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CHAPTER 1V

PROFILE OF HINDUSTAN LATEX LIMITED, KANABALA

INCEPTION AND GROWTH:

Hindustan Latex yimited(HLL) has, over the past two dncadeg,
been & part and parcel of the Goverrment of India's Family
Welfare Programme. Over the years it has supplied to the Family
elfare Departm&n£ moré tha & billion cundoms.

The Compar, codsmenceu operablons o the year 1949 with an
annual production capacity of ise M.apos. Thiz was doubled in
1977 (to S3H Morase.r Ly puiteang aduitional manufaciuring lines to
the wristing plent, Frn 1986, two additional plants were
commissioned, with tne iatesc Japanese JTechnology, #ach with an
ennual capeacity of 160 M.Fees;  one at Trivandrum and another in
Belgaum, an 1“&U5tfi;i§f bacikward area. Today HLL 18 the largest
manufact;rer of contrac&ptivé uondams in the country with a
production capacily af &066 Million pleces of cundoms. All  the
plants have cwen set up in collaboration with the world leaders
in this field- M/e. ODkamato Industries Inc., Japan,

In the process HLL has grown to meet by and large a major
portion of the national demand for this popular «pacing aid,
which has played a signiticant role 1n keeping a tight rein on
population growth.

While maintaining a high profile in the area of Family
welfara; HLL haw recarded conwistently, over the past nine vears,
excellent working vesults, high productivity and capacity

utilisation, and vacelient industrial reiations.
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The company has progressively recorded high prcductivity and
profitability also. The Campany has achieved consistently high
capacity wutilisation at ite plants. The figures for the past

three years are:

TABLE O
CQPACITY UTILISATION AT HLL (19871989 '
(percentagey)
1987~-88 198889 1989~%0
) (4 )
New Plant Trivandrum 99. 14" ?1.21 109.02.
0id Plant Trivandrum 7%.93, 90.07 181,77
New Plant Belgaum S57.42. 104.94 101.26

As & ramglt of efr;ﬁiant and eaffective monitoring and
quality contfol at every production stages, wastage and
rejections were brought down considerably, from over 34 percent
durin; 17284-8S to 10 percent”during 198990,

HLL haw recorded a profit of R%.S,S?B crores for 1989-90 the
highest, so far achieved by the Company. Dvav 42 percent of the

Profit has been th.oough cost reduction and with the active

participation and support of all the employees.
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A& comparison of scme of the financial results of HLL during
1987, 1988, 1989 and 1990 is given below:

v

(Rupees in Lakhs: Production in Million Fcs.)

TABLE b
FROGRESS OF HLL (1986-87 to 1989-90)

1986-87 1987-88 1988-89 1989-90

Turno er (& lakho) 1187.e8  1868.34 2140.,02 2491.80
Froduction {miiljen picces) A57.59 45%.66  549.51 590,00
Cash Generation (B4 lakhy 200.9%  S01.46 S4b.4B  651.44
Gross Block C &s. lakhp) 2695.00 2764.00 2859.00 306,035

The Gr wth and achievements have been the result of:1 (a)
Higher productivity (b) Tight Financial Management and Inventory

control (c) Fast realisation sales and (d) Excellent co.operation

of the emplqyees.

Hindustan Latex Limited has emerged as the nucleus of condom
manufacturing technology in the country. The company has
acquired a sound technology base for the manufaciure of condoms

. @and has made process improvements over that of ites Japanese

Collaboratoirs.

The company is now able to handle trade enquiries and offers

from abroad ard from within for setting up of new factories for

manufacture of condoms. The company has already signed an
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agreemsnt for the transfer of techhwmlogy to M/s.Polar Latex
Limited for setting up of a condom plant at Balasore, Orissa with
an installed capacity'uf 160 million pieces.

To keep pace with the technological advancement in the
manufacture of contraceptive condoms that has baen taking place
the world over and to produce condoms of quality comparable to
International standards, HLL ié 1y the process of a massive
Modernisation Frogramme of its old plant set ur Iin 1969.. The
project scheduled to be implemented in two phases &t a total cost
of Re.494 lakhs 1% progressing wall. This will result in
enhancement ef‘ production capacity as well as improvement of
product quality through convergion of existing manually operated
" plants into fully automatic ones, and using indiganous
components, except special type level controlier for which no
equivalent could be located in the domestic gsarket.

