soil carbon —

No long term thinking or action;
no sense of urgency; 
no systemic measurement

Needs to be core in all strategies and
interventions

Reduced pesticide
use

Lower environmental
impacts

Growing resistance makes
further reductions harder

Continue to seek improvements in
sustainable agriculture

Water

Field level progress in
management (use of
water management
tools)

Attention to water sources and
preservation of pristine water

Monitor water sources and their
sustainability; monitor and mitigate
water impacts

Big data and
precision agriculture

More targeted
farming and input use

Privacy; ownership of data;
failure to vision how technology
can help us escape large
scale/sterile farming landscapes

Put data generators in control of data,
not companies; avoid privatisation of
data (e.g. blockchain); include wider
views in defining landscape and sustain-
ability

The age of the
Anthropocene — No sense of urgency

The planetary boundaries defined in the
theory can also be used to set
boundaries for cotton farming

Due diligence and
corporate laws Getting them Balance still favours corporations

More support for workers, farmers and
suppliers to use laws to challenge
businesses; more legal support for due
diligence

Populism and
pandemics — Can sustainability survive? Sustainable farming is part of public

health strategies. Global cooperation

www.ecotextile.com
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Claim Counter-claim 2020 Update

Biotech is bad for small farmers
(expensive, risky, unsuitable)

There is emerging evidence that at least some small farmers do benefit. For
those brands who are members of an initiative like BCI, then supporting
small farmers is a part of the package, which involves supporting raised
yields and profitability. For those supporting Cotton made in Africa, Fairtrade
and organic, then these are GM free systems and so brands are supporting
alternatives aimed at small farmers (as a rule).

We now know GM is bad in marginal
rain-fed areas of India and failed in
Burkina Faso. No studies of impacts in
sustainability schemes exist so far as we
know. 

Biotech makes farmers
dependent on a small number
of multi-national companies;
Technology dependence of
farmers on biotech
companies/seed suppliers

Most biotech seeds are indeed protected by patent, and farmers cannot save
seeds or there may be restrictions on research in the public sector or by other
private companies. However, most cotton seeds are hybrids, and so seed
saving in cotton is not as common as in other crops such as food. It is also
true that biotech, similar to the agro-chemical industry, is highly concen-
trated. However, brands supporting sustainability initiatives are working to
redress the balance by supporting farmers and especially small farmers.

This problem remains and has grown
with corporate concentration of seed
and chemical companies. The big six are
now three. The direction of travel is
largely determined by private interests
rather than public funding or direction.

Any gains from biotech 
are short lived

So far there is little evidence of this. It is true that technology development has
to continue and the day may come when current biotech applications are no
longer effective or as effective, as has happened with many pesticides, but
should that rule them out for now? Ecological systems will always adapt, as
will the living organisms with them. Highly technological interventions may
accelerate the process, but these are reduced in system promoting integrated
approaches, as supported in various sustainability initiatives.

Gains are certainly diminishing and
herbicide resistance is a growing
problem. Only Australia has seemed to
manage the problem well.

Biotech increases the 
use of pesticides and 
herbicides over time

There have been reports of rising use after initial falls, but not to the levels
seen before the use of biotech. Overall, pesticide use in cotton has been
declining over the last 20 years.

Herbicide use has risen quite a lot;
Glyphosate reclassified and also
increase in older herbicides like
Dicamba, banned by courts and then
reprieved in the USA.

Contamination from GM crops
is a threat to biodiversity and
seed security

Cross-contamination from biotech cotton has occurred and this is a risk to
systems that ban biotech. There have been suggestions that biotech may
affect biodiversity but as the recent Nature study shows, biotech may also
have positive effects on biodiversity.
This does reduce the diversity of cottons seeds. However, most cotton
planted is from hybrid varieties not native, farmer saved seed.

No change

Developing pest resistance to
Bt from Bt cotton is a threat to
organic farmers using Bt sprays

So far, resistance remains a theoretical or small risk restricted to areas with
much Bt cotton and not so far affecting organic farmers. This risk seems to
have been overstated to date.

No change

Contamination of organic 
seeds or Cotton made in 
Africa; threats to biodiversity
and seed security

Brands need to be aware of this risk, as contamination is known to have
already occurred in organic cotton in the past. It is vital to secure supplies
and to develop strategies and interventions with partners to secure biotech-
free seed supply, which will also benefit seed security and supply in future.

Solutions seem to rely on donor funding.
The organic cotton industry does not
seem to be investing in protecting itself.
Seed research outside GM is
underfunded.

Lack of investment in
alternatives such as non-
pesticide management which
yields well and is less costly

Brands supporting sustainability initiatives are investing in alternative systems.

Big investments have gone into
standards and schemes, but perhaps less
into techniques and their dissemination.
ICAC is working on digital training
however, as is the BCI.

Problems with secondary pests

There have been many reports of this, however, determining the cause is
more difficult. Recent reports of mealy bug outbreaks in areas with biotech
cotton such as Pakistan and parts of India do exist, but there are similar
reports from Ethiopia, a country without biotech cotton.

The evidence for this has grown
substantially.

The following table updates a table of claims and counter-claims we produced in 2012. 
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At the time of our first issue, many people continued to
repeat the claim that cotton used 11 per cent of the world's
pesticides and 22.5 per cent of insecticides, despite these
being older figures. Indeed, many rounded up 22.5 per cent
to 25 per cent, and conflated pesticides and insecticides.
Over the past 14 years, however, pesticide use has
dropped. Many claim that GM is responsible for much
pesticide use reduction, while others cite the introduction
of practices such as integrated pest management (IPM). 

By 2014, insecticides use in cotton was at 16 per cent,
and one per cent for all agriculture, while pesticide use in
cotton was 5.7 per cent. Insecticides use has risen from a
low of 14.1 per cent, while herbicides use is reportedly
rising in some places due to the use of herbicide tolerant

cottons and the development of resistance to herbicides 
in some weeds. The change is most dramatic in the 
USA, where insecticide use has fallen 78 per cent
(compared to 2015).

Brooke Summers for Cotton Australia points to a “97 per
cent reduction in pesticides since 1992” in Australia.  �

Living through the Anthropocene
We have written about the Age of the Anthropocene, the age defined as one where the geological record is imprinted from
human rather than natural activity. The question is, how do we live through this?
“Humankind has become a geological factor6,” says Reinhold Leinfelder of Humboldt University. How do we go from a human
created earth to one where humans live in more harmony with natural systems and within the means of the Bank of Earth?
Leinfelder warns against complacency and relying on simple ideas like measuring sustainability against the UN’s
Sustainable Development Goals. While a step in the right direction, he says, they do not show how dependent we are 'upon
a functioning Earth system'. 
Instead, he argues: “The main challenge of the Anthropocene concept is actually the insight into a completely new ethical
relationship with the Earth: everything I and others do has an effect on the Earth system, often in a completely
unexpected and unforeseeable way. Every individual and every community is therefore responsible. Politics or even the
economy cannot be discharged from their responsibility, but alone they also cannot guarantee our Earth system
integration. The use of the Earth by everyone also obliges everyone to a compatible, sustainable, and possibly even in a
resource-augmenting behaviour.” 
One area we have covered a lot but which remains full of empty promises is traceability. Gone is Historic Futures, the
pioneer in textiles and raw materials. Never taken up in textiles is Check Organic. Marker based systems are promising but
are not making a difference, while we endlessly hear of 'mass balance' and a lack of visibility beyond Tier 1. Yet
“Traceability is the key”. Though it can be tricky, the most valuable investment a brand can make when it comes to supply
chain sustainability is tracing its cotton back to the source farm — and identifying every broker, mill, ginner, spinner, and
manufacturer involved along the way,” according to a manifesto by Cotton Diaries7 (to which I am happy to have put my
name). Knowledge is key to identifying real problems and addressing them in order of urgency.  �

6. https://www.slideshare.net/ReinholdLeinfelder/welcome-to-the-anthropocene-by-reinhold-leinfelder 

7. https://www.cottondiaries.com/manifesto 

Reduced
pesticides use

www.ecotextile.com
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Due diligence 
and corporate laws
Nothing highlighted the failure of standards to cover all
issues and practise due diligence than the 2014 story
Ecotextile News broke on land grabs in Ethiopia. Here, an
organic cotton farm was destroying pristine savannah
woodland, with rumoured purchasers including some well-
known brands. This prompted changes in some standards
at the same time as the organic cotton sector widened its
scope with Organic 3.0 (a voluntary standard). But change
has been slow, and new laws and due diligence guidelines
from the OECD have not been widely adopted. Brands
continue to avoid tracing their supply chains, as evidenced
by recent replies to the Business, Energy and Industrial
Strategy Committee hearing on forced labour in UK value
chains at Westminster on Thursday 5 November 20204,
where brands claimed (with one honourable exception) to
have no visibility into their supply chains beyond so-called
Tiers 1 and 2. Continued hiding
behind supposedly
untraceable supply
chains blocks any
real attempts to
improve sustain-
ability. The
scandals in
Xinjiang (a
hotbed of
organic cotton
production, from
which BCI has
only recently
withdrawn) following
years of reports of forced
labour in Uzbekistan (and in
Leicester) show how much this must change. As Subindu
Garkhel from Fairtrade says: “The farmers still remain
invisible in the supply chain. Most of the new policy
guidance and legislation, whether on HRDD or modern

Cotton and 
Genetic engineering
Genetically Modified Cotton was around in 2007, and
had been since the 1990s. It was not featured in our
first issue but has many times since. Many claims were
made for GM cotton's positive impacts on pesticide use
reduction and farmer livelihoods, but the story we
have reported since has been more mixed. Initial claims
have led to questions over the longevity of
applications, and their sustainability, notably because
of herbicide resistance. In India in particular there have
been many problems, Burkina Faso stopped growing
GM, while only Australia seems to have used the
technology without problems. 
In 2007, GM cotton was valued at US$ 0.9 billion (6.2
million hectares and 3.8 million farmers in India alone
according to ISAAA2). By 2017 there were 24 million
hectares of GM cotton according to the ISAAA. GM
cotton now accounts for around 72 per cent of the
global cotton area and is grown in 15 countriesi. It is
grown in sustainability schemes such as BCI, e3 and
Cotton Leads (US). But increasing herbicide resistance
points to limitations with this technology. 
Earlier this year we reported on a study in Nature by Dr
Kranthi and GD Stone (published in Nature Plants, March
13 20203) which concluded that benefits from Bt cotton
India were 'modest' and 'ephemeral', with Indian cotton
yields not having improved in 13 years. 
Persistent problems in India with pests and with
illegal hybrids are not helping, and thoughts may
increasingly turn to gene editing, a technology not yet
applied to cotton but offering some promise of more
targeted interventions. �

2. ISAAA Brief 37-2007: Executive Summary Global Status of Commer-
cialized Biotech/GM Crops: 2007 

3. https://www.nature.com/articles/s41477-020-0615-5 

i. ISAAA. 2017. Global Status of Commercialized Biotech/GM Crops in
2017: Biotech Crop Adoption Surges as Economic Benefits Accumulate
in 22 Years. ISAAA Brief No. 53. ISAAA: Ithaca, New York.

“It makes me
wonder if the 

sector will always 
have to wait for 

a Rana Plaza 
before taking strong

collective action”

slavery, seems to be just caught in the Tier 1 and hardly
reaches the lower tiers. The cotton farmer is just as much a
part of the supply chain of a business as the factory
worker and it’s the responsibility of the business to respect
and protect human rights in their supply chain. It makes me
wonder if the sector will always have to wait for a Rana
Plaza before taking strong collective action.”

The same applies to workers. But will forced labour in
China be a Rana Plaza moment?

Labour costs have been rising in China and the drive to
retain business and keep costs low means pressures on

4. https://parliamentlive.tv/event/index/ded12629-dad1-4e79-b24b-
5ff9aba6b164  

�
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labour and environmental standards could drive yet more
abuses, state and corporate, especially given the potential
financial squeeze from the COVID-19 pandemic and the
desperate urge to rebuild economic growth at any cost. 

Perhaps if populism is finally on the wane and interna-
tional bodies regain some teeth and credibility the ship
can be turned around. France's corporate duty of vigilance
law might be scaled up to the level of the European Union

and a Biden–Harris US presidency might support such
initiatives globally. 

