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PREFACE

Living in East Anglia in the 1990s whilst working for a post graduate degree in

the History of Textiles and Dress at the Winchester School of Art, | started to

exani ne t he regionés |l ong tradition of

clothing, | became aware of how this part of thee gi onds i ndustri a

been neglected by academicbegan by looking particularly at Haverhill and the

Gurteen enterprise wth built the town alongside expanding their business,

thereby providing work and homes for an increasing workforogent on to

study some other towns whose backgrounds were inextricably bound into these

industries and to measure their importance in teeeckbpment of those places

where they were situated’his involved much travelling around the region,

visiting archives and talking to those people still involved in the businesses that

survived.Extensive use was made of both local and national newspapersf

literature based on the areads history.
| was asked to catalogue the archives for the Gurteen company which gave me

an in depth knowledge of the firmbds his

c omp any 6 s Subsagsently hwas fortunate be able to interview and

record memories of Christopher Gurteen and his cousin Jack Smart, David

Harmer of Harmers of Norwich, Peter Walters of Stephen Walters of Sudbury,

and a number of former employees of the Gurteen company, sadly many no

longer wih us.| was also able to use some recordings from the Colchester

Recalled project in researching the industries in Colchester.

Time did not allow for study of some towns in the region with a background of
weaving and those whose history | have not indiuale left for others to pursue.
Because | had access to the extensive Gurteen archive the history of that firm and
of Haverhill, my study of their progress is almost a book in itself. It has therefore
been used as a complete part two. | examined othemstomith textile and
menswear industries to compare with Gurteens in Haverhill, hence the clothing
firms in Colchester and Norwich were studied as were the weaving industries of
Braintree and Sudbunalthough the Courtaulds business was based in Braintree
for many years it became such a vast enterprise that | have allowed more space to
the firm in both the nineteenth and twentieth centuries than to some other firms.

In focusing on these businesses | hope to have drawn together information and
written a coheent academic study afome ofthose people and towris East

Anglia whose lives were governed by the manufacture of textiles and
subsequently of the clothing industry for over three hundred y&here has

been some previous work on the production of iw@md worsteds in Norwich

and articles on the silk industry in general; some of these are used for reference.

The wool and silk industries of Suffolk have been largely ignored and apart from
Colemanés study of Court aul dbtehistarydof Br o wn
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Essex, study of the countyds textile
Likewise the manufacture of those goods for the plebian market has been
disregarded despite there having always been a wider customer base for ordinary
dress thandr more exclusive item& his work looks at the fortunes and failures

of weaving and of the men6s wear trade
trades of Suffolk, particularly of Sudbury and Glemsford, and of the weaving and
clothing industry in Haveil. | t examines the several f
readyto-wear clothes in Colchester and the weaving industry in Essex which
survived only because of the vast development of the Courtauld bustregsss

on to look at the spinning and weaving of hensér fabrics used in both clothing

and ancillary trades as well as in upholsté&ipally it includes an in depth study

of Gurteens and their impact on Haverhill.

Social history of ordinary people, their lives, work and apparel makes this an
important aea of studyDuring the latter part of the twentieth century social and
dress historians have concentrated their work on major industrial centres whilst
neglecting the businesses which were so vital to rural dbespite the existence
of several major sports down the eastern coasts of England, for many years East
Anglia was regarded as somewhat isolafBaough rail links were built in the
mid-nineteenth century, in comparison with other much more commercial and
industrial regions such as the North Westd the Midlands, road networks
remained comparatively poobel der fi el dbés wel | resear
business of a Victorian haulier illustrates the lack of transport facilities during the
third quarter of the centutyThe author makes it clear thbefore the advent of
rail transport local textile trades and agriculturalists had problems shifting goods.
The regionds remoteness was reflected
in turn made it attractive to businessmen looking for cheap labadr a
inexpensive premiseSuch low costs encouraged the migration from Spitalfields
in London to Essex and Suffolk of master silk weavers such as Warners and
Walters during the late 1700s and this was repeated a hundred years later when
several clothing marfacturers chose to settle in ColchesMdworwich had been a
centre of excellence for the woollen and worsted industries at least as early as the
time of Edward lll, as had other towns in the regithe availability of locally
produced raw materials andhports through ports along the east coast which
served merchant shipping from Northern Europe (sometimes distributed through
the inland waterways system) combined with a work force of trained weavers and
spinners meant that the Eastern Counties were fdeséttlersNewcomers came
from London, but also, during the sixteenth and seventeenth centuries the area
provided a refuge for those fleeing religious persecution in the Low Countries.

Such development was not exclusive to EAsglia; other areas inading
rural Lancashire experienced a similar growth immediately after industrialization.

1R F Delderfield God is an Englisman (London, Hodder & Stoughton, 1970) pp 188/9
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A tradition of cottage weaving in the farming community and the ready
availability of coal and fast flowing rivers adjacent to the huge port of Liverpool
created masee expansion and an influx of large manufacturers and labourers.

The Manchester ship canal went through many of the mill towns around
Manchester and on down to the Mersey, thus afigwgoods to be transported

quickly and cheaply for exportatioa. C a n radIraiways were built, English and

Il rish workers camé here in their thousa

The last forty years of the twentieth century saw the growth of industrial
estates on the outskirts of many towns across the country, including those in East
Anglia. These hve provided bases for small and medium sized firms and have
created employment for local people, in some cases taking up the slack from the
declining textile and clothing trades, but also causing problems for those
traditional businesses by offering ldabour intensive work and often better pay.
There is little doubt that the difficulties of recruiting, training and keeping
operatives contributed to the demise of many textile and clothing busingsses.
the last thirty years of the twentieth century, tbatff these industries in the
Eastern Counties have seen a steady decline until, by the year 2000 only a
handful remainedThis loss is due to many factors: industrial growth in the third
world resulting in cheap imports; changing work patterns, and sowaility
have all contributed. Until recently many firms remained in the same family for
generationsThat is no longer so, sons do not follow their fathers into business as
a matter of courseSome small manufacturers have been swallowed by large
conglomeates; many have closed down as competition increased and profits
decreasedSuccessive generations of families working as operatives no longer
work for the same employewWhen firms close or relocate much of their history
is lost; few realise the importee of retaining archives, for companies are not
museumsStorage of written material is not always feasible, thus the few firms in
the region which remain, and particularly those in family ownership are a rare and
valuable resource.

During the latter yearsf the twentieth century road networks in the region
improved and those families who for previous generations have lived and worked
in the small villages and towns of East Anglia, in common with the young across
the western world, have begun to move aw&wych mobility undoubtedly
broadens horizons and gives greater insight into other cultures as people are able
to travel and work away from home both in this country and abroad and this must
be regarded positivelyOne of the negative aspects to such freedd choice is
that unless research is undertaken now, local history relating to occupations,
dress, regional accents and customs will be lastal and social historians and
such organisations as County Record Offices are acutely aware of the need to

2 William Woodruff, The Road to Nab End, An Extraordinary Childhood, (Halifax,
Ryburn, 1993) p 296.
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record and preserve such information whilst it is availableus the oral history
tapes completed during this research are lodged with the County Sound Archive
at County Records Offices in Ipswich and Chelmsford to enable others to study
the contents for s@equent worklt is worth noting that the transcripts are

verbatim as far as possible.



INTRODUCTION
ORIGINS OF THE TRADE

Much of East Anglia owes some of its
Flemish weavers who settled in this country in thgrredf Edward Il in the
fourteenth centuryCertainly this was so in Sudbury and in Norwich, Colchester

and Halstead- the weavers were brought over to instruct their English
counterparts in the production of the fine woollen and worsted cloths that were
made in northern Europelnevitably this created local resentment but the
foreignersd skills were so important t
them and allow them to practice their craft without undue interferémaeder to

further protect he home <c¢cl oth trade franchises
weaver s, dyers and other <cloth workers
with the exception of Royalty, nobility and those paying annual rents of £30 or
more, people were banned from weariforeign made clofh It was aneedess

point of law since few could afford imported goods.

Most of the textile towns of the region had their own wool hall where the
masters would bring their goods for storage and use the premises to conduct deals
with buyers and supplierssome of these buildings still survive along the river
Wensum in Norwich.Larger businesses had their own warehouses but whilst
weavers worked on handlooms in their homes and completed goods were
freighted onwards on a weekly basiswis rarely necessary for manufacturers to
finance | arge business premises, t hus
trading centre.

The textile trades of the country as a whole and the region in particular have
always been subject to wild fluctuationgéth times of plenty superseded by near
destitution.In the Tudor period there were attempts to prevent the cloth trade
from spreading to rural areas from the major cloth producing towns due to the
hardship being suffered by urban cloth workers, in thentewaefutile effort to
protect locals from the lower wages of their rural neighbobimetheless in
Norwich as elsewhere, masters sent out yarn to weavers in outlying villages for
generationsRaw materials and goods were frequently transported by the flat
bottomed wherries along the river Wensum which runs through theAsitgarly
as 1622 at the Privy Council of James | there were complaints of distress owing
to weavers and spinners being out of work:

3 E Lipson, The Economic History of England, (London, Adam and Charles Black,
1937ed.) p 475.



It was unfitting that clothiers should at their paee dismiss their work
people: for those who had gained in profitable times must now be content to lose
for the public good untilhe decay of trade was remedied

In the seventeenth and early eighteenth centuries business declined and prices
fell, evenwealthy manufacturers of Essex and Suffolk were unable to continue
trading as cloth previously bought in the Levant and Russia was no longer
exported.Use of machinery, which at that stage was in its infancy, was cited as a
main reason for the downturntrade, a claim used by thousands of weavers over
the last three centurie3ohn Kay invented the flying shuttle in 1733 and spinning
machines were patented five years later, these led to riots in Norwich and in other
towns where machines were destroyedt ass considered their use would make
operatives redundarfErauds in manufacture were blamed and high duties levied
on English cloth made itnsalablen previously excellent export market#t was
claimed that trade had been captured by manufacturefsrance, Italy and
Germany.Just after the midentury the weavers of Essex petitioned parliament
to prevent a proposed increase on duty for Portuguese wines:

As our Bays, Says, Perpetuanas etc. go nine tenths of them to Portugal and
Spain, ifanewimpast i on be | aid upon wines, t he
prohibit our manufactures ... which will prove fatal to us as the stagnation of the
blood. It will totally destroy the woollen manufactory of Essex for 50,000 or
60,000 families as Spinsters, Weesvand Combers who are employed théxein

In 1505 the Merchant Adventurers were granted the monopoly on export of
Englishmade cloth to Germany and the Low Countries and this was extended in
1615. The Iberian Peninsula was then a major trading dog Eas Anglian
manufacturerspossiblyclimatic conditions in the region do not lend themselves
to sheep rearing thus creating dependence on Englsie woollen cloth.

At the end of the seventeenth Daniel Defoe, campaigner, chronicler and
novelist, acknowledgk that countries that had previously bought English cloth
now produced their own, but wrote of better quality goods being exported in
quantity:

Henry VIl opened their eyes to the Blessing and put them upon
manufacturing it. Heaven bestowed the wool upanththe life

and soul, the origin of all their commerce ... after they had, for
almost 1000 years of ignorance, sold it to the diligent Flemings and
even bought their own Cloaths of them again, after they were made
with it abroad ... Their glorious Queehewed them the way to find

a market for it when manufactured, she opened the sluices of Trade

4 Lipson,Economic History3, p 311
5W F Quinn,The History of Braintree and Bocking@uffolk, Lavenham Press) p 52.
6 Quinn, Braintree and Bocking, p 58.

Xi



to them and Trade opened the sluices of moteya word she
made them a trading nation, and that has made them a rich’nation

In his Plan of English Commercdde f oe wr ot e that O6The p
get no dairy maids, the wenches told them in so many words they would not go
into service for 12 pence a week when they could ged Seek at their own
hands ... for they all run away to Bocking, to Sudbury ...@hdr manufacturing
towns of Es $dafoeismegutedto éxbggdrake avildly!

In the sixteenth and seventeenth centuries strict legislation on employment of
apprentices in the cloth trade affected the major centres of London and Norwich.

In the late seventeenth century, in Coggeshall, a small town near Colchester,
largely dependent on its weaving trade, the wool combers complained of those
entering the trade without having served formal apprenticeships; whether this was
so or not has been impdsig to verify but there is no doubt that local trade guilds
did all they could to protect their members. In the reign of Charles | a report on
poor relief commented OMultitudes that
whom thousands owing to the dgcaf the trade live in much want and can
har dl y ° Asulates asslffG the Governors of the Dutch Bay Hall in
Colchester stipulated that only those who had served a full seven year
apprenticeship were permitted to manufacture the bays (baize) for thibittwn

was so famoudn addition to strict rules of employment there was legislation to
protect the wool trade from the impact of cotton goods brought in from India and
in 1721 the importation and wearing of calicoes was banned and it was even ruled
that burial shrouds be made of wod®efoe commented that such legislation
would give necessary protection to the woollen industry and that there were
instances of attacks on people wearing cotton clothiRaicing such a law
proved impossible and it felhio disuse and was eventually repealed.

The Norwich, Braintree, Coggeshall and Colchester areas were rightly famous
for their production of high quality bays and says, (baize and serge) these were
known as the 6New Dr aper i mdirke finslkewhathu s e of
contrasted with the coarse, loosely woven homespuns of wool, linen and hemp,
traditionally made in the regioSouth West Suffolk may also have been involved
in the manufacturef the New Draperies though the weaving items such as
bunti ng suggests that Sudbury wove the
cloth, while Haverhill weavers concentrated on fustians and checks, both
primarily used Wihythisshouldlbewhsntother towns im the .
region produced qualityoods remains uncledtaverhill fustians and drabbetts,
were probably originally for the home market, but they may also have been
exported with the better quality fabrics and other assorted goods to Europe and

" Daniel DefoeA Plan of English Commerc@ndated and publisher uramed) p 152.
8 Defoe, Plan of Englis@ommerce, p 153.
9 Lipson, Economic Historyp 311
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the Americas.Tr evor Fawc et t @Gusnouth tpartdrgcords fshowGt . 3
guantities of fabrics being exported with assortments of unrelatedfteims
Ewart Evans excellent East Anglian oral history work, he quotes the saddler from
Debenham: 6They grew hemp in thim area
canvas was well within the harnessa k e r 6 st r aldYioung wroteaof cr af
hemp being both grown and manufactured into cloth in and around Séfibury

It is surprising that so little research mentions the fustians, checks and
drabbetts woven in sucfuantity in Haverhill and possibly elsewhere in the
region. The raw materials of wool, hemp and flax were produced throughout the
eastern counties, as indeed they were in much of the coiittgnd themselves
to production of strong, hard wearing améxpensive cloth traditionally worn by
those in rural occupations, as well as the fine, high quality woollens for which the
region was famoud$erhaps this is again evidence that until recently research into
the history of textiles has concentrated on pmeduction of more expensive
goods.Hopefully this work will go some way to correct the imbalance.

10 Trevor FawcettArgonauts and Commercial Travelle(Jextile History 16) p 162.

11 George.Ewart Evan¥yhere Beards Wag AfLondon, Faber & Faber, 1970) p 51.

12 Arthur Young, A General View of Agridture in the County of Suffolk, (London,
Macmillan, 1804) p 55.
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PART ONE



1.
SOCIOGECONOMIC FACTORS IN THE
NINETEENTH CENTURY

In order to set the often unhappy situation of the textile workers of East Amglia
context, it is necessary to examine some of the social and economic factors which
affected the country as a whole during the nineteenth century and to look
particularly at the way government actions or lack of them, impacted on the
textile trades.

In 1800 Britain was at war with France, thus the government inevitably
concentrated its efforts on success in the conflict and on stabilizing British
influence in EuropeThe use of man power in such a prolonged conflict was
prodigious and with the end of tHdapoleonic wars in 1815, 400,00then
previously in the armed forces were thrown back into the labour m&assibly
those who, during the war years had worked in ancillary occupations such as
armament production added to the numbers now seeking wiektile
manufacturers who had been stockpiling goods during the war in the hope of
being able to sell abroad once the European markets reopened found that
economic and political chaos on the continent prevented this to a great?degree
and as a result manydhsands in this country were unemploy&ttome tax,
which had been introduced at ten per cent on incomes in excess of £200 in order
to raise money for war with France was abolished in 1816 in an abortive attempt
to relieve working class distresSince pg for the average worker was only a few
shillings a week this made no impact where it was most ne@eeatile workers
incomes clearly did not fall into the tax bracket but perhaps it was hoped that by
reducing the outgoings of those who provided employroapital would be freed
for investment which in turn might create work. The Corn Law was passed in
1815, designed to prevent imports of grain until home grown corn had reached
the price of eighty shilling a quarteifFor the poorest in the country this am
even greater poverty as the price of bread became prohibitive.

Protection for the wool trades had been introduced in 1720 but was short lived.
Protection for the silk industry which had been enacted in 1766 similarly limited
imports in an attempt torptect the home trad&uch shelter was not afforded to
the textile industry as a whole and in 1774 the Spitalfields Act was introduced in
an attempt to give silk weavers in the capital a living wage, all failed in their
intention. Imported silks remainedesirable to those with money to spend and

1 Rodney Castledergritish History, A Chronological Dictionargf Dates,(Bournemouth,
Paragon, 1994) p 208.

2 CastledenBritish History, p 208.

3 CastledenBritish History,p 207.



high fashion in mind. During the ten years following the Corn Law various
measures were introduced to either rel
militant response to their povertyhe Factory Act was pasg in 1819 as were

laws to curb riots and prevent political meetingsn t h a't year t he
massacre in Manchester resulted when a meeting agitating for political reform
was broken up. It became a symbol of the fight by radicals against repressive

government.
Subsequently the laisséaire attitude in government gained ascendancy,
| argely following the doctrine of Adam

A.J.P Taylor describes this as opposition to any government activity beyond a
duty to protectagainst foeign foes and maintain justicelaylor quotes Nassau
Senior és Vi ews i n referring to the ea
government is to keep the peace and protect [its] subjects from violence, fraud
and malice and leave them to pursuwat they believe to be their interests in the
way in which t IP.el'wo nihjerelimerahpblitidiassaobtheesdrly
middle years of the century, Cobden and Bright were staunch supporters- of non
intervention and it was Cobden who voiced the apinithat those silk
manufacturers who could not survive without protection should be allowed to fail.
Robert Peel continued dismantling protective legislation during 1842 and three
years later in his budget of 1845 all export duties and many import duties w
removed.The Corn Laws which had caused such hardship were axed in 1846 as
the movement towards free trade policies gained momeritika.Robert Peel,
Cobden came from a Lancashire cotton manufacturing family and it was among
the industrialists of theorth where much support for his policies cAnfieu g h 0 s
work supports this view, saying that manufacturers of cotton goods were largely
opposed to protectionism, partially because their raw materials were imported
without heavy dutie€s Most European Govaments maintained high import
tariffs in order to protect t heir own
c o mp e £ doubtlessroderseas manufacturers took the same jaundiced view of
British tariffs. Thissituation improved for a while after the @@ Cobden treaty

with France; French duties on imported manufactured goods were limited to a
maximum of thirty per cent, still very high but expodad imports in both
directions doubletd While many in the textile industries struggled other factors
led o mid-Victorian prosperity; the railway system grew rapidly as did the

4 Arthur J P Taylor, LaisseEaire and State Intervention in Nineteenth Century Britain,
(London, MacMillan, 1972) p 13.

5 Taylor, Laissaz Faire, p 25.

6 Taylor, LaissezFaire, p 25.

7 Martin Pugh,State and Society, British Political Historgi.ondon, Edward Arald,
1994) p 3.

8 David ThomsonEurope Since Napoleoi,ondon, Pelican, 1966) p184.

9 Thomson Europe Sincep 255.



telegraph network, creating speed of communication which must have been as
radical then as internet technology in the late twentieth ceriftiey discovery of

vast gold reserves in thelonies and North America produced revenue to fund
massive expansion in many areas, particularly in heavy industries.

The economic sesaw during the second half of the nineteenth century
brought political changeln 1861 the American Civil War preventeabth
production and export of raw cotton from the Southern States, thus creating a
6cotton famined which caused enor mous
This was particularly so in the cotton mills of Lancashire which relied entirely on
imported supplies of raw materials from America and many of the operatives
there suffered terrible deprivation and starvationher novelsNorth and South
andMary BartonElizabeth Gaskell wrote of the appalling damage the American
situation wrought around Mahester and Deldefield described the effect of the
famine on the mill towns:

He had looked for torpor in the cotton belt where he knew most of
the looms were silent now that the bales to feed them arrived in a
trickle from blockade runners ... but not thist a plague that hung
over the huddle of towns like a new Black Death that would
ultimately carry off half the population and reduce King Cotton to

beggary®.

Although imports of Indian cotton rose at the time and some use was made of
alternative fibresich as hemp, these were insufficient to alleviate the problems.
Possibly shortage of cotton for their weaving factory encouraged firms such as
Gurteens in Haverhill and Harmers in Norwich to develop their resaye
clothing operation rather than extendeith loom sheds, though no doubt
awareness of the growing need for inexpensive reaalge clothing created by
general industrial growth was the most important single factor influencing such
decisions.

Briggs wrote of the tragic situation of many workingsdacommunities in the
mid-nineteenth century:

There were years of economic crisis in 1857 and 1866 with
business bankruptcies and great working class distress ... general
prosperity did not save large sections of the population from social
distress ... aarding to Mathew Arnold ... machinery had added to
the national wealtlbut was continuing to produce a multitude of
miserable, sunken and ignorant human bethgs

10R F Delderfield God is an Englishmarfl.ondon, Hodder & Stoughton, 1970) p 350.
11 Asa Briggs Victorian People(Chicago, University Rass, 1965) p 12.
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Undoubtedly growth in some parts of the country led to failures in others and
this was particlarly so in textile production; as the northern counties factories
grew many of the small producers in East Anglia failed.

For a long time the East and West of England ... were the chief
wool manufacturing districtdVhen the steam engine, the spinning
madiine and the power loom arrived the less wealthy and more
strenuous people of the north captured the trade by developing the
factory systemThey had abundant soft water ... and underneath
their feet was the best of coat?..

Thus it was in areas where thewas little work that the masses suffered
terribly and with little help availablePar i shes had a duty to
reliefdéd to suppl ement t he i ncomes of
someti mes described as t he habldte svenr vi ng
workhouse as a last resofhough desperate people had no option the workhouse
was generally regarded as degrading, not only because of the regime it enforced
but because it was for the O6undeservin
work. Families dreaded the segregation of men, women and children that was
forced upon them and in some cases starved rather than enter such
establishmentdn many communities the local vestry and after 1834 the board of
guar di ans, 0 e x p o fies ® dhé colones im thé loopeetttat tHeya mi
might find better conditions there, thus conveniently relieving local organizations
of the need to fund the poor.

In the last twentfive years of the nineteenth century home industry was under
pressure from compiéion and the rest of Europe was fast gaining ground on the
6wor ks hop OoAtcordling 0 Taylorrthle gtagnation of the export market
led to many businessmen changing their political allegiance as they fought for
reforms of tariffs on imported goet. It was during this time that there was a
series of slumps which affected many of the manufacturing industries across
England and agriculture was hit as hard as @dlyof these must have led to
financial hardship cascading rather than trickling dowrough the business
hierarchy to those working in the industries which, in better times created wealth
not only for entrepreneurs but for the whole country and provided a living for the
working massed-or the duration of the Crimean War (from 1854) theilie and
clothing trades prospered as orders for much needed uniforms were processed by
manufacturers able to mass produdewever this resurgence was short lived,
Europe remained unsettled and the Franco Prussian conflict which began in 1870
created patical instability. The rest of Europe awaited the outcome and this must
have affected the British export market as much as the wars of a hundred years

12 ectures in British Commerc&he Woollen IndustryLondon, Pitman, 1912) p 260.
13 Taylor, LaissezFaire, p 40.



earlier.Coleman wrote of debate among historians about the truth of there being a
6Great D e ptingefom i1878 fo 1894 and it is clear from those
historians quoted in this work that the debate continGesicurrent with the
worsening situation in manufacturing was a major and long lasting slump in
agriculture.

By 1871 a mere eleven per cent of therking population was employed in
agriculture while British manufacturingroduced something like fifty per cent of
the cotton goods in the wotfl an enormous shift from a hundred years earlier.
Three years later the agricultural economy collapsed, peneavheat was
imported from North America in such quantities that British farmers suffered and
it was in 1874 the agricultural workers of Eastern England went on strike
demanding better payA year on and agricultural depression had worsened with
farm workers now paid less than most factory operatfv&seorge Ewart Evans
guotes an East Anglian agricultural WO r
wage of 9s. or 10s. barely !Rughuckims t o ke
that 6f ur t hmid-18&8sandrfinstalfiofrihe 1880s fed the view of a
t wenty year depressionb6, and adds that
machinery®. 1 f t his is so, and there is no re
surely the size of the labour force ioral areas must have encouraged slow
modernization and thus meant that money available for wages had to be
continually spread thinlyThis would be particularly so in the Eastern Counties
where agriculture was the only large scale alternative employmehettextile
trades.Agriculturalists blamed a combination of cheap imports and bad weather
for their decline whilst failing to tackle the root caus#s.fact there was
international deflation during much of this time with falling prices and profits
forcing many businesses to close and it is unlikely that Britain suffered any more
or less than other trading natiodgcording to Pugh the gross domestic product
was fifty per cent higher in 1890 than it had been twenty years earlier, though
annual growth siwed and individual productivity dropptd

By 1880 Britain was still a world leader, though it had now been
overtaken by the USA and Germany was fast catching up,
nonetheless those cotton, other textile and clothing manufacturers

14 David C ColemanCourtaulds, An Economic and Social History(@xford, University
Press, 1969) p 155.

15pugh, State anflociety, p 3.