The Pha?e*I stage of the programme commissioned in June,1989
has vielded empacted‘results; The wast. 2 and rejections at
different stages of productibn have been reducsd considerably, as

also the gown~-tima of the machines.

. The total cost of the modernisation programme would have
been R5.1,000 lakhs if import of machinery were resorted to.
Againat this HLL will acii.eve the total mo@arniﬁation of the
plant at less than half the cost of Rs.496 lakhs, bringing about

a saving of over Rsz.9504 lakhs, besides helping to save valuable

foreign evchange equivalent of Re.19D crores.



The company has laid great ewmphasis on effective quality
control  at every manufacturing stage, .i1ght from the checks on
the raw materiala, to the final product during its various

production stages.

Besides this the condoms are tested on the computerised
Electronic Fin Hole Testing Machine. They also undergo further
screaening as prescribed under schedule 'R of the Drugs and
cosmetics ARct. The emphasis o guality hes resulted 1n the
Company's bagging valuable export orders from advanced nations
sucn a8 (anaeda and the USSR. The company 2xported over Re.173

lakhs worth of condoms during 198990,

it is a testimony to the high gualiity mainteained by the
company that 1t has tuday several enquiries for aexports, froa

advanced countvies bbuch «s Canadas, LS -nd from countries in

Euroupe and ﬁgv repeatl orders from the USSR,

To mest awrvessing demsowd Tor hign gquality and newer
varijeti@s Hul. laurnched Company's own brands in the domestic
meriet  tacough  direct commercial charmels. 'Moods' a premium

orand, was the voret oFf guch brands introduced in the market on a

Nactivanal Scale. Two more brands targetted at the middle end
lower LiCome growws have been veveloped. These are 'New Share’
ard  tekshas '~ India's firgt spermacrdel condoms.

The compar. spends over Re.bd lakhe every year for training

of 1ts empioyees at variause levels, ivwluding 2 3




one~third of the employees have already been covered in the
various training programmes. Guality circle movement has taken
firm rools in the company since 1986-87 at the initiative of the
employees., Today 13 quality circles cover the entive spectrua of
the compeny's activities. A productivity linked incentive schese
introduced in 1986 has als0 played an effective role in iaproving
prcductivifv and employee participation for petter organitatibn&l

performance.

Hindustan Latex Limited tocday employs over 1703 parsons at
ite plants et Trivandrum and Beigaum; Cordial employes-employer
relationship over thse paet‘nina YEars has ma&e the cowpany a
trend setter in the area of Induptraial Relataonis. Long tere wage
agreemants have been arrived at through bipartite negotations. A
productivity linked incentive vonus scheme was introduced in
1987-8 after direct neﬁotatxons with AUnians. ‘Better
communicatiun and 1nformaticn sharing have vesulted through
participat.on at all le-els. A comprehansive study on
occupational hzalth of every eaployee was undertaken by the
cdmp&ny with the assistance of tha Regionai Occupatiocanal Health

Centre, Bangalore.'

House visits of employaess who are regular absentees have baan
made by the Chairman and Managing Director and Exeéutiv. Director
to undmrsténd their problems. Hli aessaiwtance is given to
employees Tor u;gwnt med;cak ald. Imhediate assistance 18 given

to an employee’'s family., AwWards are given to employees for



innovative suyggestions to improve productivity, perforamance.
Educational awards have been instituied for employees children
for their academic achievements. Recreation Club of the
Company's employees has been a forum which binds them through
.cultural and sports activities. A creche for employees children
b algo provided. Employees run their own co.oparative society
within the factuiy premlsaes, Top officiales of the company visit

houses of every smployvee at all soncial family functions.

The company has an enviable record in the area of effective
safety management. There has been no sériaus accidencs in  the
company ever since its inception in 1769. The company has a
safety foicer’xo moniter safety operations at 1ts plant. High
priority 18 given in the area of pollution control at the

company's plant.

The comprany has got clearance fur the setting up of an URAL
PILLS Unit with an 1nvestment outiay of nearly Re.3 crores.
These Pills are to be taken only once a weak. -

Other Family Flanning Aids Planned to be introduced arel
1) INJECTIBLE CONTRACEPTIVES —— which need be administered only
. | once in three months.

2) NORPLANT-Subdermal Implants—-— a long acting hormonal contra
ceptive which i1s inplanted sub
dermaily and protects against
comsgtion for five years.