This law requires larger companies to prevent human
rights and environmental problems, in a similar fashion to
the due diligence guidelines, but their legal teeth mean
victims have legal recourse, although they also bear the
burden of proof, which is a problem given the deep pockets
and legal talent available to large companies.   �

A partially lost decade
Standards have moved the conversation along since 2007; but mainstream
cotton has also moved along quite a lot. The question for the next decade is
how to maintain the progress made while moving much more rapidly on the
urgent problems such as climate change. We cannot afford the same time it
took standards to go from the situation in the 1980s to now. We don't have 30
years, but 10. We have moved too slowly.
In this column we have come to back a due diligence approach and an
understanding of the Anthropocene as key to change. 
We must also think more holistically. Anita Chester and Laudes Foundation are
backing a landscape approach which has much in common with notions of 'terroir':
She says: “Recognition of these limitations is creating an interest in finding new
solutions through integrated landscape approaches which are place based and not
commodity based. While these are very much a buzz, in practice this means that businesses need to be collaborating
with other stakeholders and invest in people and land, communities and biodiversity to transition whole areas to
sustainably-managed landscapes that cover multiple commodity supply chains and full-farm activities8 .”
We must also use technology. Allan Williams emphasises the need to understand cotton's contribution to climate change
and backs precision technology.
“I think the arrival of cheaper and cheaper sensors that can collect field level information, linked to good decision support
systems will be one of the most important contributors to sustainability in the coming decade,” he says.   
This is also stressed by Brooke Summers of Cotton Australia, who also backs action: “We need to do more to reduce carbon
emissions, be more efficient with the use of nitrogen fertiliser, further improve the safety of farm workplaces and enhance
on-farm biodiversity. These are the areas of focus for the coming decade.”  �

8.  https://www.linkedin.com/pulse/world-cotton-day-reminder-we-can-farm-future-hope-anita-chester/

“We cannot afford the
same time it took

standards to go from the
situation in the 1980s to

now. We don't have 30
years, but 10. We have

moved too slowly”

Climate change
With cotton and farming largely excluded
from international carbon trading schemes,
attention to soil carbon remains low,
although it is being talked about more now
with attention-grabbing targets such as
reducing climate impacts from fibre and
material production by 35-45 per cent from
Textile Exchange . This however risks being
no more helpful than other initiatives, as it
ignores the variation in soils, farming practices
and ecosystems worldwide and that different soils
may have different soil organic matter (SOM) capacity in
the first place (e.g., tropical soils have lower SOM than
temperate on average). As Alan Williams general manager,

R & D investment at Cotton Research and
Development Corporation says: “Re:

metrics and farming: it's a long-term
game. Agriculture is part of an
inherently variable natural system,
which means that the numbers 
will change from season to 
season, often depending on

seasonal conditions well outside
the control of the farmer. This

variability occurs both naturally and
with farming system: geography, soil

type, seasonal conditions, pest outbreaks,
weather conditions, farm practices, crops 

chosen to be planted etc.” 
Williams also cautions against trying to measure changes

“With improvements
in sensing technology and

reductions in cost, the
collection of good quality

robust data should become
more feasible, for more 

cotton farmers” 
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with headline-grabbing Life Cycle Assessments
(LCAs). They fail to capture the complexity of
farming areas, let alone the day to day, season to
season and year on year variability they
encompass. He suggests instead “The focus
should be investing the money to obtain data to
assess the impacts of specific practices (informed
by local / relevant factors and conditions), and to
support farmers to implement best practices based
on the data for those specific practices.” He adds:
“With improvements in sensing technology and
reductions in cost, the collection of good quality
robust data should become more feasible, for more
cotton farmers.”

Brooke Summers also mentions the importance
of collecting data “because you can only manage
what you can measure”
as well as the need
to “make the data
integrate across
commodities
that are
grown on the
same farm,
because no
farmer in
Australia only
grows cotton”. 

This is backed up
by Anita Chester of the
Laudes Foundation, who says: “The first source of
dissonance is that the current standard systems
are specific to a single commodity whereas a farm
is often, not. Progressive farmers want to move
away from monocultures and grow cotton
alongside fresh vegetables or cereals and grains;
they may even choose to grow soya in rotation. By
working on a single commodity standard or supply
chain we often miss the complete picture.”

There is no concrete plan as to how cotton
farming can help reduce the risk of climate change,
keeping temperatures below 2oC and preferably
1.5oC. We know this is of concern to the Interna-
tional Cotton Advisory Committee (ICAC) and our
best hope may well lie in action at this level and
commitments by cotton producing countries –
although this may need financing by cotton
consuming countries. 

Subindu Garkhel of the Fairtrade Foundation
also stresses the importance of climate change
but cautions farming may be the poor relation
again: “There is still a risk that there might be
fewer efforts in adaption and resilience for the
farmers, compared to the efforts that will go in the
rest of the supply chain.”  �

“Progressive farmers
want to move away 

from monocultures and
grow cotton alongside

fresh vegetables 
or cereals 

and grains” 
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The overproduction
of cheap garments,
many of which will
never be worn or

even purchased, has made
fashion a “monstrous
disposable industry”, in the
words of designer Phoebe
English. This is only set to
worsen if you believe the
most recent Pulse of the
Fashion Industry report,
which claims global apparel
consumption will rise 63 per
cent to 102 million tonnes
by 2030.  

One widely-touted
prediction recently proven
wrong was that the outbreak
of COVID-19 would have the
inadvertent positive of
slowing things down in the
sector and offering a much-
needed reset. Instead, the
cheapest online fast fashion
has surged while firms in
the squeezed middle fell by
the wayside.

The sector’s battle lines
are clearly drawn. This is
never clearer than on the
last Friday in November. As
high volume retailers
attempt to shift as much
reduced stock as possible on
‘Black Friday’, a hardy band
of abstainers continue to
fight back. 

Hold fast
It is widely agreed that
the fashion industry
produces too much,
too quickly. How and
when to change this
continues to puzzle
the sector at large. 

David Tyler, professor of
Fashion Technologies at
Manchester Metropolitan
University, believes this
disparity is down to years of
reinforcement that only one
thing matters. “Price has
captured our retailers,” he
asserts. “When UK
companies are developing
brands they aren’t thinking
about quality, technology or
‘Made in Britain’ in their core
values but rather the sporty
image of athleisure or aspira-
tional celebrity-endorsed
products – all of which are
sold at a bargain price.”

Consumers who now only
understand fashion through
the prism of aesthetic –
rather than valuing a
garment’s ‘feel’ or the
characteristics of certain
fibre varieties – are the main
contributor, Tyler believes,
to a dangerous disconnect
between the general public
and the realities of how
apparel is made. 

Kirsi Niinimäki, associate
professor in Design at Aalto
University, agrees that the
chasm between consumers
and the industry must be
closed if environmental
progress is to be made.
“Consumers blame
companies. Companies
blame consumers. This
doesn’t take the industry
forward at all. We produce
too fast, buy too fast and that
means that garments go out
of fashion and become waste
very fast.” 

Interestingly, an Aalto
University survey conducted
last year found that most
designers create garments
with the maximum possible
life cycle in mind – aiming
to create a classic look – but
find themselves asked to
make changes by business-

Companies like Patagonia
have long since shunned the
annual fire sale, with the
European Outdoor Conser-
vation Association (EOCA)
this year running a
divergent event which will
see excess stock, damaged
product or development
samples sold to raise funds
for environmental charities. 

If sufficient numbers of
consumers fail to get on
board with the boycott,
however, the damage done
by such excessive practices
will continue to deepen.

Viral sales
Boohoo, one of the chief
proponents of fast fashion,
reported a 45 per cent
increase in sales amid the
pandemic’s first wave – even
after enduring the scandal
regarding factories
remaining open during
lockdown and the alleged
widespread payment of
illegally low wages. 

This success sits in stark
contrast to the coronavirus
experience of high street
mainstays like M&S, which
posted pre-tax losses of
£87.6 million in the six
months to September – the
first time in its 94 years as a
publicly listed company that
it has found itself in the red.

Consumers
blame
companies.
Companies
blame
consumers.
This doesn’t
take the
industry
forward 
at all

David Styles reports. 

www.ecotextile.com
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providing jobs but does
nothing for the circular
economy. If you spend the
extra money sorting textiles
without any way of
recycling them then we will
get nowhere.”

With the UK set to offer an
unwanted garment
collection scheme from
homes as of 2025, he fears
that once again items will be
collected and sorted only to
“end up like paper and
cardboard that is burned
rather than recycled”.
Implementing a levy around
ten times higher than the 1p
per item proposed in the
Environmental Audit
Committee’s 2018
recommendations could, he
notes, finance the requisite
facilities.

The notion that moving
to a more sustainable
system could be heavily
reliant on politicians will
understandably leave many
in the sector nervous. Even
if sophisticated recycling, a
booming resale market and
more sustainable fibre
sourcing became the norm,
however, a switch in
psychology – for brands
and consumers – remains
the number one necessity
for change. 

The analogy that fashion
retailers taking steps to
decrease sales would be like
‘turkeys voting for
Christmas’ is very apt when
viewed through a purely
economic lens. If, however,
the turkeys knew that taking
a hit now would mean every
generation after them would
have a better life – with
fewer each year destined for
the oven – perhaps they
would think differently.
Failing that, it’s highly likely
that we’re all stuffed.  �

The Resyntex project,
launched in the Slovenian
city of Maribor, aims to
explore the prospects of
textile recycling forming
part of a circular economy
by producing materials,
such as glucose, glycol or
acids, from unwearable
textile waste.

It’s the
industry’s
responsi-
bility to do
business
more
creatively
and begin to
include
other
services –
repairing,
upgrading,
redesigning
– within 
the system

focused colleagues who
insist materials used are
cheaper and that styles must
adhere to the microtrends.

“At some point in every
fashion designer’s education
there comes a point when
they fully understand the
system they are entering and
they have a crisis,” Niinimäki
tells Ecotextile News, “then
they have the decision of
whether they make a stand.”

If designers were listened to
and there was a return to a
slower changeover of
collections, the professor
believes change would be
seen quite quickly. 

“It’s the industry’s
responsibility to do
business more creatively
and begin to include other
services – repairing,
upgrading, redesigning –
within the system.”

While it could contribute
to an overall shift, the
reselling of used garments –
ambitiously tipped to
overtake sales of new clothes
by 2030 in ThredUp’s 2020
Resale Report – may not be
the panacea some in the
industry had hoped. 

Recent data shows second-
hand clothing exports from
the EU have slumped since
the pandemic took hold.
This will concern many
European firms as this
practice has provided an
extra revenue stream.
Approximately half the
annual 16 million tonnes of
unused apparel and textiles
from the EU had been sold
on to markets in developing
nations prior to 2020.

Slowing the cycle
Large-scale, properly funded
recycling – not resale – is the
fulcrum around which
overconsumption can begin

CONSUMPTION

to be decelerated, according to
David Tyler, a veteran of the
EU-funded Resyntex project. 

While insisting he is “no
foe of novel materials”
being used in capsule
collections, he believes the
industry must “forget the
low-hanging fruit and aim
for the 90 per cent” –
working to recycle as 
many post-consumer
materials as possible.

Due to the high initial
outlay and lack of
guaranteed return on
investment, it is almost
certainly governments alone
that have the fiscal power to
facilitate such projects.
Given the indifferent
responses to the fashion
industry’s environmental
discretions from many
national administrations,
this could prove a major
stumbling block.

Niinimäki agrees that
lawmakers hold the keys to
force the sector into change.
“It just requires a push
forward from legislation to
make action mandatory not
voluntary – the self-
regulation approach has not
worked.” She has
nevertheless seen encour-
agement from the EU, with
discussions “now framing
textiles and fashion in the
same way it did plastics in
previous years”. 

Both Niinimäki and Tyler
agree that a garment’s
environmental impact must
now be factored into its
retail price as a way of
funding green initiatives, but
the latter thinks lessons
must be learned from prior
missed opportunities. “In
France the vast majority of
EPR (Extended Producer
Responsibility) money goes
into textile sorting and
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world to see,” explained Greer.
“It might be a temporary
problem that can be fixed in
two hours but where it’s
chronic, it’s a tipping point
because the buyer gets
notified right away.”

The Green Supply Chain
and Climate Action Forum,
where IPE releases the CITI
rankings, was held online
this year – a practice which
proved so successful that
Greer thinks it should
continue, alongside the
physical event, even once
the pandemic is behind us.

As well as revealing the
latest CITI rankings, IPE used
this year’s forum to announce
the launch of two new tools –
the Global Brand Map
and Insblue.

With these high tech tools
pointing the way forward,
we asked Greer whether her
glass was half full or half
empty when it comes to the
challenge of driving forward
brands’ performance on
supply chain oversight.

“Here’s what I feel
hopeful about. That
transparency has come to
the point where they daren’t
not do it. Public concern
about climate change, for
example, is higher than
ever. So I think companies
dare not walk away and
that’s why I feel optimistic,”
she said.  �

scored zero in the rankings
including Fila, Kappa, DKNY,
Umbro, Pierre Cardin, River
Island and Hush Puppies.
Other low scorers included
Ralph Lauren, J C Penney
and Victoria’s  Secret.

“They’re a definite point of
aggravation and even more
so when we hear them talk
about their concerns about
sustainability. But for us the
big picture is pollution
reduction in China so we are
more heavily focused on
accelerating those
companies who want to
accelerate,” said Greer. 