16 CastledenBritish History,p 253.

17 George Ewart Evand/here Beards Wag AllLondon, Faber & Faber, 1970) p 94.

18 pugh, State and Society, p 7.

19 pugh,State & Societyp 7.



who had survived the learears continued to be profitable with at
least half their production given to export markets

During the difficult years between 1870 and 1890 many manufacturers met
with business difficulties and food prices fell in response to agricultural recession
at home and cheap imports, this combined with stability in the cost of rented
housing supposedly Il ed to 6an increase
and #3.®Res0Itd of research from those campaigning for better conditions for
the working classt®ow that contrary to this view, many families incomes were
below the breadline.

Writing of the industrialization of textile industries, Pugh comments that in the
early years it was possible to launch a business without much capital, but that
such methods &re insufficient during the latter part of the nineteenth ceftury
Capital outlay necessary in the textile and clothing trades was probably small in
comparison with heavy industries such as rail and steel, nonetheless, for
businesses which for centuriesach been based on domestic methods any
investment in factory buildings and machinery may have been more than some
masters could affordAs more sophisticated equipment became essential in order
to survive and compete effectively it is not difficult to seleyveo many failed.
Perhaps this was patrticularly so in rural areas such as East Anglia where lack of
access to main industrial centres meant increased costs of transportation of goods
and equipment and possibly difficulty in providing training for opeestimeeded
to use the equipmeritt must al so be remembered t ha
textiles and clothing women were the main workforce, that the majority were
poorly paid and many patime which encouraged politicians to disregard their
effecton the economyWomen made up sixty per cent of employed labour in the
Lancashire cottontowhsThe same was true of womenés
clothing towns of East Anglia, progressively so after industrialization as women
were physically strong eugh to use power looms where hdadm weavers
were more likely to be male with women working as spinners and winders.

The advent of the sewing machine from the 1850s, used in both factory and
home meant that more families were dependent on the eawfirigsir female
members despite the general view of men as the breadwinénite this
undoubtedly increased the disposable incomes of families and led to a general
improvement in prosperity it did not greatly relieve the burden on woitiea.
sewing machie meant that output was considerably greater than in the days of
hand sewing but they continued to work long hours for low pay in addition to
shouldering the domestic burdénn E H H WBritishdLabouwdistoky he

20 pugh, State and Society, p 7.
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guotes from an 1824 studyoncaotto s pi nni ng O6The women ha
to support, the men generally have familieee women can afford to labour for
| ess t H.aSoch ceéms @re repeatedly disproved by the work of social
campai gner s f oThrouglwon ¢he éesturyrmdotg hwwemends i nc
was essential to the family budget regardless of whether they were married
women trying to juggle their domestic role with that of working mother or single
daughters living as part of the family.

One author writes of the preparednesshef dotton industry to adapt to power
l ooms creating oO6the isopawede ¢ oltmnl his®Di
same might be said of those companies in East Anglia which flourished despite,
and in some cases because of external conditions which affeetadttis clear
that despite great industrial growth, there were long periods of depression and
economic crisis during the second half of the nineteenth certiogetheless,
with the exception of Courtauldés i ndtLt
largely during this period that those textile and clothing manufacturers in Eastern
England who were to survive began to plan and to invest considerably in both
factories and machineryn such rural areas where the depressed agricultural
economy was the dnreal alternative employment, finding and keeping staff
would not be difficult, most would be glad of regular work, particularly as it often
meant the availability of inexpensive housing owned by the emplopespite
the coming of the railway to mosbwns and many villages, poor pay and long
hours still made it preferable to work locally. is interesting to note that in
common with Cobden and Bright the Courtauld and Gurteen families were
staunch liberals and naronformists whose views strongly eft t ed t he 6 goc
of wor ko.

No one factor can be held responsible for the problems of the British economy
and consequent failure of many textile producers during the seahdfithe
nineteenth century. HoweveG ol emandés wor k on trde Cou
PamelaClabur n6s book on the Norwich Shawl I
this. The Liberal party was in power for most of the period between 1846 and
1874 and it is possible that their insistence on free trade impacted poorly on some
manufacturersthough at the time there were instances of European textile
business failures where high import tariffs were in place to protect the home
trade.Despite the widening of the franchise in 1867 and 1884, the Factories and
Workshop act of 1878 and the acceptof trade unions, which brought greater
concern for those employed in major industries, much hardship continued and
many less efficient businesses fail&erhaps the education acts of 1870, 1880

24 E H Hunt,British Labour History 1818.914(London, Weidenfeld & Nicholson, 1981)

p 25.

Ron Fitbgeerbhbgdgmemt of the Cast, (Iddusmial Fr a me
Archaeology Review, No.2, 1988) p 127.



and 1890 played a part in that youngsters in urban areasewhere was greater
choice of work now had sufficient basic skills to look away from those
occupations that had employed their parents.

It was in the last quarter of the nineteenth century that campaigns for better
conditions for the working classesiged groundMay hewés j ournal i s
instrumental in drawing attention to the plight of those employed in
manufacturing earlier in the century and encouraged campaigning against
conditions in which many worked, he wr
organized and cheapened t 0% Shafiesburyt he n
Dickens and Gaskell all kept awareness of such poverty in the public eye, as did
Charles Booth, but, apart from Clementina Black, most concentrated on those
living and working in Laxdon and other large industrial citigooth, himself a
successful ship owner, was appalled by the concentration on the creation of
wealth regardless of its impact on much of the population and himself funded a
large research project into thée and Lalour of the People of Londofhe work
of such men and women was thorough and they measured the costs of basic
commodities against income in specific types of work and regions of the country.
Thus they were able to illustrate quite clearly which occupatimusindustries
provided inadequate incomes for those employed thdPeirhaps it was pressure
from these campaigners who were so influential in their own fields which partly
led to greater state interventidih.was during these years thabth the boardof
agriculture and the board of education were established and as a result of the 1870
Education Act there was an increase in spending from three quarters of a million
in 1870 to £7 million in 189%uring the last thirty years of the century the tiered
system of local government was introducedounty councils, rural district
councils, town councils and parish councils were established with members
drawn from the communities they served; this must have led to greater awareness
of local needs, though thepowers were limitedThere was still no financial
support in time of illness or unemployment, this was left to individuals
contributing to friendly societies and to the philanthropy of employers if they
were so inclined, thus such help was very much tarlptPugh comments that:
capitalismds failure to address povert)
liberalsi 6 Hobhouse, Hobson and Master man ur
promote a programme of soetoc 0 n 0 mi ¢, Rughfalsa suggestbat it
was the move away from the doctrine of individualism which prevailed during the
mi ddle years of the century that | ed
modern f or m avhich gnevitably ladni@ grdatér state intervention

26 pugh,State and Society 44.
27 pugh,State and Society 53.



and the emplaypent of many more government workets administer the
growing number of officeand departments which resultéd

This then is the background in which some businesses developed and
strengthened and where many othfailed. It was a century of extremes,eth
establishment of heavy industries made possible by the industrial revolution of
the previous century, the population shift to the growing towns from rural areas
and the making of great wealtBuch dramatic changes also led to periods of
absolute destition for many and it was in these changing circumstances that the
East Anglian clothing industry became established and the textile manufacturers
of the region who survived consolidated their position.

28 p 57.
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2.
GROWTH OF THE READYTO WEAR INDUSTRY

Prior to indistrialization and mechanization those living and working in the
countryside had worn smodkocks or fustian breeches and waistcoats but the
growing need for clerical stafand workers in heavy industry moving into towns
created a need for different amften more formal clothingThis population
increase into areas where work was plentiful and largely factory based, had a
knockon effect, first in the growth of the building industry which then
encouraged the growth of small businesses, shops and affisesvice the needs

of the industrial communitiesWhere parents and grandparents had neither
needed, nor had the funds to buy formal wear, those now employed in commerce
and industry needed to conform to the emerging patterns of workwear:

The greatest rgge of clothing is seen not among patricians and

aristocrats, but throughout the much larger sections of the

population from the lower professional classes downwartis

variety was recognized at the time and seen as an important
confir mat i oace irodociety.sng deviatign lattracted
ridicule or condemnatindispafhtog Oaping
OWor ko Ford Ma d d o x Br own used t he
different groups as a visual metaphor for their occupations ... the

difference between brdaloth worn by one class and fustian of

another was particularly strikikg

Dress historian Sarah Levitt quotes from an 1875 article on the-teadyar
industry in Bristol, saying 6@isdear s fl o
from survivingpress reports that markets created by the expatriate communities
in the colonies combined with the growth of domestic trade resulted in
tremendous expansion in the clothing industry as a whrilemer, writing of
Mar shall s fl ax s piammeénts@n teednmporiante/ of ann L e
increasing colonial market in the (textile) industries developfnantobservation
equally relevant to clothing production.

Flora Thompson writing of her Oxfordshire village in the 1880s described the
clothing of country me in terms which exactly reflected the changing pattern of
Gurteend6s production:

1 Sarah Levitt, Cheap Mag&roduced Clothing in the T3 entury and Early 20Century,
(Textile History 22, 1992) p 179.

2Levitt, CheapMas®r oduced Mends Clothing, p 148.
W G Rimmer,Marshalls of leeds, Flax Spinner¢Cambridge, University Press, 1960) p
4.
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The carter, shepherd and a few of the older labourers still wore the
traditional smockrock ... but this old country style of dressing was
already out of date; most of the mevore suits of stiff, dark brown
corduroy, or in summer, corduroy trousers and unbleached drill
jacket.

Then as now, it seems that older generations were unconcerned with fashion
and continued to wear what they had always worn and considered to beabracti
for their way of life. There are several published studies of consumption covering
changes during the second half of the nineteenth century, all discuss changes in
work patterns and increased disposable income of which a larger percentage was
spent orclothing. Social and labour historian, Asa Briggs, wrote of the benefit to
manufacturing industries which resulted from the growth of the rail netwoFk:o r
real wages continued to rise as well as pridgé® general reduction of taxes on
food and the shéening of the length of the working day permitted unparalleled
wor ki ng c | °Pagrosp shargly irethesearly 1870s, with increases in
food prices minimal, thus releasing a larger part of the family income for
spending in other areasHamish Fragr in his work on the development of
retailing explained the growth of the n

(From) 1850 to 1914 a clerk (white collar worker) had to wear a
frock coat, but by the end of the nineteenth century needed a lounge
suit for informal wearln order for the husband to dress properly
the wife had to dressiake for herself and the children

This supports Thompsonbés comments on v
l east in part, growth of the menb6és wear
Cenais returns show that as well as domestic sewing for their own needs, every
town and village had dressmakers or seamstresses who would sew for better off
women in the communityMay claims that during the middle years of the
nineteenth century the readyack clothing market in this country was minirhal
previous quotations in this chapter shec
clothing but mends wear wasindastryr api dly g

Despite some reduction in working hours for the madae®ry rules for 1877
show that employees still worked a long day, and this was the norm in textile and
clothing as well as in other industries. Courtauld and Gurteen factories still
operated a twelve hour day, as did most clothing manufactories iregienr

4 Flora Thompsonl.ark Rise to CandlefordLondon, Penguin, 2008ed.) p 36.

5 Asa Briggs Victorian People(Chicago, University Press, 1967) p 10.

6 David ThomsonEngland in the 18 Century(London, Penguin, 1967) p 139.

7 Hamish FrazerThe Coming of the Mass Markétondon, Macmillan, 1981) p 62.

8 Trevor May, An Economic and Social History of Britain,178870, (London, Longman,
1987) p 313.
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Oral history testimony from factory operatives in Haverhill, show that their
parents and grandparents who were employed during the latter part of the
nineteenth century had worked twelve hours plus overtime when the need arose.
One area which probdy stimulated the enormous growth in the clothing
industry was the rapid expansion of credit shopphewspapers and magazines
of the period show advertising at both local and national level, all encouraging
readers to buy with various methods of def@mpaymentClothing clubs sprang
up across the country, initially run by local retailers but later as a large and well
organized source of borrowin&etailers of all sizes offered credit and in many
cases discounted the price for prompt paymargtudy d accounts of two town
centre retailers and two village draper/grocers in Cambridge and its rural
hinterlands show that all allowed customers cPeéit Clark, a general shop in
the village of Bourn supplied a number of customers with one outfit a year,
almost all were breeches and vest (waistcoat), most paid off the £1.6s. or £1.8s. at
monthly intervals, with a replacement bought as soon as the debt on the previous
items was cledf. Many of the outfits were of corduroy, but both drabbett and
fustian good were purchased at timeffustian is sometimes used as an
alternative term for corduroy or as a generic name for heavy-wesgk) A study
of the census for Bourn shows that mc
labourers.Smarts, a middle price range shimpcentral Cambridge, which sold
bespoke and reaep-wear goods, advertised their club shopping by means of a
savings box specifically to put money aside to spend in their Sosfah Chater,
who served an apprenticeship in the fabric and clothing depattof Eaden
Lilley, a Cambridge store, prior to ope
detailed diaries for much of his lifdde wrote of the store staying open on
specific evenings to allow members of clothing clubs from outlying villages to be
bussed into the city. One must wonder whether this was because evenings were
when most working class customers would be free to shop or if the clubs brought
in such large numbers it would be difficult to contain them during the normal
opening hours, orotsave their smarter city customers from the realization that
they also supplied the labouring clasdemser summed up the growth of credit
thus:

The retailing trade was adjusting to a new and increased demand,
but shopkeepers were also coming to realizat they had a
function in not only satisfying demand, but also in stimulating it ...
even in the smallest budget there was an order of priorities which,
under sales pressure, could be altered ... in some ways the most

9 Gillian Holman,Shopping in Cambridgeshire, published Essayinchester School of

Art, 1993.

10 Cambridgeshire County Records Office, R82/102, E J Clark Accounts.

11 Museum of Cambridge, Accession notlistédp si ah Chater 6s Diaries.
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effective bait that shopkeepers toffer was credit and the giving
of credit was at the heart of retailing, at all levels of the market, in
the second half of the nineteenth centtiry

In comparing the British and American clothing trades in the nineteenth
century Andrew Godley commentsat the readyo-wear market was stimulated
by 6innovative retailing practices
substitution of readyma de gar ment s f3oHe cldinesshptatkvas g oo d
the standardization of sizing rather than technologidevelopment which
promoted mass productitin While both these points are valid and undoubtedly
affected manufacturing methods, it appears that the most important single factor
was the changing requirements of working men.

In London and other major manefaring centres such as Leeds this growth
resulted in either sweated labour or the use ofcaudtractorsin many cases the
two were synonymous, for sweating was the only way that every level in the
hierarchy could earnlnevitably the lower down the piléghe smaller the
percentage, consequently it was the operatives who made the goods who fared
worst. Sweating was the practice of employing large numbers, working in often
crowded and appalling conditions for very little money, sadly a situation which
still exists in some parts of the world.

John Barran of Leeds, originally a tai
in the 1850s, producing similar goods to those made in the Eastern region,
including smockfrocks. He set up his first factory when sewingachines
became commonly available in the 1850sitially Barran had between twenty
and thirty sewing machinists on site but the fabric was still hand cut and that itself
limited output. Again it seems to have been response to increased demand that
madeBarran invest in band#nife cutting which allowed expansion. (The band
knife cut through several inches depth of cloth, therefore multiplying the supply
from cutter to machinist many times, thus giving scope to occupy more machine
operatives).B a r r a mofy svasfsited in central Leeds and expansion meant
several moves to larger premis@®y, 1867 Barran carried stock of reathade
clothing to the value of £10,000 and within two years this had risen to £1%,000
Like BeverleyLemire, Godley writes of the aglymade industry starting with the
needs of soldiers and that 6by 1851 th
towns of the soutlivest and the market towns of East Anglia as well as from the
vast metropolitan army of tri®ltisensdde r e mp |

12 Frazer, Mass Markets, p 85.

13 Andrew GodleyBritish and AmericarClothing Industries(Textile History 28, 1997) p
72.

14 Godley,Clothing Industriesp 71.

15 David Ryott,John Barron of Leed$Private Publication, 1951) p 7.

16 Andrew GodleySinger in Britain,(Textile History 27, 1996) pp 59/76.
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fact that most studies of the growth of the clothing trades refer exclusively to
those manufacturers based in and around Leeds, Manchester and London while
the very considerable industry in the Eastern Counties is either mentioned in
passing or totally ignored.

The main growth in the sale of sewing machines in this country was between
1860 and the turn of the centuritially sold mainly to working tailors, the
successful advertising in national and local papers and magazines, comhmed wi
Singer offering credit terms opened up new markets and led to an enormous
growth in their useMany firms bought machines not only for their factories but

to install in their outworkerds homes,
to pay the emplagrs back over an extended peri@o d 1 ey writes of
New Family model 6, brought out in 1865
markets aliké’. In addition to its business use a sewing machine became a
domestic status symbol and often graced tmemee r of t he 1 i ving r

homes.The increase in quantity of output from what had been small workshop
manufacturers who were now able to develop factory production must have been
manifold. Singer sales between 1871 and 1880 amounted to 440)0Q0gi
following ten year period that increased to 960,000; the number of garment
workers in England and Wales in 1871 was reckoned to be 540,000, ten years
later this had risen to 612,000 and by 1901 to 758%00as been remarked that

far from relieving the situation of seamstresses the invention of the sewing
machine led to an enormous growth in subcontracting and piece work but despite
this many women were still better off than they had been in the days of hand
sewn garmentd Inasmuch as womeemploya as machinists could produce
greater quantities than when hand sewing this may be true, nevertheless many
were still appallingly badly paid for working long hours either at home or in the
factory.By the time the master and the various layers of subatateahad taken

their money there was little left for the women who put the garments together.
There is no clear evidence of a stdntracting system in the East Anglian towns
dominated by the clothing industry; all appear to have made entire garments on
the premises.

17 Godley,Clothing Industries p 72.

18 Godley,Clothing Industriesp 69.

19 Maxine Berg(ed) Alexander Ha§echnology and Toil in #9Century Britain (London,
Humanities Press, 1979) p 49.
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3.
EARLY AND NINETEENTH CENTURY NORWICH

In mediaeval times Norwich was the most important textile centre in the region
and indeed in the country; as the seat of the early worsted trade it was regarded as
the second city of the realm and ilithe mid-eighteenth century was the most
populous in the province#\s has been shown in previous chapters, from the
fourteenth century onwards successive waves of European immigrants introduced
the high quality cloth whichipeadlieesbo
earliest of the newcomers were invited here specifically to pass on their skills to
the local community; previously weavers in East Anglia had produced rough
woollen cloth similar to those made across the coumtryl564 in the reign of
Elizabeth | it was reported that the trade of Norwich was failing and that
immigrants were being given permission to settle:

The commodities of worsted making is greatly decayed ... many
citizens both merchants and artisans that had their whole living and
great numbers of the poor of the city were set on work spinning,
weaving, dyeing, callendering and shearing, were now to give
themselves to other exercises and trades to maintain their families
... Strangers of the low countries were now come to London and
Sandwich and had got licences of the Queens Majetstyexercise

the making of Flanders commodities made of weolvhich
Strangers came over for refuge against persecution then raised
against them by the power of the Duke of Alva, principal for the
king of Spairt.

Rickards translation of the report of tN@rwich Strangersarriving in the city
reads:

Elizabeth by the grace of God, Queen of England, France and
Ireland, Defender of the Faith ... as well for the help, repair and
amendment of our city of Norwlig by placing in the same men of
knowledge and sundry handycrafts as also for their relief and
convenience, placing of certadbutchmenof the Low Countries of
Flanders, being very skilful therein ... do licence, give and grant full
power, liberty ... to xercise the faculties of making bays, arras,
sayes, tapestry, mockadoes, staments, carsay and such outlandish
commodities as hath not been used to be mayde within our realme

1 D L Rickards,The Norwich Dutch & Walloon Strangers Book of Orders, 15643.
(University of East Anglia, Unpublished Thesis, 1989) p 73.
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of England.You shall not occupy buying and selling of any kind of
merchandise oany foreign commodity other than such as you shall
work and make within this cityEvery quarter alyens to yield
accounts of their doings to two aldermen of the city, of all
customers, duty to be paid to the gity

The newcomers becamerkdowmdad het mambe
the city was sufficient to merit them being granted not drédgdom to work;
though within these very strict limits, but to have their own cloth halls which
were separate from those mdtive workers and their own placesvadrship.The
goods were checked for quality and sealed accordingly; perfection in the finished
piece was paramount and those guilty of producing faulty goods could belfined.
beyond redemption the whole piece. was 0
Seals applied to each piece made it clear which community had produced it and
the discipline which supported the sealing system was extremely harsh, though
possibly not regarded so by the standards which then prevailed. There were
reports of men and womebeing publicly whipped in the Market place or
6dragged through the streets atdiThishe t ai
was when piece lengths were marked inaccurately or there were flaws in the
weaving. Such jurisdiction was partly due fitagrant nationalism, but also to
protect the reputati on Dsfgutesflequently atosear i n (
between Strangers and the local populace, who whilst wanting the trade the
foreigners brought in, still complained that they took theisitess and bribed
carriers to take goods direct to London to obtain a better price rather than sell
throughtheir local wool hallin 1575 there was a regdhat6 By t hei r mean
cittie (sic) i Merehantslhy theirchnantoditiese hdivée Epit e
trade as well within the real mefroms wit'
the English that the Strangewgre taking their livinga w a*y 6

Despite many problems the Strangers must gradually have been assimilated
into the Cit yudgbsmdstuepdrimseiggest that fdr many yeansahey
retained their cultural identity, to t1
the City until 1834.Presumably they were eventually fully integrated into the
local community.Many Norwich families musbe descended from the incomers
who settled in the City during those years.

As well as the city dwellers involvement in the weaving trades, those resident
in the surrounding villages relied on the Norwich masters for their worthe
early eighteenth ceury Defoe wrote:

2 Rickards, Norwich Strangers, p 74.

3 Sir Frank WarnerHistory of he English Silk IndustryLondon, Drane 1921) p 268 & p
278.

4 Warner,History, p 270.
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An eminent weaver of Norwich gave me a scheme of their trade,
calculating from the number of looms employed in the city of
Norwich only, besides those employed in other towns in the
county, that there were 120,000 people employed innthellen

and silk manufactures of that city only ... this shows the wonderful
extent of the Norwich stuffveaving trade, by which so many
thousands of families are maintained ... Their trade indeed felt a
very sensible decay and the cries of the poor b&emae very loud
when the wearing of painted calicoes was grown to such a height in
England as was seen about two or three years ago, but an act of
Parliament having been obtained in the year 1720 for prohibiting
the use and wearing of calicoes, the st#fle revived incredibfy

The act proved impossible to police and fell into disuse before being repealed;
to enforce such legislation would have required the checking throughout the land
of peopl eBy $771latrade seeraeld to have improved for Artiioung
described the city having 38,000 to 40,000 inhabitants and:

Staple manufacture of crapes and camblets plus an abundance of
damasks, sattingsic) etc. The earnings of the manufacturers
(masters) are various, but in general higlen on average dooh
exceed five shillings a week but many women earn as niratw

boys (and girls) from ten to thirteen (earn) two and sixpence a
week. Pipe boys and girls, (winders of yarrijom five years to

nine years, nine pencByers fifteen shillings, hot pressdiifteen
shillings and women for doubling silk eight shillings....There are
regular exports to Rotterdam each six weeks of up to £480,000.
Twenty-six tons of goods are sent by broad wheeled wagons ...
Weekly to London at £500 a ton an average of 13,008 pmr
annum, value £676,000 ... Occasional ships and wagons to various
places £200,000 ... In Norwich each loom employs six people,
combers, spinners, doublers, pressers, dyers, warpers and weavers.
The number of looms is 12,000 and the number of peopE0@2
[Employed in the trade]

The river Wensum runs through Norwich behind many of the old textile trade
buildings and for much of the time when the city was dominated by the weaving
industry, wherries, the shallow river boats, were plying their tradgingrgoods
in and out of the citylt was disputed by the late Ursula Priestley (in conversation

5 Daniel Defoe,A Tour Through the Whole Isid of Great Britain,(Exeter, Webb and
Bower, The Promotional Reprint Company, 1992) p 24.
6 Warner,History, p 280.
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with the present author) that this means was used to transfer both raw materials to

the weavers and piece goods out to the port of Yarmouth for export teemort
EuropeYoungbs report, written at a ti me w
water transport was used, though surely greater quantities were sent by wagon to
professional London factors for ongoing shipment; then as now, these were the
people whowould have the expertise and the contacts to increase trade and to
ensure the flow of goods and cash ran as smoothly as poSsibl@r Fawcett

guotes port records as showing evidence of goods going out through Yarmouth

but he qualifies this by pointingubthat cargo documents at that time were at best

i mperfect but concludes that they never
and di r ec t.iAb threeordports suggdse & wide distribution network

which fed both export and home markets.

