
People in Industry

 

	Objectives

· To learn about the lives of workers in mills and dyeworks over time 

· To draw conclusions about the effects of change on the workforce and their lives



Curriculum links
English National Curriculum:
History: 2, 3, 4, 5, 6 and 11 (Victorian Britain and Britain since 1930) 
Approximate time required: 60-90 mins
Resources needed
A selection of activity sheets and source material is required for this activity. Prior to the lesson, these should be printed out, and photocopied in the quantities indicated. Click on the links to view these resources.

1. Story of Ripleys (1951)
2. Newspaper article 1 (1957)
3. Timeline activity sheet 
4. Family budget (1840s)
5. Newspaper article 2 & activity sheets 1888)
6. Woollen industry wages (1866)
7. Union agreement with the dyeing industry (1904)

Note: Most resources relate directly to Ripley's, and all relate to the colour industry.

Suggested organisation

The class complete the timeline in small groups, and then they are divided into 4 groups, each completing a different task to contribute to a class report and display.

Carrying out the activity

All the information used is taken from primary source material, that is to say, from authentic historical documents. The information has been edited to make it more accessible to this age range of children.

The class begin by completing the timeline (link), half the groups using Newspaper article 1, and half using the Story of Ripleys . Each group adds half the dates to the timeline, and then the whole class pool information, in order to complete the timeline. The information each group needs to date is colour-coded, and differentiated by bold ink if copied/printed in black and white.

Correct dates, in order, for the timeline:

1808, 1812, 1813, 1814, 1820, 1834, 1840, 1863, 1868, 1874, 1880, 1881, 1882, 1882.

The groups then complete one of the four tasks outlined below. The teacher can select one or more of these tasks, which get progressively more difficult. Less able children can be given task 1, and more able children given task 4. After completing the tasks, each group report on their findings, so that the whole class contributes to the study of Ripley & Sons, and a display of work is mounted.

Task 1: The focus is to compare living costs over time. Children answer the questions on sheet 4, Family wages and shopping. The costs have been provided in decimal currency, but Imperial money is provided in the table below. For able children, you may wish to substitute these tables onto the activity sheet (12 old pennies = 5 pence). It can be seen that only an approximate conversion between Imperial and decimal money has been used, and ½ and ¼ pence hare referred to, even though these do not actually exist.

	Name
	Family member
	Age
	Wage (decimal)
	Wage  (Imperial)

	John
	Father
	42
	45 p
	9s 0d

	Elizabeth
	Mother
	39
	3 ½ p
	9d

	George
	Son
	13
	10 p
	2s 0d

	Edward
	Son
	11
	10 p
	2s 0d

	Joseph
	Son
	8
	5 p
	1s 0d

	Eliza
	Daughter
	7
	-
	

	Moses
	Son
	3
	-
	

	 
	 
	TOTAL =
	73 ½ pence
	14s 9d


Weekly shopping 

	Item to Buy
	Cost (decimal)
	Cost (imperial)

	Bread (27 loaves)
	45 p
	9s 0d

	Rent 
	6 p 
	1s 2d

	Potatoes
	5 p
	1s 0d

	Coal and wood 
	3 ½ p 
	9d

	Sugar (225 g)
	1 ½ p
	3 ½ d

	Soap 1
	½ p
	3d

	Butter (675 g)
	2 p
	4 ½ d

	Cheese (225 g)
	1 ½ p
	3d

	Candles (6) 
	1 ½ p
	3d

	Thread, etc.
	1 p 
	2d

	Tea
	1 p 
	2d

	Blue
	¼ p
	½ d

	Salt
	¼ p 
	½ d

	TOTAL = 
	69 ½ pence
	13s 9d


Task 2: Children add drawings to each paragraph of newspaper article 2, which has been provided in a format to allow this. Each 'box' can be cut out to give to a child, and 7 drawings are needed. It is suggested that children refer to books on Victorian life to add these drawings, e.g. to find out what working people wore. At the end of these sheets, there are some optional comprehension questions, one question relating to each boxed paragraph. The teacher can select from these questions, according to the ability of the children.