3)HYDROCEPHALUS , SHUNT =~ an implanted plastic device for

the management of Hydrocephaleus
diseas€ .
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4) BLUOL BAGS ) ~~ {with technology to be provided
l by Sri Chithra Centre)
Hindustan Latex Limited i3 a fast growing organisation
diversifying i1 various lines. The consistent efficiency in
productidn and productivit, and higher profitability and return

on capifal employed have projectec it an the National Stage as a

model Public Sector Undertaking in the CTountry.

Hindustan Latex Laimited today has an objective to fulfil its
orgamisational perspective being to share the responsibilities of
the Nation in the area of Family Plarming and Health care, and
assl1st 1n creating a healthier, more hygienic and hapbinf

tomorvow.

<N
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HINDUSTAN LATEX LIMITED AND ITS EXPANSION PROJECT

Hindustan Latex ‘Limited, is a public sector undertaking
established in 1967 by the Bovernment of India, Ministry of

Health and Family Welfare to solve the increasing problesm of

population.

This expansion project i3 located at Kanagala, a remote
viliage 60 kms  from Belgaum, while the main branch and head
office are located at Thiruvananthpuram {(Trivandrum).

Hindustan Latex limited plays #n itaportant role in the
complex task of population control. The expansion project was
initiated to meat the increasing deaand of cordome for Government
of Indra's Tamily plaming progr ammes.

Hindustan Latex Limited 1w vegarded ag the World's largest
manufacturer of the condoms. The condoms manufactured are
thlnne;t type i O.4% to 0.5 mm thickness. The technolagy is
provided bLye "OKOMOTU RIKENSOMU CTO.LTDY  From Japan. Hindustan
Latex Limited 16 the tirst to bring out the spermicidal type of
condoms in Indi;. Gut of many brands, two brands of condoms from
Hindustan Latex Limited are exported.

The expansion project has a capacity of 140 million pieces
for a year.. The production side 18 divided into two parts.

The two main parts are primary section and secondary
section. The primary section is again divided into compounding,
aoulding and vulcanséing section. The secondary section consists

of Inspection and packing sections.
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The condoms are produced iv sutomatic moulding msachine.
There are two such typas of asacnines. Th§ condomas are
electronically tested for pinholes using pinhole testing machine,
they sre rolled up in the same machine. They are lubricated and
then wrapped in alluminium folls.

Tnis EBelgaum projsct produces four brandse of condoms. It
mangfacturez "Nirodh" far the Govermment of India in two brands
under commeréial and free supply schemes. The marketing brands
are "Deluze Hirodh” and "Super  Jeluse Nivodh"  which are
luoricated brends. The comeercisl branaa‘inciude Delusa, Super
Deluxe, HNew lupricated, Masti, Sawan, Bliss. Free supply brands
are supplied by bGovermnment on freg bkasiz.

The factory has o manpower of  29% members including
Administrative waction.

DISCRIPTION OF PROCESS
Condom Production Process:.
Productiorn of condoms consists of the following pro;assui.'
"1 Receiving of Raw matevials.
2) Compounding process.
3) Moulding process.
4) Vulcanising process.
9) Half product laboratory
é) Inaspection pProcess
7) Lubvicating process

8) Facking procews.



olie)
JO
1) Receiving of Raw materialsa:

All raw materials including raw rubber latex and various
chemicals are accepted and stored only after sample inspection
and after getting cla;rance from the laboratory. 'Sampln from
@ach lot is checked in laboratory as per the standard specified

and clearance for acceptance is given, only if each lot confirms

to the specifications.

Raw Latex Analysis: Totzl solid content~ about 2 to 5 gram of the
sample 1is weighed in a petridish and is evaporated to dryness in
an oven at 70 degree C for 16 hours. Then it is cooled in a

desicator and weighed.

Dry Rubber Content: About 10 to 1S5 grams of the latex sample is
weighed into a beaker. It is then di}Qted by adding 10-13 mil of
distilled water and then coagulated by adding 5 percent acetic
acid dropwise. The coagulated sample is boiled for 10 minutes

and is spread out and dried in an air oven for sixteen hours at
L4

70 degree C.

