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INTRODUCTION

The Italian tanning industry transforms a waste product produ-
ced by the food industry into a high added value product, known
worldwide for its quality and style, and strategic for fashion. UNIC
is the entrepreneurial Trade Association and represents the Ita-
lian tanning industry.

The Italian tanneries are international leaders and export ap-
proximately two thirds of the 3.8 billion Euros turnover, pro-
ducing 68% of the European production and more than 17% of
world production.

The UNIC “group” of companies includes trade fairs, innova-
tion, fashion, standardisation, credit and publishing.

The Report prepared this year represents the seventh edition
since 2003 and illustrates the data of the surveys performed in the
companies, and describes the general environmental and social
situation.

The scenario reflects a category that is firmly rooted in the ter-
ritory, and with the continuous investments made, has achieved
an excellent environmental impact that is evolving and unparal-
leled.

This is combined with a deep sense of social responsibility to-
wards the workers, communities and administrations.

The Italian tanning industry is comprised of small and medium-
size enterprises, and addresses the cyclic periods of difficulty, like
the present period, with determination, without foregoing the
production of wealth and progress.

Quality, innovation and sustainability, these represent the values
which have always guided the Italian tanning industry’s growth.
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trend in 2009

[TALIAN

The Italian tanning industry comprised 1,385 companies
at the end of 2009 and employed 16,994 persons, overall.
The decrease corresponded to approximately 3% for both
indicators compared to the previous year, whereas, the va-
riation is greater if the full period of the economic crisis is
considered (between -5% and -7%).

With reference to production, the loss recorded last year
was substantial: -11.9% in terms of the volume of sq.m.
(-17.2% tons of sole leather) and -16.1% referred to the ove-
rall value. Reference is made to 126 million square metres
of finished hides and 32 thousand tons of sole leather, cor-
responding to a total of 3.8 billion Euros, in absolute terms.

The trend over the 12 month period reflected seasonal
downturns in turnover which were constant, on average du-
ring the first three quarters of the year (estimated at around
20%) and reflected a marked improvement in the loss during
the last quarter (approximately -4% ).

Therefore, the sector survived the economic crisis during
the 2008-2009 two-year period with a significant negative
result in terms of production (-28% in value, -25% in sq.m.
-32% sole leather), substantially uniform between the do-
mestic and international market (-27% referred to exports,
-33% referred to apparent domestic sales ), but significantly
lower with regard to employment (-7%). This different level

ANNING INDUSTRY

emphasises the significant efforts made by the tanneries to
maintain the workforce in the sector and the level of profes-
sionalism achieved.

regional data

More than 90% of Italian tanning is grouped into districts
and each district has special features in terms of production
and industrial characteristics (Fig. 1).

The most important tanning centre in terms of turnover
and employment (50% of the national total) is located in Ve-
neto, in ‘valle del Chiampo’ in the Province of Vicenza, where
medium-small size enterprises co-exist with large industrial
groups; the main production specialisation involves large bo-
vine hides intended to be used in padded furnishing, footwe-
ar and leather goods.

Whereas, the area that has the largest number of tanning
companies is in Tuscany in the S. Croce sull’Arno, Ponte ad
Egola and Fucecchio area (Provinces of Pisa and Florence).
Large bovine hides and small-size hides (calves) are main-
ly processed in this context, characterised by a high degree
of craftsmanship and flexibility, intended to be used in the
fashion industry, and corresponding to an annual turnover

table 1 - Production by Italian tanning industry - volume and value (2008 - 2009)

Tanning industry production (‘000 sg.m.) 126,215

3,631.3 -11.9% -16.0%

Sole leather (tons 32,522

198.6 -17.2% -18.2%

Source: UNIC 2009



Employees: (var.08/09: -1.6%)
Companies: (var.08/09: -3.1%)
Production: (var.08/09: -10.2%)

Sheep and goats for footwear and leather goods

Employees:

(var.08/09: -3.5%)

Companies:

(var.08/09: -3.0%)

Production:

(var.08/09: -15.0%)

Bovine for footwear, furniture and leather goods

Employees:

(var.08/09: -2.3%)

Companies:

(var.08/09: -2.9%)

Production:

(var.08/09: -17.8%)

Bovine for footwear and leather goods

Employees: (var.08/09: -2.2%)
Companies: (var.08/09: -2.2%)
Production: (var.08/09: -16.5%)

Employees: (var.08/09: -5.3%)
Companies: (var.08/09: -4.2%)
Production: (var.08/09: -21.8%)

Hides for footwear, leather goods and furniture.

Sheep and goats for footwear,
leather goods and clothing

that amounts to 27% of the total for Italy. The district also
includes the domestic production segment of sole leather.

Whereas, the other two districts are specialised, above all,
in tanning small sheep and goat hides: the Campania Region
(mainly in the Solofra area, near Avellino), with a value of
production that corresponds to 10% of the national total,
and Lombardy (in the Magenta area), with 5%. The typical
intended uses of the hides produced in these two Regions
concern footwear, leather goods and clothing.

The negative economic situation did not spare any of the
districts even in 2009 just as in the previous year.

The Veneto Region recorded downturns for the third
consecutive year and the regional turnover decreased by
almost one third compared to the last favourable economic
year (2006). Just as padded furnishing generated the strong
growth achieved by the tanning centre of Chiampo twenty
years earlier, padded furnishing was also the main culprit of
the recent downturn, and the crisis experienced in demand
and consumption (particularly in the medium-economic pro-
duct range) has redrawn the district’s economic and industrial
configuration. In fact, the downturn experienced by the Ar-
zignano enterprises appeared to be less economic and more
structural in nature (also by virtue of the less cyclic aspect
of furnishing compared to fashion), despite the circumstan-
ce that Tuscany and Campania also reflected similar losses
compared to the Veneto Region over the last two years of the
economic crisis. There is the feeling, however, that the end of
this downsizing phase has now been reached, in a situation of
productive flexibility which should enable the discontinuities
typical of the sector to be addressed more readily.

The Tuscany district reflected the most substantial down-
turn in turnover in 2009 (-17.8%); more in detail, the results
achieved with domestic customers were slightly less unfa-
vourable compared to exports, since regional exports decre-
ased by approximately 20%.

The scenario reflects the opposite trend for the Campa-
nia region where a 16.56% drop in turnover was recorded,
compared to a less substantial downturn (-9.3%) in relation
to exports (that however only represent 30% of the overall
turnover).

The Lombardy tanneries recorded a relatively smaller re-
duction, in overall terms, among all the principal domestic
tanning regions for the second consecutive year (-10.2%).
The trends recorded by the individual companies, however,
were significantly different from each other.



The tanning industry transforms a slaughterhouse by-
product into a valuable and versatile material. By virtue of
the close link with the food industry, the principal type of
animal processed (Figure 2) corresponds to the large bo-
vine that traditionally represents more than two thirds of
the overall production. Followed by small hides, namely,
sheep (13.5% in 2009) and goats (9.3%) and young and
small bovine sizes, namely, calves (7.4%) in relation to the
incidence on the total. Lastly, less than 1% of Italian hides
refer to other breeds (namely pigs and reptiles).

All of the 2008/2009 variations indicate a two figure
drop, even in this difficult situation, with the sole excep-
tion of the volumes of production for the residual category
referred to “other animals” (remaining stable).

If the variations in volume and value do not appear to be
excessively different for goats and sheep (all lying betwe-
en-14% and -16% ), the drop in terms of Euro (-16/18%) in
the case of young and adult bovine was undoubtedly more
substantial compared to the sq.m. (-10/11%), highlighting
a greater fall in the average selling price compared to she-
ep and goats.

There is no exception to the negative trend even in the
analysis of the 2009 production according to intended use.

If the contraction concerning uppers, confirmed to be
the main form of use and representing 48% of the total
(Figure 3), recorded a downturn that was substantially
in line with the overall data, the other primary fashion-
related intended use, namely, leather goods, after seven
positive years, closed reflecting the largest negative va-
riation (-16.1%), understandable, precisely in view of the
previous levels of growth.

The smaller loss concerning furnishing hides (-8.2%, af-
ter -40% in the previous two year period) places this inten-
ded use in second place among the major manufacturing

uses (18.7%). If the volumes have practically decreased
by 50%, in overall terms, compared to 2006 (the last year
a favourable economic situation was recorded), the falling
trend would finally appear to be about to be interrupted.

The downturn for the other padded segment (-10.6%),
car upholstery, was slightly more substantial and expe-
rienced a year that was marked by significant upswings
and downturns, whereas, clothing was the form of use that
lost the least (-6.9%), above all, thanks to the weather
conditions and fashion trends which were slightly more
rewarding compared to previous years. The incidence of
both customers, however, is very limited (56/6%).

The importance of the export markets in terms of the
sector’s turnover has increased enormously over the last
twenty years and is currently equal to two thirds of the to-
tal (an incidence that was achieved ten years ago and has
remained substantially unchanged since then).

The value of Italian exports of tanned hides in 2009 (ex-
cluding the types with hair) sold to 116 countries corre-
sponded to 2.7 billion Euros, reflecting a (-18.5%) decrea-
se for the second consecutive year.

50% of this flow was exported to the European Union,
of which the 15 traditional member countries (Italy exclu-
ded, naturally) represent no less than 30.5% of total ex-
ports (a percentage that increases to 50% if the remaining
member countries are considered). The other main ma-
cro-export areas include the Far East that absorbs 27%,
the Russian-Balkan region and the Africa and Middle East
region absorb approximately 7% each, and the Nafta area
absorbs 5%. We can say that the markets in the Euro area
represent 60% of our exports in economic terms, compa-
red to 40% for the dollar area.

The 2009 scenario was substantially negative, also in
terms of this analysis. The most significant loss was re-
ported for the Nafta countries agglomerate (-37.6%) for

the third consecutive year, followed by the Russia-Balkan
area: as is known, the USA demand and consumption paid
the highest price for the 2008-2009 two year economic
crisis, whereas, Russia benefited from the extremely low
level of the prices for raw materials and energy (the count-
ry’s primary economic resource). The main customers,
Europe and the Far East decreased in a substantially uni-
form way (-16.6% and -14.5%, respectively).