Task 3: The focus is on the wage differential for responsibility, skill, age and gender. There are some sample questions on the Wages sheet, though teachers may prefer to add to or change these. More able children can be asked to describe as many of the jobs listed as possible, using information from newspaper article 2.

Task 4: To learn about working conditions a century ago, children look at an agreement between unions and employers. In addition to the comprehension questions about the historical document, children are asked to draw up an agreement for attending school. The class teacher, or head teacher, can be involved in agreeing the 'rules'. 

Extensions / links

History / Geography 
Study the site of another dyeworks in the Mill Site Study.
Science / Geography 


A site visit to a local industrial site could be organised to study manufacturing and employment and then the children could write a booklet about the visit, as St. Anne's School did in 1951.

Weekly budget

This is the budget for John Harling and his family in the 1840s. As a labourer, John’s work could have included road mending, digging and farm work.

	Name
	Family member
	Age
	Wage

	John
	Father
	42
	45 p

	Elizabeth
	Mother
	39
	  4 p

	George
	Son
	13
	10 p

	Edward
	Son
	11
	10 p

	Joseph
	Son
	  8
	  5 p

	Eliza
	Daughter
	  7
	 -

	Moses
	Son
	  3
	 -

	
	
	TOTAL =
	74 pence


	Item to buy
	Cost

	Bread (27 loaves)
	45 p

	Rent
	  6 p

	Potatoes
	  5 p

	Coal and wood
	  3 p

	Sugar (225 g)
	  1 p

	Soap
	  1 p

	Butter (675 g)
	  2 p

	Cheese (225 g)
	  1 p

	Candles (6)
	  1 p

	Thread, etc.
	  1 p

	Tea
	  1 p

	Blue
	 ½ p

	Salt
	 ½ p

	TOTAL =
	68 pence



Using information in the tables above:

· What do you think are the main differences between the Harling family life and your own?

· Are there any things that are similar? What are they?

· What was the most expensive thing they had to buy? Why do you think this was?

· How did they heat and light their house?

· List things missing from their shopping that you would expect them to need. How might they get these things?

Wages

The following information was sent to the Board of Trade on 20 April 1866. It shows the hours worked and wages of workpeople in the ‘Worsted District’.

For all jobs, except spinning:

Men and boys work 60 hours per week.

Women and girls work 55 hours per week.

Spinners:

Boys and girls work 36 hours per week.

	Job
	Wages of …

	
	Men
	Boys
	Women
	Girls

	Head of department in dyehouse
	£2.50
	
	
	

	Engine tenters
	£2.00
	
	
	

	Overlookers
	£1.75
	
	
	

	Mechanics, smiths, joiners
	£1.45
	   48 p
	
	

	Wool sorters
	£1.40
	
	
	

	Makers up
	£1.20
	
	
	

	Packers
	£1.10
	
	
	

	Assistants
	£1.10
	
	
	

	Engine stokers
	£1.05
	
	
	

	Engine feeders
	£1.00
	
	
	

	Dyers
	     90 p
	   90 p
	
	

	Weavers
	     90 p
	
	   60 p
	

	Warehouseman
	     85 p
	
	
	

	Wool washers
	     83 p
	   60 p
	
	

	Machine wool combers
	     70 p
	   55 p
	
	

	Reelers
	
	
	   65 p
	

	Drawers
	
	
	   48 p
	

	Spinners
	
	  13-20 p
	   35-50 p
	  13-20 p


The total weekly wage bill for Ripleys in 1877 was £947.10, to employ 655 people.

· List differences between the wages of, and hours worked, by of different kinds of workpeople.

· Look at the jobs of the highest paid workers. Why were some people paid more than the others? Was this fair? Explain what you think.

Edited extract from an Agreement between

unions and employers on working conditions

 in the dyeing industry 

1904

This agreement is entered into between unions and employers for the protection of all concerned. The following rules will remain for 12 months, and then changed only after 3 months’ notice in writing.