Total Alkalnity: About 1| to 3 gram of the latex sample is weighed
and it is titrated against 0.1 normal hydrochloric acid using
methyl orange as indicator. The test is conducted in water
4

medium.
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Mechanical Stability Test: Total solid of the sample for testing
mechanical stability test is reduced to 55 percent by adding 1.6
percent ammonia soluéion. The sample is heated to 33 Degree C
and. 80 gram of the heated sample is sieved in 80 mesh and tested

for mechanical stability test by using mechanical stability

tester.

2) Compounding ?#oceas:

It is in this section the actual process of production
starts. VYarious chemicals such as vulcanising agent, vulcanizing
activator and accelerator, antioxidant, stabilizers, dispersion
agents etc. are mixed throughly and are compounded with rubber
late;. Stand grinder, pot mills are used to make the dispersion
particularly for sulphur, zinc oxide, and antioxidants of the
chemicals. They are mixed and grind into ultrafine stable
partiéles. Demineralized water is used for mixing the chemicals
are chargeq to fhe mixing by wusing charging pump. These
chemicals are mixxed and compounded with rubber latex in the
compounding tank. After completion of compouhding the mixtureis
heated and cooled in order to prevulcanize and it is done by

automatic temperature control system.

The compounded mixture is clerified with the help of super
centrifuge. Further the mixture is tested and controlled with

respect to specified density, viscosity, mechanical stability

test,

A B R R P
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 prevulcanized degree etc. Finallv it is transferred to the
supply tank, from where it goes to the dipping tank of aoculdirg

section.

The chemifals casian, potassium oleate, ammonia, vulkacit
are wai@hed and  fed in put grinder and rotated for about «8
nours. It iw then Ted to sand grindsr for 10 cycles to get

ultrafine stable particles.
3 Moulding Process:

This process 1% highly automated. Condom shaped glass
Cwmuudids  are mounted on dual lipe chains in the automatic moulding
machine. Each mould takes fiftaen minutes Tor one full

circulation.

L]
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When drxvéﬁ by the chains tha_gisﬁs moulds automatically
pass through the following sections: |
Mould washing ’

Mould Drying

Control of mould temperature

First dipping 1n cohpoundad Rubber Latex

Drying

Control of Mould Temparatufﬂ

Becond Dipping in Compounded Rubber Latex and drying
Beading

Finishing, Drying and Vuleanizing

Dipping in SQallinq/Leaching Tank

Dipping in Anti-sticking Tank

Stripping

Mould Washing: Glass moulds are dipped in mould washing tank with

detergent additions and washed with rotatory dis€ brushes and a
L4

spring of hot water.

The pinholes in the product are detected by washing water.
Therefore temperature and quality of washing water shall
constantly be controlled by automatic temperature controller and
[ ]

filteration with special micro-filters.

Mouluing Washing bruiheu: There are totally six sets of brushes,

madeé up of nylon thhveads. The brushes are belt driven and they

rotate at constant speed.
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There are totally three sets of brushes namely body brush, neck
brush and root brush. These brushes clwan the respective parts

¥

of moulds as the moulds pass between them.

Mould Drying and Control of Mould Temperature: After being
.washed, glaéa moulds undergo surface water evaporation and at the
sametime they are heated in drying booth. Control of glass
moulds temperature is achieved by passing the moulds through the

cooling booth, in which the air is controlled by cooling air.

For cooling purpose there is & cooling fan which sucks air
from tha air rotating at about 900 r.p.m. This fan ls installed

in a box. Air coming out of this fan passes through air filters.

First Dipping of moulds in Compounding Latex: Glass moulds pass
through' the dipping tank filled with compounded rubber latex
while thin fjlm is formed on their surface. The uniformity in

thickness of the film is significant for products.

The importiant factors for this are the constant running of
glass moulds at a fixed speed of the chain of the automatic
moulding machine, ‘as well as the control of the physical
éonditions, i.e. the temperature, density viscoaity, and so
forth, of the compounded rubber latex and of the t.mppratur. and
humidity in the ﬁiéping chamber . In order to control the
temperature of compounded rubber latek, the dipping tank has
double-wall-construction having water jacket syatoml to control

-the temperature of the compounded rubber latex automatically.