Moreover, the details referred to the individual country
of destination shows that six of the first ten of our tanning
export countries, which together represent 2/3 of total ex-
ports, decreased in a similar way to the overall variation
in exports (-18.5%), while the positive exception to this
trend was represented by Portugal (+8.8%) and South Ko-
rea (+11.1%). The USA represented the negative excep-
tion (falling by more than 40%).

The China area (namely, continental China plus Hong
Kong) continues to be the main foreign destination, with
an incidence on the total of slightly more than 20%.

Managing the procurement of raw and semi-processed
hides which are the sector’s most important raw material
represents one of the key factors in international tanning
competition. The respective requirement of the Italian
industry is only covered to a minimum extent (56%) by
domestic slaughtering and the remaining part must neces-
sarily originate from imports.

49% of the imported raw materials originated from the
European Union that historically represents the most im-
portant purchase area for Italian tanneries, followed by
Latin America with 16%. A less significant role in this dif-
ficult situation is covered by the oceanic countries (10%),
by the Russian-Balkan area (9%), by Africa/Middle East
(8%) and by the Nafta area (6%).



The volumes procured from all the principal macro-
areas cited decreased in 2009, with the sole exceptions of
Oceania (increased by 5%) and Latin America (substan-
tially stable). Imports from the European Union and from
the African-Middle East area dropped by more than 20%.
In addition to the fall in domestic tanning demand, a major
contribution to these dynamics was made by the Chinese
buying activities in the two areas, for example, Chinese
buying in Europe doubled compared to the previous year.
In overall terms, the sector imported raw materials from
116 countries.

The 2008/2009 variations concerning the volumes im-
ported were all negative, with regard to the analysis refer-
red to single types, even if less substantial in the case of
raw hides (-11%) compared to the semi-processed goods
(wet blue -17%, crust -40%). The losses in value all ex-
ceeded 30%.

international leadership

The Italian tanning industry maintains an undisputed in-
ternational leadership position and not only from the tech-
nological development, stylistic and qualitative aspect in
general. In fact, the leadership position is also confirmed by
the figures.

In fact, the value of domestic production has an inci-
dence that corresponds to 68% of the European total and
corresponds to 17% of the world total (Figure 11), despite
the decrease due to the economic situation and the unfair
structural competition by non-EU competitors which profit
by engaging in dumping activities (social, environmental and
financial) and protectionism concerning raw materials (50%
of the world’s crude oil is subtracted from free trade). Whe-
reas, in commercial terms, it is estimated that almost one
hide in three exchanged between international players is an
Italian hide as regards exports of finished hides, whereas, in
terms of imported raw materials, we absorb 11% of raw hides
and 27% of semi-processed hides on a global level.

figure 2 - Production by type of animal figure 3 - Production by sectors of intended use
% incidence by volume % incidence in terms of volume
(2009 m2) (2009 m2)

Source: UNIC 2009 Source: UNIC 2009

Oceania
9.9%

Source: UNIC 2009 Source: UNIC 2009
figure 4 - Tanned hide exports figure 5 - Raw material imports
by macro area of destination by macro-area of origin
% incidence in terms of value (2009) % incidence by volume (2009)
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17,4%

Quota over value
of world production

32,4 %

Quota over value
of world exports
of finished hides

11,5 %

Quota over volume
of world imports of raw hides

27,3 %

Quota over value
of world imports
of semi-processed hides
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Italian tanning production has now adopted industrial
characteristics, although maintaining a number of tradi-
tional aspects of handicraft processing which ensure the
product’s high quality: more and more efficient tanning
materials and machines, automation of complete operatio-
nal sequences, rationalisation of the production process
and environmental protection, represent an integral part
of the activities of every tannery.

An approach referred to as the ‘black box’ can be adop-
ted in order to identify the environmental aspects of a tan-
nery’s processes, in the same way as the other industrial
production processes. In particular, tannery production
can be considered to be a process to transform raw mate-
rials and energy into finished products.

This transformation is achieved with the input of water,
energy and chemical products. The environmental inte-
ractions associated with the process are mainly represen-
ted by water discharges, waste materials and atmosphe-
ric emissions. Therefore, the consumption of resources
or emission is considered to represent an environmental
aspect and as such is managed in the tannery.

The tannery’s production cycle comprises a series of
chemical and mechanical treatments which enable de-
caying organic matter (raw hides and skins) to be tran-
sformed into a high value added product for footwear, fur-
nishing, clothing and leather goods.

A description of the various phases which comprise the
tannery operations is provided below, with information
concerning the main related environmental aspects and

regarding the principal actions adopted to prevent and to
mitigate them.

The raw hides and skins which arrive in the tannery
have been subjected to a curing process to slow down
their possible decomposition, maintaining the hides/skins
in the best condition up to the production operations. The
following methods are used most frequently:

> : the hides/skins are preserved at tempera-
tures which prevent the activities of bacteria, also with
the help of suitable products. This method is only valid
for short periods and entails the constant use of means of
transport and refrigerated warehousing;

> : after flaying, the hides/skins are saturated
with salt (sodium chloride, NaCl) that prevents the de-
velopment of bacteria and therefore the decomposition
reactions;

> : the hides/skins are dried so that the humidity
content is fairly low to prevent the bacteria from living and
to prevent decaying enzyme reactions.

A curing process performed incorrectly can cause free
ammonia to develop and bad odours, which do not repre-
sent a hazard to human health and to the eco-system in

general, as such, but influence the quality of life of the in-
habitants living in the surrounding areas. To avoid the for-
mation of ammonia and unpleasant odours, the raw hides/
skins are not exposed to weathering, which speeds up the
decaying processes, but are stored in the tannery, inside
cold rooms at temperatures slightly above a 0°C.

The beamhouse operations are performed to remove
from the hides/skins all the components which are no lon-
ger useful to the production process (for example: preser-
vation salt, hair, portions of subcutaneous tissue), to relax
the collagen structure and favour the penetration of the
various tanning agents. The first beamhouse operations
(soaking, liming/unhairing) are performed in the drums;
these are large cylindrical containers which are similar to
industrial washing machines, where the hides/skins are
treated with water, normally added with chemical pro-
ducts or enzymes which favour washing and unhairing the
hides/skins. The hides/skins are then treated with machi-
nery that eliminate the subcutaneous tissue (fleshing) and
in some cases are cut lengthwise, obtaining two or more
layers (splitting) before passing on to the next processing
operations. At this point, the cycle continues again inside
the drums where the hides/skins are washed to remove
the residues of the chemical products used in the liming
and to achieve optimum tanning conditions.



The quantities of water consumed during the
beamhouse operations are proportional to the
weight of the hides/skins treated. The water di-
scharged is laden with dissolved substances which
influence the quality of the water; the beamhouse
operations mainly influence the parameters of
the water discharges, for example: the chemical
oxygen demand (COD), suspended solids, chlori-
des, sulphides and organic Nitrogen. The water is
treated (possibly differentiated for some baths)
to reduce the pollutants to values which do not
represent risks to the environment. The hair can
be recovered in special grids to be subsequently
reused as felt. Some innovative technologies ena-
ble the hair to be removed with enzymes and to
recycle the unhairing baths, with a decrease in the
water consumption and pollutant emissions. The
fleshing operation produces fleshings that must
be treated like a solid residue in the same way as
the waste produced by trimming. All the various
types of waste products are collected separately
in the tannery to enable the waste products con-
cerned to be transferred to the correct destination.
The fleshings, the hair and the trimmings are
transferred for re-use with various destinations in
the industrial sector and in the agricultural and
livestock sectors.

tanning

The hides/skins are subjected to the actual tanning pha-
se after having been subjected to the treatments designed
to eliminate the excess substances, change the pH values
and prepare the collagen fibres. Tanning is performed by
using substances which fix themselves irreversibly to the
hide/skin fibres and prevent decomposition, rendering the
fibres stable and long-lasting, without changing their na-
tural properties. Various types of tanning exist and their
respective phases are very different depending on the
processes and the product’s intended use: mineral tanning
(mainly performed using chrome salts), vegetable tanning
and organic and mixed tanning. The most widespread
tanning is chrome tanning performed in tanning drums
with the tanning product in a bath that has an acid pH.

The vegetable tanning system used most frequently for
sole leather foresees immersing the hides/skins in a series
of successive pits containing solutions of tannin extracts
at increasing concentrations. The process time can even
correspond to 30 days. The production of sole leather in
Italy uses mainly a mixture of chestnut, mimosa and que-
bracho tannins. Vegetable tanning is characterised by a
diffusion process from a solution (tanning bath) to the so-
lid phase (hides/skins) that is maintained until a balance
is reached and that treats the hide/skin’s entire thickness.
The treatment is performed in pits with the hides/skins
flowing counter current: when the hides/skins enter the




processing cycle, they come into contact with baths which
are almost exhausted and then progressively with solu-
tions which become more and more fresh.

At the end of the tanning phase inside the bath, the
hides/skins then pass to the tanning phase in the tanning
drum, for which the same vegetable extracts are almost
always used.

After the tanning operations, the leather is subjected to
mechanical treatments which are designed to define and
standardise the thickness of the leather, in relation to the
intended use of the product concerned; this operation is
referred to as shaving and is performed on all the types
of leather.

The tanning operations consume quantities of
water in proportion to the weight of the hides/skins
processed, they produce a polluting load in the waste
water comprising chemical oxygen demand (COD),

reused, or high-exhaustion tanning products can be
used, which in many cases guarantee the same effect
with lower dosages. Ultra-filtration techniques have
been experimented in the tanning baths as far as ve-
getable tanning is concerned to produce sole leather
and other types of leather, enabling recovery of the
tannins which have not become fixed to the leather,
and preventing them from being transferred into the
water discharges and enabling the tannins to be part-
ly reused.

The by-products from the shaving phase are col-
lected separately in the tannery and transferred for
re-use that, for example, leads to the production of
leather fibre board , glues and fertilisers.

dyeing operations

synthetic products, like various types of tannins and re-
sins and is subsequently dyed with colouring agents of dif-
ferent kinds. The dyeing operation is performed in drums
which are made to rotate at a high speed until the colou-
ring agent is absorbed completely by the leather. Dyeing
or retanning operations are also performed in the case
of sole leather, when special products are required, for
example: coloured soles or soles characterised by particu-
lar softness and elasticity. The leather is polished in the
retanning phase and the colour is lightened by elimina-
ting the oxidised tannins and the access, unfixed tanning
agent from the external surfaces. Fatliquoring is then
performed that influences the leather’s softness, giving
the leather water repellent and antioxidant properties.