(
A week’s notice is required on either side, and a compensation of £1 per man will be paid on breaking this rule.

(
When a workman is given a better job, he shall be an ‘improver’, and his wages raised to the standard rate for his new job within one year.

(
Overtime rules

Day turn/shift: This is 6 a.m. to 6 p.m., but workmen should work till 7 p.m. as needed, at ordinary rates. Outside these hours, time and a half shall be paid.

Night turn/shift: Sixpence per night extra on the ordinary rates shall be paid to all men employed on nights. The shift is 6 p.m. to 6 a.m. Outside these hours, time and a half shall be paid.

(
Only those men whose job it is to supervise others shall be considered ‘foremen’.

· How much notice did the employer or the employee have to give to finish a job?

· How long did it take for a workman to go from one pay rate to a higher one for a better job? Is this fair?  What do you think happens today?

· What time did a Night Turn start and end?

· Why do you think this agreement was necessary ?

· Write out an agreement for attending school. Remember that an ‘agreement’ means that both sides are making rules that everyone will stick to.
Edited transcript from a booklet describing a class visit to Ripley’s in 1951

	The story of the Ripleys

In 1808 George Ripley and his son Edward moved from Halifax to the village of Bowling, on the Bolling Estate. George had learned the dyeing trade in some Halifax dyeworks, and decided to set up his own business in 3 rented cottages in Bowling. There were only 5 mills in Bradford at this time, and George worked very hard, even training his son the trade.

In 1812 George began a partnership with Mr Walton in the ‘Dyers Field’ at the edge of the present works. Here, George Ripley only did blue dyeing, and he had two workers to do black dyeing and pattern dyeing.

When Mr Walton died it became a family business, George Ripley and Sons, Dyers. After a year, they employed 18 men and lads. For a long time, they dyed mainly yarn for stockings, men’s suits for re-dye, and sometimes hearthrugs and dresses. Fashions changed slowly then, and a man’s suit might last a lifetime. The black dye used then would usually turn green with age, and so these were sent to Ripley’s for re-dyeing.

In 1813, Edward Ripley married Anne Murgatroyd, who worked hard to help the business become successful. The Ripleys lived, ate and slept with their work. The rented cottage rooms for the business were also their home. There wasn’t much furniture, as most of the space was filled with copper dyeing pans and bowls.

Mrs Ripley travelled every Thursday and Monday to the Halifax Piece Hall to interview merchants. Many of them gave her trial and then repeat orders. A room was rented near the Piece Hall, and through her efforts, a cartload of goods for dyeing was sent up to the dyeworks each week. The cottages then became too small for their growing business. 

When George died in 1834, the firm’s name changed to Edward Ripley and Sons, which it is still called today.

By the 1830s, the population of Bradford was growing quickly, from the 7,000 at the beginning of the century. The Ripleys’ business kept growing, even though at this time the Cartwright power loom was a threat to hand weavers.

There is much evidence to show that the Ripleys treated their workers well. Firstly, many families worked for the Ripleys for 3 or 4 generations. Secondly, Edward Ripley’s son, Henry, built the exclusive estate Ripley Ville for his workpeople. He had hoped that every family would one day own their own home. The houses were made from solid stone, with gardens at the front leading onto a private road closed to traffic. Each house had a living room, kitchen, cellars, 2 bedrooms and 2 attics.

In 1880, Henry’s work was recognised by royalty, when he was made a baronet. When he died in 1882, Henry’s son became the baronet. Edward, named after his grandfather, took over the firm, which joined the Bradford Dyers’ Association (BDA). Today, Ripleys is a main branch of the BDA.




Edited extract from an article in the

Illustrated Weekly Telegraph, Saturday 12 May 1888.

This newspaper article has been divided into 7 boxes, for drawings to be added to each box. Look in some books about Victorian life, which might help you to find out what workpeople wore. 

	1.  The grey cloth arrives in vans from the merchants’ warehouses into the dyeworks’ grey stock room. A group of boys sew the merchants’ numbers onto the cloth, so it can be identified after dyeing.