¢

b
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Dipping TYamk. Thu dippinq £anh 18 rectangular in shape and is
lacketted to make the temperaituwre control sssential.  This is
done by pansing chilloed water or hot water through the jacket.
The tank ie miade out of stainless steel. It consists of four
partitions. The depth of the tank is more in the middle than at

the ends. Thig tank corwists of two hallow cylindrical tubes,

Dirying: After passing through the dipping tank, glas wmoulds
rotate and ravergise to run into the drving booth. The booth is
equippad  «wath steam heater’pipé and 18 blown with hot air by the
blower. It iz so designed that the hot aiv is directly applied
to products. iz temperature control is automatically attained.
The revelution of the blower is freely variable for cohtrollinq
air rate and oressure. The smmonia water on the cospounded

/

rubber, latex film on mould surface evaporates to form rubber

h

film.

Second HoulJ, Temperature Control, Latex Dipping and Drying:
After the first dipping and drying, glass moulds run into
lower mould temperature control booth from the upper drying
booth, enter the dipping tank to get compounded rubber latex film
on their surface and continue to run into fhe drying booth.
ﬁfter drying, the rubber film of the required thickness is formed
on their surface to ensure from any defects on the Tirst dip,
film must be ccveréa‘by second dip formation.
Beading: The rubber film formed on the mould surface is beaded

with 1ts lower end taken up by specially designed rollers.
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There are totally three sets of beading rollers which are asade

of sponge. These thrée sets are of different sizes and are

driven by motors.

Finish Drying and Vulcanizing:t Vulcanizing of products formed on

moulds is carried out through heating and drying booths.

Dipping in Sbwellaing/Leaching &nd Anti-sticking Tankss It is
necessary. to reduce the»adhasivenass of rubber filma to glass
moulds for facilitating its stripping from glass mnoulds after
complete drying. For this purpose it 1% dipped 1in thé sw.lliné.
l@ach:ng, end anti-sticking tanks. The former, containing a
small quantity of ammonia is so0 controiled that it is constantly
supplied at a fixed rate. Chemicals are added to the anti-

sticking agent tank constantly by a feeding pump.

Etrippings The force of slurry water, jetted from the special
noizle supéldad by the slurry pump, is utilised to sbparata the

producta from the glass moulds.

The separated products are conveyed to the next process
together with powaer slurry flowing through the pipe. Empty
glass mouios on tne other hand proceed to the initial stage for
mouidxng starting with washing process. The processes are all
repeatedly parforméd by automatic moulding machine by OKAMOTO
inadependently. 50 the products of the same quality are

efficiently produced,



QVulcanization Proress:

vulcanization is the reaction betwesen rubber and wsulphur.,
Bulphur enters into'thn reaction with majority of unvulganized
rubntiers to produce vulcanizatez. The sulphur is used at the rate
of 1.5 phr (par hundred rubber). This reaction consists of the
formation o5f a molecular network by a chemical tving together of
independent chein molecules. Vulcanization is thus an inter-
molecular reaction which increases the retractive force and
reduces the amount of permanent deformation, remaining after
removal of the deforming force. In simple language,
vitlcanization increases the elasticity of rubber and reduces its
plaséicity. Yulcanization usually produces network junctures by
the polymer chains. These cross links may be chains of sulphur

atoms, single sulphur atoms or carbon bonds.

. Vulcanization system ‘consists of sulphur, accoiorator,
activators etc. by a sequence of reaction gives rise to
sulphoratfhg agents. The latter vyields a rubber bond
intermediate. This rubber bond intermediate initially yields
polysulphide croes linke and finally a vulcanized network

consasting of mainly monosulphidae cross links.

Acceleratorst: The function of an accelerator is to increase the
rate of vulcanization. Accelerator can cut the vulcanization
time. Reduction in time required for vulcanization is generally

accompliahed by changes in amount and or types of accelerators

used.
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This reduction in time is of great importance as this
results in very high production rate and reduction in capital

investment.

fhe vulcanization process is divided into following parte:
a) Denydrating
b) Praedrying
¢} Vulcanizing
d; Depowdering
@) duenching

f) Discharge.

Dehydrating and Predryingt

The products separated from glass moulds in the automatic
moulding macﬁine are fed to the dehydvrating dévi:e which consists
. of ‘rotating mesh barrel, together with slurry water flow. The
slurry wgter is removed there and further drying by the hot air

blown there in at a time. The prtoducts are discharged their

form.

Drying/Vulcanizing/Dapowdering/Guenching/Discharge:
The products discharged from the dehydrating devices are

conveyed to the automatic vulcanizing and depowdearing machine by

blowing device.