IPE had been concerned
that the pandemic could have
impacted on the number of
companies engaging with it
on sustainability this year. 

But Greer says: “We were
really surprised that the total
number of factories being
driven in to the programme
this year did not go down, in
fact it went up a little bit.”

With on-the-ground
auditing restricted, progress
was achieved mostly
through increased adoption
of IPE’s Blue EcoChain
automated supply chain
oversight tool, now used by
54 brands – a 46 per cent
increase on 2019. 

“With Blue Eco-chain, a
factory knows that if its real
time monitoring data shows a
problem, it’s there for the

Companies
dare not
walk away
and that's
why I feel
optimistic

Linda Greer, IPE

The fashion industry
was represented by
nine of the top ten
brands in the 2020

Green Supply Chain CITI
Evaluation rankings, which
rate companies on their
supply chain oversight.

European retailer C&A
topped the list of 540 brands
rated by the Institute of
Public and Environmental
Affairs (IPE). Eight more
fashion companies – Levi’s,
Inditex, Adidas, Primark,
H&M Group, Target, Nike and
New Balance – made the top
ten, alongside technology
conglomerate Cisco.

But does this apparently
commendable performance
tell the whole story? Linda
Greer, a senior global fellow
with IPE, said: “As well as a
good performance by those
companies – and I don’t
mean to take that away 
from them – it also reflects
our focus on the industry.
And that focus was 
because they have a huge
pollution impact.”

The results also reveal that
several apparel brands

IPE RANKINGS

Top
ranking
On the face of it,
fashion earned a
good report in the
2020 Green Supply
Chain CITI
Evaluation
rankings. But does
that reflect reality?

� CITI top 50.

Simon Glover reports.

The Global Brand Map
maps 540 brands around
the world and gives key
details of their supply
chain oversight.

Powered by artificial
intelligence and big
data technology,
Insblue illuminates
environmental, health
and safety risks in
supply chains.
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New legislation
which would
make brands and
retailers

responsible for carrying out
due diligence on social and
environmental issues
throughout their global
supply chains is currently
being considering by both
the European Union and the
German government.

These moves towards
mandatory human rights
due diligence (MHRDD)
have been prompted by
longstanding concerns over
the effects of the fashion
industry on both those who
make its products and the
wider environment.

The drive 
for diligence
Recent controversy over pay and conditions
in Leicester garment factories which 
supply Boohoo has prompted growing 
calls for mandatory due diligence on 
supply chains, but what would it mean? 

European Commission is
trying to take a more values
based approach, which is
quite a bold move, on social
and environmental issues,” 
she said.  

“Both the European
Commission and the German
government have carried out
reports to show that
voluntary moves haven’t
been enough to ensure that
companies take the right
steps to prevent and mitigate
risks to human rights and to
the environment. 

“Fires occur, people get
underpaid, there’s illegal
sub-contracting... these
issues continue, they don’t
stop. If voluntary measures
were enough then there
should have been a
reduction. But we still see
them and when they occur
companies aren’t necessarily
held accountable.”

In a recent blog on the
issue, she quoted Euro MP
Lara Wolters who said: “A
system of voluntary standards
is good only for the good
guys, we now need a system
that is bad for the bad guys.”

Vuddamalay continued:
“This is particularly true for
the apparel sector, which has
seen a multitude of
voluntary and well-
intentioned initiatives, but
few transformative changes.”

This raised eyebrows as
the Laudes Foundation is the
philanthropic arm of retailer
C&A, which only recently
agreed to pay garment
workers in its global supply
chain for cancelled orders
that it’d controversially
back-tracked on amidst the
pandemic.

Christie Mdiema, of the
Clean Clothes Campaign,
commented: “It is really
great that Laudes

They have been
accelerated by the impact of
the COVID-19 pandemic
which has exacerbated fears
that the relationship
between manufacturers,
many of them in developing
nations, and western brands
and retailers is broken.

Ilan Vuddamalay, senior
labour rights programme
manager at Laudes
Foundation, has no doubts
that legislation is necessary,
arguing that voluntary
measures have failed to
either uphold human rights
or protect the environment.

“COVID showed there
were a lot of cracks in the
system and I think the

A system of
voluntary
standards is
good only
for the good
guys, we
now need a
system that
is bad for the
bad guys

Euro MP 
Lara Wolters

Simon Glover reports.

� Garment workers
in a factory.
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European Union, might be
putting their own economies
at a disadvantage by
imposing MHRDD
restrictions that interna-
tional rivals would not face.

But Vuddamalay disagrees:
“At the moment companies
that are responsible are the
ones that are at a
disadvantage. The ones that
have taken that responsi-
bility doing diligence, going
above what is required, can
be undercut by more
unscrupulous companies.”

Whenever people discuss
MHRDD, the focus is on pay
and conditions in
‘sweatshop’ factories in
developing nations – but in
recent months one of the
biggest controversies has
been to do with factories in
Leicester which supply fast
fashion retailer Boohoo.

We asked Vuddamalay
whether she thought
legislation would have
helped here – or whether
less scrupulous players
would always find a way
around legal requirements
such as the minimum wage.

She replied: “There needs
to be a change of this
narrative that companies
don’t know what’s
happening in their supply
chain, they don’t know
where their suppliers are or
who they are or who they
are hiring, because it’s not
an excuse anymore.  

“I don’t know enough
about the Boohoo case, I
cannot comment on that,
but in general with 
MHRDD the burden would
be on the company to find
out who their suppliers are
and how they are treating
their workers and what 
are they doing to address
those problems.”  �

year of European Commis-
sioner for Justice, Didier
Reynders, to introducing a
proposal for MHRDD
legislation as a “small but
bright light”.

“This legislation would
mean companies in the EU
and selling to the EU would
have to put in place
appropriate measures to
identify, prevent, mitigate
and account for addressing
risks created by their
operations that might lead
to adverse human rights
and environmental
impacts,” she said.

“Ultimately, the legislation
should help prevent
negative impacts to
workers, communities 
and the environment
occurring in the first place.
And if it doesn’t, then they
should be able to access
remedy and companies be
held accountable.”

Critics of mandatory due-
diligence argue that it’s not
realistic, particularly in the
fashion industry, for
smaller companies to be
legally responsible for
complex supply chains
which they may not have
the resources to unravel.

But Vuddamalay counters:
“I think it’s important to get
it clear that mandatory due-
diligence wouldn’t make all
companies legally liable for
every single impact along
their supply chain.  

“It’s asking them to make
reasonable efforts to identify
and understand what the
risks are that their company
might cause or might be
implicated in their supply
chains. And to take credible
action to address them.”

Another argument is that
countries, such as Germany,
or regions, such as the

The burden
would be on
the company
to find out
who their
suppliers are
and how
they are
treating their
workers

Ilan Vuddamalay

Foundation is expressing its
support for mandatory
human rights due diligence,
but if they are serious about
it, why don’t they get C&A to
publicly speak out in favour
of the concept?”

When asked whether she
considered C&A to be a
‘good guy’ or a ‘bad guy’,
Vuddamalay responded: “I
don’t speak for the business
or the brand, but I don’t
think this is so much about
individual companies but
really around the whole
industry and the system that
needs to change.”

In her blog, Vuddamalay
argued: “We see that the lack
of clear, consistent and
binding rules permit some
companies within the
apparel industry to act as
they see fit, so, naturally
they act in line with what
incentivises them. 

“For some, this means
doing as much as possible to
protect workers, their
communities and nature for
longer-term business, social
and environmental
continuity. Whereas for
others, it can mean treating
people and the environment
as resources to exploit in
order to minimise costs and
maximise financial returns. 

“The result manifests itself
in low paid and dangerous
working conditions or
continued pollution and
excessive carbon emissions.
The concentration of power
in value chains amongst the
end buyers ensures that
these problems and
inequities persist. Then,
when a major shock like
COVID-19 occurs, these
practices result in swift and
dire consequences.”

She described the
commitment earlier this

DUE DILIGENCE 
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April Group, the
Indonesian sister
company of
viscose fibre

supplier Sateri, has refuted
claims that it’s at risk of
acquiring vast quantities of
wood pulp from deforested
peatlands in Borneo, and
says claims that satellite
images which show
deforestation on an area of
land the size of ‘10,000
football pitches’ are “simply
not supported by facts”.

A coalition of ten NGOs –
including Greenpeace, the
Rainforest Action Network
and local pressure group
Auriga – recently published
a report alleging that since
June 2015, one of April’s top
raw material suppliers, PT
Adindo Hutani Lestari (PT
AHL), had sourced wood

Barking
up the
wrong
tree?

Viscose producer
April Group 
finds itself at
loggerheads with an
NGO coalition over
deforestation links. 

of compliance. Our report
states that its authors believe
there are enough indications
to warrant careful scrutiny by
Indonesia’s authorities,
especially in regard to
beneficial ownership
disclosure, timber royalty
payments, and restrictions on
peatlands development.”

The NGO says there are
other outstanding questions
still to be answered around
transparency, but the viscose
producer has hit back,
saying: “It is misleading to
question April’s commitment
to transparency, both in the
context of the ownership of
PT AHL and otherwise.

“We have shared
correspondence from PT
AHL with Auriga in which it
clarifies its ownership and
categorically states that no
shareholding in PT AHL has
ever been held by
shareholders of April or RGE
(Royal Golden Eagle, the
parent company of April).”

Environmental NGO
Canopy remains
unconvinced, with executive
director Nicole Rycroft saying:
“This is not the first time that
RGE companies or their
suppliers have been credibly
accused of deforestation and
forest degradation – and we
fear it is becoming a pattern
with implications for viscose
producers who have links 
to April.” 

She concluded: “Canopy
sincerely hopes the
company will constructively
work with respected local
NGOs and civil societies on
the substantive changes that
are needed to reduce current
risks and to improve their
sustainability standing.
We’re willing to work with
them on finding the
pathways to solutions.”  �

pulp from “knowingly
cleared [High Conservation
Value] HCV or [High Carbon
Stock] HCS forests or
forested peatlands” in
Borneo, which would be in
breach of April’s Sustainable
Forest Management Policy
(SFMP) 2.0 commitments.

April has since offered a
rebuttal as it looks to clear
its name of the accusations,
whilst vigorously denying
any assertion that it has
ownership or any links with
the “open market supplier”
PT AHL. 

Yet these rebuttals from
April have themselves been
challenged by joint report
author Auriga, which adds
further complexity and
some confusion around the
transparency of sourcing
raw materials in what is
after all, one of the world’s
most delicate eco-systems.

Communications director
of Auriga Nusantara, Syahrul
Fitra, told Ecotextile News:
“The report did not say that
April is not in compliance
with Indonesia’s laws and
regulations, as April’s
statement claims. We said we
do not allege that they are out

� April says that of 
the 8,387 hectares of 
plantations 
established by PT AHL,
none were HCV areas.

� Adds that land 
preparation activities 
for this space was 
completed before May
2015, and verified 
by environmental 
consultant PT 
Hatfield Indonesia.

� Hatfield’s analysis 
confirmed these areas 
were non-HCV areas 
and harvested prior 
to the May 2015 
cut-off date per
April’s SFMP 2.0.

� Of the 8,387 hectares, 
6,058 hectares are
classified as peat and 

none of these are on a
protected Peat Dome 
Peak Area.

DEFORESTATION

Chris Remington reports
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The Renewal
Workshop, a
company with its
roots deeply

embedded in apparel
repairs, has published a new
report which not only
spotlights the growing
problem of textile waste but
also makes a compelling
case for its glaring potential
in an industry that’s quickly
warming to the idea of a
circular economy. 

Leading Circular –
Pathways for Evolving
Apparel and Textile
Businesses from Linear to
Circular follows a narrative
that’s becoming more and
more familiar as the tide
turns in favour of
‘sustainable’ fashion. 

What’s startling in this
report, however, is that 
the sheer size of the
problem and its very
solution are made so
painstakingly clear. 

Having conducted more
than 50 brand assessments
– from high-end clothing
labels to technical product
specialists – over a four-year
period, the team at the
Renewal Workshop (TRW)
concluded that 82 per cent
of what these businesses
deem waste is in fact

Untapped
potential
Salvageable
‘waste’ holds
potential to unlock
circular economy  

we need to see an
acceleration of circular
business models if our
planet is going to survive.
In order to get there, people
need examples of success,
inspiration and data to
make informed decisions.”

Second-hand 
fashion’s spike
Perhaps the most obvious
avenue to brands and
retailers will be product
resale. After all, platforms
like Depop are a case-in-
point of just how lucrative
and alluring the model of
selling pre-owned fashion
has become. Recent research
from consignment store the
Vestiaire Collective
estimated that the resale
market is worth between
US$30 and US$40 billion 
at present.
What’s particularly striking
amongst the findings of this
report is the extent to which
the COVID-19 pandemic has
served as a period of
reflection for shoppers. 