The wastewater originating from the dyeing ope-
rations, which is less than the wastewater originating
Jrom the previous phases per unit product processed,

surface active agents, chlorides, sulphates, ammo-
niacal Nitrogen and chrome III. Also in this case,
the water discharged from the tanning drums and
Jrom the tanning pits is transferred through speci-
Jfic sewer lines to the water treatment facility both
inside and outside the tannery. Today, various
technologies are available to minimise the quantity
of chrome III carried in the discharged water; the
exhausted tanning baths can be recovered and then

The leather originating from the different tanning pro-
cesses must be subjected to further treatments in water
baths. These treatments are grouped together and are
defined as dyeing operations and are designed to give the
leather specific organoleptic properties: fullness, consi-
stency, touch and hand characteristics, and naturally, the
desired colour. The actual dyeing can only involve the
external surfaces or the full cross-section of the leather.
First of all the leather is retanned using natural and/or

is discharged with different values of temperature,
COD, ammoniacal Nitrogen, phenol compounds and
Jats. The colouring agents used are for the most part
exhausted in the dyeing bath concerned, therefore, the
water is not discharged with substantial differences
in colour, especially after mixing with the other tan-
nery discharges. Also in this case all the wastewater
is transferred to the water treatment facility through
specific sewer pipes installed in the department.



finishing: conferring
the final external
appearance

The dyed leather is suitably dried during setting-out
operations, when the excess water is removed and drying
is achieved mainly by suspending the leather in air.

The leather is then lightly moistened and subjected to
mechanical operations designed to soften it, stretch it and
standardise the surface area. Furthermore, in some cases
it is subjected to surface buffing, to produce a velvet finish
surface with “nap” that varies in length. This operation can
also be performed on dry leather which has only been tan-
ned and is then subsequently dyed. The actual finishing
consists of applying a surface film that has a varying thick-
ness and transparency, made using chemical substances
of various kinds, depending on the article to be produced.
The various application technologies for the finishing in-
clude the technology that is used most frequently and cor-
responds to the spray system using compressed air. The
leather is positioned on a mobile conveyor that has an adju-
stable speed, the leather receives the necessary quantity
of covering mixtures through spray guns which generally
move in a circular motion during the transition.

The last operation, involves trimming the finished le-
ather before delivery to the customer, to eliminate all
the parts which have flaws and the parts which cannot
be used. As regards the sole leather the soles can be cut
using special shears at the customer’s request.

The finishing operations, and in particular the
surface application of products by spraying using
compressed air influence the quality of the atmo-
spheric emissions, in particular, with reference to
dusts and volatile organic compounds (VOC). All
the emissions originating from buffing and from the
spray cabins on the finishing lines are transferred to
filters and scrubbers of various kinds which ensure
compliance with the legal limits. In some cases the
scrubbers use water as a purifying agent: in this case
the water is replaced periodically and transferred to
the water treatment facility to maintain the plant’s
efficiency. Furthermore, in recent years, many sol-
vent-based finishing products have been gradually
replaced with equivalent water-based products and
this solution has contributed significantly to impro-
ving the quality of the atmospheric emissions. Lastly,
the leather trimmings which are created in the final
control and selection phase are collected separately
and reused to produce other smaller leather goods or
leather fibre board.




-NTAL BALANCE

This year the Environmental Balance reports the data
referring to a historical series of eight years. Therefore,
the environmental results and performance of the compa-
nies which contributed reflect the combination of virtuous
behaviour, but also the investments made over time in cle-
an technologies and environmental infrastructures.

Reference has been made to the Eurostat definition in
compliance with accepted practices adopted to quanti-
fy environmental expenditure: “expense sustained to
perform an activity for which the main aim (direct
or indirect) is to manage and protect the environ-
ment, namely, activities designed intentionally
and mainly to prevent, reduce or eliminate envi-
ronmental deterioration caused by production and
consumption activities”.




the sample

The tanneries which gave their contribution to the pre-
paration of this seventh edition of the Environmental Re-
port are mainly located in the various Italian production
districts. The selection criteria used to identify the com-
panies in the sample have tried to follow the structure of
the sector on a national level, in terms of the geographical
distribution, value of production and the number of em-
ployees.

Figures 1, 2 and 3 describe the breakdown of the sam-
ple compared to the total number of companies and em-
ployees and in relation to the turnover. An increase in
the number of companies located outside the district can
be noted for this year (mainly in Lombardy) representing
17% of the total number of employees in the sample and
10% of the value of production.

figure 1 - Sample structure:
percentage compared to the number

of companies

Other Regions
18%

Source: UNIC 2009

figure 3 - Sample structure:
percentage compared to the value

of production

Source: UNIC 2009

figure 2 - Sample structure:
percentage compared to the number
of employees

Other Region
17%

Source: UNIC 2009
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Source: UNIC 2009

VALUE OF PRODUCTION

SAMPLE TOTAL %
Veneto 287,063,289 1,990,003,000 14.4%
Tuscany 156,552,155 1,030,542,000 15.2%
Campania 122,451,918 374,069,000 32.7%
Other Regions 63,804,076 435,328,000 14.7%
Totale 629,871,438 3,829,942,000 16.4%

EMPLOYEES

SAMPLE TOTAL %
Veneto 1.005 8,474 11.9%
Tuscany 511 4,518 11.3%
Campania 525 2,119 24.8%
Other Regions 406 1883 21.6%
Totale 2,447 16,994 14.4%

Source: UNIC 2009

As illustrated in Table 1, the 33 tanneries which collabo-
rated represent 16.4% of the National value of production
in 2008, with an incidence at the local level that varies from
14.4% referred to Veneto to 32.7% referred to Campania.
With regard to the number of employees, the sample repre-
sents 14.4% of the employees at a national level.

Figures 4 and 5 illustrate the trend of the Sample re-
presentativeness referred to the Environmental Report in
terms of the value of production and the number of em-
ployees in the various editions of the Report.

The figures indicate how the representativeness refer-
red to 2009 in relation to the first factor is slightly lower
than last year’s edition (16.4% compared to 16.8% repor-
ted in last year’s edition), whereas with reference to the
number of employees the 14.4% measured this year re-
presents the maximum value found in the seven editions
of the report.



chemical products consumption

The structure of the raw hides needs to be modified in or-
der to be transformed into finished leather, so that the struc-
ture is no longer putrescible, giving the leathers concerned the
mechanical and aesthetic properties desired. This requires an
intense activity to be performed on the dermis macro-mole-
cules, achieved by the use of specific chemical products, tran-
sported in water or applied over the surface. A wide variety
of chemical products are used in the tannery and the range
of products is evolving continuously. For the third year the
survey included in the Report analyses the subject of the con-
sumption of chemical products based on specific investiga-
tions. This year the survey was supplemented with an analysis
of the uses and the contexts of use of the chemical products
designed to provide useful information concerning the asses-
sment for the applicability in the tannery of the provisions set
out in regulation 1907/2006 EC, known as REACH (Registra-

tion, Evaluation, Authorisation and Restriction of Chemicals)
and which came into force on 1st June 2008.

The results show that the production of one m2 of finished
leather requires the use (on average) of approximately 2.25
kg of chemical products (1.97 kg/m?2 in the last edition of the
Report).

The European legislation (DIR 67/5648 EEC) duly adopted
at a national level classifies a number of preparations as ha-
zardous when handled and used in production. 31% of the
products used in the tanneries in the sample are included in
this category (36% in 2008, 33% in the last edition). It is im-
portant to specify that this classification does not imply the
hazardous nature of the leather product as such, but that the
tanning operators need to take precautions during the han-

figure 6 - Chemical products management: characteristic activities 2007-2009
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dling and storage of the products concerned.

As highlighted in Figure 6, the tanneries have organised
themselves to achieve the objective of ensuring the greatest
environmental compatibility of the chemical products used.
The main activities designed to achieve this aim includes the
selection of products which pollute less, the experimentation
and industrialisation of processes with a lower impact, the ma-
nagement of safety information relating to the chemical pro-
ducts used, training the personnel, the correct management
during handling and maintenance of the storage areas.

In this latter survey it appears evident that the selection of
new products which are more compatible, based on tests and
experiments performed in the tannery, represents the most
important activity to reduce the consumption of chemicals.




The characteristic activities highlighted in the survey
are performed mainly by the technical staff in the tanne-
ry (77.0% of the total expenditure), in collaboration with
the suppliers. In fact, using an innovative product in the
production stage means the product has been tested tho-
roughly based on experiments, and sometimes may en-
tail the use of dedicated equipment and machinery. The
structure of the costs of the specific activities is illustrated
in Figure 7.

table 2 - Chemical products: summary data

Total chemical products consumed/year (kq) 39,933,154 47,385,877 50,355,922
Total chemical products consumed/year (kg/tannery) 1,479,006 1,692,353 1,525,937
Products containing substances classified as hazardous (%) 36% 33% 31%
Chemical products per product unit (kg/m2) 1.84 1.97 2.25
Costs to reduce chemical products/turnover (%) 0.14% 0.13% 0.08%
Costs to reduce chemical products/unit product (€/m2) 0.04 0.05 0.02

Source: UNIC 2009

figure 7 - Chemical products management: costs structure 2007 - 2009
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energy consumption

The tanneries use mainly electric energy and heat. The
electric power is used to operate the machinery and plants,
while the heat serves to reach the process temperatures in
some phases of the processing, to heat the process water and
the work environments. While the electric power supplies
are very diverse, with a generation mix of suppliers that is
equally variable, the heat energy is obtained mainly by bur-
ning methane gas or other fossil fuels. However, the tannery
is not a high energy intensive industry.

Specific conversion factors enable the energy contribu-
tions of each different source to be summed. It has been
decided to express the values measured in Tonnes of Oil
Equivalent per 1,000 square metres of leather produced
(TOE/1,000 m2) in order to calculate the average overall
consumption per unit produced.