	

	2.  The pieces of cloth are handed to a number of women and girls, who stitch them together using steam-powered sewing machines. Between 5 and 10 pieces are joined together, according to the quality. The final lengths can vary from 200 to 500 yards.


	3.  Next, the crabbing department ‘sets’ the cloth, so it won’t shrink during dyeing. There are 20-30 crabbing machines altogether, in which the cloth is passed through hot water and then into cylinders for steaming. For those not used to this department, the escaping steam makes it almost suffocating. These new crabbing machines complete their job in 20 minutes, compared with 12-24 hours of boiling the cloth before their invention! The cloth is then dried in more cylinders (the heat is dry, but provided by steam), and 50 yards of cloth can be dried in just a couple of minutes!

	

	4.  The singeing process is next. The singeing machines look like large furnaces, as large fires beneath the machines heat the iron or copper plates to the red-hot stage. The cloth is wound round cylinders and passed very quickly over these hot plates, without any damage from the flames. On leaving the singeing machines the fabric is perfectly smooth and has a beautiful gloss. The room is built from iron, stone and slate, with no wood being used in the construction. This room was built after the old singeing shed burnt down in 1853. Once cooled, the cloth is ready for dyeing.


	5.  There are three separate dyeing departments – one for black dyeing, one for indigo blue dyeing, and one for pattern dyeing (where any shade of dye of the merchants’ choice is used). We do not know the dyeing processes, but we do know that they are the result of careful scientific research. The company has no rivals in some processes, including black dyeing and mohair dyeing.


	6.  After being dyed and dried, the cloth goes into the ‘overlooking’ room. Here the colours are inspected and matched with the pattern. Next is the ‘tentering’ department, where machines stretch the cloth to the width the merchants want.


	7.  The cloth goes to the press shop, where 20-30 machines are used for steam pressing. In the ‘making up’ department, the newly coloured cloth is put into parcels for each merchant before it leaves the dyeworks.


	Questions

1. Why do boys sew numbers into the cloth?

2. Why are the pieces of cloth stitched together?

3. Why are two lots of cylinders used in the crabbing department?

4. Why is the cloth cooled after the singeing process?

5. What do the three different dyeing departments do?

6. Why is the cloth inspected in the ‘looking-over’ room?

7. What happens to the parcelled cloth?




Edited extract from an article in the

Illustrated Weekly Telegraph, Saturday 12 May 1888.

 description of Bowling Dyeworks (Edward Ripley & Son)

The grey cloth arrives in vans from the merchants’’ warehouses into the dyeworks’ grey stock room. A group of boys sew in the merchants’ numbers, so the cloth can still be identified when dyed.

The pieces of cloth are then handed to a number of women and girls, who stitch them together using steam-powered sewing machines. Between 5 and 10 pieces are joined together, according to the quality. The final lengths can vary from 200 to 500 yards.

Next, the crabbing department ‘sets’ the cloth, so it won’t crimp or shrink during dyeing. There are 20-30 crabbing machines altogether, in which the cloth is passed through hot water and then into cylinders for steaming. For those not used to this department, the escaping steam makes it almost suffocating. These new crabbing machines complete their job in 20 minutes, compared with 12-24 hours of boiling the cloth before their invention! The cloth is then dried in more cylinders (the heat is dry, but provided by steam), and 50 yards of cloth can be dried in just a couple of minutes!

The singeing process is next. The singeing machines look like large furnaces, as large fires beneath the machines heat the iron or copper plates to the red-hot stage. The cloth is wound round cylinders and passed very quickly over these hot plates, without any damage from the flames. On leaving the 

singeing machines the fabric is perfectly smooth and has a beautiful gloss. The room is built from iron, stone and slate, with no wood being used in the construction. This room was built after the old singeing shed burnt down in 1853. Once cooled, the cloth is ready for dyeing.

There are three separate dyeing departments – one for black dyeing, one for indigo blue dyeing, and one for pattern dyeing (where any shade of dye of the merchants’ choice is used). We do not know the dyeing processes, but we do know that they are result of careful scientific research. The company has no rivals in some processes, including black dyeing and mohair dyeing.