When asked whether
they’d change their
shopping habits when things
return to ‘normal’, 82 per
cent of respondents
indicated that they’d
consider buying items that
are of higher quality and
thus likely to last longer. 

The North Face is just one
brand to have reaped the
rewards of offering a pre-
owned clothing collection,
with senior manager of the
brand’s sustainability team
Julian Lings, telling us that
it’s thus far saved more than
50,000 kilograms of waste
from going to landfill, whilst
registering “very strong year
over year growth”. 

“I think the question is
how can brands add value to

salvageable product that
could serve a new purpose. 

A closer look finds that
almost half (46 per cent) of
this ‘waste’ could be deemed
of resale standard with just
minor repairs, another 36
per cent of this stock could
also be resold if given more
substantial surgery, whilst
the remaining 18 per cent
could be of value if recycled
or downcycled. 

At present, it’s the fast-
and-loose approach to
product disposal that’s
proving both damaging and,
sadly, a missed opportunity.
Whilst we can be buoyed by
the statistics that 31 per cent
of this garment waste is
donated, and that eight per
cent is reused or recycled,
the fact is that 24 per cent of
this product is incinerated or
landfilled, whilst an
additional eight per cent is
destroyed in other ways. 

Ultimately then, to
improve these rates, the
Renewal Workshop wants to
see companies explore
alternative business models.

“To us, success is when we
have a mainstreamed
circular economy for our
industry,” TRW co-founder,
Nicole Bassett, told
Ecotextile News. “We know
that more information helps
make better decisions and

As part of this
assessment, circular
mapping is used to
identify the size of the
waste stream that
brands are already
managing, before the
Renewal Workshop
physically assesses this
product and categorises
it. “Here we are looking
at the quality of this
waste as well as its
material content. This
allows us to understand
the global feedstock of
products that could go
into a resale market,”
says Nicole Bassett,
TRW co-founder.

The Consumers Behind
Fashion’s Growing
Second-hand Market
report compiles the
answers of 7,000
respondents from across
the UK, USA, France,
Germany, Italy and
Spain to paint a picture
which shows how the
coronavirus pandemic
has influenced 
shoppers to choose
quality over quantity.

By Chris Remington

www.ecotextile.com
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into the creative process,”
Lings told us. “By thinking
holistically about where
certain components show
up and the circular viability
of them there is an
opportunity to have a very
large impact with a small
number of decisions.”

From one end to the other
then, efficient textile
recycling is perhaps the
most important cog to
grease if the elusive
ambition of a circular
economy is to be achieved.
At present, question marks
remain over whether this is
an attainable goal due to the
current crop of technologies.

“Today’s recycling
technology is over 100 years
old. It is predominantly
done through a mechanical
process and only works for
single material products
such as cotton, wool, or
polyester,” the report says.

With more than half of the
fabrics used by the brands
assessed found to
encompass material blends,
it creates an issue with
regards to how exactly the
potential of these textiles
can be unlocked. It really
comes down to how such
stakeholders invest and back
the burgeoning solutions of
recent years… the likes of
Tyton Biosciences,
Re:newcell, Worn Again and
Evrnu are mentioned, to
name but a few.

“The take, make, use,
waste model does not serve
any company economically,”
insists Bassett. “And if
brands want to be more
resilient in uncertainty,
having a diverse source of
revenue is a smart plan.
Right now, brands are
adapting linear business
models into circular.”  �

product, take-back
programmes are essential,”
the report notes. 

“There are a number of
ways to work with
consumers to take back your
products when they are
finished with them. Before
committing to a single
approach and building out a
programme, we advise
brands to experiment with
each of the four primary
paths to collect data on
customer behaviour.”

These are: in-store
collection points, special
events and marketing
activations, employee
programmes and mail-
in programmes. 

End-to-end stuff
An area that’s perhaps
overlooked in all talk of
alternative business models
is the necessity to address
circularity at the product
design phase. After all, if a
garment is built to last and
its manufacture is thought-
out to consider its end-of-
life, it makes the subsequent
disassembly and recycling
far easier. 

Education is paramount in
this regard, and the North
Face is again just one firm
which didn’t shy away from
accepting support when the
Renewal Workshop was
offering up its services. 

The North Face Design
Residency was born, which
factored in resources on
‘circular materials’, designing
for durability and
repairability. “Classroom
work during the Design
Residency centred on
evaluating the traditional
design process to
incorporate circular design
principles and taking steps
to integrate those updates

re-commerce consumers
through the product they re-
sell,” Lings says. 

“Every brand/business will
be different in how
consumers interact and
subsequently value their
products. Re-commerce
allows for multiple avenues
to add value, for example:
refurbishing a garment to
‘like-new’ condition will
appeal to first-time
customers. Creatively
repairing garments to
celebrate and repair in
harmony with damage can
create product that appeals to
consumers more emotionally
connected to re-commerce…
and upcycling or building
something entirely new can
reach new niche audiences
that may have not
considered re-commerce as a
viable marketplace for them,”
he explains. The financial
viability of rental fashion is
another potential pathway
for brands and retailers. 

“Product as a service is an
opportunity for all brands to
extend their inventory
investments in new ways. As
making new things becomes
more expensive and fewer
people can afford to own
everything they need and
want, rental programs
become more appealing for
both brands and
consumers,” says the
Renewal Workshop. 

Take-back schemes are now
proving popular within the
industry too, with the likes of
Levi’s and Tommy Hilfiger
most recently announcing in-
house schemes which will
reward customers for
returning goods. 

“For brands to take
responsibility for what they
make and to capitalise on
the full lifetime value of the

Both companies have
recently launched
respective take-back
and resale services,
through which shoppers
are incentivised to
return their unwanted
goods in return for
credit, whilst the brands
execute repairs before
re-listing items. 

CIRCULAR ECONOMY

� The Renewal
Workshop employs
people both in Oregon
and Amsterdam which
execute product repairs. 

� The Renewal
Workshop’s co-
founders Jeff Denby
and Nicole Bassett.
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The news that the
Sustainable Apparel
Coalition (SAC) will
ditch the aggregated

single score used by the Higg
Materials Sustainability
Index (MSI) next month
(January 2020) has brought
mixed responses from
industry groups – including
repeated calls for the MSI’s
full suspension.

The SAC says its decision
to shelve the single score is
part of a planned shift of
focus from the environ-
mental impacts of raw
materials to product level
assessments. It also
coincides with the launch of
the new Higg Product
Module (Higg PM) where
MSI users can use five
individual impact area
scores to determine the
environmental credentials of

Material
difference
The SAC is about to
drop the aggregated
Higg MSI single
score for materials,
in favour of impact
ratings for products.

These impact areas are
global warming potential,
nutrient pollution in
water, fossil fuel
depletion, water scarcity
and chemistry. 

tional Alpaca Association
told us the retirement of the
MSI single score was a
“symbolic step,” and pointed
out that within the MSI high
aggregate scoring for Alpaca
320 points, 69 per cent or
222 points comes from
eutrophication. “But most
alpacas are farmed at an
altitude of 4,000 metres (in
Peru), so there is no
agricultural activity at this
height above sea level to
justify the use of chemical
fertilisers,” he explained. 

It’s a fair point. And the
lack of clarity around impact
scores is shared by other
sectors such as the silk
industry, which back in 2018
outlined the results of a
credible LCA on silk by
Ufficio Italiano Seta. These
results featured in a special
supplement in this magazine
in February 2019, however,
we don’t know if that LCA
has yet been taken into
account by the Higg MSI.

Meanwhile, the wool
industry’s global body, the
IWTO, told us that while it:
“welcomes the SAC’s
decision to eliminate the
Higg aggregated score”, it
says that “considerably more
improvement is needed to
create a level playing field in
their (SAC) rating of natural
and synthetic fibres”.

Synthetic concerns
As we’ve previously
reported, all these organi-
sations remain concerned
about their comparatively
low environmental MSI
rankings versus synthetic
fibres – and polyester in
particular (see page: 41). 

Yet the Higg MSI was
never meant to look at one
fibre versus another in
isolation, says Higg Index

their products. The second
version, due next spring, will
consider product use and
end-of-life for the first time .

The move has been given a
cautious welcome by some
groups, including the cotton
sector. “Eliminating the single
aggregated score in the Higg
MSI is a positive step,” noted
Michele Wallace, director,
product integrity at Cotton
Incorporated. “Sustainability
measurement tools need to
balance ease with accuracy.
Although single scores are
easy to grasp, they do not
address the inherent
complexities of impact
assessment. With this change
to Higg MSI and the release of
PM, with the full lifecycle, the
Higg product tools will move
closer to conformity with ISO
standards.” Yet there’s still
concern about how MSI
ranks raw materials such as
leather, wool, silk and
alpaca. The International
Council of Tanners said it
accepted the retirement of the
MSI aggregated single score
would increase transparency
but it “remains concerned
that the underlying data and
methods for the five impact
areas do not truly represent
the impact of some materials”.
It went further, renewing its
calls for the suspension of the
MSI, claiming the Higg’s data
and methodology burdens
leather with “dispropor-
tionately high scores.”

Meanwhile, Juan Pepper,
president of the Interna-

John Mowbray reports

www.ecotextile.com
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away from this idea that with
material scores on their own,
you can make a perfect
judgment,” said Kibbey.

Although the aggregated
single score will be ditched
in favour of these area
impact scores, the cradle-to-
gate MSI will remain
integrated within the Higg
PM on the Higg.org platform.

The Higg tool is evolving
to take into account the best
available technologies,
science and latest LCA data.
Nothing in our industry is
ever ‘right first time’ – ask
any textile dyer – but after
eight years it’s easy to see
why there is still some
concern that the logic
behind the single MSI scores
is confidential. Yet the
retirement of the single
score is surely a good move. 

While marketers of some
natural fibres and leather
have only cautiously
welcomed this decision, they
must remember that no
other industry as complex as
the textile sector – not one –
has got anything like the
Higg Index, with verified
environmental data from
over 13,000 supplier factories
to support its efforts.

The next step is now for
the establishment of
working groups to create
aligned models for specific
material categories, enhance
the submission process for
MSI contributors, and to
offer more frequent training.

The leather and natural
fibre sectors should
constructively engage with
the SAC if they want to
influence Higg MSI scores,
and encourage more
openness and transparency.

The complete suspension
of the Higg MSI should not
be an option.  �

cent of global textile fibre
use while silk is down at 0.1
per cent of the total amount
of fibres used every year.
These fibres have been
losing market share to
synthetics for decades – so is
the impact of the Higg Index
MSI score on the market
share of a fibre being
overstated? Probably. 

Buyers will primarily
choose fibres based on
attributes, performance 
and price.

“I think what people are
actually using the MSI for is
to really look at how
materials play into their
company-wide impact goals,
specifically on things like
carbon and water. That’s
where the tool is really
useful,” says Kibbey.

Surely that has got to be
the right approach in a
creative industry known for
the sheer diversity of its
products. The textile
industry doesn’t simply
churn out identical widgets
made from the same raw
materials. As we’ve said time
and time again, it’s not just
about what your products
are made from, but how and
under what conditions they
are made that determines
their overall impact.

“The materials going in are
just one part of it and looking
at product impacts gets us

It’s not 
just about
what your
products 
are made
from, but
how and
under what
conditions
they are
made

CEO Jason Kibbey. “When
you merge lots of different
impact areas together you
essentially create some
degree of over-simplification
– and so there’s a lot of
criticism about the single
score and the way it implies
one material is better than
another material.” 

He maintains the MSI was
only ever intended as a
‘point of engagement’ and a
‘starting point’ to look at the
sustainability impacts of a
given product. “But because
there’s this single score and
ranking I think some used
this as a way to say, ‘oh
you’re declaring that one
material is better than the
other’ and that wasn’t the
intention ... we’re looking for
ways to move beyond that
conversation because that’s
not a productive one.”

In any type of ranking,
someone is always going to
finish bottom of the pile.
And it’s therefore no surprise
that those with the loudest
voices are the ones who feel
the most aggrieved. Yet
looking at textile fibre
production figures from
CIRFS (which collates these
figures yearly), textile fibre
market share by type has
been stable since 2013 when
the MSI was first unveiled. 

Wool and hair fibre types
still hover around one per

HIGG INDEX

Source: Textile Exchange 2019

GLOBAL FIBRE PRODUCTION IN 2018
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Primark signs
up to UN
Fashion Charter

NEWS 

LONDON – Fashion retailer
Primark has joined the United
Nations’ Fashion Charter for
Climate Action committing the
company to achieve net-zero
greenhouse gas (GHG) emissions
by 2050 and a 30 per cent
reduction by 2030.
Primark has pledged to tackle
emissions from across its entire
value chain, including ‘Scope 3’
emissions outside its own
operations which make up the vast
majority of its carbon footprint.
The company has also agreed to
analyse and set a decarbonisation
pathway, drawing on method-
ologies from the Science-Based
Targets initiative (SBTi).
Katharine Stewart, ethical trade
and environmental sustainability
director at Primark, said: “While we

have big ambitions to make our
business more sustainable, we
also know that even our small
changes can make a big
difference, simply because of our
size. And we want to do all this
without passing the cost on to our
customers, as we believe that
sustainable fashion shouldn’t
come with a big price tag.”
The company says it has worked
hard to measure its Scope 3
footprint to identify further 
GHG reduction opportunities 
such as tackling emissions
generated by the use of raw
fabrics and materials, its largest
source of emissions.