Figure 8 shows that the energy consumption per
product unit over the eight years surveyed has chan-
ged significantly, varying from a maximum value of
approximately 2.4 TOE/1,000 m2 (measured in 2002)
to a minimum value of 1.09 TOE/1,000 m2 (measu-
red in 2007). Slightly higher figures were measured
over the last two year period, with the value refer-
red to 2008 corresponding to 1.17 TOE/1,000 m2 and
the value referred to 2009 corresponding to 1.25
TOE/1,000 m2. The variation in the unit energy con-
sumption is mainly due to the energy requirements
of the production processes, but it is also influen-
ced by the development of processes having a lower
energy consumption and by the variable mix of raw
materials processed and the increased efficiency of
the machinery and plants.

figure 8 - Energy consumption per product unit
2002 - 2009 (TOE/1.000m?2)
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The structure of the energy consumption has remained figure 9 - Breakdown of energy consumption: comparison 2002 - 2009

virtually constant during the seven years surveyed, as il-
lustrated in Figure 9. Electric power and methane gas al-
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In the 2009 survey, the main activities performed in the
tannery to reduce the energy consumption (Figure 10) 1
are represented by the development of processes which
achieve a energy saving (49.7% of total expenditure) and 2007 54.6% 41.5% 1 3.1%
by the selection/purchase of high-efficiency machinery
and plants (39.56%). Consistently, the main cost items are
represented by personnel and depreciation (respectively, 2006 51.9% 42.7% DA 3.3%
corresponding to 68.2% and 15.1% of the total).

Furthermore, as can be noted in the Table 3, the inci-
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figure 10 - Reduced energy consumption: characteristic activities 2007 - 2009
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figure 11 - Reduced energy consumption: cost structure 2007 - 2009
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table 3 - Energy consumption, summary data

Energy consumption per unit product (TEP/1.000m?) 2.40 1.60 1.30 1.20 1.20 1.09 117 1.25
Electric Power over total consumed (%) 51.4% 50.1% 54.8% 52.6% 51.9% 54.6% 52.6% 49.1%
Methane gas over total consumed (%) 45.1% 44.5% 38.8% 43.3% 42.7% 41.5% 42.7% 46.8%
Costs to reduce energy

consumptions/turnover (%) - - - - - 0.04% 0.20% 0.10%
Costs to reduce energy

Consumptions/unit product (€/m2) - - - - - 0.01 0.06 0.01

Source: UNIC 2009




water supplies and discharges

Water is used in the tannery mainly as a mean to achieve
the chemical transformation of hides/skins through the use
of products carried in solution. In fact, processing raw hi-
des/skins is developed via a series of phases performed in an
aqueous environment. Therefore, water consumption and
water treatment represent the most important environmen-
tal aspects in tanning.

The companies have adopted various water supply sy-
stems in order to meet the water needs, for example, these
systems include artesian wells and connections to industrial
and civil plants. At the same time, consortium facilities have
been created in the main districts to treat the water dischar-

ges.

As is illustrated clearly in Figure 12, the specific consum-
ption per product unit, expressed in litres consumed per m2
of leather produced is aligned over the eight years surveyed
on an average value that is slightly higher than 118 I/m2. The
minimum value was recorded in 2007 (108.57 I/m2) and the
maximum value was recorded in 2002 (136.0 I/'m2). The va-

lue referred to 2009 (118.36 I/m2) is very close to the average
(118.38 I/'m2).

The data was measured by the companies included in the
sample by reading the meters of the internal wells and/or of the
industrial aqueducts and therefore represents a precise value.

Various activities are performed in the tannery to reduce
the water consumption.

The most significant of these activities are represented by
the development of processes which entail the reduced use
of water resources and selecting/purchasing high-efficiency
machinery. The costs associated with these two activities
(Figure 13) represent approximately 90% of the expenditu-
re for the characteristic activity based on the structure re-
presented in Figure 14.

Approximately 95% of the water consumed in the tannery
is transferred to the water treatment facility. The residual
portion remains as humidity in the leather, evaporates or is
contained in the waste materials transferred to the treat-
ment process.

The majority of the water discharged by Italian tanneri-
es is treated in centralised and consortium water treatment
facilities, developed specifically for the needs of the tannery
waste products. A quota of less than 10% of the national
tanneries manage the water treatment activity directly, since
not located in production districts, mainly discharging into
the public sewer system.

The companies which are connected to centralised wa-
ter treatment facilities, however, pre-treat the water in the
plant, in order to remove the large residues and perform an
initial separation of the pollutants.

Therefore, the analysis of the sector’s water treatment ac-
tivity becomes more complete with the direct involvement of
the centralised water treatment facilities. This edition of the
Report illustrates the data referred to the main centralised
water treatment facilities for the sixth time (2004-2009).

The water treatment facilities involved in the 2009
survey treated the water of 739 tanneries distributed
among the Veneto, Tuscany and Campania Regions.

figure 12 - Water consumption per product unit
2002 - 2009 (I/m?2)
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figure 13 - Reduced water consumptions: characteristic activities 2007 - 2009
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figure 14 - Reduced water consumptions: costs structure 2007 - 2009
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figure 15 - Water entering the water treatment facilities 2004 - 2009
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Figure 15 illustrates how the water entering the tanne-
ry water treatment facilities during the six years surveyed
is also represented by civil water that corresponds to va-
lues close to 40%. This fact confirms how the facilities
which were constructed for industrial requirements by
private initiatives have acquired a significant public utility
over time.

In addition to civil water, the consortium water treat-
ment facilities treated mainly tannery water during the
2004-2009 period (always exceeding 50% of the input
over the entire period considered) and smaller quotas of
other waste materials or industrial waste in the liquid sta-
te which were transported by road.

Furthermore, the concentrations for the following main
parameters were considered in the waste materials at the
entry point and at the discharge point of the facilities in
order to provide precise data concerning the efficiency of
the water treatment processes:

> Suspended Solids

> Chemical Oxygen Demand (COD)
»> Chlorides

> Sulphates

P Total nitrogen

» Ammonia

»> Chrome IIT

»> Sulphides



» SUSPENDED SOLIDS

(TSS - Total Suspended Solids)

This parameter indicates the quantity of un-
dissolved solids, normally measured in milli-
grams/litre (mg/l) which can be separated by
Sfiltration from a liquid sample. Tannery waste
products are mainly due to undissolved chemical
products or decay residues of hides/skins during
the wet operations. These solids can be removed
Jfrom the waste products (with a positive effect
also on the COD) by means of chemical and phy-
sical treatments.

» COD (Chemical Oxygen Demand)

The value is expressed in milligrams of
oxygen per litre (mg0O4a/1), and represents the
quantity of oxygen required for the complete
oxidation of the organic and inorganic com-
pounds contained in the waste products. The-
refore, this represents an index that measures
the pollution level of the water due to the orga-
nic residues of hides/skins (hair and dermis)
and chemical products not depleted in the pro-
cess baths (for example: ammonia, surface ac-
tive agents, sulphides, organic acids, organic
solvents, tannins, resins, aldehydes, colouring
agents, fats, etc.). The COD is controlled in
the water treatment by combining physical
actions (for example: filtering/screening, etc.)
with chemical and biological processes.

» SULPHATE(S04~)

The presence of high concenitrations of sul-
phates can cause various problems, first of all,
a reduced self-purifying capacity of the receiving
body of water. Sulphates have an oxidising ac-
tion that subtracts oxygen from the decomposi-
tion processes of the other pollutants. In addi-
tion, sulphates are responsible for increasing the

water’s salinity and the consequent increase of
the osmotic potential that represents a funda-
mental parameter for aquatic life. Sulphates are
contained in a vast range of chemical products
in the tannery and decreasing their respective
content can also be achieved by substituting tra-
ditional chemicals with alternative products.

» NITROGEN

This represents one of the key parameters
when assessing the pollutant load because Nitro-
gen exercises its action at both the chemical and
biological level, by intervening directly on the
metabolism of the living organisms. Nitrogen is
generally expressed in terms of TKN: Total Kjel-
dhal Nitrogen, namely, the concentration of total
organic Nitrogen deriving from the breakdown
of proteins and urea. Due consideration must
also be taken of the portion of Nitrogen that deri-
ves from ammonia (NHg) and from ammonium
salts (NH 4"’ ') which are used in the processes in
addition to the TKN, in order to determine the
total Nitrogen content in the waste products.

The water treatment activity mainly entails
biological processes acting on the nitrification/
denitrification balance.

» CHLORIDES (Cl-)

The chlorides contained in the tannery di-
scharges are enftirely of mineral origin and are
referable to the refresh phase that dissolves the
preserving salt, the ammonium chloride that may
be used in the decalcination/maceration process
and the use of sodium chloride and hydrochloric
acid in the pickle and in tanning.

Their presence is not considered to cause par-
ticular concern, except for the influence that a
high salt load can cause on the water’s osmotic
potential, on the water’s organoleptic characte-

ristics and possible corrosion phenomena on the
Dpipes, associated with the water’s higher electric
conductivity.

» CHROME (I1I)

Basic chrome sulphate (CrOHSOy) is a tan-
ning agent that is able to fix itself irreversibly
to the collagen fibres, preventing the fibres from
decaying without changing their softness, flexi-
bility and the original fibrous structure and it
is very widely used in the tanning industry for
this reason. The chrome does not have particu-
lar toxic characteristics in its trivalent state of
oxidation.

The technologies available to the sector enable
a significant portion of the chrome contained in
the depleted tanning baths to be recovered using
chemical and physical treatments, reducing the
concentrations entering the water treatment sy-
stems, which complete their removal.

» SULPHIDES (S7)

Sodium sulphide (NasS) is used in the ini-
tial processing phases, in particular, to remove
hair from hides/skins which have hair. The enuvi-
ronmental impact is mainly due to its potential
toxicity in certain environmental conditions, to
its contribution to the COD value and, less im-
pacting but more evident, the characteristic bad
odour transferred to the waler.

The sulphides are largely eliminated (more
than 99%) using traditional chemical, physical
and biological treatment systems. A further
possibility of removing sulphides is represented
by intervening on the process by adopting, for
example, enzyme unhairing processes to achieve
the total or partial substitution of the sulphide
and replenishing the depleted baths and reusing
them.