Figure 1: The Little Norwich Shaw Worker, engraving by Tomas E)verton 1862.
Courtesy of Norfolk Museum Services.

7 Trevor FawcettArgonauts and Commercial TravelleréTextile History 16, 1985) pp
151-156.
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Figure 2: Engraving of 18th century dral@om with drawboy at work. Courtesy
of University ofEast Anglia, Centre for East Anglian Studies.

Norwich suffered in the middle of the eighteenth century but in later years and
until the fashion changes in the late 1870s some local manufacturers achieved
great success weaving fashionable fine wool ard sibwls, both square and
rectangular. Initially printed, painted or hand embroidered (Figure 1) and later
with woven designs there were a number of manufacturers who prospered while
producing these sought after items. They were woven from wool, silk @ramo
silk mixture$, and before the advent of the jacquard loom were extremely time
consuming and costly to make. They involved long hours of work for weavers
and for the young draw boys and girls perched above the loom, (Figure 2) lifting

8 Pamela Clabburn, The Norwich Shawl, (Londdrhe Norfolk Museum Service &
HMSO, 1995) p 11.
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groups of warpyarns to achieve the required design. Edward Burrows, a major
weaver in the city is reputed to have produced the first shawl in 1780 and this was
rapidly followed by other manufacturers, the most notable perhaps being the firm
of Hervey, who wove in worstl or silk/worsted mixtures and who in 1792
produced their own token coindgeOne report cited in th&/ictoria County
History claims that the elaborate brocaded patterns made by an expert weaver
only progressed at the rate of one inch per day and thagiréparation of the

loom was as lengthy and costly as the weaving itself, this is confirmed in
Clabburndéds writing on the shawl i ndust
retail between twelve and twenty guineas each with the more ornate examples
costingas much as fifty guineas, though the weavers reputedly earned in the
region of 24s.10d per shawl, out of which they had to pay ancillary workers and
running cost¥.

Campbell comments that in Paisley 6wac
workers lived in easy, opulent circumstances, all this due initially to their
burgeoning silk gauze tratle Competition from the Scottish industry damaged
N o r wishawlbusiness in the early and middle years of the nineteenth century
supposedl y by ahgpthen dobding thé madket,stherghby suining
the exclusivity offered to owners of a Norwich shakbwever, Campbell claims
that Paisleyds trade was highly organi z
for the gauze weavers was brought in via Londwmh the boxes returned carrying
finished goodsThese were sold through manufacturers own offices in Dublin and
London, or through their overseas ag&ht#gain there were appeals for
protective legislation for the East Anglian capital, which were larggipried,
though one positive result was the registration of designs which in itself afforded
some protectioll. The introduction of more power looms helped, and use of the
jacquard mechanism in the early 1800s cut costs, though there were strong
objections ¢ their use.The height of the new looms made it impossible to
accommodate them in weaversd homes and
inevitable; for men used to working independently the idea was abhorrent,
consequently it was not introduced into they cintil 18334 | f Campbel | i
writings on the Paisley industry is accurate the Scottish weavers were readier to
accept modernizati on, she says: 6Thougl
trade, the Paisley shawl industry soon surpassed the long estdbishwl
making centersof Edinburgh and Norwich ... By the midneteenth century,

9 Clabburn, The Norwich Shawl, p 11.

10 Clabburn,The Norwich Shawp 40.

11 Kimberley C Campbell, Paisley Before the Shawl, (Textile History, 33, 2002) p 168.
12 Campbell Paisley Beforepp 165168

13 Clabbun, The Norwich Shawbp 19.

14 p 54.
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Paisley was synonymous not with silk gauze, but with sHawlgade in Norwich
gradually declined and the 1838 Royal Commission on weaving claimed that of
the 5,075 loomsni the city 1,021 were unemployeld.was inevitable that only

the most efficient survived and though Clabburn and $Biwgire 3) won Gold
Medals at both the first Paris Exhibition in 1850 and the London Exhibition in
1862, (it is not recorded if they wamedals at the 1851 Great Exhibition) the
number of manufacturers shrank steadilgroughout the century trade continued

to a greater or lesser degree but the city of Norwich never regained its former
prominence.[The Norwich museum service holds a splendaiollection of
shawls] (Figure 4) Strangely there is little information of other worsted
manufacturers who must still have operated in the city though the evidence that
some manufacturers in the early nineteenth century were endeavouring to pay
their weaers with goods instead of wages (truck system) suggests that some
other items were produced.newspaper of 1826 claimed that weavers were paid

in cheap goods and ends of ranges such as fustians, blankets and expensive
shawls which they were unable to rfésehich in turn aggravated their povetty

>

¢ ¥
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Figure 3: Woven Silk Shawl, circa 1865, probably from Clabburn of Norwich.
From the Authordés own collection.

15 Campbell Paisley Beforep 173.
16 Clabburn,The Norwich Shawp 56.
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Figure 4: Printed Silk Gauze shawl, mitBth entury, possibly Paisley or
FranceFr om t he Authordéds own coll ection.

There were some silk manufacturers in Norwich during the nineteenth century;
Grout, Bayliss and Company, a London firm, opened there as well as in Bocking
and Saffron Walden, and thereem@ probably others equally anxious to use the
skills of the many made redundant by the shrinkirapllen industry.Certainly
mourning crape was successfully produced there though by how many firms and
in what quantities is uncledrinally fickle fashiontook its toll, during the 1860s
and early 70s womends clothing was such
in the skirt made it still possible to wear a shawl, though perhaps less elegantly
than in the Regency perio@ihe shift to a straighter frorskirt and ever growing
bustles behind made the shawl impractical and little jackets or spencers were
adopted to complement the wearerds dres
As the Norwich weaving trade of the late eighteenth and early nineteenth
centuries suffered first from decliref the overseas woollen market, and later
from fashionds pendulum many firms wen
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skills to other productshe firm of F W Harmer was such a one, late seventeenth
century records describe them variously as Worstedvé/saWool Combers,
Yarn Makers and Merchanttn 1825 the cloth merchants firm of Rivett and
Harmer was formed and remained a partnership until 1859 when Rivett retired at
which time F W Harmer and his descendants took over completely, changing the
name acordinglyt’. According to David Harmer by the early years of the
nineteenth century the firm had ceased manufacturing cloth and had become
wholesalers or factors for manufacturers of the Northern coutdigsrtunately
there are no surviving records topéain when or why they ceased weaving and
began trading as merchants and it was not until about 1850, shortly after the
invention of the sewing machine that the firm began its capital investment in
machinery and started to manufacture appavss. with othe clothing
entrepreneurs of the period additional expansion followed and what had initially
been a speculative move developed into a clothing factory, complete with steam
boiler and bandnife cutting.Under the direction of F W Harmer the Norwich
factory grew in tandem with the needs of the red&olyvear industry and in or
about 1887 moved to new purpose built premfs@he company history shows a
number of salesmen employed during the middle and late 1800s and by the end of
the century they were sellingpods through their London office and sending a
sales force out from there and from Norwich to bring in orders.

During those early years many of the
most of their working lifeTheir 1925 publication includes writtememoirs of
four members of staff, one of whom joined the firm as a clerk and finished as
their general manager, and three salesr@early in publishing such accounts
the firm would exercise selectivity, it is unlikely they would print unflattering
memores. Nonetheless, the words of the travellers are particularly relevant in
comparing the life of a salesman during the latter part of the nineteenth century
with that of his late twentieth century counterphtt. Hewitt who joined the firm
in 1887 wrote:

My memory does not go back to the time when travellers conveyed
their samples on pack horses, but for many years | drove on my
rounds with a horse and fouheeled wagonettd.have been run

away with in my trap more than once ... On one occasion my trap
was wrecked by a train ... on another my horse was nearly carried
off its legs and drowned as | was crossing Welney Wash ...
Workmen wore printed cloths and moleskins or velveteens or cords

17 F W Harmer & Co. 1828925,A Short History of One Hundred Yea($925, Private
Company Publication) p 8.
18 Harmer,A Short Historyp 9.
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that were printed and called Partridge and Pheasant Gdalalso
sold broadcloth¥.

His colleague, Mr. Shields, who started his life with Harmers in the warehouse
recalled:

The conditions of the Wholesale Clothing Trade have altered very
much since | started work folding up sleeved waistcoats made of
Chinese velvetThefirm sold large quantities of these goods which
were bright coloured and embroidered with flowers of a different
shade.The waistcoats were sold for about 20s. (£1) each and were
worn by agricultural labourersThough they must have been
expensive garments purchase from our customers, (retailers) they
lasted the wearer a lifetime and nothing could wear them out.
People liked fancy garments in those days, and even the smocks
which were worn by the labourers had coloured glass buttons sewn
in the embroidey. In the early stages | drove on my rounds with a
horse and wagonette ... | have seen many changes, but | think the
present times are quite the best ... it rejoices me to see how well
people of today are clad as compared with the indifferent manner in
which they were clothed when | started work in 1875

Having worked for Harmers for over fifty years, Mr Shields illustrates with
these few words the main reason, along with parallel development of machinery,
how and why the clothing trade grew so rapidlythe final quarter of the
nineteenth centuryindustrialization brought the need for a greater variety and
quantity of clothing, this was fuelled by a considerably larger disposable income
for many of the retailersd customer s.

19 Harmer,A Short History pp 3233.
20 A Short History pp 3233.
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4.
SUDBURY

I know nothing f@ which this town is remarkable, except for being
very populous and very poofhey have a great manufacture of
says and perpetuanas and multitudes of poor people are employed
in working them, but the number of poor is almost ready to eat up
the ricH.

An eighteenth century Frenchman travelling in England wrote that quantities
of broadcloths made in the town were exported to northern and eastern Europe as
we l | as to the I berian Peninsula and S
homes of the Englishovr k er s compar ed Hedesdrited thee i n
Sudbury textile trade as:

Woollen and silk stuffsThe silk all for the London Market, being

funded by merchants from the capital who get the work done here

at the lowest ratesThere is a much greateumber of woollen

l ooms ¢é The <c¢loths are coarse and t
good for clothes for working womeiThe trade of the town is as

considerable as it can be, that is to say all hands are employed in it

€ In the Ameri can wasareducedtaimbsato gui shed
nothing but it has recovered its former vigbur

Li ke many towns of the region, Sudbur
mediaeval times though never apparently as important as Norwich, Colchester or
Braintree many of the populatiomere entirely dependent on the trade.
Fourteenth century records list a hundred and sixty households of whom thirty

were either o6big weaversé producing brc
narrow goods

Assigned to be residence of the Fleming®mhEdward 11l (1327

77) induced to settle in this country to instruct the English in the
various branches of the woollen tradé&is manufacture formed the
staple for many years and was succeeded by those of sills,good

1 Daniel Defoe,A Tour Through the Whole Island of Great Britaiigxeter, Webb &

Bower, The Promotional Reprint Company, 1992) p 20.

2 Francois De La Roche Foucauld, trans. NormaarfScA Frenchmanos Ye
Suffolk(Woodbridge, The Boydell Press, 1988) pp-11d.

3 Peter Wallters, Unpublished lecture notes.
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says, crapes, (later called crepadéuntings of which branches
still continue to exist

Apart from this little is written about the textile trades of Sudbury until the
eighteenth centuryThese opposing views of Defoe and de la Roche Foucauld
illustrate the difficulties of drawing accueaconclusions as to the state of the
trade, the Frenchman compares Sudbury very favourably with rural towns in
France while Defoe used the larger and more affluent East Anglian textile centres
as hisyardstickbDe La Roche Foucaul dythougmthaast s t h
for camlets and calendered cloth%, Fra
Despite these views there is evidence that French weavers also suffered loss of
work. Nonetheless some of the surviving buildings in the town suggest rédsona
prosperity in Georgian times; there are a number of quite substantial properties
containing the large first floor windows needed to give light to weavers working
at their looms.

Arthur Young described t he t own as e
manufcturing town ... they possess a great number of hands who earn their
l'iveli hood €& weaving it into says and
article$. The Victoria County History of Suffolllescribes Sudbury in the 1780s
as still dominated by theavo | | en i ndustry and &éThe r oa
long been one of the sights that most struck passing travellers throughout the
eighteenth centuryd having gradually di
production of other textilés The VCH lists three silk and five woollen
manufacturers, but gives no indication of their size.

Census returns for the town in 1841, excluding all the outlying villages, show a
population of just over 2000nvolved in the textile and clothing trades were 22
tailors, all male, and 12 dressmakers, all femdleo hundred and twenty men
are listed as weavers, predominantly silk, with one hundred andasigtyvomen
weavers, again mainly in the silk industrifourteen women are variously
described as winders, combers awdrpers, some are described simply as
weaversUnfortunately there is no indication as to how many wereesalfloyed
as opposed to those working for one madterdoubtedly all weaving was on
handlooms.Per haps this i s an i nuhwilingnesiston o f
adapt, for the town is on the river Stour which was surely fast flowing enough to
harness water power to run at least some of the loBmsally it might indicate
t hat the owners of the townds business

4VCH, County History off Suffolk,,ZLondon, Constable, 1907) pp 223

5De La Roche Foucaulf,r e nc h mapfls. Year

6 Arthur Young,A General View of Agriculture in the County of Suff¢ligndon, Board
of Agriculture, 1804) p 143.

7 The Victoria County History of Suffolk, 2, (London, Constable, 1907) p 274.
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such investment, and it is known that East Anglian weavers were resistant to
mechanization feeling it threatened their jobs.
I'n 1813, Young described Sudburyds woo

Hemp ... grown, harvested and spun and woven in the coutitg ...

weaver buys it who converts it into clofihe spinners earn better

and more steady wages than by wool
to great depressions, there being always more work than hands. ...

The fabrics wrought in this county from their olwvamp have great

merit,

Hemp was certainly grown locally and was infinitely cheaper than silk and
wool. It was used to make sacking and inexpensive cloth for aprons and
sometimes mixed with cotton or linen to make fustian and drabbett, it was
therefore pobably a steadier trade without the fluctuations in sales of wools and
silks. However, much of it was woven in the local workhouses and the present
author has found little evidence to suggest that hemp alone provided much work.

By 1844 the woollen industryn Sudbury was in serious decline, though
bunting for ships flags was still produced and there were four large
establishments employing a considerable number of hands in the manufacture of
silk, velvet and satinAgain this is noted as being the result labour costs
driving London silk masters out of the capital to East Afdgtlaims which had

been made of the growth of Paind83® y 6 s t
there were about 600 |l ooms in the town
were outo f empl oyment i n consequence of t

claimed that these provided work for 270 men, 250 women and 80 Abifsat

time most production was of plain fabrics, mainly umbrella silks, all were hand
loomed. The Walters brothers, Stegi and Daniel, were originally weavers of
umbrella silk in London and it may have been during this period that they opened
their workshop in SudburyRecords do not survive to give firm dates or the
reasons for extending their business to Suff@l. 1875 the manufacture of
buntings had ended amicere were 9 silk mills using 250 looms; an average of 27
looms in each mill so most were probably small units, plus two mat factories,
though there is no record of when they were established or how many they
employed. The few weavers of luxury silks such as velvets and satins were able
to earn 12sper week, but employment was extremely irregular and most suffered
considerable hardshigrhose producing the cheaper plain fabrics earned little
over half that amounthe weavers generally considered themselves to beswors
off than agricultural worket4,

8Young, A General View, p 55.
9\/CH, p 274.
Owh i tSeffblkTrade Directory( Whi t eds Direc4ory, 1844) pp
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Peter Waltersformer managing director of Stephen Walters Ltd. in Sudbury,
wrote of the trade in the nineteenth century:

A girl would be able to look after six or éigspindles, so it was
very labour intensive ... the throwing mills were almost the first
factory development in the industry ... there was a seventy two hour
working week [presumably when there was enough work to go
round] ... an agreement with a girl Eyabout twelve] was bound

in the sum of one shilling, to work six days a week for twelve hours
a day.... In around 1824 they [the government] took off the heavy
duty on imported raw silk so that it could be imported more
reasonablyln 1820 the imports afaw and thrown silk are given as
one million six hundred thousand pounds. [in weid]1828 this

had gone up to four and a half million pounds wéight

During the early nineteenth century protection for the silk industry was
gradually dismantled. Colema wr i t es: o6for forty years
of free trade the British silk industry grew but in the process many firms and
empl oyees Welrhee hBaoradr dhiotf6 Trade reported
in all its branches has spread into vasi@istricts and is conducted on a scale not
seen before ... such as to place the products of our own silk looms within the
reach of the humbler classes of the community in the country but (also) to enable
us successfully t o ®dBypA0titieh made expdrtiafr ma |
silk goods were valued at £521,000, by 1833 at £737,000 and two years late to
£972,008*. In view of some considerable weight of contradictory evidence
guoted by such historians as Lipson and Plummer, and descriptions of clothing
given in literature of the period, it seems likely that the opinion expressed by the
Board of Trade on the ability of poorer people to dress in expensive fabrics might
be due to wishful thinking rather than fact.

By the second half of the nineteenth cewtin Sudbury and nearby
Glemsford, the silk workers were suffering from poverty created by the
fluctuation in demand and the advent of free trade which led to price reductions.

In 1850 local papers such as tBery Free Presand theSouth West Suffolk

Echo, published articles and letters demanding consideration be given to the
plight of the weavers; thirty years later lack of work still dominated the papers.
Despite this Whitebs directory of 1844

I Walters, Unpublished lecture notes.

12 David C ColemanCourtaulds, an Economic and Social History(Qxford, University
Press, 1969) p 65.

13 Coleman Courtaulds, Economjq 65.

14 Alfred Plummer,TheLondon We a v ¢ (Ldhdon, Routiedge & Kegan Paul,
1972) p 358.
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Thos. Kemp and $w; Kipling, Payne and Co; Keith and Co; Chris. Norris;
Daniel Walters in North Street and Stephen Walters in Acton Square; Jones and
Co; Brown and Garrard; Bailey, Fox & Co; and Vanner and"S@he latter firm

was large enough to exhibit at the Gt. Extiiim in 1851 and to produce designs
specifically for this and other international shows, they must have employed good
designers for they were awarded design medals at the Paris exhibition #i 1855

It is not clear when Vanners opened their Sudbury baséhbin ability to show
successfully at major exhibitions supports the view that their early operations in
Sudbury were merely warehousing, otherwise it might be assumed that had such a
successful firm manufactured there on a large scale they would have be
instrumental in relieving distress amongst the weavers of the tdvas. this
because Vanners contracted out to local independent weavers, or did they ship
goods down from London to facilitate transport to the continémtfdrtunately
records do not suive to explain this.

It is impossible to judge how successful most of these businesses were, the
majority were known to be migrants from the capital or outposts of London firms
needing greater capacity than was feasible from Spitalfi@gisthen Daniel
Walters had taken over the Panfield Lane factory in Braintree from Courtaulds
and Stephen Walters was established in Haverhill, though whether this was a
production unit or warehouse at the time remains questionabélocal press
rarely mentioned the famties of Gurteens and Courtaulds in Haverhill and
Halstead where work was relatively plentifulhe Victoria County History
comments specifically on the silk weavers in Haverhill in the nineteenth century:

There were about seventy looms engaged in weawinigrella and
parasol silks for Mr. (Stephen) Walters of London, the work was
more regular than at Sudburk.weaver could make sixteen yards

in a week and the average wage for a full week, when expenses had
been deducted, was about 8so

As late as 189lhere were reports in the local press that the majority of
Sudbury weavers were still out of work but there was hope the situation would
improve due to a new master about to start business in the ©me1.man
claimed that there had been little work foreova year and talked of disputes
about payWeavers were entitled to 3s.6d per day subsistence when their looms
were idle, but felt that if they claimed the money they were unlikely to get work
in the futuré®. As late as January 1894 there was a petitiomflocal weavers to
the High Sheriff of the County asking that he press the Queen to dissolve

BWh i tSeffolk, Trade Directory, Shef fi el d, Whiteos Trade Di
16 Stanley Chapman/anners in the English Silk Industf,extile History, 23) p 79.

17VCH, pp 2734.

18 Gurteen Company Archive, South West Suffolk EcR89May 1899 p 3.
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parliament so that an administration ba
Foreign competition to every class of British Industry could be introdficad

meeting between the workers and the High Sheriff was subsequently arranged,

but inevitably no action resulted.

Despite claims that after the partial adoption of a free trade policy, the silk
trade enjoyed a period of rapid growth, it is probable that tirdse in a healthy
state were in a position to expand both their markets and production. Poverty in
the silk industry was not exclusive to Sudbury; Campbell writes of similar
hardship suffered by Paisl eyé®&sdsReasond k wo
for the downturn in trade were discussed at length in both local and national
press.The last of the protection previously sheltering the trade was dropped in
1860 as part of the Cobden/Chevalier treaty between Britain and Figince.

Robert Peel who wamstrumental in dismantling the protection of the English

silk industry, was the son of a Lancashire cotton manufacturer, a trade not
afforded any sheltelPossi bly this factor influenc
manufacturers should be able to stand @lahus creating a situation where only
effectively run and profitable businesses would survileere were many claims

that such political change was the cause of decline and that the home market was
now flooded with cheap foreign import®ne manufacturesaid that he could

visit Germany, buy and import umbrella silk, and make up the finished product

for less than the cost of English silk, inevitably there were contrary arguihents

At the international silk conference held in Manchester in 1887 it wasgubout

by the Swiss silk manufacturer Robert Schwarzenbach of Zurich, that power
machinery, fuel and labour were all less expensive in England than in
Switzerland.He claimed that with proper investment and without protection he

could open a mill in Engind with total confidence in its succ&d%$erhaps the
survival of Mr . Schwarzenbachdds busines
century is a monument to his early planning and investment.

It may seem strange that despite such public debate dmsittiation with
Sudburyds sil k manufactures, new fact o
towns, probably attracted by the availability of a trained labour fofe@ners
opened an additional plant at Glemsford in 1871 and subsequently in Haverhill,
both of which are described by Stanley Chapman as warehouses used to service
the produce of local hardom weavers rather than factoriéte points out that
from the opening of these two factories in Suffolk to the end of the century there
was Oalimoerrupted decl i ne 2iAMaverhilesikEn gl i s

19GCA, Bury & Norwich PostlUndated cutting1894.

20Kimberley C CampbellPaisley Before the ShawiTextile History, 33, 2002) p 173.
21 Gurteen Company Archive, The Manchesteia@lian, 26 October 1887.

22 Guardian, 28 October, 1887.

23 Chapmanyanners p 74.
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worker, writing in the local press commented that the silk trade there was in acute
decline but that many local silk weavers had family members employed in other
factories in the town (@sumably Gurteens) andherefore survived rather
bette?.

In 1891 theSouth West Suffolk Echamnounced that a number of Sudbury
weavers had 6at IMa &rgland ofthe fdim EnglanéanggCoo y e r .
of London has within the past week given outrkvto a good many weavers ... It
is hoped that those of the craft who have not yet been favoured with employment
wi || be the r eci fiTeeretissno futther anantioe afrMr.y d a
England giving work though by the turn of the century William kKeisireputed
to have employed a hundred hdndm weavers in the town, but apart from this
it appears that Vanners and Walters remained the main providers of work for the
silk weavers of Sudbury.

24 GCA, South West Suffolk Echo"@une, 1891, p 3.
25 SW Suffolk Echo, B June, 1891, p 3.
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5.
GLEMSFORD & LONG MEIFORD

Glemsford is a small village rural Suffolk, near to Sudbury, Haverhill and
Bury St. EdmundsAn unknown researcher describe
industry:

In the second half of the eighteenth century the advent of powered machinery,
driven by the fast flowing streams ofetfPennines, and by the coal from the new
and more extensively developed coal industry, work had moved North, especially
to Yorkshire.This left in East Anglia, a skilled, but cheaply paid work force
readily available to the new industrial entreprenelmsthe aftermath of the
economic difficulties brought about by these industrial changes and by the long
drawn out Napoleonic Wars, parish officers in the localities felt it necessary to
attempt to alleviate the increasing distress. The traditional indepesden
Suffolk people, the adaptability of the workers and the interest of the gentry
caused the parish officers in Glemsford, one of the villages much affected by the
removal of the old textile industries, to take action. They borrowed £500 from
people sue as Thomas Mortlock, a successful Farmer from Glemsford, with
which to build a factory and on June'8.821, the following advertisement
appeared in London Newspapers.

To Silk Manufacturers

Any person desirous of an establishment in the country may have
an advantageous situation in a parish were there is (sic) nearly four
hundred hands capable of being employed in the trade, many of
whom are good weaverA. large manufactory recently erected for
the purpose may be had free of every expeApglication b be
made to the Parish Officers of Glemsford, near Long Melford,
Suffolk®.

There is little published information about the industry in the village, perhaps
with a comparatively small population and in close proximity to three major
weaving centres it didot merit much interesHowever, the original mill was for
throwing silk, not for weaving, and has remained where it was, still used for the
same purpose and for some years past dyeing yarn as well as thiBuilhgn a
stream, the power was harnessgdabwater wheel giving six horse power and
this small unit provided work for two hundred peopfecording to the last
managing director of Arnold and Goul dos
early years of the nineteenth century the Church (presiynied by the vicar)

L Arnold & Gould, Company Archive, (quote fromwmamed newspaper, #8une,1821)
p 1l
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pressed local landowners to create employment by investing in indiistey.
resultant development gave work to local people and brought in additional
workers.From the evidence available it is not clear which manufacturer(s) took
up the offer of premises and a trained workforce, though it appears that the silk
industry was established prior to that of dressing horsehair.