After being dyed and dried, the cloth goes into the ‘overlooking’ room. Here the colours are inspected and matched with the pattern. Next is the ‘tentering’ department, where machines stretch the cloth to the width the merchants want. 

The cloth goes to the press shop, where 20-30 machines are used for steam pressing. In the ‘making up’ department, the newly coloured cloth is put into parcels for each merchant before it leaves the dyeworks.

Edited extract from the Telegraph and Argus, Saturday 12 October 1957

Timeline for Ripley Dyeworks (1808 – 1882)

Add the dates to the timeline. The story of Ripley’s has the blue information. Newspaper article 1 has the green, bold information. 

Cut the timeline out and stick the 2 halves together.


	

	
	
	
	
	
	
	Glue here

	George and Edward Ripley move from Halifax to Bowling near Bradford.


	George Ripley goes into

business with William Walton.
	Edward Ripley marries Anne Murgatroyd, the daughter of a cotton merchant.
	Henry William Ripley is born (son of Edward and Anne).
	The company George Ripley and Son, Dyers is founded.
	George Ripley dies and the company is re-named Edward Ripley and Sons.
	Wool-cotton mixtures require dyeing, and Edward begins to experiment with the dyeing process.
	



	

	
	
	
	
	
	

	Ripley Ville is built, a modern village, for workers to buy their homes.


	Henry Ripley is elected as a Member of Parliament.
	For a second time, Henry is elected for Parliament.
	Henry is defeated in election.
	Henry is made a baronet, and known as Sir Henry Ripley.
	Sir Henry Ripley dies.
	Ripley Dyeworks is owned by Sir Edward Ripley.



Edited extract from the Telegraph and Argus, Saturday 12 October 1957

House in heart of textile works 

and warehouses

In the heart of the huge works and warehouses of Ripley East, is an old house built in the 18th century. 150 years ago it belonged to Sir Francis Lindley Wood, who owned the Bolling Hall Estate, but he leased it to the Bowling Ironworks Company.

This company mined coal and iron, and one of its wagon roads or railways ran in front of the house, then into the woods. Small arches in the viaduct still show where the railway went.

Delightful scene

It must have been a delightful scene in those days, as there was a stream through the woods, and lots of wildlife, such as partridges and rabbits.

It was this stream, and local springs, that first attracted George Ripley to set up his dyehouses in the 19th century.
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George trained his son, Edward, in the dyeing business, when he was in partnership with William Walton. In 1820 he founded the firm of George Ripley and Son, near the old house. A Yorkshire man does not usually destroy what may be of use, so George may have been responsible for taking care of it.
Before this business was set up, Edward had married Anne Murgatroyd, the daughter of a cotton merchant. In 1814 their son, Henry William was born.

When the firm began in 1820, there were only 20 men and boys working there. Mrs Ripley also helped in the work. On Mondays and Thursdays, she collected goods for dyeing, which were then carted up to the works.

George died in 1834. Henry had grown up and was a young man, and so Edward made him his partner, calling the firm Edward Ripley and Son.

Most of the work was dyeing wool pieces, but by 1840 cotton and wool were being weaved together. But everyone thought it was impossible to dye wool and cotton together!

Dyeing experiment

Henry began experiments in chemical processes and colours, which his father thought were a waste of time and money. As a result of his tests, far better effects in dyeing were than anything else that existed.

Henry William Ripley went on to play a leading role in local business. He used his own money to build a convalescent hospital in Rawdon, which is still used by the hospital authority. He also built Ripleyville in 1863. This was a modern village, like Saltaire, with the idea that his workpeople would buy the houses themselves. Only a few people did this, so their money was refunded, and the estate is still owned and cared for by Henry’s trustees.

He was elected to parliament in 1868, but lost his place straight away. He was successful again in 1874, but lost in 1880. Soon after that, he was made a baronet, but died in 1882.
Glue other half of timeline here