The vulcanizer conaists of two automatically rotating wmesh
barrel units capable of blowing hot and cold air respectively to

control the vulcanmizing temperature and time automatically.
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The products fad from the dehvdrating device are heat dried and
vulcanized sismultanecusly for a certain gerlod alternately using

the vulcanizing units.

3} Half-Product Lgboratcrys
After the completion of vulcanization the condoms are
sub jected to Half-product Lab. The randomn sample of the condoms

(length, thickness, width, weight'of the condoms) will be checked

in thiz laboratory.

é) Inapection Processi

The whole producfs from previous procese are subjected to
inspection and verification for judgement to confirm
acceptable/suitable product quality through the following

sequence.

1

a) Whole quantity of préductz are inspe;tad for existence of
pinhcle through automatic zlectronic pinhole testing wmachine
driven by chiin convever begiming via the Tollowing sentence.
Setting -~ cd;ering on test mould.

Collector for dropped - out product.

Wetting

Deteciing/Electrical Testing

Washing/Ringing

Drving

Rolling up

Classifying/Selecting

Sub~dividing.



b) Sampling inszpection for existence of pinhole by continuous JIS

type tester and/ov manugl JIE type tester.

&) Saapling inspection Tor appearance or re-unrolled products by
vibrating visual testev. .

Based on the above Tunctional swctions procedures to inspect
whole quantity of products for existance of pinhole through

automatic @lectrical pinhole testing machine shall be as follows:

Setting Lovering o Test tiould:
Froduted condoms are manually set/covered on test moulds and

visually checked by workers.

Collector for Dropped out Product:
The function of the collector is to collect any dropped out
products whicl are not properly set/covered on test mould by air

section.

Wetting:

Condoms mounted on fant moulds are led to dip into the
wetting batn of wnich temperature and level are automati:aily
controiled and into this bath, a fixed guantity of chemicals are
continuogsiy charged to aid easy penetration of water -through

existing pinhole i any. Here Dedinol-0T is used as an wetting

agent.

6
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Detecting/Electrical Testings
In order to detect existance of pinhole, each condom placed
on test moulds. Which constitutes one electroce first depend in
wetting bath for increament of better conductivity and passes

through an aqueous electrolyte bath.

The 1ligquid level and temperature in the electrolyte bath is
constantly controlled, when passing through the bath, electricity
is activated simultanecusly between the test mould and wals of
the bath. Condoms having its resistance lower than the desired
values will be rejected at the classifying section. The
techniques of detecting defective condoms for rejection is based
on the corresponding pinswitch located under each holder of test
moulds whereby activation on the pine is punched through the

sthch afot and remain projected vertically above the alot for
detection between the claésifying unit.
[
To maintain carréct measurenent of condoms electrical
resistaﬁce fixed quantity of chemicals are contihuautly fed to

the bath to incresse efficiency and improve cldctrical

conductivity of the water in the bath.

Sodium bicarbonate br Sodiumchloride is used as an
electrolyte.
Sub-dividings Ac&aptable condoms are automatically accounted and
divided to designated quantity each devident of quantity will be

hereafter called "One Inspection Lot"
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7 & 8) Facking and Lubricating Process:

Condoms after acceptance and rolling up in inspection section

proceed to packing process. The condoms are lubricated for
preserving quality from ageing. The lubricant used is silicons
oil,

The packing and -lubricatiné processes are done in same
mackine, Tre ralleda op condom-is serueaered batween two laminates
of aluminiur foill bezving the brand name of the condom. Then
they are ssaled alt perphery. This is a continuous process. The
condoms are fed manually and lubrication and wrapping is carried
cut automatically.

Special Packings: .

The wrapped condoms are then put inteo polythene packets and

then Qalletted in specified numbers.. The wallets are filled in

cartons.

The condoms are packed in the following manner:
L]

Super Deluxe /

.4 pieces in one pouch in one wallet

25 waliet one carton

30 carton in one corrugated box

Total- S,000 pieces.

Deluxe Nirodh:

S pieces in one pouch in one wallet

20 wallet in Qne.carton

.80 carton in one corrugated box

Total—- 5,000 pieces.



Nivodh:

3 piecas/in one wallet

SQ wallet in one carton

40 carton iﬁ one corrugated box

Total-6,000 pieces.
Free supply Nirodh:

S50 pieces in one pouch
10 pouch in one carton
12 carton in one corrugated box

Total-6,000 pieces.