Kolles started their business in Glemsford in 1844, cleaning and dressing
horsehair for use as upholstery fillingnd for weaving both upholstery and
interlining fabrics.Brian Whittaker, the last managing director of Arnold and
Gould considers it doubtful if at any time Kolles wove textiles in the village, but
supplied dressed hair to weaving factories and furnistomgpanies as well as to
the brush makerg§.he 1851 census for Glemsford shows 379 people employed in
horsehair work, velvet weaving and cloth industries, with 29 in the cocoanut (sic)
mat trade. There were 229 agricultural workers, and 59 in the buildidg or
traditional country crafts such as thatching, therefore over fifty percent of the
working population was involved in textile related industri&docal paper from
1891 claimed that Glemsford recently had two hundred and fifty hands employed
inthe sil k industry, 6 n o w2 NoHuethererecardséor n o mi
Glemsford have been found but it is safe to assume that the textile trades of the
village were affected as much as those in the larger neighbouring towns in
Suffolk.

Presumably Klles move to the village was motivated by cheaper premises and
labour as were the migrating silk masters. They are reputed to have employed
nearly 500 people in 1855 and by 1885 the employees numbered 700, possibly
the increase taking up some of the slfiokn the silk industrylt is not clear how
this divided into home and factory work, but many must either have travelled in
from surrounding villages or worked at home, for the population of Glemsford
could not have provided such numbefstonishingly fo so small a village,
Tomkins, another hair factory operated there for much of the same period and in
direct competition to KollesSadly none of their records remain.

Throughout the period of decline in
commented onlack of design training for youngsters going into the trade.
Arguments appeared for and against protection and there was constant pressure
for investment in education for design and weaving.1891 the local paper
pleaded that some of the £2,000 set @dig the local authority for technical
education should be used taitr designers for both mat makingd silk weaing
as well as funding education in agriculture, commenting that the money was
raised from duty on beers and spirits and would not causehardship to
ratepayerso We wi sh our friends in Haverhill,
and Sudbury, who may be either mat makers or silk weavers to get a fair share of

2 Gurteen Company Archive, South West Suffolk Echdé? Ry, 1891.
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al | t hat can b e Ag fatas is knbwn such arghneentsgwer@ n t 6
ignorad and records do not show where the

LONG MELFORD

Although little has been written about textile production in the village early parish
records show that there was a considerable trade thieeemagnificent church is
symbolic of wealth which wool manufacture brought to Long MelfoRy. the
late nineteenth century there was little evidence of surviving textile business
though there were a few handlooms still in operation subcontracting to the
Sudbury masters, presumably weaving“silkhere was a mat factory owned by
George Wittles; a local history publication describes a youngster starting there in
1890 at the age of twelve and his family regarding it as a wonderful opportunity
for him. The informant commented that the men were grofitheir skills and
would come in early to complete orders on time. The factory employed 160 men
and boys but very few womeiln common with other factories in the region
employees worked a twelve hour day with meal breaks and a half day on
Saturday.Mat making in Long Melford is reported to have died when the skill
was introduced in prisons which undercut factory prices and consequently many
were unemployetl It was probably this decline which brought Mr. Byham and
his friends to Haverhill where Gurteewsre persuaded to start mat manufacture.
There were also two hair weaving factories in Long Melford employing up to 400
people, some working on the factory site and others with looms at Wotoeal
man described seeing small children picking out thes leoth a i r 6t wo bl a
whitebé and handing 6%t to their mother t
It is appropriate at this juncture to look at the differences and similarities
between this area and Coventry, where, as early as 1852 the silk weavers,
particularly in ribbon produ@n, had access to design teaching; as did the lace
makers of Nottinghamwilliam Andrews, a weaver of high repute, wrote in his
diary of going to the School of Design at the City Art College and of being
awarded a number of prizes there during the 186@sone such occasion the
awards were clearly judged nationally,
Design.A me d al is presented to meOthets St .
beside mewere ... Coventry had six medals, Birmingham eight, Spitalfieids,
Nottingham seven, Macclesfield thfeéndrews went on to write of designing

3 South West Suffolk Echo, Z3May 1891.

4 Barry L Wall, Long Melford Through the AgeEast Anglia Magazine, 1986) pp-34

5 Ernest Ambroseylemories of Melford(Long Melford Historical Society, 1972) p 53.

6 William Andrews, Master Artisan in Victorian England|London, Evelyn, Adam &
Mackay, 1969) pp 14,

7 Andrews,Master Artisanp 17.
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for national and international exhibitichtater he was offered work as manager
of a silk mill with three hundred looms, but was advised against it because of the
appaling st at e of?° Josegh Guatteridge dviso wasraasitk aveaver at
the same time in Coventry wrote of the long periods of hardship he suffered, the
first due to his not being able to afford his own loom after finishing his
apprenticeshipCompelledto work in a silk factory because of this he wrote of
hating factory work and longing to buy a loom so that he could work at ldene.
was later able to buy his equipment but when business was poor, was forced to
sell it to afford necessities, complainingat it had cost him £50 to buy and he
was not able to recoup thaitial expens®. 1 f Gutteri dgeds vi ews
of the factory system in comparison wiblfemploymentare typical of textile
workers, they must surely have hindered industriagpess.

It is particularly interesting to not
downturn in the trade after the Cobden treaty in 1860:

Although the Tories made capital out of this depression in the
ribbon trade and averred that the Cobden tredty rance was the

ruin of the trade, no greater deception could have been used to
further their political ends, for they well knew that other causes
than the French treaty were at the root of this terrible stagnation.
The most important cause was the sedi American tariff, which
practically excluded English manufactured goods from American
ports by duties varying from forty to sixty per cefithis also
affected France and Switzerland, who had, like England, largely
depended upon the American trade foe thale of their goods.
Another important cause of the decline was the silkworm disease in
France and ltalyPrior to 1846 the production of silk in France
alone had averaged 24,000 tons of cocoons, yielding over 2,000
tons of silk annually, but in 1865 thlguantity had gone down to
less than one fifth that amounthis disease, by enormously
enhancing the price of the raw material, practically closed the
demand for silken goods as an article of adornmidnt.wonder
then, with the principal market closed hkyohibitory duties,
together with the failure in the silk crops increasing the price of the
raw material almost to a famine price, that silken goods should go

8 Master Artisan, p 69.

9 Joseph GutteridgeMaster Artisan in Victorian Englad, (London, Evelyn, Adam &
Mackay, 1969) p 122.

10 Gutteridge Master Artisanp 178.
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out of fashion simply because they were beyond the means of the
millions who had previously usetem for dress and ornamént

Gutteridge commented that ribbon manufacturers in Coventry had reduced
from eighty to less than twenty, causing a drop in population of more than five
thousand.. . . O0Ri bbons, as articles of ador
tr i mmi ngs, | a’ these wereprodueed liy differest manufacturers
[It must be made clear here, that this astonishing drop in nhumbers employed
needs verification which has not been possible thus far.] Gutteridge had worked
fora numberof marffuact urers i n the city as fore
si | k e n-hgaiso lobust Bbomsn 1867 Gutteridge was chosen as one of two
representatives of the ribbon trade to visit the Universal Exhibition in Paris to
study the continental trade andhgoare conditions of labour and production. This
was part funded by the Society of AftsDespite his clear ability and the respect
in which he was held within the trade, he and his peers suffered the same
privations as the weavers of East Angliée wrote of weavers forced to sell
household goods to survive and of people literally dying of star/atitike
other towns with a weaving history, many occupants of Coventry were
encouraged to emigrate to seek a more prosperous and secure future in the
colonies.

Despite the claims of the English industry that the French had ruined their
trade, in 1834 the weavers of Lyon had rioted because of the appalling state of
business and the hardship they were suffei@mne thirty years later Gutteridge
wrote of hisvisit o Francebdés sil k centres in 1867

Lyons contains over a million of inhabitants and ranks next to Paris
in importance, being the second city of the Emgiestaple trade

is the manufacture of rich silken velvets, broad silks for dresses and
velvet riblons, engaging in a prosperous time, nearly one hundred
thousand loomsThe trade at the time of our visit was in a most
distressed conditioearly two thirds of the looms were standing
idle and as a result of such a condition of things, hundreds were
literally starving.It is calculated that in good times of trade the
ribbon industry was the means of support for families whose
numerical aggregate was between two and three hundred thousand
men, women and childrén

1 p 178.
12 p 184.
13 p 180.
14 Gutteridge Master Artisanp 190.
15 p 190.
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Combined with Ca mghbve that dhe Frenchi Scotegnd t hi s
English suffered similar privatiots this was disregarded by those complaining
that the continental industry had ruined the English trade and has been largely
ignored ever since. Gutter i dduwidgshis wr i t i
working life and put together for publication in his retirement; there can be little
reason to doubt his veracit@ir Frank Warner, in his excellent book on the
English Silk Industry, refers to complaints from English weavers being repeated
atintervals over a period of two or three centurléhile it is true that there was
competition between European and British manufacturers, many of the
fluctuations in trade must have been due to a number of factors, changes in
fashion, financial influencesimport and export legislation, and periods of
international unrest all contributed to loss of trade and resultant unemployment of
large numbers both in this country and in France.

Both mats and hair fabrics were manufactured in other towns and villages i
the region.Hair cloth was woven in Lavenham and Long Melford as well as
Haverhill and GlemsfordThis part of the textile industry was always entirely
dependent on hand looms, and, according\Wistoria County Historywhile the
spinning of hair was aefmale occupation, weavingorsehairemployed an
entirely male work force as it was considered too heavy for women to handle
Not a view upheld in the first half of the twentieth century as the workers in the
hair factory at Gurteens were almost entiredynéle.Photographs of Tomkins
hair dressing factory in Glemsford also shows a predominantly female workforce.

16 Kimberley CampbellPaisley before the Shaw(lTextile History33, 2002) p 172.
17 Victoria County History of Suffolk, 2, (London, Constable, 1907) p.155
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6.
EARLY AND NINETEENTH CENTURY
COLCHESTER &COGGLESHALL

COLCHESTER

Colchester, like other towns in the region was an early centre of ghaiiyand
says, and, in harness with the townés
port, much of its wealth was founded on the textile indusiike Norwich there
was settlement in the town by immigrants from the Low Countries by the late
sixteenthcentury.Eleven Dutch weaving families settled in Colchester in 1570,
fleeing religious persecution at hom&he State Papers of 1580 refer to a
6Supplication of the towntoenforceHreletinead t
of 6t wenty f amifthe Buchmenm noimemoxed érom Colchester,
there to continue their trade of baaking, their departure having much
i mpoverished t h ePresnnmblyy theb loss roh anoilthry work
provided by the Dutch families for spinners and winders affected lpeople
thus employed; this is in sharp contrast to the attitudes shown by the weavers of
Norwich to incomers.A few years later the bay and say makers of Colchester
were complaining of the Dutch &édstrangel
weavirg without first serving proper apprenticesiipagain like Norwich, the
settlersd community was sufficiently |
Church.The register of baptisms between 1645 and 1728 shows many Flemish
families resident in the town,aatly involved in the weaving traéle

In the midseventeenth century the Colchester workhouse was built from the
wealth of the cloth industry and since the unfortunate residents of such
establishments were expected to earn their keep they would undoubtedly
been employed in spinning and weaving of the less prestigious textiles such as
hempen cloth for clothing and sacking, used in great quantity for agriculture.
Def oeds f iMol Flamdemsthe cantral gharacter says of her youth in
Colcheste : 61 told my nurse ... that | beli
into service, for she had taught me to work with my needle and (to) spin worsted,
which is the c¢ hiEéimmigrandcemmurity in Qokhestec i t y 6
suffered a good déaf animosity and abuse, possibly, like Norwich, because of
their diligence and succesEhe town had its own Dutch Bay Hall where goods
made by the i mmigrants were chedadhed an

1 Essex Review, 1895, p 262.

2 Essex Review, 1887, p 123.

3 Essex Review, 1916, p 49.

4 Daniel DefoeMoll Flanders,(London, Penguin 1991 ed.) p 10
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of the Colchester and nearby Coggeshallérevas dependent on exports to Spain
and Portugal as were other East Anglian towns where weaving was the main
source of employmenDef oe wrote of prices rising
busté pattern not unli ke thoSmrewareen t h
times when prices dropped below the cost of manufacture and when master
weavers were reduced to pawning their finished cloth in order to survive.
Colchester was a stronghold for Cromw
and this created adiinal problems for the weaverEhe town was besieged for
three months by Royalists and the resul
destroyed, and presumably looms and other equipment similarly rendered
unusableHowever seventy years later thevtowas still dominated by its textile
trades:

The town may be said chiefly to subsist by the trade of making
bays, which is known over most of the trading parts of Europe, by
the name of Colchester bays, though indeed the whole county, large
as it is, maybe said to be employed, and in part maintained, by the
spinning of wool for the bay trade of Colchester and its adjacent
towns.

The Dutch Bay hall was disbanded in 1728 and with it went the quality
controls which had assured the Colchester wool indugthjgin prices.Though
the industry survived for many years it was never able to regain the importance
which it had previously enjoyedhough John Kay, inventor of the flying shuttle
began his career in the area, local weavers boycotted his inventiore amash
forced to move to Lancashire to have it accepBmthaps this is indicative of the
East Anglian unwillingness to embrace new methods and adapt their skills, had
they been less intransigent the trade might have continued successfully for more
years bhan it did. That Kay died in poverty shows, perhaps, that the weavers of the
Eastern Counties were not alone in wishing to stick to methods they knew and
trusted. Nonet hel ess Col chester6s industry
manufacturers still to béuilding impressive houses in the town late in the
century, both Hollytrees House museum and the Minories Art Gallery, were
originally homes to eighteenth century woollen manufactudersl784 De la
Roche Foucauldoted:

Col chester s t risavere flodrishikgefor 8 gmdabh ur y 6 s
town. Always more work than workmen, 500 looms clatterirtae

cloths resemble Sudburyédés but are no
Spain and AmericaThey are first sent to London in four wagons

5 Daniel Defoe,Tour Through the Whole Island of Great Britajixeter, Webb & Bower,
The Promotional Reprint Company, 1992 ed.) p 16.
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that leave regularly thregémes a week, each carries two hundred
and fifty pieces of cloth worth five guineas a piece ... There is a
small ribbon factory, but | know no detdils

Ten years later Arthur Young, himself an East Anglian farmer, wrote of the
woollen industry in the coun and the downturn in the trade of Colchester due to
the war with Spain:

At Colchester, in the manufacture of baize for Spain, are employed
about a hundred and fifty or a hundred and sixty men who earn
about fourteen shillings per week each: about timesaumber of
women and children who earn from four shillings to seven shillings
per week.Before the breaking out of the war with Spain, nearly
five times the above number were employed and it is probable at
least that number will be employed on the renfrpeacé.

During the early years of the nineteenth century a silk trade was established in
the town and in 1828 it was recorded that there were one hundred and sixty looms
weaving bombazirfe a close woven twilled fabric, often produced in silk/wool
mixtures for mourning attiréd?roduction was entirely haldomed and possibly
homebased.There was at least one silk throwing mill, owned by Joseph Moy
who later amalgamated with Stephen Brown as throwsters and wealtieosigh
this company continued untll880 little information is available other than that
the mill existed.

The Victoria County Historyof Essex claims that the reattywear clothing
industry began its existence in Colchester in the early part of the nineteenth
centuryHy a mé s , ttablishedf ciothirsgtmanafacturers in the town were
originally pawnbrokers.They were rumoured to have made considerable
qguantity of wool cloth which had been left on their hands as an unredeemed
pledge, into garments.This foray into a previously unknowrrade was
sufficiently successful for them to continue productidn entertaining story but
there is no indication as to its source or validityhether local weavers with
unsold goods decided to employ local people to cut and make up goods from
redundat cloth is unclear, though this surely would be preferable to the
substantial losses which would be incurred otherwise. 1838 Hyams&6 ad

6 Francois De La Roche Foucauld, Fr enchmanos (Waodbridgej The Suf f o
Boydell Press) p 114.

7 Arthur Young,A General Viewof Agriculture in the County of Essefondon, Richard

Phillips, 1807)

p 390.

8 Victoria County History of Essex, 2, (London, Constable, 1907) pp4483

9\V/CH, 2, pp 4845.
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6Constant employment for WWhybryrfosthedur i ng
winter months is hard to imagin perhaps in such a rural area, many people
worked on the land during the summBuring the second half of the nineteenth

century at least six clothing companies opened factories in the town, Moses,
Crowthers, Hyams, Hollingtons(Figure 5) Leanings andTurners. Phillips

suggests that there may have been additional small workshops employing up to
twenty people and that these concentrated on bespoké'work

Figure 5: Hol I i ngt on 6 s Caditesylof ColchesteroMyseens h a | |

The sewing machine was not invented until 1842 but the remdsar trade
had expanded considerably during the twenty years prior to this in response to
industrial and commercial growth resulting from the industrial revolutiony
case the sewing mhaine was not readily available until the 1850s and thus much
of Col chest erad sunom arcottpge basis dvith fastories and
workshops established as the machinery became available thus allowing clothing
to be made up industriallertainly Hyans had London warehouses as early as
1840, as well as the Colchester factory, which suggests that they produced in
considerable quantityAccording to theVictoria County Historyat the turn of the
century there were approximately fifteen hundred operatemployed in the
townds clothing trade, mainly women an
employed as outworkers with cut goods delivered to them for making up.

%pamela SharpeCheapness and Economy, Manufacturing and Retailing Rdadg
Clothing in London and Essex, (Textile History, 26, 199%03.

11 Andrew Phillips,Life in the Colchester Clothing Factories, 191$6Q (Essex Journal,
1993)p 8
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Moses, large scale manufacturers in the East End of London opened in
Colchester in thd850s as did the Colchester Manufacturing Company, formerly
Hammonds; Hollington brothers also established production units in the town.
Booker claims that by 1864 these firms were jointly employing at least two
thousand women and two hundred Afenf this refers to inworkers, it is
probabl e that nearly as many females w
both the town and surrounding villages, both as machinists andfiméstiers.By
the end of the century most of these firms were advertising regiatthe local
papers for indoor and outdoor operatives and at intervals they sought apprentices.

In a period of two or three weeks the Great Eastern Clothing Company, The
Colchester Manufacturing Company, Hart and Levy, Mendes Brothers,
Hol | i n@rowherdasd the Military tailors at the Cavalry Barracks, all
advertised in the local papers for operatives, none showed rates of pay.

Colchester had been a major garrison town for generations before the mid
nineteenth century and the arrival of several Londeanufacturers may well
have been to use the many seamstresses previously involved in army taitoring.
is also possible that the Military Tailors at the barracks put out some of their work
to local firms. As Lemire writes of Scotland a hundred years| eare r , 6shi
manufacture in Edinburgh may perhaps be explained by the combined factors of
the Scottish | inen trade, l ocal®Inegi me]
comparing the British and American <cl o
cheap labur to perform the hanstitching was supplied in the port towns of the
southwest and the market towns of East Antflizret a look at the number of
large manufacturers in Colchester alone shows that the industry in eastern
England was clearly much more portant than he suggesihe decline in the
weaving industries had left a pool of labour, well used to working with textiles,
with transferable skills, able to adapt to manufacture clothing and whose need for
work meant they would accept lower rates of plaan those demanded in the
Capital. With business premises less costly the prospects for manufacturers
moving out of London must have been very attractive. All these firms continued
in the town until after the middle of the twentieth centubynless more
information comes to light, it is impossible to judge how many Colchester people
were employed in the trade, but with so many substantial firms in the town, the
figure must have run into many hundreds.

12John BookerEssex and the Industrial RevolutidiEssex County Records Office, 1974)

p 533.

13 Beverley Lemire, In the Hands of Work Women, English Markets, Cheap Clothing and
Female Labour, (Costume Society Journal, 33, 1999) p 33.

14 Andrew GodleyBritish and American Clothing IndustrieéTextile History, 28, 1997) p

72.
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COGGESHALL

The small neighbouring town of Coggeshaths known for wool and tambour

lace though lace making does not appear to have been introduced until the early
nineteenth centuly. Settlers arrived there from the Low Countries at the same

time as in other towns in the region known for their quality wo8lg the

fifteenth century the Coggeshall weavers were prosperous, but like Colchester,
Braintree and Bocking they suffered the results of taxes imposed on cloth
imported into Spain and Portugal, and no doubt from decline in trade caused by

the SpanishwarwWh i t e 6 s oXi rle8c4dt8 rdyescri bes the toc
the earliest seats of w# dhe velclothsdronu f act t
the town were sufficiently well known to be simply called Coggeshall whites, no

other description was necesg#o show their superior qualitds with Norwich

and Colchester Queen Elizabeth | had issued letters patent allowing the
Coggeshall weavers a monopoly on this
conditions reflected those of nearby Colchester for rnbshe period of wool
production. The few surviving reports show great fluctuations in trade and in
conditions of the workforce, and dur i
decline was in tandem with its larger neighboAir.one pointthe wool combers

of Coggeshall formed a union which aimed to exclude immigrant weavers from
entering the trade, but by the end of
societyd supporting those sinfl82& dohmg hal
Hall, of Hall and Sawyer, amed two silk mills at Coggeshdlland at least as

early as 1838 had installed steam powar.the same time he was reputedly

selling off his weavers6 cottages, t ho
would expect that business growth promoted by indaltation would make
weaversd housing even mor e e slaldidnot al to

finance his own mills but borrowed development funds from a London silk
broker.It must be wondered how common this sort of business mortgage was; the
existence of brokers involved exclusively in the silk trade suggests it could have
been widespreadlhere were other silk makers in the town, Joseph Lawrence,
who had gone by 1832, and Westmacott, Goodson & Compatgw large or
important these firms weres iunclear as records have not been found but it is
probable that they too were migrants from the Spitalfields area.

By 1848 the Coggeshall weavers were feeling the effects of depression, and
the local directory of that year claimed that a large mill, daly years old, had

15 Jean DuddingCoggeshll Lace (Braintree, Jean Dudding, 1976) p 10.

®Whiteds Essex Trade Directory, 1848 ) p 13
17 Booker, Essex, p 55.

18 Sir Frank WarnerThe Silk Industry of the United Kingdoimpndon, Drane, 1921) p

301.
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closed®. There were three silk velvet weavers in the town in the early mid
century providing considerable employment weaving plush but after 1850 Hall
was the only survivor, and between 1855 and 1859 he opened three other mills in
nearly Braintree.With the 1860 adoption of free trade between Britain and
France his business collapsed. He had possiblyextended himself with rapid
expansion and unable to pay interest on his lofrs.unclear how many were
still e mp | oysdkdrade aftertl86@ t own 6

In about 1812he manufacture of tambour lace was started in Cogge$hésl.
is embroidered net worked by means of a fine hook which pulls the thread
through the mesh, it is particularly suitable for bridal veils and also usaapty
beadwork.Classes were introduced where girls as young as seven and eight were
taught the skillThough the origin of tambour lace in Coggeshall is not explained,
that which they produced was recognized as of high quality and many years later
becamevery collectable.The work is extremely fine and time consuming and
could only provide employment for a limited number of local women and girls.
had largely died out by the middle of the nineteenth century, although small
guantities continued to be mhaced in the early 1900s.

®Whiteds Directory, (1848), p 135.
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7.
BRAINTREE AND BOCKING

As with much of the region Braintree and Bocking were early seats of the
woollen industryDef oe | i mited hi mself to a bri.
large, rich and populous and made so originallytohe bay trade &
flourishes stlhl 18médngothgm&ommented t
manufacture from time immemorial has taken the lead in this county, but from its

long continued dwindling condition, it is uncertain whether it will many years

r e makHlisndéscription of spinningarn in Bocking gives a clear picture of the

work:

Baize wool in the neighbourhood of Bocking, which varies as to
length, pliancy andoftness, according to the sort into which it is to
be wove, is delivered out to tlspinner, who always cards it too, to

be returned in nearly an equal weight of yarhis is reeled off into
skeins ... a grown skilful and industrious person can earn up to 10d
a day ... and an aged person about 5d, and 3d a child at nine years
of age ...the cards are frequently supplied to the spinner and
sometimes a deduction of 1d in the shilling is made from the
spinning on this accouht(carding is where the yarns are pulled
between two brushes to straighten the fibres and ensure that they all
lie in the same direction, this produces fiseft cloth)

Little has been written about the weavers in Braintree and Bocking but it is
clear that many people there depended on the trade for their liingl records
show that of the three hundred survivingpeenticeship indentures made at
Bocking between 1704 and 1796 eleven out of every twelve apprentices entered
the cloth tradg Like Norwich and Colchester, Bocking and Braintree were
reliant on production of high quality cloths for the better entbath the home
and export marketd'he Savill firm alone is reputed to have employed over one
thousand workers at one tifpethere is no indication as to how many were
employed at which level or in which tradéhose involved in the industry in
smaller towns anglillages must have suffered a similar szav in fortune to that
felt in the larger towns and cities all producing goods for the same markess.

1 Daniel Ddoe, A Tour Through the Whole Island of Great Britaiftxeter, Webb &
Bower, Promotional Reprint Company, 1992) p 35.