These include doubling the
number of products made with
recycled materials to 40 million
items this autumn, and training
more cotton farmers in more
environmentally friendly
practices through 
the Primark Sustainable 
Cotton programme.
Primark also partners with
charities to donate unsold
products from its stores, and it
operates an in-store recycling
scheme for UK customers to
donate their unwanted clothes. It
plans to roll this scheme out in
other markets.
Web: bit.ly/2TTbYOo

SUNDSVALL – Bank &
Vogue, the parent company
of vintage fashion retailer
Beyond Retro, has signed a
new multi-year agreement
with textile recycler
Renewcell and will supply
upwards of 30,000 tonnes
of pre- and post-consumer
waste a year to fuel the
firm’s production of
Circulose branded fabric.  

The commitment cements
Bank & Vogue’s position as
Renewcell’s largest
supplier, and will ensure
that the burgeoning
Swedish innovator – which
has just moved to a larger
facility in Sundsvall, Sweden
– retains a consistent stream
of material.

60,000 tonnes of Circulose
fabric a year. 

That move is now
shaping up to be a very
smart one, as the Bank &
Vogue partnership will
provide the much-needed
materials required to
produce Circulose. 

Lundström says: “Today,
less than one per cent of all
clothes are recycled back
into clothes, and that
carelessness is driving
climate change and
ravaging natural
environments. Together,
we prove fashion waste
unnecessary – all clothes
should be used, reused 
and recycled.”
Web: bit.ly/3mPotGZ

Bank & Vogue, Renewcell
prolong partnership
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“With this agreement,
we take the next step to
industrial scale textile-to-
textile recycling. I’m
truly impressed with
Bank and Vogue’s
experience and capacity
for innovation, and
without them we
wouldn’t be where we
are, ready to put shovel to
the ground for our next
recycling plant,”
commented Renewcell’s
CEO, Patrik Lundström. 

Renewcell recently
made the move from a site
in Kristinehamn, southern
Sweden, from which it’s
expected that the
company will be able to
produce upwards of

Call for
forest fibres
to be
sourced
sustainably
GENEVA – The Programme
for the Endorsement of
Forest Certification (PEFC)
has launched a new
campaign to raise
awareness of the need to
source natural fibres, such
as viscose, acetate and
lyocell, from sustainably
managed forests.
The campaign, entitled
Fashions Change, Forests
Stay, argues that forest
fibres have huge potential
to help the fashion industry
on its sustainability
journey, but must be
sourced responsibly.
It urges brands and retailers
to help support the vitality
of the world’s forests by
ensuring their fibres are
sourced from forests
recognised as sustainable
via the PEFC’s chain of
custody certification.
PEFC spokeswoman
Fabienne Sinclair told
Ecotextile News: “Forest
fibres make up 6.2 per cent
of global textile production
and it’s growing. We want
to make sure that the
fashion industry is aware of
the need to source from
certified forests so they are
not contributing to
deforestation.”
“The world’s forests already
store more carbon than all
exploitable fossil fuel
deposits, so increasing their
ability to mitigate climate
change is an obvious
option,” added CEO 
Ben Gunneberg.
Web: bit.ly/2I6JdeC

Primark will strive to achieve
net-zero emissions by 2050.
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US footwear brand kick-starts
shoe recycling programme

NEWS 

NEW YORK – Footwear brand
Thousand Fell has partnered
with recycling innovator
TerraCycle and package delivery
firm UPS to develop a closed-
loop shoe recycling programme
which encourages consumers to
return their trainers in return for
store credit.
Through this initiative,
members of the general public
will be able to take pre-paid
and packaged used Thousand
Fell footwear to one of 14,400
partnering UPS or partner
locations that will be
distributed back to TerraCycle
for product recycling.
“Now, with access to the
unprecedented support and
scale of UPS and TerraCycle,
Thousand Fell is doubling
down on their mission to never
send another sneaker to
landfill and securing their

foothold as a pioneer in the
circular fashion economy,” the
US brand says.
Thousand Fell is also working
with UPS company Ware2Go
which will provide on-demand
warehousing and fulfilment to
streamline the logistics of the
project from the delivery of
the returned goods through to
the materials use in new
recycled stock.
TerraCycle will accommodate
all the returned goods before
processing them to be either
repurposed as shoes or
downcycled into lower-value
items. Where it can, Thousand
Fell says recycled material will
be re-integrated within its
supply chain in order to
develop shoes that comply
with the circular principles of
the programme.
Web: bit.ly/32dzXMF

AMSTERDAM – Some 34
leading brands, retailers
and other organisations
now say they will accept
Social and Labour
Convergence Programme
(SLCP) verified assessments
in place of their own
proprietary audits.

They include Adidas,
C&A, Fast Retailing, G-Star

reducing the audit burden
on manufacturers, freeing
up resources to improve
working conditions.

The multi-stakeholder
initiative has more than
200 signatories including
manufacturers, brands,
retailers, industry groups,
international and govern-
mental organisations,
service providers and civil
society groups.

They collectively
developed the SLCP's
Converged Assessment
Framework (CAF) to
replace the multitude of
repetitive and duplicative
social and labour audits
with one single, high-
quality tool.

As well as the 34 brands,
retailers and organisations
now publicly stating they
will accept SLCP-verified
data instead of conducting
their own audits, more
signatories are adapting
their systems to accept
SLCP-verified data in the
near future.

The Sustainable Apparel
Coalition (SAC), which has
more than 250 members,
has fully integrated CAF as
the backbone of its Facility
Social and Labour Module
(Higg FSLM).

"With the world still in
the grips of a global
pandemic which continues
to disrupt supply chains
and severely impact the
lives of workers, never has
the need for industry
collaboration, efficiency,
and reliable social and
labour data been stronger,"
said an SLCP statement.
Web: bit.ly/38beGHu

Brands back supply chain
assessment tool
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RAW, Gap, H&M Group,
Inditex, New Balance, Nike,
Puma, PVH Corporation,
the Sustainable Apparel
Coalition (SAC), Target,
Under Armour, VF
Corporation and Zalando.

The SLCP says the
support for its initiative
demonstrates real progress
towards its goal of

Resale
platform
Vinted acquires
Dutch rival
VILNIUS – Online fashion
marketplace Vinted has
announced the acquisition 
of Dutch second-hand 
platform United Wardrobe 
as it looks to create a one-stop
shop for European fans of pre-
owned clothing. 
This coming together boosts
Vinted’s outreach massively 
in the Netherlands and means
it will now have upwards 
of 34 million buyers and sellers
on its site spanning 11 major
nations on the continent
including France, Spain 
and Belgium.
Sjuul Berden, CEO of United
Wardrobe, commented:
“Together, Vinted and United
Wardrobe can scale faster –
doubling our rate of expansion
to new markets – and deliver a
truly unique product to our
community of members across
Europe. We’re confident that
together, we can supercharge
our growth journey and become
a significant player in
secondhand fashion worldwide.” 
United Wardrobe has been one
of the go-to platforms for
second-hand fashion in the
country but will now be
integrated into the Vinted
platform drawing more eyes to a
single, competitive marketplace. 
Vinted enables customers to list
their own stock for free,
encouraging a circular economy
around unwanted clothing.
As the two join forces then,
United Wardrobe’s CEO, Sjuul
Berden, and CTO Maud
Behaghel will join the seniority
of Vinted to continue to oversee
the fruition of the second-hand
marketplace across Europe. 
Web: bit.ly/38bdRyo

More than 300 million shoes
end up in landfill each year 
in the United States alone.
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Organised by the Taiwan Textile Federation (TTF) under
the auspices of the Bureau of Foreign Trade, Ministry of
Economic Affairs, Taipei Innovative Textile Application
Show (TITAS) closed with success on October 15th.
Despite COVID-19, 356 exhibitors from 11 countries
participated, including Taiwan, U.S., Sweden, Germany,
Switzerland, Japan, Korea, Vietnam, Hong Kong,
Singapore and China in a total of 803 booths. 

Due to travel restrictions, TITAS integrated online and
offline measures to help exhibitors explore more
business opportunities including online catalogues,
virtual one-on-one business meetings, live streaming
videos and more. 

TITAS invited more than 40 brands from 15 countries
to participate in physical and virtual one-on-one
meetings with over 100 exhibitors, and produced live
interview videos for 16 exhibitors to stream online. 

COVID-19 brought opportunities for Taiwan’s textile
industry with firms modifying production to produce
protective textiles. This year, it showcased products in
‘Personal Protection’, ‘Function’ and ‘Sustainability’. 

Some of the show highlights included:
� A+ Smart Thermoregulation clothing by FTC (Formosa
Taffeta) is a cross-industry collaboration from the textile,
telecoms, electronics and garment industry. Materials are
monitored via smart phones, tablets and smart watches
to regulate the thermal and light-emissions from of a
garments signal safety.
� Formosa Chemicals & Fibre Corporation (FCFC)
introduced chitin-derived fibers and compound fibers
with anti-bacterial, mildew-proof, deodorant features
with proven anti-bacterial results up to 99%. 
� Far Eastern New Century Corporation (FENC) was fully
supportive of the supply chain for surgical face masks
with its special FENC® Hycare Staple Fiber series. FENC
produced 600 tons of this sheath & core bi-component
bonding fiber each month, equivalent volume of 1 billion
face masks.
� Eclat Textile Co., Ltd. introduced their incredibly
refined Softform which cut down production processes
but with special construction designs and material, it
offers three main innovative functions that are “light
weight and permeability”, “flexibility and comfort” and
“keeping warm in winter”.
� Yi Shin textile’s new generation of Magic BES
(Biodegradable Enhancement Solution) materials can
expedite biodegradable process of waste synthetic fibers
or recycled products to with micro-organisms in
anaerobic or aerobic environments to avoid secondary
pollution from recycled materials.

Another two main themes at TITAS were ‘Smart 
Textile’ and ‘Smart manufacturing’. Some of the key
exhibitors included: 

� Tex-Ray has invested in the development of smart
garments for years with products that can be used in
sports training, outdoor activities or remote care. These
products are trendy, smart, and functional, brining brand
new experiences for the users.  
� iQmax® Wireless EMS Textiles – a technology that
combines fiber with electronics. The wearable technology
market applies smart textiles, garment finishing and
components like pressure, temperature, touch panel and
other features to enhance personal protection, heath
care, comfort, and the garments can be more interactive
and responsive to the wearer.
� Oshima Co., Ltd. brought a competitive edge to
Taiwan’s manufacturing technologies. Solutions from
Smart Automatic Cutting Machine Series J3 and M8S can
increase the capacity of protective garments from 2,700
to 16,200 pieces per day. Oshima have become the key
partner for international garment manufacturers.  
� MEGASEW Sewing machines are equipped with
features like bright board with light under the fabric,
needle bar hidden oil seal design, and direct drive
computerized mini servo motor design. With these
features, products are eco-friendly, user-friendly, highly
efficient, and aesthetically pleasant, offering high-quality
results for discerning major brands.

TTF has announced that TITAS 2021 will be held 
at the Taipei Nangang Exhibition Hall on 13th – 15th
October. TITAS will continue to assist our exhibitors to
develop international markets so Taiwan can be the
manufacturing and developing center for high-end 
textile products in Asia!

TITAS 2020 Features 5 Main Themes
Preparing for Post-Pandemic Market Opportunities in Advance

ADVERTORIAL 

� ROC Vice President Lai Ching-te, Chairman Wong and Honorary Chairman
Hsu of TTF congratulated TITAS for the successful exhibition.