Once again, the data referred to 2009 confirm the tren- ﬂgure 16 - Removal level of water pOIIUtantS 2002 - 2009
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figure 17 - Improvement of water discharges: characteristic activities 2007 - 2009
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figure 18 - Improvement of water discharges: costs structure 2007 - 2009
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water treatment cost

The surveys performed over the 2007-2009 three-year
period have enabled the internal costs of the tanneries to
be measured (sustained for water treatment and to im-
prove the discharges) and to analyse the expenditure of
the consortium structures.

Almost all of the environmental costs associated with
the water discharges sustained by the tanneries are repre-
sented by the management of the water treatment facility.
In fact, the external water treatment and the manage-
ment/maintenance of the water treatment facilities wi-
thin the plant represent the largest portion of the specific
costs (Figure 17) and during the period considered the
water treatment services absorb quotas which are close to
90% (Figure 18).




figure 19 - Water management costs/turnover 2002 - 2009
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table 4 - Water: summary data

Water consumed per product unit (/m?) 136.0 121.7 109.9 121.8 113.3 108.6 1173 1184
Water management costs/turnover (%) 1.43% 1.58% 1.63% 1.71% 1.58% 1.54% 2.05% 1.97%
Water management costs/product unit (€/m?) 0.61 0.52 0.56 0.59 0.54 0.41 0.61 0.46

Source: UNIC 2009

The incidence of the water management costs over turno-
ver increased significantly during the last two year period. In
fact, the values referred to 2008 and 2009 (2.05% and 1.97%
of turnover, respectively) correspond to levels which are di-
stinctly higher than the period average (1.65%), reflecting
increases which exceed 40% of the value referred to 2002
(1.43%).

Furthermore, by considering the values illustrated in Ta-
ble 4 it can be noted that even if the trends during the 2002-
2009 period reflect a marked decrease in the unit water con-
sumption, there was a corresponding progressive increase in
the incidence of water management costs over turnover; this
trend was only inverted in 2009, albeit to a limited extent.

Approximately 90% of the turnover generated by the
centralised water treatment plants is spent on the ope-
rating costs of the various water treatment processes.
The analysis of the cost breakdown referred to the cen-
tralised water treatment facilities over the 2004-2009
period (Figure 20) confirms that the disposal and tran-
sfer of sludge and waste materials produced by the wa-
ter treatment processes to authorised plants represents
the main expenditure factor. In fact, percentages va-
rying from 34.8% to 48.9% of the turnover are allocated
to this item. Energy represents the second expendi-
ture item for the consortium water treatment facilities
with quotas which vary between 14.9% and 21.7% of
total costs.



figure 20 - Cost breakdown of centralised water treatment plants 2004 - 2009
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figure 21 - Composition of waste materials produced by centralised water treatment plants 2004 - 2009
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The waste generated in the tannery originates main-
ly from the hides which enter raw or semi-processed
and which must be stripped of all the solid components
which are not required in the finished product. The-
refore, the tannery processes designed to achieve this
objective generate waste materials which are collected
in a solid form, or are contained in the wastewater and
generate sludge in the water treatment phase.

Therefore, the waste materials which are generated
by the tannery vary in nature depending on the produc-
tion phase from which they originate and therefore can
have different final uses.

As illustrated in Figure 22 the shavings, scraps and
trimmings together with the fleshing (Classified as an
Animal By-product, in accordance with the applicable
legislation disciplining the subject), represent more than
40% of the waste materials produced throughout the pe-
riod surveyed. In addition to these, the majority of the
waste originates from the sludge (from approximately
18% to 26% of the total).

The tanneries which deliver the wastewater to cen-
tralised water treatment facilities also transfer to these
facilities the portions of dissolved waste products which
generate the sludge. The production of sludge by the
water treatment plants is illustrated in Figure 21 above.

The tanning liquids containing Chrome are transfer-
red to centralised recovery facilities by tanks (and are
therefore covered by the national legislation that di-
sciplines waste management). The recovered Chrome
obtained is mixed with other Chrome purchased “fresh”
and re-used in the production process. This process has
been improved over the years and is now commonly used
in many tanneries, thanks to the availability of a centra-
lised facility. Other tanneries use an internal process to
recover the Chrome.
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A comparison of the data referring to the 2002-2009
period highlights how the breakdown of the waste pro-
duced can vary significantly over the years. The respec-
tive weight of the individual categories of waste depen-
ds, above all, on the types of raw material processed.

The tannery must implement internal separate collec-
tion and storage procedures in order to permit the re-use
and recovery of the waste materials produced, avoiding
mixing among the different types of waste materials
which would render the materials unusable by the spe-
cialised companies which operate downstream.

As illustrated in Figure 23, the value identified during
2009 represents a historical maximum with 97% of the
waste collected in a separate form; however, it is impor-
tant to note how these percentages have never dropped
below 91% of the waste produced. In addition to the

figure 23 - Separate collection: comparison referred to 2002 - 2009
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types of waste materials described previously, a remai-
ning quota comprises packing (wood, plastic or other
materials) and ferrous materials which are, however,
reusable and other mixed waste materials originating
from different processing phases and from the mainte-
nance process. The unsorted material is of various kinds
depending on the companies and on the types of organi-
sation and production.

74% of the waste produced was subsequently reused/re-
cycled during 2009 (Figure 24). Considering the entire pe-
riod surveyed it can be noted that the percentages of re-use
only dropped below 70% in the surveys referred to 2003 and
to 2004. This environmental performance is guaranteed by
the joint organisation of the tanneries and the water treat-
ment facilities downstream that enables significant quanti-
ties of waste to be recycled and recovered, also through the
development of highly specialised, specific technologies.
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figure 24 - Final use of waste materials 2002 - 2009
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The survey found that 2.1 kg of waste was genera-
ted to produce one square metre of finished leather in
2009, this value has increased slightly compared to the
findings referred to the previous two year period and is
slightly higher than the average for the entire period sur-
veyed (1.96 kg/m2).

figure 25 - Waste production per product unit
2002 - 2009 (kg/m2)

2.16 2.16 2.08 2.10

2 1.93

1.83
1.79 1.66

0 | | | | : : ;
2002 2003 2004 2005 2006 2007 2008 2009

o Waste materials/unit product (kg/m?) o Average value

figure 26 - Waste materials transferred to recovery 2002 - 2009
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waste: management cost

The waste management costs per square metre of leather produced
reflected a historical maximum in 2009 corresponding to an incidence
of 0.84% of turnover and approximately Euro 0.2 per product unit.

The increase appears to be related to the parallel increase in the
unit production of waste materials per square metre of leather produ-
ced. Therefore, it would appear that no substantial action was taken
on the unitary tariffs concerning waste management in 2009.

figure 27 - Waste management costs/Turnover 2002 - 2009
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table 5 - Waste materials: summary data

Waste materials/product unit (kg/m?) 2.16 1.79 1.93 2.16 2.08 1.66 1.83 210
Separate collection (%) 94% 91% 94% 95% 95% 93% 96% 97%
Waste transferred to recovery (%) 69% 57% 67% 73% 72% 72% 76% 74%
Costs of waste turnover (%) 0.39% 0.37% 0.47% 0.58% 0.55% 0.56% 0.58% 0.84%
Costs of waste product unit (€/m?) 0.120 0.100 0.110 0.174 0.166 0.150 0.172 0.198

Source: UNIC 2009




Figure 28 and Figure 29 illustrate the subdivision of
the costs for the characteristic waste management ac-
tivities and their structure. The expenditure sustained
to transfer the waste to authorised external facilities re-
presents the largest relative portion of costs for the cha-
racteristic activity, also referred to 2009, confirming the
trends over the entire period surveyed, involving the ac-
tivities concerning separate collection and the selection
of suppliers. As confirmation of this, the external waste
disposal services represent 90% of the total expenditure
associated with waste management.

figure 28 - Waste management: characteristic activities 2007 - 2009
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figure 29 - Waste management: costs structure 2007 - 2009
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atmospheric emission

The main parameters which influence the quality of
the air originating from the tannery are represented by
Volatile Organic Compounds (VOC), Dusts and Hydro-
gen Sulphide. The atmospheric emissions transferred
outside the tannery using specific extraction plants are
generated in different phases of the process, both in the
tanning drum and during the surface treatments of lea-
ther concerned.

In addition, heating plants are used to produce heat
which emit Nitrogen Oxides (NOx) and Sulphur (SOx),
in addition to Carbon Dioxide (CO2), naturally, during
the combustion.




Figure 30 illustrates the characteristic values for a
number of atmospheric pollutants expressed in g/m2 and
calculated according to the following formula:

POLLUTANT PER PRODUCT UNIT
(g/m?) = CA (Kg/year)/P * 1,000

where:

AL = annual loads
P = production in m?

The polluting loads were calculated as follows:
CA [Kg/y] = C [mg/Nm3] * FINm3/h] * h [hours worked/y]/106

where:
C = concentration at the stack

F = overall flow rate of plants which emit the pollutant
h = sum of the hours worked in one year

The emissions were found to be virtually constant du-
ring the period surveyed.

It was also possible to monitor the consumption of
solvents per unit product referred to 2009, since the
tanneries included in the sample implemented a specific
physical accounting system. In this way it was possible
to calculate an “average emission factor”, expressed in
grams of VOC consumed per unit product (g/m2). The
resultant value is slightly greater than 50 g/m2, a value
that confirms the measurements made in previous years.