2 Arthur Young, A General View of Agriculture in the County of Essex, (Board of
Agriculture, 1813) p 143.

3 Ann Hoffman,The Bocking Deagry, (Chichester, Phillimore, 1976) p 90.

4 Hoffmann,The Bocking Deanery 90.
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considerable extent they relied on exports to the lberian countries and therefore
were as much damaged byifBpean wars as they were by changes in fashion

which produced great demand for i mport

resultant drop in sales of quality woollen goolignetheless the Savill family
baymakers attempted to industrialize, and in 1760 Jéwill bought a horse
powered roughing mill for which he paif55. Later he toured the north of
England seeking information and advice on mechaniZati®n1787 the boom in
trade had failed and the Bocking firm was unable to compete with cheaper and
suppaedly inferior goods from more industrialized northern counties. The mill
was sold to Courtaulds in 1819.

With the start of t he French revol uti

came to a halt and until some stability returned the French army was forced
buy uniform cloth from this countrylhis was only a brief reprieve and the last

decade of the eighteenth century saw trade of these Essex towns in seemingly

permanent depressiord We saw two |l arge townshi

were ripe for the influx of silk manufacturers moving out of London after the
Spitalfields act of 1774 and during the nineteenth century Braintree became home
to Courtaulds and to Daniel and Stephéalters and to Warners.

WALTERS & WARNERS INBRAINTREE

Like other silk manufacturers in the Eastern Counties Walters business began in
London with a move to Essexhich wasprobably due to lower operating costs
offered in the region.According to Hester 8y, (previously archivist to
Warners) Stephen and Daniel Walters set up at Pound End Mill in Braintree
which they leased from Courtaulds, in 1822. Soon afterwards the partnership
broke up and it was then that Stephen Walters moved to Sudbury and sed up a
weaver of umbrella silksDaniel continued to make furnishing fabrics in
Braintree, and by the 1850s was employing in excess of two hundred workers.
Li ke Courtaulds and Gurteens Dani el
and provided outings fahe work forcé. When the firm outgrew their premises
they moved to New Mills in the towiThere is some confusion as to whether this
was built by Walters as claimed by Berry, or by Courtaulds, as written in their
company historySuffice to say Daniel Waler 6 s firm grew t o
offered at New Mills and to expand it, this despite the swings of fortune in the
silk industry. He continued to show at national and international exhibitions
gaining a considerable reputation and selling successtuliypme and overseas,

5J Booker Essex and the Industrial Revolutigissex County Record Office, 1974) p 51.
6 Hoffman,Bocking Deaneryp 90.
7 Sir Ernest Goodaléleaving and the Warnerd,ondon, F Lewis, 1971) p 16.
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particularly to the coloniesln 1861 Walters employed a hundred and fifty
jacquard looms and three hundred hands, it is unclear if these were all on the
premises, or if he supplemented factory output with hame; that they were
jacquard looms suggests that they were factory bd&ed875 the business had
twenty three power looms up and running and should have been set for continued
success but the management of the firm
was subsequently dby run. The company went into liquidation in 1894 and was
bought out by Warners; William Folliott, chief designer for Walters also moved
to Warners, possibly because his designs were included in tiePsaleaps like

many others Daniel Walters had owwpanded and invested more heavily than
they could afford.

Warners moved to Essex from London, following the example of earlier silk
manufacturersThe business appears to have been relatively profitable while in
London, for in 1878 Frank Warner, the sedageneration of the family, was sent
to the French silk capital of Lyon to study manufacturing methadsording to
their written history it was only a few years later, in the 1880s that they forged
links with Walters in Braintree.

Stephen Walters, bro¢r of Daniel was also producing silk in the town, though
whether they moved from Braintree to Sudbury or ran two parallel operations as
well as their London manufactory is uncertain and records to clarify the point do
not survive.There may well have beeamdditional small manufacturers in the
town whose records were lost or discarded after they ceased trading.

8 E H Sellick & W A Sellick, William Folliott, Spitalfields Designer, 1838925,
(Braintree, The Working Silk Mill, 1993) p 13.
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8.
THE DEVELOPMENT OF ©OURTAULDS IN
BRAINTREE

For most of the nineteenth and much of the twentieth century the Courtauld
enterprise was the mosnportant textile company in the countr@riginally
silversmiths, the family arrived in England as Huguenot refugees; subsequently
George Courtauld married the daughter of a silk weaver and joined hisifather

law in businessin 1798 George made his dtrmove into the region buying a

disused flour mill at Pebmarsh which he converted for silk throwimgandem

with the development of the factory he erected cottages for his employees and in
1809 repeated this exercise on a larger scale at BraiBlyabe standards of the

day Courtauld was a good employer and although he employed children, as did

mo s t ot her industrialists at the ti me,
educat ed Mat r ot Gnacteptable asthds wbuldrbe ih theepnesent

day child labour was the norm at the time. Unusually for the period, two of
Courtaul dés worked indhe mi bupeevisisghrowsters.Perhaps
Courtauldés success encouraged the des
for in the very early yaa of the nineteenth century the weavers of Braintree,
Bocking and Coggeshall petitioned the Spitalfields masters for work describing

themselves as O6working for | ower rates
Londono
In about 1819, George Courtadl 6 s son Samuel , who was

the enormous growth of the firm, agreed to buy the mill at Bocking from John
Savill, (Figure 6) one of the last surviving baize (bays) mills in the cotir®ne

report claimed that Samuel found himself shdrfiumds to complete the purchase

and Savill agreed a fourteen year lease with an option to buy Guetrary to

this Coleman states that the previous owner owed Samuel money and that in 1828
used the mill as part paymén€Conflicting evidence but whasicertain is that
during that period the mill transferred to Courtaul@siginally designed for

horse power the Bocking mill was converted to steam production in 1823;
Halstead followed four years later, though by 1829 the latter mill housed only ten
powe looms.

1 Sophia Courtauldan Account of Samuel Courtaul@ssex Review, 1903) p 24.

2 John BookerEssex ad the Industrial Revolution(Essex County Record Office, 1974)
p 54.

3 Ann Hoffmann,The Bocking DeaneryChichester, Phillimore, 1976) p 91.

4 David C ColemanCourtaulds, An Economic and Social Histoty (Oxford, University
Press, 1969) p 73.

5 Coleman,Courtaulds p 87.
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Bocking Vitll, Brairtree,

Figure 6: Bocking Mill, date unknown. Courtesy of Braintree Museum Trust.

Whether this slow progress was due to lack of space, funds or lack of demand, or
simply down to caution dictating a trial period before anyanapvestment

remains open to conjectur€oleman claims that in 1832 their first purpose built

factory was erected in Halstead to accommodate power machinery, this suggests
that previously growth may have been hampered by lack of spEue.
development w& phased with some additional building in 1836 and 1842,
possibly to allow increased business to fund the building d®gt$840 they had

two hundred power looms on site and ten years later the number had grown to
over five hundrel At the time there wer only 6,092 such looms in the English

silk industry so even if Courtauld had not mechanized his other plants in
Braintree and Bocking, the mill at Halstead gave him nearly a twelfth of the
entire power production of b preportoo unt ry
from what had started as a small family firm only a generation eaFler.two

known histories of the Courtauld enterprise, Ward c k sonds publ i she
and Colemands in 1969, both co®&meeht on
had a mmber of more or less successful partners at various times, usually
members of his family, particularly the Taylor brothers who were his cousins, but

it was Samuel who seems to have been largely responsible for the financial
planning which produced suchteaordinary growthSamuel wrote in the early

years of difficulties of trade and financial hardships and at times they were very
short of fundsCour t auld did not use his own mo

6 Courtauldsp 155.
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to borrowd with i nvteandea baf per caitiaglsenomanalh i g h
additional cost on his productiorSamuel had great stamina and worked
extremely hard for long hours, and like most successful industrialists of the time
demanded the same commitment from his employgegemained aaloof and
rather overbearing figure, perhaps as the head of a great enterprise, necessarily so.
His brother George was a more popular man, reputedly showing concern for the
welfare of the workforceGeorge was a personal friend of Daniel Gurteen at
Haverhll and both felt a duty to provide paternalistic care for their staff, viewing
their companies as a familial structure.

Throughout the second half of the nineteenth century Courtaulds invested
heavily in machinery and built or bought workers cottages faff ¢ all the
towns where they had milldn Halstead they provided a creche for working
mothers, almost unheard of at that time, and employed a number of unmarried
mothers. (According to Jean Grice, formerly curator of Braintree District
Museum, the gis were only allowed the mistake of one illegitimate child before
dismissal). Whether they applied the same rule at their other plants is unclear,
though in view of their provision for workers and the towns where their factories
were situated, this seemig&dly. This again shows that for many working class
families the earnings provided by mothers taking work additional to the domestic
role was as essential then as nDwspite the apparent philanthropy suggested by
provision of the creche, it must have begreatly to the advantage of the
company to keep trained staff to maintain output, rather than to invest time and
money training newcomer$he company funded a library and evening classes to
encourage staff to use their leisure time profitably. Notwaiding such
provision, they paid no more than the
foreman dyer was reputed to earn £62.10.0 p.a. and a power loom operative in
Halstead earned only £15 p.a. (female of course!) Samuel Courtauld is reported to
havedrawn a personal income of £46,600hese figures give some notion of the
vast earning differentials of the time.

There is one extant study of the women in the Halstead mill in the 1860s; Judy
Lown&6s wo rnkmebussausces togive an overvievifef governed by
the large manufacturing industry in which most of the adult female population
worked. (Figure 7) Many aspects of the employees
common to those in similar situations elsewhere.

The centrepiece of the rituals and sodife which characterized
factory paternalism was the familizamilial relationships formed
the central axis around which paternalistic activities were
organizedln the process of differentiation and identification ... the
construction of a highly segrated and vertically ranked

7 Courtaulds, p 121.
8 Coleman Courtaulds p 127.
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workforce, distinguished by gender and age, represented a re
creation of the hierarchical idea of family life ... the whole of the

local population was working towards common ends, but all from
their specified position$

4\ EE R AP
Figure 7: 1859 Courtaulds female operatlves Wlth male overseer Courtesy of
Braintree Museum Trust.

It is unclear from Lownds writing if ¢
structures of the day or criticizirtfpeir existence ahit is important in trying to
understand the lives and work of previous generations that historians do not
endeavour t o | ud dtanusb be remenmbeargd Ghat duringithee r i a
time under discussion there was no welfare state, no compulsorycfreeling
and at least until the 1870 Education Act working class children were expected to
earn and contribute to the family incomedeed the act provided for part time
school attendance where it was necessary for children to continue earning to
prevent family hardship. Any social support came from the family, the
community and from the better employers. The only alternative for the poor was
to be 6on the parishé and finally in t
anything to avoid, since it meanttnonly appalling humiliation but, except for
the aged, families being separatedcal manufacturers often employed residents
of the workhouse whdd pay the price of their | abou

9 Judy Lown,Gender and Class During Industrialisation, A Study of the Halstead Silk
Industry, 18251900, 2,(University of Essex, 1983) p 264.
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h o u'§ kedice it was virtually impossible for th® unfortunate inmates to-re
establish their independencihus the hierarchical system outlined by Lown was
accepted as O6naturalAGaaBdi ggbcomedebyd
family emphasized the maintenance of those values which held society

t o g e't I ther pérhaps despotic but benevolent paternalism shown within the
Courtauld and Gurteen enterprises seems unacceptable today, a brief comparison
with the conditions of those in neighbouring textile towns without a major
employer in their mids suggests that many of the workers employed in the mills

of Bocking, Braintree, Halstead and Haverhill might have regarded themselves as
fortunate. Although people were expected to work hard they had comparative
security of employment and housing andoged the occasional bonus in the

form of company outingd. n June 1846, on the 6coming
Samuel Courtauld declared a general holiday for the workforce and entertained
two thousand of them to a banquet in the grounds of his home.

X

Figure 8: Courtauld employees are introduced to a client. Note the factory rules
poster on the right of the picture. Courtesy of Braintree Museum Trust.

ntEW

10 Francois de la Roche Foucauld, Fr enchmands , (Sufak Redords Suf f o
Society, 1988) p 208.
11 Asa Briggs Victorian People (London, Pelican, 1967) p 11.
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Again the familial structure of business is reflected in current literatare;

Mr s .  Gaertk and Sdutpher hero, Thornton compares the mill master in

the workplace to a parent in the home,
we have any right to impose |l eading str
healsoc | ai ms that a o6wise despotismd is tt
6l aws and decisions work for my own go
theirs (the e mpl(Fgyrese& 9) Inihesarhetwerk isienotedn d 6 .
that some mill mastr s wi th | ess soci al concern f
cleansed and well cared for madéthinery a

12 Elizabeth GaskellNorth and South(London, Everyman, 1993 ed.) p 118.
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Figure 9: Courtaulds, Rules pertaining to safety and dr@sgen from C J
Wardd acksomdy @HI Ctourtaul dso.

Initially silk throwsters and then weavers, in the early years Courtaulds made a
variety of silk goodsin 1841/3 they produced £23,300 worth of Crape Gauzes,
£7,500 ofBroad and fancy goods, £400@fSoft si |l kdé (sm@un sil
thrown silk, the latter for sale to other compan@ger the next twenty years they
gradually concentrated more on mourningper while slowly dropping all other
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lines.In 1865 they made funeral crape to the value of £9630T8e method of
producing he crisply finished fabric was closely guarded and those who knew
how it was done were required to sign an undertaking that they would not

disclose the secret. The Victorian dress code for the middle and upper classes was

strict, with periods of mourningid down as to how long one should continue to
wear black, not only after the death of close family members but for all relations
and close acquaintances, while anyone aspiring to superior social status wore
black for court mourningThere were shops inithcountry, in Europe and in
North America and the Colonies where nothing but mourning attire was sold.
Such retailers prided themselves on being able to procure goods quickly for
customersCour taul dés massive productian a
they became the largest provider in the world for this enormous ffadensure

its continuance, new designs for the crape surface were introduced every year,
(Figure 10) thus the fashion conscious mourner was obliged to purchase new
crape for every dath! Wearing the fabric was not confined to the female
population, men wore it as funeral drapery, presumably equivalent to widows
weeds, and continued to wear it as a hat trim for months after a bereavEheent.
FrancePrussian war of 1870/71 gave atwopnged boost to Co
trade first, French home production was restricted as the industry lost men to the
army and then the number of deaths caused by war increased the demand for
crape.Mourning attire was as necessary to the French middleger classes as

it was on this side of the Chann&hus the company was one of the very few in
England who were favourably affected by the French trade. Clearly the working
classes on either side of the Channel were not among those whose habits
influenced the sale of mourning clothes; their respect for the dead was usually
limited to a plain black arm or hat band made of ribbon to adorn their everyday or
6Sunday bestd dress. Like all cl ot hi
stored away until needeagain.

13 Coleman Courtaulds, p 80.
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L
Figure 10: Courtaulds Mourning crepe surface designs, late 19th cenlialen
fromCJWardJ acksondés O6History of Courtaul ds:¢

The Courtauld enterprise continued to grow and it seems likely that their
ability to open mekets and adopt faster production methods led to the demise of
smaller and less efficient competitors, a pattern of business which became
increasingly familiar through the nineteenth and twentieth centutieeman
describes the firemédodgrhowtmh 18b0Ii ng tlBe
and coherence with sustai neAtcordingdough n
Booker Courtaulds were victims of their own enterprise and when the crape
market dropped after 1885, when the Victorian fixation with mogrtiegan to
wane, having concentrated entirely on its production after discontinuing
manufacture of all other goods, the company suffered their first major reverse for
years.They updated their machinery by converting to gas power, but also realized
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that tkeir very exclusivity made them vulnerable and they began actively to
search for new ideas.

Like a number of industrialists of the period, Courtauld was generous to the
towns where his business was situated, he funded public buildings and provided
space fo recreation for the population, many of whom were his employées.
hospital in Braintree still bears his name, as do some of the streets in the towns
where his factories were.

The 1860 commercial treaty with France with the resultant reduction ostariff
on imported silks was said to have dealt the final death blow to most of the
English silk tradeCobden, who negotiated the deal between the two countries is
reported to have said: 6Let the silk t
properly belog s With such views expressed in Government and such apparent
lack of concern for those thrown out of work as a result, it is hardly surprising
that so few businesses survivedor is it surprising that those employed by
companies with enough capital abdsiness acumen to withstand the flood of
imports, were grateful for comparative securitythe eastern counties it must be
remembered that textile workersd earnir
which was the only other major source of employmé&hich things must be
viewed in relation to work patterns in other industries and to national and regional
norms and expectations to understand the acceptance of condituesis
particularly true in the area of gender studies; in recent years muchnacad
work has been carried oulh manycatehgeatar e a
emphasis has been laid on the oppression of women in the workplace and other
factors ignored, while this cannot be omitted it should be viewed in the context of
individual expetations and multiple roles of women of the peribanust also be
remembered that most men in the same industries were poorly paid, few had
prospects of promotion and later oral history suggests that many supplemented
their income with additional seasdn@ork on farms in what little free time they
hadavailable
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9.
SOCIO-ECONOMIC FACTORS INTHE
TWENTIETH CENTURY

After the immense changes and industrial development in the second half of the
nineteenth century there was comparatively little change dtiimdirst decade

of the twentieth centuryThere were fewnnovations inthe production methods

of textiles and clothing in East Anglia and probably in other industrie#et
regionsin the country.The major shift for both Gurteens in Haverhill and
Harmers in Norwich had been from weaving to menswear manufacturing in the
mid nineteen hundreds; most of the smaller silk manufacturers had gone out of
production, while exceptionally, Courtaulds had developed into the largest textile
manufacturer in the wid.

It was not until the First World War that real change occurrethe clothing
industry the needs of the armed services for additional uniform supplies led to
much increased production as companies previously making civilian clothing
moved into maniacturing military wear; this in turn led to improved methods to
enable firms to complete orders in tinfurprisingly real streamlining did not
occur until the Second World Waks always war created more employment at
home as women were required to file gaps left by men on active servivast
munitions factories grew and women who might previously have worked as
domestic servants took the better paid worlsépgovided, thus women now had
moreindependence andoredisposable income than ever before

After the war when effectively a generation of young men had been lost, many
women continued to be the family breadwinners and many more remained single.
In the years following the First World War there was fairly full employment,
possibly partly due ta reduced population, and money was reasonably plentiful.
The 1929 depression changed things dramatically and this affected all industry
across the western worldE a s t A buginessestéfered as much as any.
Many people were thrown out of work and idevas little or no social support.

The purchase of new clothing was a low priority for those with little money and
the industry as a whole was hit as sales fell and factory operatives either lost their
jobs or were put on short tim&his did not changeadically until theoutbreak of

the Second World War.

Production of textiles in Britain had been greatly reduced during the slump and
with the advent of war in 1939 imports were restricted as merchant ships were
transferred to use by the Royal Na®hortags of raw materials led to the
introduction of the Utility Scheme in 1941, with each industry required to
nominate its own team to devise workable rules for produdtitom the outset in
the clothing industry quantities of cloth and trimmings allowableewestricted
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and firmswere licensed to make specific goods under the scheme, all had to
conform to restrictions in design, quality and quantigiministratively this was
tedious but it forced British manufacturers into streamlining production; advice
was sought from the USA to improve methods and with a much reduced
workforce firms were able to meet their orddfeod and clothing ererationed
severely throughout the war and restrictions retained afterwards until supplies
improved.Clothing was deationed in 1949 and food rationing gradually relaxed
over the next four year€lothes rationingntroduced inJune 1941 allowed sixty

Six coupons per person per year, this had to cover apparel and household textiles.
A mands suit w a-six ceumphsuGhittrenawiere tllaveed any
additional ten coupons to allow for their growth.1949the couponssystemwas
abandoned; the generatactionin the trade was that supplies were so scarce that
lack of coupons would not impact on production.

In the yeardollowing the war as people returned to some sort of normality and
menwent backto their civilian jobs the clothing industmeturned toprevious
types of production, though still, in many cases with an increased order book for
uniforms. Despite this bdt supplies and money remained in short supply for
several years; the war had nearly banki@peat Britainand under the terms of
the Marshall plan the government had huge debts to repay to the Byish
firms with assets in the States were forced tatrdoute and this meant that
Courtaulds had to hand over most of their American factoFiesy accounted for
some forty nine per cenftisa festaméneto tbeo mp an
strength of thiz organizatiorthat such a loss did not complgtelin them.

By the middle 1950s the country was recovering from the war, industries
began to prosper and production methods continued to improve, again probably
due to the influence of the USMoney became more plentiful and by the start of
the 1960s th teenage market had developed with young people having disposable
income for the first timeln the clothing industry this created new markets which
in turn led to new retail outlets, an area of trade which seems to have evaded
manufacturers of East AngliNonetheless it was during the 1960s, 70s and early
80s that several companies in the region needed to expand, opening new factories
and increasing the workforce in order to meet demahdsas during the last
twenty years of the century that Britishdustry as a whole and textile and
clothing production in particular suffered increasingly from the impact of
developing industries abroad, at first in the poorer European coustioés &
Portugal and Spairand then in the third worlduring the last tenty years of
the twentieth century British manufacturing as a whole contracted and this was
particularly so in the labour intensive production of clothiRgeviously large
companies reduced their domestic output and began to import goods or
manufacture werseasSome firms closed altogether and by the start of the new
millennium many of the industries which had created the wealth of this country
and gave Britain its international trading importance had all but disappeared.
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10.
NORWICH IN THE TWENTETH CENTURY

By the beginning of the twentieth century the only surviving clothing or textile
firm of any note in Norwich was Harmers, which had grown in the latter years of
the nineteenth century under the direction of F W Har(kégure11) By 1900it

was runprimarily by his two sons J A Harmer and T B Harménusually for
younger generations of families in the textile and clothing trades at that time these
young men went into higher education before entering the business, one to
Germany to study music and ero Trinity College Cambridgeln 1909 the
Trade Boardsd Act was passed ensuring
the various trades and shortly afterwar
Federation was formed. B Harmer was instrumentat ithe development of the
Clothing Board and was the first Chairman of the Federation

Figure 11: F W Harmer.Courtesy of Norfolk County Council Library &
Information Service.

1 F W Harmer & Co. 1825 1925. A Short History of One Hundred Yegt$ndated,
Private publication) p 10.
2 Harmer,Short History p 10.
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Like many of the clothing firms in the region, Hammefulfilled uniform
contracts for various organizations and prior to the First World War they were
supplying the War Office with uniformsAccor di ng to the ¢ omg
history they had built up stock immediately prior to 1914 and thus were in a
postion to fill large Government contracts as soon as the need &iose. they
supplied the army before the war it is probable that they had stock in hand to
ful fildl t-chfef 6u spuaatlt edrcraldf buyi ng; t his w
but takes deler y and pays for goodbBusibimthean 6 a:
manufacturer not the retailer who bears the financial burden.

During the War the firm continued their existing connection, and
sent about two tons of uniform clothes to various Government
depatments on a daily basis, making a million khaki garments in
their clothing factories, and considerably over a million cardigan
wai stcoats for the Arrmy, besides a q

Although the company history does not make it clear, they must suredy ha
taken time to build up production to provide these quantities, or to have
contracted out for some of the goods.

It is not clear when the firm began its hosiery operation but in the early years
of the war the department must have been quite small fgrvieee approached
by the Government, presumably the War Office, and asked if and when they
could extend their knitting departmerithis proved problematic as none of the
spinners in Leicester and Yorkshire could provide the necessary Fyanther
enquiriss and negotiations were successful and the partners agreed that they
would purchase machinery and could go ahiéaldey were assured of sufficient
orders to keep the machinery busha r mer 6 s i nvested A50, 00
yarn but did not take deliverfpr several months by which time the Government
was threatening cancellation of order@ruly nothing changes, firms are still
faced with orders for bulk deliveries within an impossibly short period by
customers who refuse to accept that orders plamdqusly might have priority)
The Government must surely have realized that the goods could not be made
more quickly elsewhere and grudgingly, accepted the later date. The company
continued to produce 6over a nlewa of kn
As with other uniforms contractors, the end of the hostilities brought a change of
direction.

3 Short History, p 10.
4 Short History pp 1611.
5 Short History p 7.
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PIECE GOODS DEPARTMENT

We have also a well-
assorted stock of Art. Silk
Frocks in up-to-date styles
and attractive designs in
Maids’ Ladies’ & Matrons’
sizes. We shall be pleased
to execute your orders on
them.

E 54

LADIES’ PRINTED
IAROCAIN ART. SILK
FROCK. Lengths—40 and
42ins. Inshades—BlueGrey,
Navy, Beige, Almoud, Cedar,
Wine Price 15/11 each

E80

LADIES' PRINTED ART.
SILK FROCK. Lengths—
40 and 42 ins. In shades—
Powder Blue, Almond, Navy,
Fawn Price 12/11 each

F. W. Harmer & Co.
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for running yardage for 6écut and sewb,
sections and then cut as if it were a woven fabric before stitching together for the

final garment) and hand operated maek to produce better quality garments.