� Buyers visited trend forum. � Presentation on the Medical protection textiles.
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Bangladeshi
worker finances
crippled by
COVID

NEWS 

DHAKA – New research on the
impact of COVID-19 on
Bangladesh’s ready-made
garment (RMG) sector has
highlighted a major drop in
worker incomes, as a group of
115 surveyed workers said
their wages had more than
halved compared to 2019.
Four factories, of which two
ran standard operations and
the other two were titled
‘champion factories’ – because
of additional benefits and a
progressive workers rights
approach – allowed their staff
to be assessed as part of this
analysis, overseen by the Girls
Advocacy Alliance (GAA) and
the Awaj Foundation.
The findings paint a bleak
picture, with debt on the rise

amongst this workforce forcing
necessities like food and
education to be sacrificed.
Amongst the survey findings,
98 per cent of people said
they’d been forced to spend
their wages on more health
and safety equipment, such as
PPE, sacrificing food and
education. 27 per cent of
respondents say they decreased
their spending on food to such
an extent that they’re now
suffering from a nutritional
deficiency of some sort.
Whilst the situation amongst
‘champion’ factory workers
isn’t as grim, because these
sites have provided free
COVID-19 tests and have

amongst their ranks a higher
proportion of women in
positions of management,
those in standard factories
have had to pay for testing out
of their own pockets.
In order to provide support,
local NGOs have outlined 12
recommendations that they
feel could ease the hardships.
These include: increasing
testing facilities, ensuring
factory bosses are supporting
workers, encouraging partici-
patory auditing safety
measures, and enabling active
monitoring by government
institutions such as the RMG
Sustainable Council (RSC).
Web: bit.ly/35dgUEk

JAKARTA – Viscose
producer Asia Pacific
Rayon (APR) has
announced an update to
its Follow Our Fibre
blockchain-based tool
which will now display
information of its
suppliers’ conservation
and biodiversity efforts.  

The platform was
launched last May by the
company in order to
provide authentication of
the origin of its material to
customers and end-
consumers, but will now
also detail the environ-
mental projects its
suppliers are working on
as to ensure those in its

forestry is not chopped
down for wood pulp at the
compromise of what are
rich animal ecosystems. 

APR suppliers are collec-
tively responsible for the
conservation of more than
3.12 million hectares of
forests around the world,
including boreal and peat
swamp forests. These
protected forests have rich
biodiversity like the rare
Sumatran tiger and
Canada’s boreal caribou,
and provide additional
ecosystem services,
including 22 rivers 
and tributaries totalling
over 900km.
Web: bit.ly/388x9V1

Updated APR supplier tool
maps conservation efforts
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supply chain are similarly
committed to protecting
critical ecosystems.

Cherie Tan, vice
president of sustainability
and communications at
APR, commented: “It is
vital that we work with our
supply partners to protect
and strengthen forest
landscape conservation
areas rich in flora and
fauna, and home to
threatened and endangered
species for today and
future generations.”

For viscose suppliers
like APR, protecting such
areas more closely
translates to ensuring that
peatlands and ancient

ThredUp set
to go public
as resale
interest
snowballs
SAN FRANCISCO – Online
resale platform ThredUp has
submitted a draft
registration statement with
the Securities and Exchange
Commission for an initial
public offering (IPO) of its
Class A common stock.
The number of shares set to
become available and the
price point has not yet been
revealed, but the move is
likely to pique the interest of
fashion industry investors as
second-hand fashion
currently has a market value
of US$30-40 billion that’s
expected to increase at a
compound annual growth
rate of 20 per cent over the
next five years.
According to a statement, 
the IPO is expected to
commence after the
commission completes its
review process, subject to
market and other conditions.
Over recent months, ThredUp
has reportedly been in close
dialogue with investment
banks with regards to what
their potential roles in this
IPO could be. Bloomberg
reports that the IPO could
raise upwards of US$200
million, which the public
company could then use as it
sees fit.
A growing focus within
industry on sustainability-
coupled with consumer
interest in platforms such 
as Depop has created a 
fertile environment for
exponential growth within
second-hand fashion.
Web: bit.ly/32awrCR

Workers say their wages have halved 
in 2020, compared with last year. 
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Oritain to trace South Africa’s
mohair in new partnership

NEWS 

CAPE TOWN – Mohair South
Africa, the industry body for
the country’s mohair, has
partnered with material
verification specialist Oritain. 
South Africa produces around
50 per cent of the world’s
mohair, used in industry’s like
fashion particularly by high-
end brands, and so is a target
for counterfeiters due to the
sheer abundance of material
it exports globally.
South Africa’s booming
mohair industry employs
upwards of 30,000 people,
responsible for the bi-annual
sheering of the angora goat’s
fleece before it’s exported to
countries around the world. 
Due to its versatility and
reputation as a premium
product, it could easily be
targeted by counterfeiters
looking to cash in with cheap
iterations. That’s something

that will now be snuffed out
as Mohair South Africa
establishes a partnership
with Oritain, a company
rolled out from the University
of Otago. 
Its specialism lies in forensic
science, and Oritain has
found growing appetite
amongst stakeholders in the
fashion and textile industries
as companies look to protect
their intellectual property
whilst offering assurances to
customers that they’re
receiving the real deal. 
Oritain uses a combination of
forensic science and
technology to analyse mohair
fibre and verify exactly which
country it comes from. 
This gives manufacturers,
brands, and consumers
insight into the content of
their mohair purchases.
Web: bit.ly/3mTfwNc

LEEK – Only three out of
ten major fashion
companies reveal even
partial details of where
the textiles for their
garments are produced,
according to a new 
report by the Fashion
Revolution initiative.

Entitled Out of Sight: A

the information disclosed
by 62 major fashion
brands and retailers to
determine how
transparent they were
about every stage of their
global supply chains.

They found that 46
companies disclosed
details of their first tier
manufacturers – the final
stages of production –
while only 23 revealed at
least a partial list of the
processing facilities where
their garments were
printed, dyed, laundered
and embroidered.

And only 18 companies
(31 per cent) disclosed a
partial list of their textile
production sites such as
spinning, knitting,
weaving and fabric
production facilities. 

"This is a problem
because fragmented and
opaque supply chains can
allow exploitative and
unsafe working
conditions to thrive while
obscuring who has the
responsibility and power
to redress them,” said
Fashion Revolution. 

The initiative hopes that
its report will serve as a
call-to-action which holds
fashion brands
accountable for
exploitative and unsafe
working conditions.

It is calling on brands to
sign the Tamil Nadu
Declaration and to make
progress on its first goal -
to expand supply chain
transparency beyond 
tier 1 cut-and-sew
operations by publicly
disclosing the details of all
textile manufacturing
processes and finished
product facilities.
Web: bit.ly/3jWIgmj

Calls for field-to-
fabric transparency
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call for transparency from
field to fabric, the report
was produced in support
of the Tamil Nadu
Declaration which aims to
eradicate labour
exploitation in the textile
manufacturing hub of
Tamil Nadu, India.

Researchers examined

New report
examines
circularity
potential 
in India
AMSTERDAM – The Fashion for
Good initiative has teamed up
with the Circular Apparel
Innovation Factory to draw up a
report on the potential for
circularity in the fashion and
textiles industry in India.
Entitled State of Circular
Innovations in the Indian Fashion
and Textile Industries, it aims to
give a comprehensive overview of
the sustainability opportunities
and challenges across the Indian
supply chain.
The report's authors say it is the
first time that such an overview
of innovation in the industry in
India has been compiled. The
study covers innovations across
the supply chain, from sourcing
raw materials through to end-
of-use.
It highlights the exciting
developments with which the
region is accelerating towards
circularity. Areas needing
additional attention and
investment are also identified,
providing a unique resource for
stakeholders and investors.
The report highlights four key
enablers needed for the transition
to circularity in the Indian fashion
industry: a sustained focus on
research and development; policy
incentives to establish and
strengthen local supply chains;
investment in innovations; and
up-skilling workers.
"We believe that accelerated
dynamism in the circular
innovation landscape will drive
efficiencies across the Indian
fashion and textile supply chain,
enabling the industry to leap-frog
to sustainability," it concludes.
Web: bit.ly/2I44hT1

South Africa produces around 
50 per cent of the world’s mohair. 
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Industry Firsts
The faux fur market is projected to grow 19 percent
worldwide from 2019 to 2023 due to increasing consumer
demand for more transparent and ethical fashion. 

To answer the call, Sorona® and ECOPEL created KOBA
faux fur by ECOPEL. With 70 to 100 percent Sorona®, it’s
the first commercially available faux fur made with bio-
based ingredients and features an array of performance
attributes including warmth, durability and dyeability,
enabling more design possibilities including unique
colors not typically seen in nature, as well as the
recreation of colors and patterns common in real fur.

Designers such as Stella McCartney and international
brands including Canada Goose have already adopted the
use of Sorona® and KOBA faux fur in their collections.

Innovation for the Future
Thinking beyond apparel, Sorona® is also creating ideas that
touch the home. Together with Unifi, Inc. and Youngone,
Sorona® unveiled a new collection of insulation products
that offers soft, dimensionally stable and sustainable options
for cold-weather garments and bedding materials. 

Leveraging Sorona® renewably sourced fibers and
Unifi REPREVE® recycled content, three unique insulation
products were created including the ECOLoft™ eco-
elite™ insulation collection – first post-consumer
recycled product that also incorporates bio-based
materials for innovative, breakthrough insulation. 

“It’s our hope that more brands will see the value in
collaboration and the potential it has to create real
solutions to shape the future of our industry,” says Henze.

Contact: Alexa Raab | alexa.g.raab@dupont.com

The future of fibers is based
on collaboration within the
industry. Why? 

Pull back to look at the big
picture of what the textile
industry aims to achieve for
success, growth and
sustainability long-term. The
list includes complex goals to address global impacts
for climate change with circularity and material creation
all while delivering on increasing expectations for
performance and value. 

With many years of experience developing
successful collaborations, the team at Sorona®

understands that collaboration is what drives the most
impactful innovations and results that revolutionize
textile design. 

This spirit of collaboration has created industry firsts
and continues to inspire throughout the value chain. 

“Our collaborations with other fiber companies allow
more apparel brands the opportunity to weave
sustainable comfort into their products and achieve the
ultimate blend of eco-efficiency and performance.
We’re proactively addressing tomorrow’s challenges
with partners that value renewably sourced fiber
materials without compromising quality,” says DuPont
Biomaterials Global Marketing Director Renee Henze.

Collaboration at Scale
Driving innovation at scale is the only clear path to
growth and change. That means creating dynamic
solutions that have a variety of uses. 

Sorona® partnered with TENCEL™ Lyocell and
TENCEL™ Modal fibers from Lenzing resulting in a new
certified mill-collection that expands the future of
sustainable textiles for designers to use in various
applications including active wear, ready-to-wear,
intimates and denim. This new offering gives extremely
soft garments greater resilience in stretch, recovery
and dimensional stability and encompasses an entire
range of constructions, colors and weights. 

To meet demand for sustainable fashion options in
everyday casual wear, Sorona® also recently launched
a blended fabric collection with Eastman Naia cellulosic
fiber to create garments with exceptional stretch and
recovery, luxurious drape and a smooth, soft handfeel.
The new collection expands the future of sustainable
textiles for designers with fabrics that are luxurious and
easy-to-care-for with quick-drying properties and
reduced pilling.

The Case for Collaboration
within the Industry  

SPONSORED CONTENT

� An ISPO Textrend “Best Product” for the
Fall/Winter 2021/22 season, Sorona® faux fur styles
provide limitless solutions for the inside lining or
trim of a jacket as well as footwear and accessories
including fur-lined shoes, earmuffs and more.

� The blend of Sorona® fibers and TENCEL™

Lyocell and TENCEL™ Modal fibers encompasses an
entire range of constructions, colors and weights.

� The Sorona® partnership with Naia™ expands
the future of sustainable textiles for designers of
comfortable everyday casual wear. Made with
responsibly sourced wood from sustainably
managed pine and eucalyptus forests and
plantations, Naia™ brings the richness of nature
to effortlessly luxurious fabrics. 
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The RealReal
opens its largest
second-hand
store 

NEWS 

CHICAGO – Consignment
company The RealReal has
opened its largest ever brick-
and-mortar store in Chicago,
Illinois, in a telling sign of the
increasing consumer
engagement with second-
hand apparel.
The company, which has to
date partnered with the likes
of Gucci and Burberry, says the
new store will champion
sustainability by spotlighting
garments made using
‘sustainable’ materials, as well
as offering a repair service in
order to prolong the life of
items in circulation.
“Opening our largest store yet

gives us even more opportunity
to create a rich experience for
buyers and consignors,” said
COO of The RealReal, Rati
Levesque. “We hope this new
flagship store will drive even
more Chicagoans to support
resale and help us make
fashion more sustainable.”
The store has considered its
approach to all aspects of
operations, with the company
insisting that sustainability will
be paramount. The firm says
garments using ‘sustainable’

materials will be displayed,
refurbished vintage furniture
will be used throughout the
store and compostable
packaging will be used where
possible in its café.
“What sets our stores apart is
how far beyond the transaction
they go. Stores are a way for us
to deeply engage with our
community, which is why
experts and services are at the
heart of our store experience,”
concluded Levesque.
Web: bit.ly/3n7q8bm

MAIDSTONE – The Textile
Recycling Association
(TRA) is urging the UK
government to ensure that
the review on Extended
Producer Responsibility
(EPR) on clothing and
textiles, which they
committed to in the Waste
Strategy for England in
2018, is completed by 2022
at the latest.

In a position paper
published by the
association highlighting
its stance on the matter, it
notes eight key issues that
are quintessential to
delivering a robust 
and comprehensive 
EPR framework.