In addition, the data collected by the Province of Vi-
cenza is also shown (Table 5, Figure 31), refers to the
Veneto tanning centre: the figures reflect the trend for
the consumption of solvents during the 1996/2009 pe-
riod, compared to the production of the same district
expressed in m2. The trend for the consumption of sol-
vents decreased (-71%) from 1996 to 2008, compared to
the trend of production illustrated in the figure.

figure 30 -

Source: UNIC 2009
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figure 31 - Production/solvents consumption ratio 1996 - 2009, Arzignano district
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table 6 - Production/solvents consumption ratio
1996 - 2008, Arzignano district

1996 18.439.000 0 125.326.000 0
1997 17.128.000 -1% 128.350.000 2%
1998 15.295.000 -17% 132.856.000 6%
1999 13.489.000 -27% 143.422.000 14%
2000 12.852.000 -30% 165.221.000 32%
2001 12.756.000 -31% 160.766.000 28%
2002 11.467.000 -38% 170.983.000 36%
2003 9.751.000 -47% 167.902.000 34%
2004 8.795.000 -52% 174.391.000 39%
2005 7.987.000 -57% 162.676.000 30%
2006 7.344.000 -60% 165.514.000 32%
2007 6.648.000 -64% 150.858.000 20%
2008 6.132.000 -67% 135.021.000 8%
2009 5.300.000 -11% 115.000.000 -8%

Source: UNIC 2009




atmospheric emission:
costs

The activities associated with managing and reducing
the atmospheric emissions are illustrated in Figure 32
referred to the 2007-2009 three-year period. The re-
duction of emissions in the tannery is achieved thanks
to the selection and purchase of efficient machinery, the
development of processes with a reduced impact, as well
as maintaining the removal plants and the analyses.

The structure of the associated costs concerns the
following activities with the related importance that was
greater in 2009:

P> Processes developed with lower
atmospheric pollution

P> Use of products causing lower atmospheric
pollution

P> Selection and purchase of high-efficiency
machinery in relation to atmospheric emissions

P Management and maintenance of scrubbers

> Analysis of atmospheric emissions

Personnel, consumables, and amortisation/deprecia-
tion represent the expenditure categories with a relati-
vely greater importance during the survey period.

table 7 - Atmospheric emissions: summary data

Dusts (g/m?) 0.60 0.76 0.77 0.71 0.74 1.22 0.80 0.87
NOx (a/m2) 1.98 2.03 211 2.04 2.05 2.03 2.04 2.10
SO0x (9/m2) 0.80 1.05 2.42 1.42 1.63 1.45 1.46 1.71
HoS (o/m?) 0.05 0.05 0.05 0.05 0.05 0.004 0.04 0.06
Emission costs/turnover (%) 01% 0.10%  0.10% 010%  0.12% 011%  011% 0.08%
Emission costs/ unit product (€/m2) 0.049 0.042 0.030 0.038 0.035 0.028 0.034 0.019

Source: UNIC 2009



figure 32 - Improved atmospheric emissions: characteristic activities 2007 - 2009
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figure 33 - Improved atmospheric emissions: costs structure 2007 - 2009
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Environmental Management is more and more integrated
with the tannery’s overall management; the Environmental Ma-
nagement activities are performed in the Company and the main
aim is to prevent pollution and improve the Company’s environ-
ment, but does not include the direct management of the main
environmental aspects. The main environmental management
activities defined above include the following:

Identification and assessment of the significant
environmental aspects

Training personnel concerning Environmental
Management practices

Implementation and certification of the
Environmental Management System
Environmental product certification

The adoption of Environmental Management Systems in the
tannery which are more and more precise and advanced forms
the basis for a constant growth of the Company’s performance,
corresponding to the performance monitored in recent years.
A number of the tanneries included in the sample are certified
UNI EN ISO 14001 and other tanneries comply with the EMAS
regulation. In both cases the tanneries have implemented an
Environmental Management System and the corresponding
compliance has been verified by a third-party body. An Envi-
ronmental Management System envisages that the tannery
complies fully with the legislation as the starting point for its
actions designed to achieve the on-going improvement of its
performance. Furthermore, it is important to note that the typi-
cal activities of an Environmental Management System are also
performed in tanneries which are not certified, as an integral
part of their own overall management system. In addition, En-
vironmental Product Certificates have recently started to be di-
stributed, developed specifically to meet the needs of tanneries
and their customers (Refer to information box).

The characteristic activities of an Environmental Management
System, limited to the planning and control phase, are presented
in Figure 34, below. In addition, as can be inferred in Figure 35,
personnel, consultancy services and services represent the most
significant portion of the costs associated with this specific activity.

2009 24.8% 43.8% 7] 0.2%
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final considerations

The absolute value of the average environmental ex-
penditure per tannery (Figure 36) increased further in
the 2009 survey. On average, each tannery spends appro-
ximately € 615,985. This figure ranks second only com-
pared to the situation that emerged in 2005 (€ 635,848).

A number of indicators, in particular, the indicators
concerning the consumption of chemical products, water

consumption and the production of waste materials sho-
wed positive variations in 2009, with a loss of efficiency
partly due to the variation in the types of incoming raw
materials, to major production subdivisions and smaller
orders, which are typical symptoms of the difficult eco-
nomic situation being experienced. In general terms, it
can be noted that the environmental performance of the
tanneries, however, remains high throughout the period.

figure 36 - Total environmental costs 2002 - 2009 (€)
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table 8 - Total environmental costs 2002 - 2009 (€)

Total environmental costs 600,208 577,122.3 570,239.8 635,848.3 597,248.0 535,235.0 512,751.30 615,984.56
Water management costs 450,398 444,047.8 420,414.1 468,784.5 440,326.1 342,095.0 344,531.47 398,364.13
Waste materials management costs 123,051 101,503.1 116,714.1 130,142.6 122,242.0 115,972.9 95,424.10 165,516.13
Atmospheric pollution costs 20,190 21,939.8 18,255.5 20,355.9 19,120.1 21,849.2 18,593.73 15,956.13
Other environmental costs 6,569 9,631.5 14,856.1 16,565.3 15,559.7 55,317.9 54,012.03 36,148.17

Source: UNIC 2009
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Table 9 and Figure 37 illustrate the distribution of
the environmental costs referred to 2002-2009. Water
and waste materials are confirmed as representing the
aspects with the greatest impacts from the economic
point of view. The relative importance of the tannery
residues management factor increased up to approxima-
tely 27% of the total in the 2009 survey. This result is to
be partly attributed to an increase in the quota of waste
materials produced per square metre of finished leather,
and partly due to the greater attention paid by tanneries
to this specific aspect that also has the effect of the rela-
tive increase in costs.

An increase in the incidence of environmental costs on
turnover and on the total operating costs was recorded
again this year. The values recorded (3.13% and 3.27%,
respectively) represent the maximum values, although
the increases were more limited compared to 2008. The
overall increase in the incidence on turnover and total
operating costs compared to the values referred to 2002,
therefore corresponded to 64.9% and 55.8%, respecti-
vely.
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figure 37 - Environmental costs: distribution 2002 - 2009
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table 9 - Environmental costs: distribution 2002 - 2009

W Water management costs
I Waste management costs

B Atmospheric pollution costs
m Other environmental costs

Source: UNIC 2009

Water management costs 75.0% 76.4% 73.2% 68.9% 67.8% 63.9% 67.2% 64.7%
Waste materials management costs 20.5% 18.0% 21.2% 23.4% 23.6% 21.7% 18.6% 26.9%
Atmospheric pollution costs 3.4% 3.9% 3.2% 4.0% 5.1% 41% 3.6% 2.6%
Other environmental costs 1.1% 1.7% 2.4% 3.6% 3.4% 10.3% 10.5% 5.8%

Source: UNIC 2009



figure 38 - Incidence of environmental costs/turnover 2002 - 2009
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figure 39 - Incidence of environmental costs/total operating costs 2002 - 2009
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Lastly, as is customary, Figure 40 illustrates the trends
for the value of production and the incidence of environ-
mental costs on turnover index-linked to 2002. The mir-
rored trend of the two curves is always apparent. The
incidence of environmental costs increases as the value
of production decreases.

It is important to note in this context that over the
years the Italian tanning industry has created medium-
large size operating structures with the aim of reducing
its inherent environmental aspects. For example, the
consortium water treatment facilities which participated
in this year’s survey employ 356 persons, overall, while
servicing approximately 739 tanneries. It is therefore
evident that maintaining large centralised structures en-
tails the existence of a component of fixed maintenance
costs which therefore corresponds to a rigid structure of
the environmental costs.

The 3.13% incidence of environmental costs on turno-
ver is partly due to the fact that Italian tanneries are re-
quired to address the most demanding, complicated and
“fragmented” legislation in the world. This corresponds
to a loss of competitiveness on the international mar-
kets, above all, in the absence of policies which enhance
reciprocity in relation to the emerging and competitor
countries which are not subject to any cost associated
with minimising the impact and depollution.

All this, if not adequately addressed, can have negati-
ve effects on a sector that has experienced a major crisis
and that despite everything continues to produce wealth
and progress, demonstrating a virtuous conduct from
the environmental point of view, which should be rewar-
ded and encouraged.

The efforts made should be acknowledged in order
to safeguard the survival of the category, also through
a series of measures to encourage environmental in-
vestments and to acknowledge the costs supported by
assigning a tax credit in relation to the environmental
expenses sustained.
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SOCIAL

Steadily increasing commitment and attention are de-
dicated to ethical and social aspects by the companies
operating in the sector in order to strengthen and enhan-
ce the relationship with the supply chain and the local
community.

The situation that emerges from the analysis of the in-
formation collected shows a sector that is firmly rooted
in the territory and constantly committed to combining
industrial growth with the well-being of its personnel, the
sustainable growth of the territory and improving the qua-
lity of life of the local communities, also in collaboration
with the local administrations.

The tannery sector has its own Code of Conduct from
1999 that represents an important statement of its sensi-
tivity in relation to social ethics, this Code of Conduct was
completely rewritten at the end of 2008 to give the com-
panies operating in the leather sector an important tool
with which to communicate the commitment to protect
workers and the environment and to guarantee the quality
and safety of the products (in the Annex).

e

PONSIBILITY

The information concerning the social aspects was pro-
cessed on the basis of the information provided by a num-
ber of sample companies involved in the environmental
balance, referred to the 2009 financial year, supplemented
by the information provided by labour consultants that
operate within the territory. This has enabled the data of
the social portion of the report to be referred to a sam-
ple of 197 companies which employ approximately
5,600 persons.