The latter needed one operator per machine producing individual items,
inevitably much more expensive than cut and sew garmknis.not clear if
knitwear was the firmés fir gtainlybyetimet ur e i
early 1920s they were making and adver
and boysé tailored suits and | &udikeet s bo
the Colchester and Haverhill firms they used a factory system reasonably early.
Their 1925 Centenary publication notes:

Special machines have been devised for performing operations

which cannot be done on an ordinary machifféhis has

necessitated passing a garment on from one machine to another,
introducing the 6étloperdiveenfysidegan by whi
small part of the work required to make each garfnent

Har merés retained a bespoke or o6Speci
show a much less crowded work area for this department than in thetoeady
wear factory. Like their competitors they sent out pattern bunches (fabric
swatches) to their customers, supported by separate price lists and illustrated style
books. It is particularly surprising that they installed their own printing
department to cope with this side of theibass.Records do nothing to explain
what made the directors invest in this unusual offshoot of the clothing factory,
perhaps they had encountered too many problems in producing printed matter
out si de, but in 1925 al | otuhsddliorn. hp rtiordtaiy o
desk top publishing available it might be unexceptional but current research
suggests that then it was unique.

In the early 1930s the two senior partners in Harmers died and the firm then
became a limited companylhere is little availble information about their
survival during the thirties other than the comment in their post Second World
War publication, 0Depressi on, the gr owi
were not part of the customer base, and changing conditions of teatéethings
di fficult f or7 nonetheless¢hey cahtnoed ® deyedop, installing
a conveyor belt production line throughout the factdifye Second World War
saw the return of large quantities of uniform tailoring and presumably full
employmet, particularly for the female operatives in the factgRigure 13) As
with several of our Cathedral Cities, Norwich was a target for the Luftwaffe and
many buildings in the city were devastatethrmers did not escape and in 1942
first their main factoy and then the hosiery factory were destroy&igure 14)

6 ShorHistory, p 24.
7 Harmer Company Notes, (Access allowed by David Harmer to private papers, 1947) p 1.
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This meant a number of moves into rented premises for the duration of the War,
but with a degree of goodwill from other firms that it would be hard to imagine in
peacetime in supplying temporarycacnmodation, Harmers was able to continue
production. After the war they built new modern premises to house all
departments(Figure 15) According to Christopher Gurteen, who trained with
Harmers, their enforced redevelopment was Government funded arthahied

the company to modernize very much more quickly than competitors whose plant
and premises had survived the conflict unharniEdyure 16) They engaged an
expert in O6time and motiond to advise
ensure that thérm ran as effectively as possiblEhe new factory was not in the

City centre but on the outskirts of Norwich, add n or der t o hel p
save them time, a hairdressing salon has been installed so that there is now no
need to take a morning oftfr a n h o U Théreswah aasubsidized canteen

on the premises seating two hundred an
provided f orSuch phflaativopypveas ook éntirely altruistic, such
facilities must have proved useful in keepihgir staff happy and in preventing

their being tempted away to work for othgfisigure17) The company employed

a small number of Italian women, who, according to David Harmer, were brought
over specifically as clothing workers. Presumably these peopte refugees

from the European mainland, and in order to speed their integration, the firm
provided English lessons at the factdtyhas not been possible to ascertain if this

was unique to Harmers but no evidence has emerged of othelirfitins regim

making similar provision.

Figurel3 Har mer 6s f e mal e
County Council Library & Information Service.

fac Cntéyy ofd\privlk at i v e

8 Harmer Company Notes, 1947, p 7.
65



|

Figurel&: Bombi ng of Har melrCowtesfy@a@Ndrfakr y dur i n
County Council Library & Information Service.

Figure 15: Harmeros old fact ory chimney is d
Norfolk County Council Library & Information Service.

66



Figure 16: H'a r mé rds new Coatesy af NoyfolksCountg |, - 1950s.
Council Library & Information Service.

Figure 17: Harmers, marking out a garment pattern using modern machinery,
1950s.Courtesy of Norfolk County Councildrary & Information Service.
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PIECE GOODS DEPARTMENT

Nell Gwynne fascinating King Charles I1.
— in one of our Radio Chine Frocks —

PRING is upon us and we are prepared! Glance
around our fixtures— New Stock, the most
attractive obtainable, at your service! Raw materials
are down, so prices are everywhere lower ; and values'
Ah! we have them, so

SEND US YOUR ORDERS
AND

SEE FOR YOURSELVES

This Season we are running the following PATTE‘RN BOOKS

'DRESS BOOK. This contains a selection of
Tweeds, Serges, Gabardines, Tricotines, Worsted
Suitings, Repps, Marocains, etc.

COTTON BOOK. Shirtings, Prints, Flannel-
ettes, Nurse Cloths, Cambrics, Ginghams, etc.

WRITE FOR THE BOOK YOU WANT

26 F. W. Harmer & Co.

Figure 18 Cartoon advertisement for Harmers, late 1950s/@surtesy of

Norfolk County Council Library & Information Service.
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Followingthe Second World Wadar mer 6 s, | i ke Gulttot eens,
recruit sufficient local labourBy then they were producing large quantities of
mail order goods and eventually built two new factories to cope with the
increased output, both in less busy amfahie countythan Norwich, the first was
in Watton ad the second at Fakenha#ccording to their former Managing
Director, business from Littlewoods provided enough work in the 1950s and early
60s to make such development not only viable but necegfagyre 18) The
firm continued to fill large contractfor uniforms, supplying the three armed
services, at that time under separate departments of War Office, Air Ministry and
Admiralty, they also supplied the fire and ambulance services and the
Metropolitan PoliceDavid Harmer cited business in the 1966d @0s as being
at least fifty percent uniform tailorindn the early 1970s the firm bought out
Richard Emms, another family run business which had three factories, at Syleham
on the Norfolk/Suffolk border, plus Diss and Stradbrodavid Harmer
commented h a't by then the | adiesd shoe tra
higher rates of pay than the clothing factory, finding staff in the City had become
difficult, if not impossible. The company now was primarily a trouser
manufacturer; the acquisition of Ems gave them much greater capacity and
there they produced jeans and some jackets, particularly school blazses.
production of womends wear seems to ha
Second World War, though precisely when or why is uncertain

As with most of the clothing industry the workforce at Harmers was
predominantly female, surprisingly they used women as pressers, employing
ninety females at one time in this capacithis was rare for in the majority of
factories work remained gender specd and pressing was re€
work, presumably a hangover from the days when the equipmentgasied as
too heavy for most womentohandén | i ke many of their pee
to have viewed capital investment in modern machinery a®&tprand as in the
middle of the previous century the machine manufacturers sent training staff into
the factory to teach the operatives to use new equipment. Unlike the Colchester
firms, where clothing workers could move from one factory to another, élarrd s |,
as the only major producer in the town, employed trainers to teach their new
employees.David Harmer commented that in earlier times the training was

60sitting besi de Nel l ieb, much the sam
apprenticeships or trainirgchemes had existeBay and conditions by this time
were negotiated with the Uni ons, pens

(management) not shop floor workers; and as with other towns, pay in the
clothing trades compared unfavourably wittttories poducing different goods
where work was less skilled and less labour intendvbeen easier work with
better pay was available, there could be little doubt as to where the majority of
factory workers preferred to be, except in the casepefativeswho found real

job satisfaction in what they didl.ike other clothing manufacturers the highest
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promotion available to women was to bench supervisor and as with others in the
region, the majority expected to leave when they married or had families, perhaps
returring after their children were at school.

Despite Har mer s o i nvest ment s i n pl an
provision for shogfloor workers, they were still unable to retain their operatives,
and like other manufacturers in East Anglia and acrossdtetry, they were hit
by cheap imports from countries where labour costs were a fraction of those in
the UK. In 1989, they ceased trading. recent years, the name has been bought
and once again, trousers are manufactured under the Harmer label, but not
produced by this old family firm in the City of Norwich.
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11.
SUDBURY IN THE TWENTETH CENTURY

Despite its variable history, by the beginning of the twentieth century Sudbury
was comparatively well placed with a few small but reputable silk businesses
providing work. In his brief history of Vanners, Chapman notes that at the end of
the nineteenth century there were four manufacturers in Sudbury who had
invested in workshops large enough to house jacquard lpaimsse were
Wal t er so, Ki pl iKemp'sdnexplivdahly Waanerdchoseanotdto
develop and sold his Sudbury unBoth Walters and Vanners continued to
operate in Haverhill, though it is not clear if they installed power looms there.
William Kemp, who had been principal of his firm since 18&%4s described in
theDaily Express n 1908 as o6t he Grand Ol d Man o
there had previously been fifteen hundred silk workers in Sudbury but this was
now reduced to one hundrede complained that both Coggeshall and Halstead
silk manufacturers had gone out of business, and repeated the nineteenth century
complaints that imported cloth had murdered the Sudbury Silk Industry

E W Kipling wrote of his early years in the silk trade, of moving to Sudbury
just after the start of éhtwentieth century as a result of the bankruptcy of his
former London Master and working initially as a sefhployed handoom
weaver.He recalled that a working week of fifty hours was accepted by all
concerned and 6Once a Weuddaldslin Halgeadkformy e f
correction and 3 suck & sudrisibgadedkee af @Eeiatiod
between large and small manufacturers would be hard to find tKgding later
set up his own business which at some stage went bankrupt, he suligeque
merged with Vanner where eventually he was managing dirdttwas not been
possible to clarify this furthelanners installed power looms around 1900 when
they amalgamated with Fennell BrotHersriginally a Haverhill firm, but again
with no recad of power machinery prior to the mergdie quite substantial
factory in the Colne Valley Road, Haverhill, occupied by the partnership was
possibly the site of their early mechanizatignt the Womenédés exh
Earl 6s Court i n erkhowh asehéirg intuge in Sudbooyoans  w
indication was given as to how many were in production

1 Stanley Chapmaryanners in The English Silk Indust(fextile History, 23, 1992) p 80.
2 The Daily Express,TMay 19(8.

3 E W Kipling, Recollections of a Sudbury Silk Weav&ast Anglian Life, June, 1968)
pages umumbered.

4 Chapmanyanners p 80.
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Figure 19: Fennells in Sudbury, scraping umbrella fabi@ourtesy of Sudbury
Museum Trust.

Stephen Walters took over the Kiplifgctory in Cornard Road, Sudbury,
where they have remained ever sindecording to Peter Walters, Kipling had
built the premises but never used them; it is hard to imagine the reasons for such
profligate waste of funds and space, unless perhaps thelyttriexpand too
rapidly prior to bankruptcyFennells, initially a maker of umbrella silk as were
Vanners and WaltergfFigure 19) took over Walters previous site in the town and
began to diversify into dress silks, as did his competitors, thus all cainpéte
imported goods which were reputedly decimating the home tr@ddlapman
comments that the Suffolk silk weavers suffered intense competition from the
European industry whi ch was producing
wei ght ed wi t (Mineral dyesrwere usddyteeasiddweight and bulk to
cheaper yarnHe claimed that Fennells became the leading silk manufacturer in
Sudbury, but despite this, they initially ran the business on a shoestring,
sometimes unable to pay operatives wages at tHeoethe week despite their
employees being paltiirty per cent less than the going rate, i.e. 8s. as opposed to
a national average of 11s%dt is not clear if rates in Sudbury as a whole were
low but the presence of several manufacturers of similadgdn the town
suggests that this must have been so, for surely the workers would have moved to
another factory if they were able to earn mévennells sold the old Vanners site
in Glemsford in 1905 and the Haverhill factory was disposed of in 198ing
trainees in Gurteends clothing factory

5 Vannersp 79.
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silk weavers in both Sudbury and Haverhilidthis surely illustrates why it was

easy for the Haverhill firm to recruit and retain operatiyasl924 Vanner and
Fennell baight the Sudbury Silk Weaving company which was headed by
Gordon Kipling and his associate Anthony Rowland, they then moved into the
production of sil ks for (Figure203Theysadk we ar
considerable quantities to Welcklargetsonand Company of Savile Row;

Wel chdéds company history notes that thei
si | k © mossibly prdvided by Vannersthe firm of Vanner and Fennell
continued and despite the deveéeonahement
market in the period immediately after the First World War; the factory was
extended twice to cope with increased business which suggests that between the
wars they prospered, sadly few records remainmediately after the Second
World War the gowing popularity of club, regimental and school ties in
traditional stripe and crest designs provided a great boost to business and these
goods became the mainstay, not only of Vanner and Fennell but of Walters and of
the majority of silk weavers in Macd#eld. During the 1950s they discussed
amalgamation with the silk printers, David Evans, who were situated in Crayford,
Kent just south of the Thamelsitially the idea was shelved but eventually the
marriage of the two firms was completed and survivaztsssfully until the end

of the twentieth century, producing printed silks in Kent and woven goods in
Sudbury t is not clear when Vanners ceased being a family firm.

_—

b‘r,:-:.' ’77.."': : : o S
Figuré 20: Warping machinery at Fennell brothers |n éudbuﬂyldated.
Courtesy of Sudbury Museum Trust.

1SWelch Margetson Ltd. (Unpublished Company History) p4.
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Figure 21: Reginald Warner at work in the early years of Gainsborough silks.
Courtesy of Sudbury Museum Trust.

One other silk manufacturer which appeared in Sudbury in the twentieth
century is that of Gainsborough Silk Weaving CompaRhye founder of the firm
was Reginald Warne(Figure21) son of Metford Warner who was proprietor of
Jeffreyéds and Company, the firm famous:s
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Morris textile weaving and prting production in south west LondoReginald
had served an apprenticeship with the English Silk Weaving Company in Ipswich
at the end of the previous century and subsequently set up in Priory Walk,
Sudbury.This company has always concentrated on $dkshe furnishing trade
to the exclusion of the garment industry and as with other Sudbury firms their
production was entirely dependent on hdoain weavers in the early dayA.
photograph, taken around 1907/1910 of the workforce, shows seven men,
including Reginald Warner, and four women at workhe business established
an excellent reputation fairly quickly after its birth for in 1910 they supplied
Ickworth House(then the home of the Earl of Bristatear Bury St. Edmunds
with a hundred and fifty sen yards of green and silver silk, plus lining and
tri mmi ngs. During the First World War
them as making O6Finest Hand Made Damas
Velvets & Plain Fabrids at this time they used thersices of a London sales
agent, W T Bennett, at Oxford Circddow so small a company survived the war
it is hard to imagine, like their peers Gainsborough lost men to the services,
indeed in the company records there is a letter to Mr. Sayer wishing $jr@edy
recovery from his war wounds, and promising his job would be there when he
returned. Some years later Mr. Sayer became Managing Director of the firm,
retiring in 1962.In 1924 Gainsborough moved to a new steam factory where
photographs show sinait shafting fopowering the looms to that in the Haverhill
sheds, like other manufacturers in the region they continued to supplement
production with handooms®. A 1928 photograph in the
their eighty year old employee, Mr. T Goadsijf working at his loorf; he had
started in the trade at the age of eight.

Gainsborough showed their goods at the British Silk Exhibition in 1912 and in
1924 at Wembley, both must have meant a considerable outlay for so small a
business, but by thistimeh e companydés reputation was
to weave fabrics for Queen Maryédés Dol l 6
(Figures22 & 23)

7 Gainsborough Company Archive Coltemn.

8Gainsborough Archive.
9

10

11
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Trust.

Figure 23; Gainsboough, female employees, 1926urtesy of Sudbury Museum
Trust.

Little is known about Gainsborough during the 1930s depression except that
they survivedIn 1946 theSuffolk and Essex Free Pressported hat they had
lost eighty per cent of theemployees to war service buhen staff returned the
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situation was revers&d Wartime restrictions on production were still in place,
raw materials unavailable and people desperate for employment which could not
be provided until supplies were restored, a situation which was repeated in
manufacturing units across the countdpnetheless this small firm had a pension
scheme in place by 1946 and, unusually, profit sharing bonuses were paid,
perhapghis wasmore eaity organized and sustained in a company of this size.

By the 1960s Gainsborough was making fabrics for major refurbishment
projects, they supplied Buckingham Palace, the House of Commons and
Norway's Royal Palac€Figures24 & 25) The company continue® quote for
stately homes, both in this country and abrogttky have remained small, with
only twenty four looms in operation at the time of writihgke both Walters and
Humphries in Braintree they survived by concentrating on and developing
businessn specialist areas.

7. vl
Figure 24: Damask weaving at Gainsborough Silks, late 198@sirtesy of
Sudbury Museum Trust.

12 gyffolk and Essex Free Pres$,Jine, 1946.
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Figure 25: Gainsboughés j a cCquitesy af Sudburyy k d a ma

Museum Trus

By the late nineteenth century Stephen Walters had a small unit in Haverhill
and his brother Daniel had acquired Pound Mill in Braintree from Courtaulds.
Stephenés business continued to operate
their London headffice. It is not clear if they continued to produce goods in the
capital, or if this was used only for office and showroom spAceording to
Peter Walters the business has always been family run, passing from father to son
from the time it was foundedntil the present daysadl y many of th
records were lost during the Second World War when their London office was
destroyed and thus it is impossible to draw a full picture of their progress in the
early part of the twentieth centurilowever Mr.Walters thought that previous
generations of the family had not been formally trained, but worked their way
through the various departments of the business until considered competent to
take on managerial dutiedde describes his father as, of necessitging
somet hing of a 6Jack of all tradesbéo:

It was different in those days, we were very small, not exactly a one
man business, my father had a brother in the busikksgtather)
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travelled up and down from Sudbury to London so | suppose he
spent some of thtime being a salesman and some back down here
and | think he did a bit of everything.did the same as it came
along. My brother went to the silk weaving school in Zurich and
then spent a year in Austria, learning German and working in the
dress trade(textiles) so he was a qualified technician when he
came in.l was intended to be in the financial secretarial bit so |
travelled, learnt French and some German and worked in various
places, shops and cloth merchants and the offices of a couple of

factories in Lyon.S o | got experience but didn
education for the business except for the Chartered Institute of
Secretaries.

Wal tersdéd continued to make umbrell a ¢

Sudbury up to and possibly including the Secadrld War. Peter Walters

described the ¢éshearing and rubbingb
moon shape with a handle onTtey rubbed the fabric up and down to spread
the fibres and make it denser, leamd

spread it evenlybd.

f

During the early years of the century Walters began producing spun silk for the
womenbés dress trade and though rayon
they began making their own cotton/rayon mix for the cheaper endeof th

womenos

reliant on the neckwear market.
Throughout its history Stephen Walters has woven and finished their own

fabrics, these goods being steam set as opposed to printed silks which are
chemically fixed;(Figure26) the only goods which Walters have ever sent out to

finish

Glemsford Silk throwing mill{Figure27) and although this has always remained

are for wet processes such as dyeilmg.1936 the firm bought the

Imthe kigtwenties, as with many competitors, they were

a separate company abgen run as such the acquisition gave them ability to
streamline their supply to some degr@eigure 28) In the period immediately
after the Second World War they introduced silk dyeing into the Glemsford unit

and the business there continued at least & late 1990s, both throwing and
dyeing silk goodsWith the invention of nylon around 1936 and its availability

soon after 1945, umbrella silk became largely redundant.
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Figure 27: Silk throwing at Stephen Waters, probably early 19%surtesy of
Sudbury Museum Trust.
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Figure 28: Bobbin winding at Stephen Walters, 198®urtesy ofSudbury
Museum Trust.

As with most textile companies in this region and elsewhere the majority of the
loom operatives at Stephen Walters are and always have been women, though
men were employed on various hand finishing processes.

Inevitably the two worldwars meant a loss of male employees to the armed
services and indeed of considerable numbers of women either to the forces or to
other types of civilian war work.ike most of their colleagues and competitors
they were left with the very old and very yaumror the duration of the war silk
output was tightly controlled as was all textile manufacture and thus the firm was
able to plan their production around the staff and materials they had available.
Peter Walters explained:

It was very much a hand to mbuéxistence but we were lucky to
keep going because so many firms had to close down ... there was a
silk controller. Fortunately the silk stocking business had been very
active before the war and there was a lot of silk in the country, the
government reated they were going to need- ifor parachutes and

also for silk insulation for electrical things ... so the supply of silk
was frozen, the controller took possession of it all ... and he doled it
out to people who were going to use it for government qaegp.

We were allowed, | think, five per cent for the home tradie
fabrics- that was all and the rest was government w@vk. made
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parachute fabric and uniform tie fabric, black barathea and printed

maps- to sew into their uniform# T h ey c @sograes ance d

used this stockpile of silk and half way through the war as it began

to run out, they had invented nylon ... fortunately it could take the

place of silk. [For parachutedjanners had two factories and the

government took one of them over fdothing. Post war we did a

lot of silk facing material and the regimental tie trade was quite
strongThen we began to go into the desi
done before.

Figure 29: 1946 Staff photograph at Stephen WalterstelP Walters 8th from
right, front row.Courtesy of Sudbury Museum Trust.

Walters, like most of the silk manufacturers in this country, was a
comparatively small firmBeing a family run business which was on the same
site for so long meant that the diters knew most of their staffF-{gure29) and
tried to ensure that they remained approachable to the workforce if there were any
problems.The result was that when the silk workers Trade Union tried to recruit
members from the Sudbury factory they were siady unsuccessful.

There was one time when the Macclesfield union asked for

permission to recruit, quite a nice makle said yes by all means

come and try ... They did and in the meantime we talked to them

(the staff) and explabléetotwidtoushat t hey
they would have to talk to the uniowe had always had an open

door policy, if anybody wanted anything they would come and tell

us . .. and in the erPdrtlybdtausews ai d O6no
are smaller now t\Jveaat evbrachlly hael at he war
train of supervision ... We have tacklers, mechanics, to look after

the machinery and we had foremen or forewomen whose job was to
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teach the youngsters, but It hey wer e
wasndét their | leteretdoingtharkobVeshadrae peop

factory manager . .. there wasnot a

have to go through the forewomen to talk to the manager.

Walters closed the factory for a week every year in order to service the boilers
and paint the prersés, as did Gurteens in Haverhill, staff were paid for that week
and so were able to take a holiday then without losing monkig was in
advance of any negotiated agreements within the trade to allow paid holidays for
factory workersMr. Walters thoughthat they may have allowed a few days sick
pay prior to the formation of the welfare state, but that there had been no specific
company policyAs with many small manufacturing units at the time and in the
region, the male workforce tended to stay wite frm most of their working
lives. The majority of women on the shop floor left to have a family and some
returned to the same employer once their children were at schoede was
some traffic of workers between the silk factories ia thwn but genefly the
firms co-operated with each other, checking if another company was keen to keep
someone who had applied to thdm.a small town such as Sudbury surely word
would have travelled quickly if there were problems with an employee, equally so
if the workers found owners and managers difficdls with most other textile
firms there was no pension provision fgperativesprior to the 1950s and then
only a limited scheme.

During the middle years of the twentieth century Stephen Walters had no
specific inestment policy for walating or replacing machineryhis was partly
due to lack of funds and maybe also wariness of-owarstment since the silk
trade had been so prone to fluctuations caused by changing fashion and
availability of raw material.They tied to manage with what they had, only
replacing when forced to do so, and sometimes buying sdwmdi equipment.

That they remained a small specialist firm meant that they could operate in this
way where a large magsoduction unit would have found ienessary to udate
frequently.Mr. Walters commented that while there were no major advances in
manufacturing methods they could economize but that when shuttleless looms
were invented they had to invest in order to remain competitive.

[Traditional looms both hand and power, used a shuttle to shoot the weft
thread across the warphe shuttleless loom is either (a) a rapier at both ends of
the loom, (right and left) which takes the yarn across to the centre where it passes
to the rapier at the other sider (b) water pressure forces the weft thread across
the warp Both methods are very much faster than the traditional shuttle loom.]

Most of the silk fabrics produced by Walters in the first half of the twentieth
century were either plain or stripeflhuslike many other small units weaving
fairly simple goods, they did not have any formal apprenticeships, nonetheless to
comply with Training Board legislatiorproper instruction was provided, and
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they employed two foremen or women specifically to teachcoeversto operate
their | ooms, but t hi s wa s Afterehe formationc h o n
of the Training Boards in 1964 [for various industries] the firm continued to use

the same staff but working with groups of newcomers rather than individodls

with a more structured learning programnigeter Walters commented that
despite some obvious advantages, the training boards were costly to run and
created mountains of paperworkowards the end of the twentieth century the

NVQ (National Vocational Qalifications) system of training met with similar

mixed responses.

Until the 1960s Walterédés continued to
and menswear, thus they did not often have to call on the services of designers,
except perhaps for trandlag existing stripes and crests for their own production.
Latterly they moved much more into designed goods which necessitated their
employing a team of designers with a studio on site, producing fashion and
corporate designs alongside their stripes andtsr

Sudbury, despite the vicissitudes of fluctuating trade for nearly three hundred
years has survived as a silk producing to@ther areas of the country where silk
manufacture has perhaps been more industrially organized have totally ceased to
produe the goods which made them famofishundred years ago Sudbury had
four silk units in the town, by the end of the twentieth century, it retained three
mills, two, Vanners and Walters, both involved in producing goods for the
clothing industry and the Gahorough Silk Company making furnishing fabrics.
Possibly their willingness to remain small, specialist units led to their survival,
able to cut back in leaner times, where their larger competitors with necessarily
heavier wage bills and higher overheadd aapital investment were less flexible.