First of all, the TRA says
the scheme must outline
which areas of the

framework a success. In-
line with the need for all
consumers to engage,
point five underscores the
need for all stakeholders in
the pre-determined scope
to be held accountable for
what they sell.

The need for both robust
recycling infrastructure
and administration to
oversee progress, are
points six and seven. The
final issue that needs
addressing before the
government makes public
such plans is ensuring that
this framework is comple-
mentary to other ongoing
efforts within the clothing
and textile supply chains
and isn’t at odds with 
their ambitions.
Web: bit.ly/3khlQfn

EPR framework must 
meet 2022 target, TRA says
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industry will be “in scope”
– meaning will it just be
clothing, or shoes and
accessories, bags, etc?

Next, it believes that full
responsibility must be
placed firmly at the feet of
the companies in this
scope. “This includes
invoking the “Polluter Pays
Principle”, the position
paper reads.

Point three addresses the
need for products to be
designed into such a
framework, ensuring
they’re capable of being
recycled at their end-of-
life and leverage
‘sustainable’ materials
where possible. Point four
emphasises the important
role consumers must play
in making the EPR

John Lewis
announces
new 
take-back
ambition
LONDON – Retailer John
Lewis has announced a new
take-back scheme which it
hopes to extend across all of
its product categories by
2025. “Rent, recycle, re-use,
these are areas which to be
frank any retailer has got to
be more assertive and more
aggressive in,” Sharon
White, chairman of John
Lewis Partnership, said.
As it encourages consumers
to return unwanted items
then, in aid of a circular
economy, John Lewis says the
brand holds ambitions for all
key materials used in its
products to be ‘sustainable’
by the same deadline.
Pippa Wicks, executive director
at John Lewis, insists: “We’re
only scratching the surface at
the moment. I was reviewing
some of our furniture products
last week and they're actually
part of the circular economy,
so we're also thinking about
how we design our products.”
As it looks to branch out
then with its plans for the
product take-back scheme,
an area not yet explored by
John Lewis, White insisted:
“I don’t see these [ideas] as
an overstretch.”
“I see these as a very natural
extension and a deepening of
the relationship we have with
customers, and taking the
partnership model – which is
very important at this time in
the country – to a broader set
of services and customer
relationships,” she concluded.
Web: bit.ly/3p4Xr0i

The store will champion garments
made from ‘sustainable’ materials and
will adopt compostable packaging.

P100 News_JM_Ecotextile News Magazine  20/11/2020  13:45  Page 100



A new scientific study led
by researchers in
Norway1 finds that
people care for their
clothes in different ways
depending on what the
clothes are made of. This in turn, the researchers show,
has significant effect on the use of resources needed for
laundering – resources such as water, energy, and
related greenhouse gas emissions.

Published in the peer-reviewed journal Sustainability,
the research is based on the results of a quantitative
wardrobe survey of more than 200 consumers in each of
China, Germany, Japan, the UK and the US each, plus
additional qualitative laundry diary data from 30
consumers in each country.

Woollen garments have the lowest water and energy
use per wear, the study found. Clothes made from wool
were washed less frequently than those made from
cotton, cellulosics, and synthetics.

The study demonstrates the positive eco-credentials of
wool, says Angus Ireland, Deputy Chair of the Interna-
tional Wool Textile Organisation’s Sustainable Practices
Working Group.

“It helps demonstrate to the fashion and textile trades –
as well as consumers – that wool is the ‘planet-friendly’
fibre of choice.”

Research like this underscores the need for consumer
behaviour data to understand the true environmental
impacts of clothing.

THE LAUNDRY FACTOR
In a world where there is increasing concern about ‘fast
fashion’ and the effect on the environment of synthetic
textiles, it is more important than ever to ensure accurate
environmental assessments for apparel.

With laundering frequency being the most important
indicator of energy consumption during the use phase

when clothes are being worn and washed, it is clear that
consumer awareness of the laundering needs of different
fibre types plays a vital part in sustainability.

Wool clothing requires less washing because of the
fibre’s natural resistance to odour, stains, and wrinkles.

“The fact that wool clothes need less frequent washing
not only reduces energy and water consumption, it also
preserves the as-new look of the garment, enabling
consumers to continue wearing it for longer,’ Angus
Ireland says.

“Washing frequency also drives the release of
microfibres into the environment. While not a concern for
biodegradable fibres such as wool, the higher washing
frequency needed for synthetic garments magnifies the
problem of microplastic pollution.”

WIDER IMPACTS
This research provides quantified and robust data about
the environmental impacts of clothing during the time
they are actively used. The results will be utilised in the
IWTO’s engagement with the European Union’s Product
Environmental Footprinting initiative (PEF). IWTO is part
of this industry-wide initiative to calculate the footprint of
apparel and footwear.

The PEF is expected to become the most influential
market-facing reporting system for green credentials. 

How often we wash our clothes – or not – turns out to be an influential
factor in their environmental impact. Fibre type plays a key role. Here’s how.

Coming Clean on Clothing
SPONSORED CONTENT

1. Laitala, K.; Klepp, I.G.; Kettlewell, R.; Wiedemann, S. Laundry Care
Regimes: Do the Practices of Keeping Clothes Clean Have Different
Environmental Impacts Based on the Fibre Content? Sustainability 2020,
12, 7537. Available by open access.

Jeannette Cook is Communications Manager at the
International Wool Textile Organisation.

Through scientific research, wool textile education and
knowledge sharing, IWTO ensures a sustainable future for
wool. To learn more about wool and the PEF, please feel
free to get in touch with us. www.iwto.org

Mean number of days garments
are worn between cleaning
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Adidas to beta
test recyclable
shoes with
consumers

NEWS 

HERZOGENAURACH – Sportswear
giant Adidas says it plans to
embark on a beta testing phase of
its new mono-material, recyclable
performance footwear, UltraBoost
DNA Loop, as it looks to assess
the engagement of consumers in
a closed loop manufacturing
system. The footwear, incepted in
April of last year, is made entirely
from recycled TPU and uses no
glue, as to provide idyllic circum-
stances for the product to be
recycled and upcycled into new
shoes.  “To make this a success
we need to understand the
human element – how people
can be encouraged to return the
shoes to be recycled –
because while we control the
creation, we can only influence
what happens when the shoes

leave us. We can’t get there
alone,” said James Carnes, VP of
brand strategy at the
sportswear firm.  
With positive consumer testing
feedback to date, Adidas plans to
embark on a third phase which
will see as many as 200 people
trial the footwear for an
extensive 21-week programme.
People can sign up for free to be
put into a raffle that will
determine who gets the shoes,
which will be done at random. 

First though, Adidas has created
a short quiz focused on sustain-
ability in fashion and within
Adidas’ operations, after which
candidates will be registered
with a chance to win. 
“UltraBoost DNA Loop is not
just a shoe, it’s a movement
and we want our community of
creators to help us define a
better future where
products are ‘Made to be
Remade’,” commented Carnes. 
Web: bit.ly/3lfLx1j

LONDON – UK footwear
brand Vivobarefoot has
launched a global buy-
back campaign which will
reward consumers for
returning unwanted shoes,
as it looks to get the ball
rolling with its ReVivo
resale service.

Now, Vivobarefoot
customers are entitled to a
20 per cent product
discount on future
purchases if they send
back their branded shoes
to be repaired and resold.
The company is keen to
chip away at the billions of
shoes which end up in
landfill each year by

revamp work before
making them available
once more on a dedicated
Vivobarefoot site.

These items will be
accompanied by a grade
which provides some
detail as to what condition
the shoes are in. Grade 1
suggests the shoes are
almost new based on their
condition, Grade 2 means
they remain in great
condition, and Grade 3
translates to the footwear
being in good condition,
having been subject to
major repair work and
being re-soled.
Web: bit.ly/2ImhOWn

Vivobarefoot launches 
complementary buy-back scheme
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prolonging the life of
those still in circulation.  

“No doubt, the elephant
in the sustainable shoe
room is end-of-life,” said
company CEO, Galahad
Clark. “The launch of
ReVivo is a super exciting
step in that journey and
one of many initiatives
we are taking to make
sure none of our shoes
ever end up slowly
decaying in landfill.”

Through the ReVivo
programme, in collabo-
ration with the Boot
Repair Company,
returned shoes will
undergo necessary

CCC publishes
Position
Paper on
Transparency
AMSTERDAM – Workers’
rights organisation Clean
Clothes Campaign (CCC)
has published a new
Position Paper on
Transparency which 
says that the voluntary
actions of industry
stakeholders “will never
achieve the substantial
change necessary”. 
The bottom line of the CCC’s
position is that it wants new
legislation to make it a
mandatory requirement of
stakeholders to provide
detailed insight into supply
chain operations, to
underpin the industry’s
sustainability efforts.  
For governments, the focus
is of course on creating
legislature that makes
supply chain disclosure
compulsory at both factory
and product level.
For brands, the CCC says:
“Transparency is vital to the
due diligence process, and
the level of transparency
shown by a brand is directly
connected to the level of
control they have over their
supply chain: in other words,
having that information
indicates that the company
has carried out due diligence
on their suppliers.” 
The CCC concludes: “In order
to enable transparency from
the bottom up, and to
illustrate their commitment
to respecting human rights,
suppliers and manufacturers
should disclose their social
impact information too.”
Web: bit.ly/32rsxW6

The UltraBoost DNA Loop will
be beta tested by 200 people.
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The Inside Guide to

COTTON &
SUSTAINABILITY
Second Edition By Simon Ferrigno
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The Inside Guide to

COTTON &
SUSTAINABILITY
160 PAGE A5 HANDBOOK updated, 
second edition now published

Your complete 
and independent
guide to cotton 
and sustainability
Published in March 2020

Content includes:
• Introduction: unravelling the threads: ‘what’s new’?  • Growing cotton: places, people and economies
• Bad Reputation? Cotton and modernisation  • New technologies, big data, gene editing
• Cotton Crises? How did cotton get its bad reputation?  • Latest figures on global production
• Measuring and defining ‘sustainable cotton’  • Cotton standards, labelling and certification: progress reports
• The new regulatory and monitoring environments  • Due diligence and the role of the OECD and EU in regulation and guidelines
• Cotton and the circular economy  • Updates on pesticides use and conventional cotton
• Industry mergers: new production and growing technologies  
• Traceability and the new game changers such as blockchain and DNA markers  
• Benchmarking to SDGs and natural capital accounting, LCAs, science-based targets
• What might sustainable cotton look like in future?  • Perspectives from industry: farmers, consumers, landscape users
• Conclusions: the state of sustainable cotton  • Coming challenges: Climate change, soils, water
• The way ahead for cotton  • Recommendations for the industry

https://www.mclnews.com/guidebooks
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Israel outlines intention
to ban fur trade

NEWS 

JERUSALEM – Israel says it
intends to become the first
nation globally to ban the
buying and selling of 
animal furs. 
Environmental protection
minister Gila Gamliel described
the trade of such products
“immoral” and has stated that
new rules will require people to
obtain a permit if they’re to
engage in such activities –
which will only be given the
green light in cases of
“scientific research, education
or for instruction and for
religious purposes or tradition”. 
Animal rights organisation
PETA has influenced brands
across the fashion industry to
ban fur due to cases of gross
negligence on farms rearing a
variety of species. It’s also
launched campaigns
encouraging governments the
world over to ban the sale and
movement of fur. 

Following Gamliel’s
announcement then, PETA
said it applauded the decision
and has praised Israel “for
recognising that the trade in
coats, pom-poms, and other
frivolous fashion items made
from wild animals' fur 
offends the values held by 
all decent citizens”. 
That said, there are expected
to be exemptions, which will
likely apply to Israel's
sizeable ultra-Orthodox
community, among whom
many of the men wear large
round fur hats called
shtreimels. Bar that, permits
will only be distributed if the
use case of fur is shown to be
for one of the aforemen-
tioned reasons, including
scientific research.
Anyone found breaking the
law in Israel will face a fine of
up to US$22,000.
Web: bit.ly/2JFVkjh

STOCKHOLM – Swedish
fashion brand H&M is
offering customers the
chance to turn their old
unwanted clothes into
new garments in an
instore recycling machine
called 'Looop'.

(HKRITA) and Hong Kong-
based yarn spinner
Novetex Textiles.

H&M says it’s an industry
first, with customers able
to oversee the process from
one of its Drottninggatan
stores in Stockholm. H&M
says Looop is part of its
ambition is to become 
fully circular and 
climate positive.

Looop uses a technique
that dissembles and
assembles old garments
into new ones. The
garments are cleaned,
shredded into fibres 
and spun into new yarn
which is then knitted into
new garments.

Some virgin materials
need to be added during
the process, but H&M says
it is working to minimise
these and to ensure they
are sustainably sourced.
The system uses no water
or chemicals.