The following indicators were considered:

P> Organisational structure
> Type of employment contract
P> Age brackets
P> Seniority classes
- Level of academic qualifications
P> Territorial origin
- Structure of industrial relations
> Workers who are Trade Union members
»> Unemployment benefit systems
- Disciplinary measures
P> Incentives and benefits for workers
P> Training activities
> Membership of inter-professional funds
> Frequency of accidents
P> Ratio of serious accidents
> Average duration of accidents
P> Actions taken to minimise health risks
and occupational safety
P> Association policy and existence
of internal self-regulation systems
P> Initiatives implemented at the local level
P> Relationships with the community
and solidarity initiatives



figure 1 - Organisational structure 2006 — 2009

2009 79.0% 19.3% 1.7%
2008 80.4% 17.9% 1.7%
2006 5.6% 1.2%
0% 10% 20% 30% 40% 50% 60% 70% 80% 90% 100%
B Blue-collar workers m Office staff B Executives and middle management
Source: UNIC 2009
figure 2 - Contractual types 2006 - 2009
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figure 3 - Age brackets 2006 - 2009
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survey results

The predominance of professional figures with techni-
cal and production type duties (79% of the workforce) in
the company is confirmed by analysing the organisational
structure of the companies operating in the sector (Figure
1), even if decreasing slightly compared to 2006 (83.2%).

Whereas, the low incidence of management and coordi-
nation type duties (office staff and middle management)
is an indicator of the predominance of small and medium-
size companies, however, almost always involving family
enterprises, and the tendency to attribute the decision-
making responsibilities to personnel in a middle manage-
ment position, but with proven experience.

As is clearly shown in Figure 2, the majority of the per-
sons who work in tanneries are hired with an open-ended
employment contract (82.7% in 2009), with fixed-term
employment contracts which represent the second item
in order of importance (13.1%) and other types of con-
tract (training, project-related, temporary employment)
corresponding to the remaining quotas.

The distribution according to age bracket (Figure 3)
shows quite a consistent distribution. The age brackets
between 35 and 55 show the largest percentage incidence,
with a representativeness of young persons aged under
35 that remains above 20% throughout the survey period.
Therefore, the tannery sector appears to attract new wor-
kers at a constant rate.




As illustrated in Figure 4, more than 50% of the em-
ployees have worked in a tannery for less than 10 years
(63.9% in 2009), with a significant quota of the total re-
maining for a large portion of their professional career.

The information illustrated in Figure 1 concerning the
organisational structure is reflected fairly accurately by
the analysis of the academic qualifications in the three-
year period surveyed (Figure 4). However, the trend
towards a progressive organisational structure for the
sector can be noted with an increase in the incidence of
figures with a diploma and University degree, and with
both technical and organisational duties.

The tanning sector’s firm roots in the territory and the-
refore its social and economic importance, in particular,
can be noted by the distribution of the workers’ territorial
origin (Figure 6). In fact, a large portion of the personnel
originate from the Province in which the company opera-
tes. The workers originating from Non-EU countries con-
tinue to be significant in numerical terms.
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figure 4 - Seniority categories 2008 - 2009
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figure 5 - Level of academic qualifications 2006 - 2009
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figure 6 - Territorial origin 2008 - 2009
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figure 7 - Structure of industrial relations 2009
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figure 8 - Workers with membership in a Trade Union 2008 - 2009
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B Workers with membership in a Trade Union

industrial relations

The trade and the social partners have developed a
constructive relationship of exchange and dialogue over
the years, confirmed by the numerous joint actions im-
plemented to protect and develop the sector both at the
domestic and European level.

The level and the structure of industrial relations were
analysed in 2009, firstly considering the application of the
various negotiating tools available to the companies (Figu-
re 7). The Tannery National Labour Collective Agreement
is applied by all the companies in the sample. A fraction
of these companies (73.6% in 2009) integrates the Natio-
nal agreement with supplementary territorial negotiations
and only a small portion with supplementary negotiations
and corporate disciplinary codes.

A variable percentage between 14.6% and 24.4% of the
workers were members of a Trade Union during the two
years covered by the survey (Figure 8).




figure 9 - Redundancy arrangements 2009 figure 10 - Disciplinary measures 2009 figure 11 - Incentives and benefits 2009
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Furthermore, the recourse to various types of redundancy arrange-
ments available to the tanneries were monitored for the 2009 survey.
By assessing their distribution based on the number of workers involved
(Figure 9), it was found that the ordinary unemployment fund (Tem-
porary Redundancy Benefits) represented 95.6% of the total, while the
other instruments (extraordinary redundancy fund, solidarity contracts,
mobility, early retirement) added together, corresponded to less than
4%.

Corporate relations were also monitored by analysing the disciplinary
measures (Figure 10) and the incentives and benefits (Figure 11) refer-
red to 2009. The data show a net numerical predominance of activities
associated with incentives and benefits compared to disciplinary mea-
sures.

Figure 10 illustrates the apportionment of the latter, showing that the
lesser measures have a much greater relative importance compared to
the rest.

As far as benefits and incentives are concerned (Figure 11), the lar-
gest proportion is represented by tax consultancy activities in favour of
the workers, with a significant quota also referring to companies making
accommodation available for workers originating from distant locations.




training activities

The training activities performed by the companies
were also monitored during 2009, including mandatory
training (all the training initiatives envisaged by law or by
the employment contract, for example: training related
to health and occupational safety, qualifications, appren-
tices, training contracts, etc.) and also including all the
initiatives designed to achieve higher personnel qualifi-
cations, professional growth and refresher courses to en-
hance the company, and to involve the workers in relation
to corporate policies.

As is apparent in Figure 12, the training initiatives
performed by the tanneries involved in the survey focu-
sed almost equally on the activities envisaged by law and
on other activities designed to enhance professionalism.
Both types of training were performed within the com-
pany and at outside training organisations.

Considering the number of persons involved in the trai-
ning process (Figure 13), the majority of cases referred to
mandatory training initiatives performed internally.

The tanneries are adopting supporting tools more and
more, in order to support the training activities designed
for their own personal, for example: subscribing to inter-
professional funds which finance the respective activities.
In fact, 73.3% of the companies in the sample subscribe to
these funds intended for the workers, while approximate-
ly 33.3% also subscribe to funds designed for executives
(Figure 14).

figure 12 - Training activities 2009:
division based on the number of initiatives

External growt
of professional

100%
88%
75%
63%
50%
38%
25%
13%

0%

Source: UNIC 2009

figure 13 - Training activities 2009: division
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figure 14 - Subscription to inter-professional funds
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The statistical analysis of accidents represents an important
tool to appreciate the commitment that the sector dedicates to
the prevention/protection of health and the workers’ safety. For
this reason the analysis was performed on the basis of the data
provided by INAIL (National Insurance Institute for Industrial Ac-
cidents) referred to the 2006-2008 three-year period. The data
referred to 2009 were collected from the sample of tanneries.

Three categories of indicators which are commonly used by
INAIL or cited in the UNI 7249:2007 standards “Statistics of
occupational accidents” were processed in order to be able to
compare the data:

>

total number of accidents*1000/number of workers.
|

days lost/number of workers.
>

number of days absent from work/number of accidents.

The trend for the relative frequency indicator shows a distin-
ctly positive trend during the period considered, with the value
of the index measured in 2009 slightly higher than 2.3 compa-
red to the data referred to 2006 and 2007 that exceeded 6.

A marked increase can be noted during the period 2006-2009
by considering the Seriousness Ratio (Figure 16 days lost/num-
ber of workers), increasing from 1.64 for 2006 to 0.54 referred
to 2009.

The analysis of the average duration of the time to recover
from accidents (Figure 17 average duration in 2009 (days ab-
sence from work/number of accidents) then reflects a given
consistency throughout the period considered, with values
which vary between approximately 29 and 24 days.

The actions adopted by the tanneries to minimise the risks to
health and workers’ safety include the following: the tanneries
implemented systems to manage health and occupational safety
in 2009 (Figure 18), adopting practices/procedures to minimise
occupational risk and implemented projects to reduce/prevent
accidents.

10
9
8
7 6.16 6.33
6 4.99
4
3 2.30
2
1
0 } } }
2006 2007 2008 2009
total number of accidents*1,000/number of workers
3
2 1.83
1.64 L)
1
0.54
0 } } }
2006 2007 2008 2009

Days lost due to accidents

Source: UNIC 2009

Source: UNIC 2009



figure 17 - Average duration 2006- 2009
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corporate giving

By analysing the information illustrated in Figure 19 it
can be inferred that all the tanneries are members of indu-
strial associations, at a national and local level. A fraction
of these tanneries are also members of standardisation in-
stitutions, technical inter-company workgroups or other
forms of multi-corporate association.

The subscription to codes of conduct and other ethical
codes by some tanneries represents an example of inter-
nal self-regulation that is expanding greatly.

During the survey special attention was also focused
on the initiatives performed by the companies at a local
level, to improve local living conditions by participating in
projects shared with territorial entities and organisations
(Figure 20). The majority of the activities performed con-
cerned the participation by tanneries in planning agree-
ments to develop the territory (approximately 53%) and
in district Projects (approximately 41%).

In addition, an analysis was made of the companies’
commitment concerning social aspects (Figure 21),
through donations, and other instruments, for example,
with reference to solidarity, culture, education and envi-
ronmental recovery. The actions implemented in 2009
concerned mainly Donations or other contributions in fa-
vour of no-profit associations and international solidarity
initiatives.

figure 19 - Association policy and the existence
of self-regulation systems 2009
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figure 21 - Relationships with the community
and solidarity initiatives 2009
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The information outlined below provides an indication
of the innovation needs identified when the technological
audits were performed at the companies included in the
sample. The survey aims to favour research and develop-
ment processes, starting from the requirements of the en-
terprises. The following steps include activities which are
designed to present the corresponding offer of know how,
developing growth strategies, and creating the conditions
so that competitive growth mechanisms are activated.

the method

The Audit activities are based on a method defined as
“Gap Analysis”. The method enables an analysis to be per-
formed that considers each phase of the overall corporate
process, identifying for each phase the characteristics of
use, effectiveness, efficiency, and the value for the main
factors associated with the strategic growth objectives.

Therefore, the aim is to identify the gap between the
characteristics of each factor considered in the current
situation of the company under review and the optimum
conditions to achieve the objectives set.

type of innovation

The innovation requirements identified are classified in
4 categories:

P> product innovation: namely, referred
to the characteristics and functions
of the finished product
P> process innovation: referred to materials,
ancillaries and production technologies
P> organisational innovation:
impacts the workflows and the corporate
organisation models

TECHNOLOGICAL AU

DITS

P> market innovation: referred to the supply chain
concerning its various components.