84



12.
GLEMSFORD AND LONG MELFORD IN THE
TWENTIETH CENTURY:

At the turn of the century both Kolles and Tomkins were still operating hair
factories in Glemsford but in1905 Kolles was declared bankiit. effect tis

must have had on the village where as many as two hundred had worked for the
company is incalculableln 1909 Arnold and Gould set up as dressers of
horsehair taking on the Kolleds premis
been the hair seating facyo (Figure30) and probably providing work for many

of those previously employed by Kolle&s with their predecessors the new firm

limited themselves to dressing hair, they were not involved in wea@ngld

expanded the business and bought part obthed 6 Cur | ed Hai r dé6 f a
part of the Tomkins site) to accommodate the increase in oufpet.dressed
horsehair continued to be used for stuffing upholstery and bedding as well as for
interlinings and in the millinery traddhroughout the FitsWorld War the firm

fulfiled Government contracts, mainly for jacket and hat interliningke

business was stable and successful enough at the end of the war to expand
slightly. One haircloth manufacturer was established in the village in the early
yeass of the century, that of Andrew Arnold, possibly a relative or partner in the

firm of Arnold and Gould.Sadly no other information has come to light about

this firm and it has been impossible to verify how large it was or for how long it
existed Kolles had produced mats in the villageigure31) as well as owning the

hair factory and since much of this work was done on an outwork basis it is
possible that this part of the trade ¢
outworkers then employed by Guetes in nearby Haverhill.

1 All references in this chapter are based on the Archive of the Arnold and Gould
Companywhich was not catalogued at the time when the author was goess to them
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Figure 30: Arnold & Gould horsehair factory in Glemsfor@ourtesy
Whittaker.

of Bri;a

Figure 31: Mat making in Sudbury or Glemsfor@ourtesy of Sudbury Museum
Trust.

The Tomkns firm was at some point established in nearby Long Melford,
though at one time their Glemsford unit was part owned by Arnold and Gould.
Like others they supplied the services, presumably with horsehair for interlinings,
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they were faced with a much reddcerder book in peace time and Tomkins
closed down a few years after ted of the First World War

During the interwar years the horsehair trade suffered as much as any and
Tomkins closure had left workers unemployéul.the early years of the 1930s
slump Gould wrote:

| have not made any discharges or reductions ... since Messrs.
Tomkins closed down | have increased the number of workers,
feeling that it is better for the workers, humanity and the country to
employ eighty workers half time than forty vkers full time in
these days of stress and lack of employment.

The firm survived by buyingaw materials at reduced costs, cutting their own
prices, andgiving and demanding greater discounts to customers and from
suppliers.Business did not improve markgduntil the outbreak of the Second
World War and then with the revival ofdersto fill large government contracts
as in the First World War, the Glemsford factory and their peers had more
demand than they could comfortably deal wikthis stage theimain problems
became that of obtaining untreated hair for dressing to complete orders and, once
found, of shipping the raw materials into this countidany of the Merchant
Navy ships had been converted for war service and those still operating
commercidly faced the threat of being lost in enemy action, thus insurance for
goods in transit became an additional difficulty.

Gould was anxious to keep his workers and wrote to them:

It is understood that labour will not be transferred elsewhere while
we have gfficient material to keep going and our goods are
required for Government contracts ... The Labour Exchange
informs us that people are more likely to be called up from the Flax
Factory than from here as the people here are classed as skilled
workers.

There is no mention of a flax factory in the village in any local literature nor
are records held at the County Record Office.

Not long after this the firm inevitably found that other factoriesctvihhad lost
staff to the services attempting to poach theipleyees and in 1941 Mr. Gould
found it necessary to write a strong letter of protest to one such company:

We understand that some of our trained workers have applied to
you for work and that you are taking them on ...We are a Protected
Establishment and wehould be glad to know if it is your practice

to take trained girls from protected Establishments doing essential
war work .
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Clearly the firm lost some of their employees to the services and in view of the
time it took for a reasonable level of competetabe achieved this caused them
considerable worryAs late as 1942 Mr. Gould still considered that it took
between three and five years to train workers to dress horsehair and described
training within his factory aWackesi ng g
usually pass their skills from Father to Son ... we always consider that we should
get bad work i f we had mor dFiguréd32n about

|

Figure 32 Arnold & Gould, horsehair straightening, ciac1960.Courtesy of
Brian Whittaker.

Arnold and Gould did not weave hair cloth but supplied considerable
guantities to Gurteens and other weavers throughout the colBitrge the
Haverhill firm had their own hair dressing as well weaving operation, dhd fu
records do not survive, it can only be assumed that the two firms would supply
each other when either was short of a particular quality or colour needed to fill
orders. ndeed this has been confirmed by
weaving factory.In 1939 the records at the Glemsford firm show monthly
invoices from Arnold and Gould to Gurteen who were ordering ahead and calling
in quantities varying in value between £250 and £350 per mbuiting the late
1940s and early 1950s there were invoiced®adth directions between the two
firms which suggests that they regarded themselves as colleagues rather than
competitors.It is not clear if Arnold and Gould carried out their own dyeing
operation at that time or sent cleaned hair elsewhere for cdtoig.known
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however, that they bleached some qualities for specific selune 1947
Gurteens had dyed hair from the Glemsford businasketter remains on file
thanking them for doing the work, which is couched in terms that suggest that it
was not a usdaccurrence.

The hair was imported from various parts of the world, but particularly from
South America and was sorted, cleaned and mixed within the faGioeye was
stringent legislation about the cleaning and disinfecting of the imported hair as
therehad been cases of anthrax in the past, thought to have come from factory
waste.In 1909 there had been two livestock deaths from anthrax on a farm in
Glemsford; the hair factory was inspected by the District Medical Officer of
Health who exonerated theropany from any blame.

Figure 33 Arnold & Gould, horsehair bunching, circa 1960ourtesy of Brian
Whittaker.
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Figure 34: Checking length of horsehair and trimming, circa 1960urtesy of
Brian Whittaler.

All the work within the hair dressing trade continued to be by h@fidures
32 & 33) as indeed it remained, clearly infinitely more labour intensive than
almost any other area of textile related businkwsitably, as new fabrics were
invented whit could be produced quickly and cheaply, particularly-woren
and adhesive interlinings; the woven hair fabric trade was decinNbeétheless
Arnold and Gould survived, supplying fewer and fewer weavers with raw
materials but continuing to dress quéas of hair for other useén article about
the firm appeared iffhe Fieldin the spring of 1973 describing them as supplying
the brush trade, upholstery firms, wig makers and rocking horse mékignse
34) At that time the company employed seventgple, it shrank further over the
next thirty years to employ only a handful of people, but continued to dress hair
by the traditional methodd4Jntil the year2000 they were still supplying John
Boydbés in Castle Cary, t h étinahislcquntrwe av er
(Boyds also supply the brush and upholstery trad@sipld and Gould remained
in family ownership until 1979, when the last Mr. Gould retired and the company
was taken over with Brian Whittaker as Managing Direc®adly this last
bagion of the hair dressing trade in East Anglia closed at the end of 2001.

In Long Melford both the wool and mat trades continued on a shrinking scale
into the twentieth century but as far as is presently known died out in the 1950s.
Without further evidene it can only be assumed that the decline was due to
changing needs and cheap imports. No other information has come to light on
twentieth century textile production in the village.

2 All references in this Chapter are taken from the Arnold & Gould
(uncatalogued) archive.
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13.
COLCHESTER AND COGGEHALL IN THE
TWENTIETH CENTURY

According to Andew Phillips, one of the prime movers in the founding of the

6Col chester Recall edd oral history pro
clothing trades grew enormousRrior to 1914 about a dozen clothing companies

were established in the towdnintly they employed up to fifteen hundred factory

hands, mainly women, most of whom wanted to work near to home and were
prepared to accept the local rate of pay without de(Rigure35)

But a far larger number of women outworkers could be found in the

surroundirg villages. T hi s is one of the keys t
clothing industry; an abundant supply of cheap and docile female

labour ... During the First World War government contracts for

uniforms served to keep order books full, while the use of
predominantly ferale labour meant that the industry did not lose its

skilled workforce to the armed serviées

1 Andrew Phillips,Life in the Colchester Clothing FactoriegdEssex Journal, Spring 1993)
p 8.
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Figure 35: Crowthers of Colchester, branch workshop in Rowhedge Village,
dated 1915 but probably a little earlie€ourtesy of Andrewhillips.

Figure36: The Ospeci I s6 room aFProbébt)./meirrt hers
bespoke tailoring unit. Courtesy of Andrew Phillips.

Many firms lost considerable numbers of their female employees to munitions
factoriesand to work on the land and in the transport seryiicei possible that
those working to make uniforms for the services were preveyedartime
restrictions from moving to better paid work® would be surprising if the
Colchester clothing firms were unaffected by such migration since these jobs
were considerably better paid than the clothing indudtflyat happened in most
cases was that production of long runs of uniforms instead of the variety of goods
previously made, meant that time spent on each garmentesased to the
minimum. (Figure 36) In addition to this the War made British clothing
manufacturers adopt more strdamed methods, modelled on those in the USA,
productivity improved substantially as a result.

In the interwar years existing companies did not expand, nor were there new
clothing businesses established in the toWomen who had worked in the
clothing firms in the town and whose oral histories were recorded for the
O6Recall eddé project, spoke of similar
elsewhere in the region, though none mentioned hajpdjed for work prior to
leaving school(Figure37)
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Figure 37: Turners (The Colchester Manufacturing Company), machinists at
work, 1930sCourtesy of Andrew Phillips.

Mrs. H who joined Hollingtons in Coggeshall around 1930 described being
taught oO6one step at eapetatiomeefdre pregressiagetd i n g
the next, beginning with machining sleeve seams and eventually making whole
garments.She found the noise of the machines very difficult at first but
presumably became accustomed to it; trainees were not disciplinedefor th
mistakes Hollingtons paid a set price for each dozen garments but Mrs. H could
not recall what the figure was, she commented that once fully trained the money
wa s 6 q ui Ateonegime shé was appointed as trainer, teaching the
newcomers machiningkills and construction methods, but this reduced her
earnings and consequently she returned to the benthissmay seem strange,
but an efficient machinist, whose pay was based on output could often earn more
than those on a fixed wage.

There weretwele machi ni sts to a bench and se
(Figure 38) The company had a canteen and a common room, and operatives
were allowed one and a half hours for lunch; each room in the factory had its own
toilet facilities. Table tennis was sonmats played in the common room and the
company had their own football and cri
was bombed during the Second World War and many operatives moved to the
Coggeshall factory. Mrs. H could not recall any strikes nor coutdremember
any Union membership, nonetheless union records show that there was a branch
of the Amalgamated Union of Clothiers Operatives in the town as early as 1914
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but it has not been possible to verify which group(s) of workers this involved
Staff clacked on as in other factories and the firm was strict about hours of
employment, late arrivals were not tolerated. Machinists at Hollingtons supplied
their own scissors, needles and thread, by the twentieth century this was unusual
for in-workers but wast#l accepted practice for those working from home. Mrs.

H commented that there were no real prospects for advancement, other than to
forewoman but the girls did not expect to move up the promotion ladder, most
only worked until they had a family.

Figure 38 Crowther, machinists workroom, circa 1943urtesy of Andrew
Phillips.

Mr s . ménbries were similar though she had begun work several years
earlier.She had learned to sew at school and wanted to work in a garmeny factor
as she enjoyed itShe remembered there being a hundred women in each
production unit.6 Nu mb e r 2 room was for uni form
number 3 room for better class trousers, number 4 for vests; (waistcoats) and
number 5 was fhyrjacketalmherseéarly warking days thay had
no canteen or recreational facilities and no lifts to get to the upper fossD
thought the machines were electric when she was there, but was uncertain if there
were not still some treadlesgain shedescribed the trainees being taught by
experienced machinists, first doing only straight seams, then inserting pockets
and then finally applying waistbandehey had a one month training period when
they earned 6s 8gerweek, after which they wentontboe i r 6 own machi

2Amal gamated Union of C(Decentbéred4pG7.Oper ati ves
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were paid piece rate$he mother of the present author, working for a Liverpool
waistcoat manufacturer from 1924, recalled her wage when training was 6s. per
week, which suggests that pay rates were fairly standard across theyinthst
machinists pressed the seams themselves while the garment was being
constructed but the final press was done by a presser; like their Haverhill
competitors they were not alone in using such outdated and unproductive
methods at a fairly late dat€he shop floor workers checked in at ten minutes to
eight in the morning, if they were late they had to wait until the office staff
arrived at ni ne toadtnc | hoaclkkMéssD diesatriffed beiedoy | o
given bundles of a dozen cut garments and ntpkhe whole item, making
pockets first, then flies, then seams to maximize individual efficie&the
thought that after a month she went ont
a dayrecalling that the maximum she was able to earn was about £2epér w
After the finishing processes and final press the whole garment was checked by
the forewoman, if the work was not right then the machinist had to do it again and
this meant | oss of income so it was in
Again the staff had to supply their own needles, scissors and thread but after the
factory moved to another site they joined a Union and from then on the company
supplied such thingdvirs. D recalled being paid 5f&r makinga dozerrailway
uniform dungaees, using the largest stitches possible to attain the maximum
speed so that they could earn more moiiegy was usually priced for a dozen
items)As with other factories in the region there was neither sick pay nor pension
provision.Pregnant women woed until the birth of their baby, many returned as
soon afterwards as possibkes with the history of women in the industry during
the previous century, this undermines the conviction held by many that women
did not work after marriageThe latter may hav been true for middle class
families, but for the less well off the extra income was as essential then as now.
At Hollingtons there were no sackings due to lack of orders, but if work was short
the employees were laid off until more work came 8trangey Mrs. D
commented that if one floor was busy and another slack the machinists could not
transfer.One might expect that it woulthake financial sens® distribute the
work more widely than to have one department on short time and pay overtime to
others.Later when Mrs. D was at home with her family and her husband was out
of work she took outwork for HyamS he descri bed an 6ol d f
bike6 bringing bundles of work to be ma
completed garmentsdrs. D clearly enjoyed her worKHer parents had bought a
Singer sewing machine for her twesiisst birthday, paying £17 for it, at 3s. per
week over a period of three years and on this she made all the family clothes, in
total £238s; if this ladies memorysi accurate this is an extortionate interest of
£6-8s. or forty per cent over the basic price.)

Mrs. S worked in the worsted garment department at Hyams in Colchester
from the time she left schodbhe did not actively search for work there, but lived
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nearthe factory and was told by a neighbour who was employed by the firm as a
cutter that they needed learnder recollections are very similar to those of the

women who worked at Hollingtonsly amés di d some bespoke
were made by senior maiaists, making the whole garmeritike the other

factories in the region they were kept busy during the war years, manufacturing
uniforms, in this case specializing in battledress jackets.

The training period at Hyams was longer, about three months,awtithiner
working full-time to teach newcomers use of power machiBegployment of a
full- time trainer might suggest fairly high turnover of staffequally it may be
simply that Hyamsorganized their training differently from other factoridsrs.

S remembered that trainees were paid 6s.6d.swiml training, and 7s. if they
worked on a Saturday morning, presumably only when they were considered
competent to work without supervisiohhey normally worked from eight in the
morning until six in the eveng with one hour for lunchThose who could not get
home at midday took a packed lunch and ate at their work b&hehrisk of
soiling the work in hand must have been considerable, nonetheless this reflects
how meals were taken in other factori€dearly the advantages gained by
allowing operatives a proper break at midday were not appreciated.

Mrs. S thought the firm had produced on a CMT (Cut, Make and Trim) basis
for Austin Reed, sewi ng i nShettdlked oftket ai | e
factory having both buttonhole and serging (overlocking) machines and these
operations were done before work was handed out for garment constrégion.
with Hollingtonés the maxi mum earning f
apart from a brief period prior thhe Second World War there was no short time.

The employees were allowed to take unpaid holidays and their jobs were held for
them.During the war there was no call up from her department but the informant
thought that this was because most were overf@ggctive serviceAgain much

of the factory was engaged in uniform making and this was described as being
o6very thick sAnythifgfwhidch tookwa tomgkimeowadreferred to as
6working on a dead horse6 asdtheywoma@ ant t
try to make it up by taking on an extra bundlée other machinists interviewed

Mrs. S felt that all enjoyed their work, everyone was friendly and they did not

look for the amenities that staff would expect today, they were just glad to be
working near home and earning when others were not.

The factory employed mechanics and cleaners so the girls were not expected to
do anything except make up garmenirs. S thought there were about two
hundred people employed on site while she was théth,cutters and pressers
all male and the machinists al womdhh e O passer sd6 were wome
machinists and the final check was made by the foreman; any problems were
taken to the foreman not to the mana@¥eratives were paid in cash butdv
had no idea what the earnings were of any staff other than the maclghists.
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commented that any faulty work was unpicked and done again but the machinist
all took pride in doing things properly.
Mr.and Mrs.Bwer e both i n Col edneécmmentédghatc| ot t
pay was poor until 1975 when legislation brought in equal pagy thought
people were glad of any work, particularly women, for whom the only alternative
was to go into domestic servicklrs. B worked initially on a trouser bench at
Leanings, like others, making the whole garméite recalled earning 1%d an
hour (7s. per week) when training and then being paid 1s. (one shilling) for a pair
of trousers when first considered competent to work aldie machinists
worked a fortyeighthour week as did those at other factoriasusy periods she
worked overtime and was paid an extra 7s. 2d, until legislation limited the hours.
Mr. and Mrs. B commented that the factories were glad to get staff during the war
when the volume of work ineased and so many who had previously worked in
the townds clothing industry were in th
Andrew Phillips comments on how little the industry changed during the inter
war yearsln some ways that is not surprising, machinery did not develop greatl
during that time and as the informants pointed out, alternative employment was
hard to find and pay elsewhere probaloyer than at the clothing factorieAll
Colchester clothing work was gender specific and the women expected to leave
when they marrig, therefore earnings were more important than job satisfaction
In addition there was much less social mobility than in the post war era and the
majority of the workforce preferred to stay near their families even if it meant
accepting poor pay and cotidns; availability of public transport, costs and
travel time must also have come into the equation
Mr. B remembered that he joined Rogers, a bespoke tailoring workshop, to
learn the trade when he was sixteen, starting by felling (tacking or basting)
waistcoat linings into garmentsle was paid 7s. 6d per week, more than a girl of
the same agehe commented that boys going into an engineering factory earned
10s.He served what was described as a four year unofficial apprenticeship and
was taught each gja of making the garmentsir. B left for the war but returned
to Rogers briefly and was then paid at £1.19s.s wi f e wor ked at
ti me but described it as very unpl eas
commented that the staff were ndbaled to talk to each other whilst workinig.
was not clear from their recollections if the men and women were treated
di fferently, but i f Mr . B6s memory of
accurate then Rogers were not generous employlersommated that the male
apprentices had a week of paid holiday but the girls did not, this was despite
legislation in 19381 n 1946 he j(Rgure3&)dor ah additioaal £ils
per week to werhk ssuppl vyifnmngteachinists

SPhillips, Life in the Colchester Clothingé,
4 Phillips, Life iné , p 8.
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having first checked they were completdter his departure two girls were taken
on to do the work previously handled by Mr. B, but they could not work fast
enough to keep the operatives goifdgr. B moved on to Hollingtons in
Colchester 0 gaodssandntigence to tthéir Codygeshall factory as
manager, where he stayed for thirty ye&sth husband and wife felt that most
factories were reasonably ventilated and with good natural light from windows
along one side of the buildingleating was proded by coke boilers.

Like her husband Mrs. B moved from one factory to another within the town.
She said that one could always get a job at Peaks as the foreman was unpopular
and explained that Leanings was a family firm and that they were extremely well
li ked, describing Mr. St anl eThe hamageri n g
there had been promoted from within and this was apparently the norm with
lower management or supervisory staff generally moving up from the factory
floor. Mrs. B said there wasonchance of promotion for the female operatives but
that there was certainly no harassment of any sort.

Despite the machinists all commenting that they were badly paid, and several
saying that the men earned better money, few joined the union when the
opportunity arosePerhaps this more than anything else underlines how different
are the attitudes of their generation of working women from those of later years.
It is unlikely today that any workforce, male or female, would not use the unions
to fight for decent pay and conditionsThere was clearly a considerable
movement of factory staff between the various manufacturers in the town and
advertisements frequently appeared in all the local papers, mostly for machinists.
It was not unusual for staff to be mbeed.Clearly with so much traffic between
the various firms the foremen and women would get to know who was likely to
prove a reliable employee or a reasonable chhagel. With such competition it
is surprising that the workers remained badly paid folosg, unless of course,
the firms had formed a cartel to control wages. It is surprising also that the trade
unions were not more active.

By 1952 Hollingtons staff worked from eight in the morning until fikety at
night, still paid hourly or on piecewk but now with two weeks paid holiday a
year, consistent with other industries in the post war peig&Veral of the
interviewees spoke of works outings to Yarmouth and other East Coast resorts

a

and of company floats in the townds Car
According toMr . & Mr s B three of the townbd

within a short periodTurners, officially known as the Colchester Manufacturing
Company, Leanings and Crowthetdollingtons survived longer but changed
hands a number of times making it diffictio trace their progress; eventually
there was a management boayt which lasted for a few years but finally all
manufacturing cease@hillips sums up the attitudes of the female workers in the
Colchester clothing industry:
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While our interviewees needed paid job, they valued more the

community spirit achieved within their departments ... at a time

when gender stereotyping was so strong it was probably central to

this sense of community that they were all women ... In this context

the absence of strongade unionism appears more a calculated
decision on the machinistsdé part al
weaknessSo long as the firm had work you had job secuiity.

you fell out with management your skills would gain you a job

elsewhere

This is trueof the attitudes of the women in most of the clothing trade towns.
Ambition did not come into it, just to do a job well enough to earn as much as
possible and be able to take a pride in the end réd¢edirness to home, support
and friends herpwemimudn marerimgorgant phan climbing the
ladder to greater success.

In 1990 Hollingtons ceased manufacturing after their largest customer went
into liquidation. Their Coggeshall site remained as a factory shop at least until
2000, selling goods bougln from other firms; this was run by Don Hockley
who was on the board of the firm during their manufacturing ydérsHockley
talked of whole families having worked for the company, much as in Haverhill
and Norwich.With their closure in Colchester tlast of the clothing workers of
the town had to look elsewhere for employment.

In 1928 S P Dobbs commented that the importance of East Anglia as a
clothing manufacturing region had declined since the turn of the century. He
claimed that Norwich was tHeading centre for production of tropical w&aand
t hat approxi mately two thousand people
Colchester had seventeen hundred and Ipswich sixteen hnHiedioes not
mention Haverhill, though a greater proportion othi s ma | | townds er
population were involved in the trade than in the larger tovsprisingly
Dobbs claimed that at Hyams in Colchester men were employed as maghinists
other literature on the subject makes no mention of #md, apart fronMr B6 s
recollectiondoesnotappear in the oral history work of the Colchester group.

An enquiry held at the turn of the ce
districts, especially round Colchester and round Bristol, extremely low earnings
wer e r ¥ Phillipd work Ghows that by the early years of the twentieth
century, pay in the town was comparable to other manufacturers in the rgion.
the time when Dobbsd book was written,

5Phillips,Lifeiné, p 8.

6 S P Dobbs, The Clothing Workers of Great Britain, (Routledge, 1928) p 36.
7 Dobbs,Clothing Workersp 67.

8 p 68.

9 Dobbs,Clothing Workersp 174.
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making quantities of uniforms fahe armed services and tropiggar for the
colonial trade.Clearly in later years as former colonies developed their own
industries British manufactars lost businesdDobbs suggested that the rapid
industrialization of the region might lead to labstiortages in future yedfand

this inevitably happened, though not to any great extent until after A5 the

1909 establishment of the Trade Boards, machinery for managing conditions of
employment and pay were gradually introduced, though pay wasegolated

until after 1914 The intention of such legislation was to overcome the appalling
system of sweated labour which prevailed in many areas, particularly major
centres such as London and Leeldsspite their best efforts the Trade Boards
could notovercome the problem of workers being laid off for slack periods which
meant that the overall picture did not improve greaflyere were areas where
unions were successfully established and then local negotiations could be more
effective than national agements, but in rural areas there was still little
alternative work other than agricultutdndoubtedly in these places many were
still in a position of accepting what they did not have the power to change on the
basis that any work, however badly paidsietter than unemployment.

10 Clothing Workers, p 83.
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14.
BRAINTREE AND BOCKING IN THE TWENTIETH
CENTURY

WARNERS

In 19016The Queema gazi ne reported that o0the 1| a
had admired the goods produced by the silk weavers of Braintree and Spitalfields.
As adirect result Warners were contracted to weave cloth for the Coronation
robes of Edward VIl in 19Q2lus silks and silk velvets for other regalia for this
important state functionAgain in 1911 theywove silk for the coronation of
George V.What better pblicity could the new owners of the firm which was
previously owned by Daniel Walters want than to produce goods for the two most
important public occasions the country had seen for many years. Thus by the end
of the first decade of the century Warnerssweell established in the town which
housed one of the Courtaulds miNgilliam Folliott had remained chief designer

and manager when the firm changed hands and the company built on his
reputation and skillWarner was clearly an astute businessman amdhawl the
designer, goods and marketing skills needed to build the business successfully
both at home and abroddternational trade fairs were still an important tool for
publicity as well as for overseas sales and the firm exhibited at the HBaitish
exhibition in 1908.They were award winners at the 1910 and 1911 Brussels and
Turin Fairs and in 1913 and 1914 respectively they gained Diplomas in Ghent
and ParisAlthough Folliott and presumably other designers were used for the
exclusive damask markeWarners contracted out both designs and weaving for
their less expensive goods, ensuring that they had exclusivity for the designs they
bought. Little has been said of their progress during the First World War but
immediately after the conflict there veeswings in fortune reminiscent of those
over a hundred years earlier.