“We hope systems like
the G2G (Looop) will
inspire even more creative
solutions to our environ-
mental challenges,” said
HKRITA CEO Edwin Keh.
“By providing new life to
our old clothes we can
demonstrate that it is
possible to use less
resources and repurpose
what we have.

Looop will be available
to members of H&M's
loyalty programme for
100 SEK (US$11.30), 
non-members will have to
pay 150 SEK (US$17). 
All proceeds go to 
projects related to
research on materials.
Web: bit.ly/32pJwZ0

H&M to offer garment 
to garment recycling
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The machine was
developed by the
company's philanthropic
arm, the H&M Foundation,
together with research
partner the Hong Kong
Research Institute of
Textiles and Apparel

Radici Group
sets up R&D
non-profit
GANDINO – The Radici Group
has announced the founding
of a non-profit consortium to
develop new research and
innovation projects.
Called Radici InNova, it will
focus on projects for the
chemical, high performance
polymers and advanced textile
solutions sector that fit 
within the company's sustain-
ability strategy. It says the new
entity will “renew and
strengthen its commitment to a
development model that
balances economic profitability
with environmental sustain-
ability and social equity”.
“The formation of Radici InNova
represents an important
milestone for the whole group
on its path towards innovation,
which was started many years
ago,” said Radici Group
president Angelo Radici.
Radici InNova will manage and
coordinate all the group’s
strategic research activities, with
the objective of continually
improving products and
processes, while optimising the
use of resources and lowering
environmental impact.
It will focus on five key areas:
developing polymers from bio-
source materials; producing
chemical intermediates from
natural sources; developing
circularity; new business
opportunitites such as PPE; 
and the optimisation of
industrial processes.
Stefano Alini, head of the new
company, commented: "Partic-
ularly at this stage, our goal is to
contribute proactively to the
restart of our industry through
innovation and sustainability,
two pillars of our group vision.”
Web: bit.ly/2KbWByQ

Anyone found breaking
this new law could face a
fine of up to US$22,000.
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Mango
publishes 
list of Tier 1
suppliers

NEWS 

BARCELONA – Fashion brand
Mango has become the first in
Spain to publish a list of all Tier 1
suppliers used this year. 
Its actions fulfil the requirements
of the Transparency Pledge
Standard, an initiative launched
by a coalition of nine employment
and human rights organisations
committed to transparency in the
supply chains of the clothing and
footwear industry. 
“Within Mango's commitment to
sustainability, it is essential to
establish responsible
management of our supply chain
which, together with the partici-
pation of certain stakeholders,
contributes to transparency and is
the key for the due diligence

towards our suppliers,” a
company statement says.
The publication of this list is part
of the Bilateral Agreement signed
between Mango and the
Comisiones Obreras trade union
in 2018. Since this partnership
firmed up, the trade union has
worked to guide Mango in its
efforts to strengthen the rights of
factory operators, as a means of
promoting responsibility within

the company’s global supply
chain network.
“We prioritise a trustful
relationship with them [the
factories], ensuring that they
are aligned with our own
commitments and helping to
ensure the human rights of
workers and strengthen the
textile industry globally,”
Mango says.   
Web: bit.ly/38mIm4t

BERLIN – European
fashion platform Zalando
says it is accelerating its
efforts to meet the needs
of the growing number of
its customers demanding
more sustainable fashion.

The online retailer 
has increased the number
of available items classed
as 'sustainable' from
27,000 to more than
60,000 after the number
of people buying them
more than doubled to 40
per cent since the
beginning of 2020.

Zalando has also
launched ‘redeZIGN for
Circularity’, the
company's first capsule
collection designed with

The circular capsule
collection is produced by
Zalando’s sustainability
label ZIGN. A QR code
woven into the labels
enables customers to
learn about how and
where garments were
made, as well as end-
of-use opportunities 
such as trading in or
recycling them.

Kate Heiny, Zalando’s
director of sustainability,
said: “We’re excited to offer
our customers a collection
designed with circularity
principles in mind and
testing an end-to-end
solution that goes beyond
circular design.
Web: bit.ly/2IiSMHD

Zalando reacts to demand
for sustainable fashion
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circularity in mind, in
partnership with
sustainable fashion
innovation platform,
Fashion for Good, and
Berlin-based startup,
circular.fashion.

“According to a recent
internal survey, 34 per
cent of our customers said
that in light of the
coronavirus pandemic,
sustainability has become
more important to them,”
said Rubin Ritter,
Zalando’s Co-CEO.

“Together with our
partners, we want to be
the engine for this change
and enable our customers
to make more sustainable
choices even more easily.”

Consumers
lack trust in
brand
sustainability
claims
LONDON – New research
concludes that just one fifth of
consumers in the UK trust the
sustainability claims of fashion
brands, and think companies
should do more to authenticate
such assertions.
The Knowledge is Power –
Consumer Trust in Sustain-
ability report indicates that
sustainability claims often fall
on deaf ears with UK
consumers becoming savvy to
greenwashing. As such, 83 per
cent of the 1,250 consumers
surveyed, believed brands and
retailers should verify their
claims using third-party
stakeholders.
Of the sample surveyed, 53
per cent insisted that brands
and retailers had the most
power to influence positive
change within the industry,
but this could only be
achieved with consumer
engagement. 
Consumers indicated that they
first wanted brands to build
trust with customers as this
was substantially lacking at
present – with only one in five
believing companies’ sustain-
ability claims. What’s also clear
is that greater education on the
industry’s impact is required to
enable consumers to make
more informed decisions on
the goods they purchase.
Some 72 per cent of
respondents understood
that‘sustainable’ products
came from sustainable sources,
yet only 22 per cent associated
worker wages with
‘sustainable’ operations.
Web: bit.ly/3p94cOJ

Mango has become the first
Spanish brand to publish a
complete list of its Tier 1 suppliers.
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In 2013, Canopy launched the CanopyStyle initiative to
mobilize the fashion sector to eliminate the use of
Ancient and Endangered Forests in viscose fabrics and to
spur the production of Next Generation Solutions. The
impetus for the initiative came from two reinforcing and
mounting crises: climate change and a precipitous
decline in biodiversity. 

Powerful solutions such as the protection of standing
natural forests and restoration of deforested or degraded
areas offer one-third of the climate solution, and support
80% of the world’s terrestrial species. Large-scale forest
conservation is critical for our continued life of Earth. 

Starting with 20 fashion brand partners, Canopy began
pursuing this mission to transform viscose production’s
impacts and with it stabilize our natural systems. Within a
year, CanopyStyle numbers had more than doubled.
Today CanopyStyle includes more than 320 brands
ranging from Stella McCartney to Inditex and Amazon. 

It was through CanopyStyle and research into the
needs of our brand partners that the Hot Button Report
was born. The Hot Button is an annual ranking of the
world’s largest viscose producers, and an assessment of
their progress in addressing sourcing risks and
advancing sustainability. It ranks producers on a set of
clear criteria, with the strongest performers being
awarded ‘green shirts. Those directly linked to or
associated with controversy have red in their shirts.

Today, the momentum and concrete environmental
advances generated by CanopyStyle are noteworthy and
cause for all partners to celebrate. 

Canopy’s 2020 Hot Button Ranking, shows that 52% of
global viscose supply has attained ‘green shirts. Ten
MMCF producers: Eastman, ENKA, Formosa, Jilin,
Kelheim, Tangshan Sanyou, Xinxiang Chemical Fiber
(Bailu), and Yibin Grace have earned green shirt
designations, with Birla Cellulose and Lenzing obtaining
the first-ever ranking of ‘dark green’. The fashion industry
now has ready suppliers to ensure their clothes are not
made with the world’s irreplaceable forests.

More than 90% of global viscose now has a public
CanopyStyle policy in place and this year’s Hot Button
also features new information on producer’s chemical
management with support from Canopy’s strategic
partner ZDHC. Performance on raw material sourcing,
chemical management, NextGen development, and forest
conservation make the Hot Button a comprehensive “go-
to” resource for any brand looking for producers that will
help them meet their sustainability targets.

While eliminating Ancient and Endangered Forests
from the man-made cellulosic fibre (MMCF) supply is a
vital first step, it is actually the minimum bar. Canopy’s

partners have also committed to trialling, and scaling up
game-changing Next Generation Solutions. Four of the
top five producers are now selling viscose made from
recycled textiles. CanopyStyle MMCF producers have
declared combined investments of over 233 USD in Next
Generation R&D and an intent to procure 274 000 tonnes
of Next Generation pulp.

A third, and vital component of the CanopyStyle vision
and Hot Button report is translation of supply chain shifts
into lasting forest conservation. Eleven producers are
lending their support to advance solutions in the Great
Bear Rainforest or engaging their suppliers who can
directly advance conservation in forests they source
from. Of particular note, Aditya Birla has agreed to
scenarios with Canopy that propose to conserve approxi-
mately 70% of key intact forests – while maintaining the
economic opportunities critical to First Nations and local
communities and recognizing that in Canada’s Boreal
Forests all final decisions rest with First Nations’ and
Provincial governments. 

CanopyStyle is a powerful example of the scale of
change that can be achieved through collective action.
Global supply of Ancient and Endangered Forest-free
viscose is starting to become a reality - and there is a
hungry market waiting for it. Of course, there’s still work
to do with ‘red shirt’ producers needing to take action to
eliminate Ancient and Endangered Forests from their
supply – but clearing this minimum bar is no longer
what the conversation is about. In this turn around
decade for our planet, CanopyStyle partners are gearing
up to spur commercial production of Next Generation
Solutions and forest conservation that translates
temporary gains to lasting advances. We can all breathe
a little easier as a result.

CanopyStyle: Proving That Being
Stylish Doesn’t Have to Cost the Earth

ADVERTORIAL 
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TRADE SHOWS AND CONFERENCES

9-10 December
Performance Days
Munich, Germany
www.performancedays.com
DIGITAL SHOWCASE TO GO AHEAD

12-14 January 
Texworld USA
New York, USA
https://texworld-usa.us.messefrankfurt.com/
DIGITAL SHOWCASE TO GO AHEAD

14-16 January
ISPO Beijing
Beijing, China
www.ispo.com/en/beijing
SET TO GO AHEAD

19-21 Janauary
Neonyt
Berlin, Germany
https://neonyt.messefrankfurt.com/
DIGITAL SHOWCASE TO GO AHEAD

January – Date TBC
Outdoor Retailer + Snow Show
Colorado, USA
https://outdoorretailer.com/
DIGITAL SHOWCASE PLANNED

February - Date TBC
Future Fabrics Expo
London, England
https://thesustainableangle.org/
DIGITAL SHOWCASE PLANNED

1-5 February 
ISPO 
Munich, Germany
https://www.ispo.com/
DIGITAL SHOWCASE TO GO AHEAD

2-3 February 
International Conference on Cellulosic Fibres
Cologne, Germany
https://cellulose-fibres.eu/
SET TO GO AHEAD

February – Date TBC
Apparel Sourcing Paris
Paris, France
https://apparel-sourcing-paris.fr.messefrankfurt.com/paris/en.html
DIGITAL SHOWCASE SET TO GO AHEAD

9-11 March
SpinExpo Shanghai
Shanghai, China
www.spinexpo.com/shanghai/
SET TO GO AHEAD

9-12 March
FESPA Global Print Expo
Amsterdam, Netherlands
www.fespa.com
SET TO GO AHEAD

17-19 March
International Cotton Conference
Bremen, Germany
https://cotton-conference-bremen.de/
SET TO GO AHEAD

23-26 March
Fibre Fragmentation Summit
United Kingdom
www.microfibreconsortium.com/
DIGITAL CONFERENCE SET TO GO AHEAD

4-7 May
Techtextil & Texprocess | Heimtextil
Frankfurt, Germany
https://techtextil.messefrankfurt.com/
SET TO GO AHEAD

Although every care is taken over the compilation of this diary to ensure accuracy of the dates, these can sometimes be changed due to local circumstances. 
It is therefore advisable to check with the appropriate organisers before travel arrangements are made.

MCL NEWS & MEDIA APP 
AVAILABLE TO DOWNLOAD ON 
Visit: www.mclnews.com/mobile-apps

GLOBAL TRADE EVENTS IMPACTED BY COVID-19 OUTBREAK – UPDATE
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EXCEL ALONG  
THE BLUE WAY
It started 20 years ago, with an idea  
for a responsible textile industry.  
The idea became the Bluesign mission: 
to provide service-based solutions that 
help the industry realize responsible 
manufacturing, globally.  THE BLUE WAY 
is a mindset towards advancements 
for supply chain inputs and outputs. 
From improvements in resources and 
chemical usage to emissions and waste 
reduction – THE BLUE WAY creates a 
positive impact and better textiles.  
As global society begins to catch up,  
we are taking our momentum into 
the next 20 years. We look forward to 
walking the walk together with you. 

Let’s be 20 years ahead.  
bluesign.com/20

bluesign.com/business
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