As illustrated in Figure 1 the tanneries have mainly in-
dicated needs concerning process and market innovation,
reflecting 50% and 28% of the findings, respectively.

innovation objectives

The results illustrated in Figure 2 indicate that the tan-
neries interviewed believe that innovation must necessa-
rily tend towards a mitigation of the environmental im-
pacts generated by processing (approximately 29% of the
total) and to reduce the production costs (approximately
21%), tending to increase the quality and performance of
the hides. Production flexibility, timing, new markets and
automation complete the range of growth objectives asso-
ciated with the innovative process.

It is apparent that the innovations requested must re-
duce the environmental impacts generated by the produc-
tion processes. Based on an approach that focuses more
on reducing the source of pollution rather than treating the
pollution downstream, the tanneries request that the work
is to focus on the consumption of chemical products and
forms of energy which are associated with the main emis-
sions into the atmosphere originating from the tanneries.

aspects associated
with innovation

It is necessary to act mainly on the following aspects to
achieve the strategic objectives: machines and plants, pro-
duction processes, organisation of corporate information,
including ICT systems. Instrumentation, environmental
systems/plants, chemical products, represent the other
factors indicated by the companies as being of interest.



figure 1 - Innovation by type
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figure 3 - Environmental aspects associated with innovation
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figure 2 - Innovation: objectives
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figure 4 - Factors involved in the innovation process
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Introduction

The Company shall conform to the minimum requirements out-
lined in this document in order to comply with the (voluntary)
UNIC code. The requirements have been extracted from the ILO
(International Labour Organisation) agreements which discipline
social accountability and transposed for the producers of goods
and services in the leather sector.

Periodic controls are foreseen based on scheduled audits and
performed by a qualified third-party body, duly appointed by UNIC
to verify the compliance with and maintenance of the require-
ments prescribed and in order to issue the certificate of complian-
ce with the UNIC code of conduct. Furthermore, audits are possi-
ble on suppliers/sub-contractors concerning compliance with the
clauses which refer to them.

Social accountability
1. WORK PERFORMED BY MINORS

1.1 P>The Company shall not use or sustain the use of child
labour (performed by persons less than 16 years old).

1.2 P> In particular, the Company must protect minors from si-
tuations which are potentially hazardous, risky or detrimental to
health, both inside and outside the place of work, by complying
with the provisions set out in the applicable legislation.

2. COMPULSORY WORK

2.1 P>The Company shall not use or sustain “compulsory” work
and shall not request the personnel to provide “caution deposits” or
identity documents at the date the employment relationship starts.
The term “compulsory” refers to every form of work or service obtai-
ned under the threat of a penalty or which the person has not offered
to perform voluntarily or that is requested as payment of a debt.

UNIC TANNING

3. HEALTH AND SAFETY

3.1 P>The Company shall guarantee a place of work that is
safe and healthy and shall adopt the appropriate measures to
prevent accidents and injury to health during performance of
the work or thereafter.

3.2 P> The Company shall appoint a management representa-
tive who shall be responsible for implementing the safety and
health factors in the place of work.

3.3 P>The Company shall ensure that the personnel receive
regular and documented training related to health and safety,
and that such training is repeated for new personnel or reassig-
ned personnel and shall verify the effectiveness of the training
provided.

4. ENVIRONMENT

4.1 P> The Company shall establish and maintain active ope-
rating procedures and/or practices in order to reduce the envi-
ronmental impacts associated with the Company’s own proces-
sing operations.

5. ASSOCIATION AND NEGOTIATIONS

5.1 P>The Company shall comply with the right of all per-
sonnel to form and become members of freely selected trade
unions and the right to collective negotiations.

6. DISCRIMINATION

6.1 P>The Company shall not discriminate in the hire, pay-
ment, access to training, promotion, dismissal or retirement,
based on gender, race, national origin, disability, religion, social
class, sexual orientation, trade union membership, political af-
filiation, age.



COD

7. WORKING HOURS

7.1 P>The Company shall comply with the laws and the
provisions set out in the applicable National Labour Collecti-
ve Agreement (CCNL) referred to employees of tanning com-
panies and related sectors with regard to working hours. The
average duration of a working week, calculated with reference
to a period of 12 months, in general, shall not exceed 48 actual
working hours. The personal shall be guaranteed a rest period
of at least 24 consecutive hours during a period of 7 days.

8. REMUNERATION

8.1 P>The Company shall ensure that the remuneration paid
always corresponds to the legal standards and the minimum
parameters established in the National Labour Collective Agre-
ement (CCNL) referred to employees of tanning companies and
associated sectors.

8.2 P>The Company shall ensure that the breakdown of the
remuneration and indemnities is indicated clearly and regularly.

9. MANAGEMENT

9.1 P>The Management shall define a corporate policy that
disciplines social accountability and the working conditions in
order to ensure:

» a) lthe commitment to comply with and to maintain com-
pliance with the applicable laws and to comply with the ack-
nowledged international agreements;

» b) the commitment to foster continuous improvement, in
particular, concerning its own organisational system;

» c) its accessibility in an understandable form to all the
personnel, including directors, executives, and the manage-
ment;

» d) its accessibility by the general public.

- OrF CONDUCT

9.2 P> The Company shall appoint a management representa-
tive who assures compliance with all the requirements set out
in this document, regardless of other possible responsibilities
(refer also to 3.2).

9.3 P>The Company shall ensure that the operations person-
nel select a representative from among their members with the
duty of facilitating relationships with the management in rela-
tion to matters associated with this document.

9.4 P>The Company shall establish and maintain active ap-
propriate procedures to assess and select suppliers and sub-
contractors on the basis of their ability to comply with the
requirements set out in this document and to provide documen-
ted evidence.

9.5 P>The Company shall establish and maintain active pro-
cedures to communicate regularly to all parties concerned the
data and other information concerning the Company’s perfor-
mance in relation to the requirements set out in this document.

9.6 P> The Company shall maintain appropriate documenta-
tion to attest compliance with the requirements set out in this
document.

10. PROFESSIONALISM

10.1 P> The Company shall register its financial statements
relating to its business activities with a public body.

10.2 P>The Company shall comply with principles of open-
ness, fairness and transparency when hiring personnel, in its
contractual relationships and in market competition and ensure
the quality of the products and safeguard the consumer.

10.3 P>The Company shall demonstrate the respective ade-
quate management based on objective evidence, through cor-
rective actions in the case of disputes concerning the aspects
set out in this document and for the purposes of their settle-
ment. Moreover, the Company shall prepare preventive actions
to avoid a repetition of such disputes.



[HE TANNERIE

> Adelaide S.p.A. ﬂ > Camaleonte S.p.A.
Bassano del Grappa (VI) Santa Croce sul’Amo (P))

> Ambassador S.p.A. ﬂ > Carisma S.p.A. ﬂ wxc [
Santa Croce sul’Amo (P)) Solofra (AV) Q___.
www.ambassadorconceria.it UNIC www.carismaleather.it UNIC

> Antiba S.p.A. ﬂ > Conceria di Urgnano S.r.l. ﬂ

Santa Croce sul’Amo (P)) Loc. Battaina - Urgnano (BG)

www.antiba.it UNIC www.skiver.it UNIC

> Basmar ﬂ > Dani S.p.A. ﬂ P
Rino Mastrotto Group S.p.A. Arzignano (VI) Q,
Trissino (V) UnNIC WWw.gruppodani.it UnNIC
www.rinomastrottogroup.com

> BCN Concerie S.p.A. ﬂ > Dean S.p.A. ﬂ e

Santa Croce sul’Armo (P)) Arzano (NA) Q__E
www.ben.it UNIC www.deanspa.it UNIC

> Bonaudo S.p.A. ﬂ > DMD Solofra S.p.A ﬂ e
Cuggiono (M) Sant’Agata Irpina (AV) Q__E
www.bonaudo.com LRI www.dmdsolofra.it LRI

»> Bonistalli e Stefanelli S.p.A. Zg e 8 ) Fratelli Guarino Di Donato Snc Z‘g
Santa Croce sull’Amo (Pl) Q__._. Sant’Agata Irpina (AV)

UNIC UNIC
> Calbe ﬂ > Gaiera Giovanni S.p.A. ﬂ w1
Rino Mastrotto Group S.p.A. Robecchetto con Induno (M) Q___
Arzignano (V) UNIC wWww.gaiera.it UNIC

www.rinomastrottogroup.com




WHICH COLLABORATE

> Incas S.p.A. i‘g c » Motta Pelli S.r. Zg

Castelfranco di sotto (Pl) Q__E ﬂ Monza (M)

www.incas.it UNIC Erss UNIC

> LaVeneta S.p.A. s P> Pomari ﬁ

Arzignano (VI) Q__E Rino Mastrotto Group S.p.A.

www.gcveneto.com Almisano di Lonigo (VI) UNIC
................................................................................... . MWW.IIOMASHOROQIOUR.COM. .. ...

> Lloyd S.p.A.

> Russo di Casandrino S.p.A. ﬁ
Santa Croce sul’Amo (P))

Casandrino (NA)
www.russodicasanarino.com

P> Lufran S.rl. ﬁ > Samanta S.p.A. ﬁ
Santa Croce sul’Amo (P)) Ponte a Egola (Pl)

UnNIC Www.samanta.com UnNIC
> M.LB. S.p.A. ﬁ > Sanlorenzo S.p.A. ﬂ
Pontirolo nuovo (BG) Castelfranco di sotto (Pl)
www.mibfur.com UNIC UnNIC
> Martucci Teresa S.r.l. ﬁ > Sciarada Industria ﬁ -
Solofra (AV) Conciaria S.p.A. a~g
www.pandora.it UNIC Castelfranco di sotto (P)) UNIC

www.sclarada.it
» Mesi S.p.A. Zg » Settebello S.p.A. i‘g wcm
Caselle Torinese (TO) o Santa Croce sul’Amo (Pl) Q___
UNIC

www.mesi.it

> Montebello S.p.A.

www.settebelloconceria.it

> Seven Stars Group S.p.A.

Montebello vicenitno (V1) Solofra (AV)

www.montebello-tannery.it www.sevenstars.it UnNIC
Vignola Nobile S.p.A.
Solofra (AV)
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