I'n 1921 Frank Warnerd6s son Cloudesl ey
the firm invested in modern machinery and subsequently built their own dye
house, employing a colour ch&in Cloudesley was instrumental in opening a
Paris showroom but after a comparatively short time it became apparent that
fluctuations in currency exchange rates made it impractical to maimair®26
the company acquired their silk printing works at tiztad in Kent and though
there is no evidence of how successful it was, this ran until the outbreak of the
Second World Warlt may seem strange that they should combine with a print
works on the other side of the Thames, but there do not appear to l@ave be
others that could have been geographically more convefiibist.presumably is
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the business subsequently occupied by the David Evans and Vanners
amalgamated firm at Crayford, just south of Dartford.

Cloudesley Warner died in 1928, still a young man Bngest Goodale, his
brotherin-law took over his roleA solicitor with no textile training, Goodale
clearly possessed a considerable business brain and guided the firm through the
years to come. During the 1930s Warners widened their role into prodaétion
furnishing textiles, continuing to buy in designs and employ young designers for
the less costly fabrics with a wider appeal, thus ensuring the survival of the firm
through the years of recessidn. 1936 they advertised a range of over fifteen
thousan fabricg. During that time there was an explosion of house building
evident now in the large estates of middle priced 1930s developments that can be
seen in every town in the country; this must have fed demand for moderately
priced furnishing fabrics.

The company was affected by the outbreak of war in 1939 as were all other
manufacturers, Goodale refers to their having acquired government contracts
which took half of their productioriike Stephen Walters in Sudbury they wove
quantities of parachute sitknd hat bads for uniforms, and were also contracted
to weave Ultility furnishing fabricsThus they were able to survive the war,
possibly or probably with a reduced work force due to employees joining the
services, but at least continuing with their opmoductionas well as fulfilling
wartime contracts

After 1945 Warners enlarged their household textile outgain they were
wise to realize the importance of good desigiigure 39) and retained the
services of Marianne Straub, an Austrian designer whd worked in this
country during the intewar years and established an stahding reputation.
Straub continued to produce work for W
helped them not only to retain their position in the industry but to build dinét.
production of hand and power loomed fabrics continued at Braintree in the post
war years with the firm employing about a hundred and twenty people on power
looms and a dozen or so band looms(Figure40)

1 Hester BerryA Choice of Desigr(Jiford, Warner Bros., 1981) p 62.
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Figure 39: Mr G Watson at Warners in Braintree, weaving for Buckingham
Palace, 1948Courtesy of Braintree Museum Trust.

103



. ] I

4 | il i i
Figure 40: Warners, Mrs Calver weaving purple velvet for Coronation Robes,

1953.Courtesy of Braintree Museum Trust.

During the 1950s and 60s three directors of Warners died within a short space
of time, including Alec Hunter, by then the@dding designer. é@dale wrote that
6in March 1966 Warner ds Boar d -owfed Di r

subsidiary company totakeew t he factory at Braintr ee

the growing volume of work being carried out at the factory for other
wh ol e 3 @re enighe éxpect that this meant the unit was busy and successful,
but fashions in household textiles change as nascfor apparel and the 1960s
saw a decline in the market for woven designs as the market for printed goods
increasedThe Braintree site was used exclusively for woven designs and in 1971
Warners closed their operation in the towichard Humphries who vgaa young
apprentice designer in Braintree at the time, commented that all the equipment
was extremely old, the newest they had was over twenty years old and had been
bought second handThe firm needed major investment and young and
innovative leaders tenergize it, they were employing only about sixty people in
the town by this time and eleven of those were desigher$971 when they
moved their entire operation to Milton Keynes the Braintree factory clddes.

local authority in the new town madeaittractive for businesses to relocate there
and if Warners wreto grow again successfully as manufacturers they needed a
modern site and access to a young workforce. Some of theldmmd and
jacquard cards from Braintree were acquired by Richard Huegphwho

2 Sir Ernest William GoodaleWeaving and the Warners, 1870/197Deighron-Sea, F
Lewis, 1971) p 52.
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subsequently established his supremacy in the niche market for high quality hand
woven textiles for stately homes in need of refurbishment. This continued until

the end of the twentieth century when the Working Silk Mill finally closed down.
Sincehen the site has been acquired as a
archive.
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15.
COURTAULD IN THE TWENTIETH CENTURY -
CONTINUED GROWTH & DEPARTURE

By the end of the nineteenth century the mournirapehusiness showed signs

of decline. If the twentith century was to be as successful as during their best
years then Courtaulds must find alternativEke silk market had always been

volatile and manufacturers were repeatedly held to ransom by the Chinese who,

as the main producers of the raw materiauld dictate pricesin addition

imports had been affected at various times by the international political situation.
These combined problems made it difficult and at times impossible for silk
manufacturers to keep business stable, regardless of astldeaddacustomer

demand. Courtaulds may well have been aware also that with increased
industrialization and more women working and earning, there would be a
growing market for less expensive fabrics both in made up garments and in
running yardageThere habeen various attempts to pr
in the last years of the nineteenth century and Courtaulds had reportedly been
negotiating with Count Chardonnet in France, the first person to produce-a man
made fibre in the 1880s, but this camentot hi ng and the Frenc|
failed without ever making its mark.

At the turn of the century Cross and Bevan, a small partnership of two
chemists, based at Kew in Surrey, were experimenting to make filaments for light
bulbs for the new electricitynarket. Working with cotton waste and wood pulp
they found that they could produce a viscous mixture which coulextreded
through a spinneret, (a fine sieve like construction) to make a continuous fibre
which could then be wovénThey took the precaiain of patenting their process.
Concurrently Topham and Stearn had beerl
and there was some joint work by the two teaBedly for the chemists but
fortunately for Courtaulds, the researchers ran out of money anden tor carry
on with their work sold the patent to Courtaulds in 1904, and a year later the
laboratory was relocated to Coventry from KeWhis was to provide better
premises and brought the chemists under close supervision from the company.
There must hae been many teething problems with the new yarn and successful
development would not have been possible if the company had not been prepared
to pour money into the projedtiowever, it is clear that Courtaulds were reactive
rather than proactive in thesarly stages, only buying in when they knew that it
was possible to produce a weavable fibre which might substitute for the

1 Edwin Beer,The Be@nning of Rayon(Phoebe Beer, Paington, Devon, 1962) pi637
2 C H WardJackson, Aistory of CourtauldsPrivate Publication, 1941) p 75.
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expensive naturals if properly developdtd.must be wondered if it was €o
incidence that it was also in 1904 Courtaulds was regitas a public company.

By 1908 viscose mixtures were in production for lining fabrics and a year
later the company established their American subsidByy1914 textiles of a
hundred per cent viscose yarns were being made on both sides of the Athantic
were in use for a variety of purposes including woven linings and Kiisbtless
the outbreak of war in 1914 slowed progress and it was not until the early 1920s
that Viscose Rayon became an important fabric Hoth the clothing and
household texiies markets The results of war led to great changes in the role of
women both in the family and in society, the loss of so many men meant that
many more women remained single and had to be totallyss#i€ient. Unlike
previous generations whose earmingent into the family purseacomes were
their own to use as they wishedhis led to increased buying power, hence the
market for textiles sold to the dress trade amdning yardage for home
dressmaking retailers grew rapidfo me ndés wor k tolthe suavived v i t a
of industry during the war, not only in filling the munitions factories, but
replacing men in areas where previously women would have been unacceptable.
With the end of t he war in 1918, it b
changed for god with working women creating an increased demand for
comparatively inexpensive clothinBress manufacturers and retailers supplying
fabric by the yard sought to fill the need for a real substitute for expensive silk at
an affordable priceThus the deMepment and growth of mamade textiles came
at just the right time.
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LINGERIE-XANTHA ARTIFICIAL SILK
@ CREPE DE CHINE

Figure 41: Courtaulds advertising their fabrics in the early 192Qsurtesy of
Braintree Museum Trust.
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The initial marketing of viscose yarn and fabric wasdaemthe name of
OArti ficial Silké, the word rayon first
where or how it originated is unknowlRayon became a generic term covering all
the early mammade cellulose fibres. Despite the new designation it was lleé la
OArtificial Silké which continued to ap
exploited it to the full(Figure41) The new fibre was versatile: it could be used
as continuous filament or cut into staple lengths such as found in all natural fibres
except silk: it could be woven and knitted, produced in various weights and
surface textures: it dyed well and since it was cellulose, was comfortable to wear.
Despite all this it could never achieve the luxurious feel of pure silk and for the
garment trde the tendency to both crease and fray created production problems.
Nonetheless it was the first break through into-natural textiles and as such
formed a bridge between the natural fibres of wool, cotton, linen and silk and the
invention in the 1930sf true synthetics such as nylon (polyamide) and
polyesters6 Ar t i fi ci al Silké sold in qgHPantiti
Curtis, wrote:

It has been said that women use much less material than they did
twenty years agorhis is by no means truethey use much more
today than they ever didA frock today may be made of less
material, but the average woman wears many more dresses than
formerly. Artificial Silk mixtures have made this possibléhey are
cheaper than silk, and two dresses can behased with less
money than one all silkWomen do not require any one dress to
last more than a few weeks or months because fashion changes so
quickly ... In April 1927 twenty two million yards of
cotton/artificial silk mixed piece goods were shippetbal?.

By 1928 Courtauld employed over 20,000 people in the United Kingdom,
many in their Essex factories making viscose, and more in their American
subsidiaries A local paper in 1950 claimed that by 1921 the firm had twenty
factories in operatich Their American Viscose Corporation, (AVC) was
responsi ble for an average forty per ceée
1929 and 1930 and approximately half their factory units were on that side of
the Atlantic. Throughout the 1920s and 30s clothimgnufacturers advertised a
growing variety of gaundewearsdressesdbtousésr o m
and running yardage were shown in fashion and trade magaZimesgarn was

3 Artificial Silk and its Effects on Fabric Deman(The Textile Educator, ed. E J Mills,
1929) p 969.

4 Essex Wekly News 6" October, 1950.

5D C ColemanCourtaulds, An Economic and Social Histof@xford University Press, 3,
1980) p 39.
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used extensively in furnishing fabrics, cutting costs there as much akefor t
garment industry and just as importantly to the trade for, as with clothing,
families of limited means were showing increasing interest in decorating their
homes prettily and inexpensiveWlo menés magazines of the
as many articles ouse of soft furnishing as they do on clothing. Mowat wrote:

What was not lost was the new freedom conferred by a relaxing of
older conventions and a use of new materials, above all rayon. ...
Rayon stockings, lighter in shade and weight than the olderavoo
cotton stockings were an important innovation of the early
twenties.The new styles and materials assisted another ch@ihge.
war had blurred class distinctions; and now dress tended to
minimize rather than emphasize such distincions

The impact 6the new fibre on all aspects of business connected with textiles
was truly immeasurable and there is little doubt that without its discovery the
development ofeal synthetics would have been much delayed.

Like most of the other firms in East Anglia tf&econd World War saw
Courtaulds heavily involved in production for war ugsssumably parachute silk
and nylon as well as uniform fabrid®y 1944 over sixtyper cent of production
from Halstead and Braintree, Leigh in Lancashire and Halifax in Yorksiase
for war purposes and thirty per cent for the Utility market.

In the interwar years Courtaulds were aware of the need to modernize the
textile factories in this country and in 1944 they wrote to Hugh Dalton, then
President of the Board of Trade, poirgtiout that prior to the war, Britain had the
lowest percentage of automatic looms of all the textile producing countries.
Whether this referred only to the developed world or included India and others of
the (then) colonies which produced cloth is uncl@®astwar the firm was still
complaining that production was restricted by inability to import sufficient
modern looms and that such equipment was not made to a sufficiently high
standard in Britainln 1954 they were still requesting that the Board cddEr
allow them to completely requip the Halstead factory.

A major blow to Courtauldds internati
have destroyed many firms, was the system negotiated by the British Government
with the USA to repay funds borrowed from Arta to finance the war in
Europe during the years before America joined the conflitime British
companies with factories in the States were obliged to hand them over to help
meet the debt thus accrued, and most of
this deal. This must have made modernization of the Essex plants a matter of
evengreaer urgency.Despite such a vicious blow to the company, in decimating

6 Charles Lock MowatBritain Between the WargChicago, University Press, 1955) p
212.
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their capital, profits and the amount of goods they were able to produce, a local
newspaper in1947 was extolling their success:

It was in North Essex thatinCourtaul
1816 at Panfield Lane, Bocking, Samuel Courtauld set up his

premises midway between the great silk centres of Norwich and
London. Co Fr o mrliedt ¥Bddse Rayanryarm ul dds e
was woven, dyed and finished into dress and furnishing fabrics,

linings and shirtingsLocal men and women, whose ancestors had

made the ancient Bays (Baize) cloth ... applied their traditional

weaving skills to creating new tedljnes for using a revolutionary

textile fibre ... Today at Braintree rayon is processed, woven and

knitted. At Bocking fabrics are dyed and finished and furnishings

and other fabrics are woven at Halstead. ... Out of a total of over

20,000 employed by Cotaulds in the United Kingdom the
companyb6s Essex mills employ 1600 p
approximately half as many more women than mefThere is an

urgent need for many more employees than this if these three mills

in North Essex are to fulflltei r share of the worl db
British rayor.

In October 1950 an article noted that the Braintree Mill, built in 1910 was to
be demoli shed and new premises built on
firmds al-wideandystriawrarin 1 dc at i ons 6Thous
weavers and other work people, men, women and children have learned their
trade and prospered as they have passed to pensionable age through the Old
Mi P. Duling the depression of the early 1930s Braintree hadtexethousand
of its working population out of work, but soon after the Second World War the
Courtauld textile mills were unable to find enough locals to fulfill the growing
demand for goods from their Essex factories and had to import staff from other
parts of the country(Figure 42) How quickly the situation changes, it was a
similar time scale to the closure of all three Essex mills and the loss of
employment for many who had worked in Halstead, Braintree and Bocking for
the whole of their working livedn the latter part of the twentieth century the
only reminders of the firmbébs |1 ong his
facilities such as hospitals which Samuel funded during their early Essex years.
(For a full account of the Courtauld factoriesHssex the reader should refer to D
C Colemanés volumes O6Courtauld, An Econ

7 The Observer, 25May 1947.
8 EssexWeekly News, & October 1950.
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SOM2. DRAPERS RECORD. hAY:19.°67.

.....

Figure 42: 1960s advertisement for Lister Courtelle (Courtaul@)urtesy of
Braintree Museum Trust.
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16.
EARLY HAVERHILL

The Gurteen family firm family has been present in Haverhill for over two
hundred years; originally weavers of fustians and checks, in the second half of the
nineteenth century, while continuing textile weavirigey became major
manufacturersof readyma d e me n 0 slt was$ the presenge of this
entrepreneurial family and the employment they provided which led to the growth
of the population and the town.

Haverhill is in Suffolk but perched on the borders lofth Essex and
CambridgeshirePreviously little bigger than a modern day village, from the-mid
nineteenth century and for nearly a hundred years, the town was home to one of
the most important textile and clothing manufacturers in the coumigking at
the geographic location one ntusvonder how and why such a business
developed in so rural an area. Sitting astride the old Roman road from Cambridge
to Colchester the townods |l ocation was
outwards to the ports of the Eastern Counties for export astl taweCambridge
for onward road transport tbondon Perhaps this encouraged growth from a
s mal | cottage based industry to a | arg
population.Even in the late eighteenth century there were daily coach services
throughHaverhill to London, Cambridge and Colchester, a lot of public transport
whi ch mi ght suggest t hat , t hough s ma |
visitors; it was probably also a necessary staging post for changing horses.

Like its neighbouring towns tthe east, Haverhill was dependent on the textile
industry and agriculture for its livelihood for most of the last four centuries.
Although methods of production and types of goods made evolved with the years,
this situation did not change radically urdfter 1945 when the town became an
overspill development for people from the East End of London, many of whom
had been displaced by wartime bombiAgthat time it was government policy to
prevent over expansion in London and the south east and to egeduwsinesses
to move to other region&ast Anglia, with its lack of industry was perhaps an
obvious area for development.

Local directories tell us that in the early eighteenth century the population was
1,600; a hundred years later this had increaseg t 2000.Wool and hemp
were both produced locally and as the Gurteen family were farmers in the area it
is possible that they were able to supply some of their own raw materials.
Although Haverhill has grown in recent years it is still surrounded tmgl$and.

Gurteen company records show that in the early nineteenth century they used a
number of local carriers to transport packages to customers. The eastern end of
Haverhill és Hi gh Street i s i n Essex a
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improvements to roadand ports assisted in the shifting of goods to and from
businesses within the region as well as moving agricultural items:

The Countyds transport system devel o
its changing economy ... The turnpike trust network (of roads) wa

designed mainly to improve access to London markets and the

turnpiked crosgountry roads from Braintree and Chelmsford to

Maldon were also designed to facilitate the transport of agricultural

produce to that port for carriage by sea to the Thames jor ad

minor improvements were also made at ports and wharves along

the whole Essex coastlihe

Brown emphasizes the increase in the number of private stage coaches and
wagons brought into operation in response to the development of better road
system$and the importance of Colchester as a vital point in local economy prior
to the advent of rail transport, commen
brought to Colchester general goods from London, ... two sailed with grain and
flour to Londonandtw t o S hecelideicshowni n Br ownds wor k.
in conjunction with that of Gordon Jacl
that in the eighteenth century, the Yorkshire port received regular coasters from
ports all along the East Anglian coastl of which carried mixed cargoes,
including quantities of woollen and other textile goods which were then shipped
to northern Euroge

Research into the origins of the Gurteen family shows that they moved from
nearby Clare around the end of the séeenth century, (at that time the name
was usually spelt Gurton)The Suffolk County Record office houses an
apprenticeship indenture dated 1664, showing that Daniel, son of John Gurton of
Clare, was apprenticed to a basket maker in the%olre family was thought to
be of Huguenot origin and to have settled in the area when so many Protestants
fled from Northern France and the Low Countries after the revocation of the
Edict of Nantes in 1684 he presence of the Gurteens in Clare, only a few miles
from Haverhill, some twenty years earlier must discount this, though it does not
exclude the possibility of their having Huguenot ancesitgst early records of
Haverhill were lost in 1665 when a fire destroyed much of the town centre,
including the Parish Chah where the parish registers were housed, making it
impossible to trace the family before that time.

1 A F J Brown,Rural Essex(Essex Record Office, 1996) p 37.

2 Brown, Rural Essexpp 4849.

3 A F J Brown,Colchester 1818914 (Essex Record Office, 1980) p 15.

4 Gordon JacksorHull in the Eighteenth CenturfUniversity of Hull, 1972) pp 3467.
5 Suffolk County Records Office, H501/7/728.
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A nineteenth century writer supports the tradition that the weaving trade was
first established in the town by Flemings escaping religious persecutien af
1684, and by the Quaker community at about the same tledainly the
Duddery, used as the trading centre was there during the eighteenth century;
goods produced were described:

The early manufacture was linsesol, a coarse article of home

spunliren and woollen c¢cloth . .. The nami
site of a woollen store or factorit.is elsewhere applied to certain

parts of ancient fairs devoted to the sale of woollens and the term

6Duddé in some northern codanlti es mean
is further known that a colony of Quaker weavers surrounded that

part now known as the Duddery, and hence it may be inferred that

it was the seat or centre of early manufaéure

Defoe refers to a O6Dudder yodjustoutsitei s de:
Cambridge, as the centre for wool trading at this major annual event where
traders from all over Europe met to do busiheEbe Haverhill Duddery was in
the town centre and directly on the main road where the coaches and carriers
travelling o and from the coast, Cambridge and London all passed; this was
where the master weavers of the town sold their goods and possibly bought raw
materialsln the nineteenth century Daniel Gurteen IV made his home, still called
the Duddery, in the original vab hall. Local historian, Patrick Crouch notes a
Thomas Baskerville passed through Haverhill in 1662 and commented that the
popul ation was busy with: 6t he making
t r & .dTde reference here to dimity is surprisingcgirthis sheer, lightweight
fabric is only known to have been made from cotton since the beginning of the
eighteenth century, one must wonder if there was a forerunner in fine linen or
wool).

Many Quakers dwelt in this part of East Anglia and most werevadan the
textile trades.The bouts of persecution suffered by members of religious
minorities possibly led to a preference for occupations which, if they were forced
to move, could be practiced anywhere regardless of language and geographic
position, na dissimilar to the work chosen by the itinerant Jewish communities in
Europe during the nineteenth and twentieth centufibs. presence of a Quaker
(Society of Friends) settlement in Have

5Gurteen Company Archive, 19/ 45, Cramptonds
7 Daniel Defoe,A Tour Through the Whole Island of Great Brita{xeter, Webb &

Bower, The Promotional Reint Company, 1992) pp 38.

8 Patrick CrouchHow Important Was Haverhil(Haverhill History Society Journal, 1997)

p 13.
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Lane which runs along ¢hside of the Gurteen factory site and is confirmed in the
history of the Society of Friends in the town during the 1660s and 70s:

Robert Dawkins (also spelt Darkin) Parish Officer, and Elias
Dowty, an informer, came to meetings regularly on first andtfiour
days of the week and took names of those present ... They informed
Gervas Elways JP who issued distress warrants so often that whole
estates were taken ... from another for a fine of 10s they took yarn
worth 18L (£) ... and when they made spoil of a pamavers
goods, they brake his loom in pieces with the work in it, the only
means he had to get bread for himself, his sick wife and a young
child. The dstresses taken in a few monttimme were of the
following values.From Robert Sharpley, Anthony Apple and
Daniel Grindley, John Salmon, Giles Barnardiston and William
Reynolds, Thomas Hall, John Edwards and John Bird, Thomas
Evans, George Evans and Richard Power total of £261.19.0 ... (and
in 1675) Taken by Distress for religious meetinGgorge Evans,
working tools and other goods£4; Daniel Catlin, wool weavers
tools and utensils £2; ... Daniel Grindley Fustian worth £27; ...
George Evans, Robert Sharp, Daniel Catlin and Daniel Grindley, all
of Haverhill were committed to Bury (St. Edmunds) gdot
refusing to pay 2s.6d towards the Steeple Housé. réarish
Church)

Darkin was a weaver, documents in the Gurteen archive show that he bought,
sold and let business property in the town regularly and was heavily involved in
local affairs, all of with suggest he was a fairly successful businessifat.his
affluence was the result of trade alone it is not possible to verify but his
persecution of the Quakers may well have been due as much to business rivalry as
it was to religious beliefsT h e idiaD Glide to the Borough of St.
Edmundsburyd quotes an unnamed author,
of the 1700s a traveller had noted that every cottage brought forth a clatter as the

workers applied thHemselves to their | oo
A 1958 articlem a local paper claimed that a 1625 inventory of the town listed
a Guildhall, a O6Prentice Hall, Chantry

(It has been impossible thus far to establish the meaning of a Daybell house).
Property conveyances in the Guriee ar chi ve show somet hin
weaving tradeThe earliest of these, dated 1667, refers to a property transfer

9 J Besse;The Suffering of a People Called Quakergiin-named publisher, 1670) pp
674-678.

10Borough of St. Edmundsbury, OffitiGuide, p 75.

1south West Suffolk Echo, (Mecember, 1958) p 6.

117



between Robert Darkin and William Argent, both woollen drage®f the
hundred and thirty surviving documents covering the period fr66v o 1890
sixteen give the occupations of those named, eleven are described as fustian
weavers, two are referred to as woollen drapers, and one a silk wgausian
was originally made in single yarns or in mixes of wool, linen and hemp, later it
wasof cotton or wool with a |inen warp,
smockfrocks.)

The first conveyance referring to Daniel Gurteen, whose family was to be
i nstrument al in the townds devel opment
property transactio wi t h John Webb; both men were
Grace married Daniel Gurteen They were the parents of Daniel 1ll who began
the expansion of the firm. During the nineteenth century many of the properties in
the conveyances were bought by thert€en family, either for their business
premises or for renting as dwellings to their employees.

This then is some of the background to the textile trade of the town, but how
did it develop so successfully in Haverhill during the nineteenth century when so
much of the production of textiles and clothing for which East Anglia was known
disappeared or went to other parts of England?

12GCA, Conveyance, 1/30.
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17.
NINETEENTH CENTURY FAVERHILL

Those vere the days of the smock frockwarn and shabby one for
every day, a better one afsoftish greenish hue for Sundaysis

in its time descended to weekday wear and very likely to another
and a third generation. The smock was a comprehensive garment
that reached below the knees, the farm labourers lower extremities
being encased on Sdays in short brown leather buskins which
met the hem of the smock.o work he wore cord or fustian
breeches, hitched up in the legs to the point of comfort by a leather
strap worn garter wise, just below the khé€Bigure43)

Figure 43 Gurteens, early 19th century linen smdock. Photograph by
NormanBrand

1 Essex Review, (1900) p 245.
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