INNOVATION
MEETS ENVIRONMENT

FOR US,
ENVIRONMENTAL
PROTECTION IS
MORE THAN JUST A
CATCHPHRASE

The headquarters of Getzner Textil are located in one
of the most beautiful parts of the world, which is why
the environment lies very close to our hearts and why,
when it comes to product development, it receives just
as much attention as customer benefits. Our team is
committed to improving the environmental performance of all our company locations. Not content with
just making an active contribution towards environmental protection, sustainability is ingrained in our
company culture.

WE PRODUCE
INNOVATIVE TEXTILES OF
THE HIGHEST QUALITY
Getzner Textil AG was founded in 1818 as a family-owned
company in Bludenz, Austria. At present, the company is one
of the world’s leading manufacturers of clothing damasks,
fashion fabrics as well as technical textiles and employs more
than 1,700 people.

The company
We currently have
960 employees located
at our headquarters in
Bludenz.

We manufacture clothing damasks, fashion

environment and our natural resources take the

fabrics for shirts and blouses, and technical

highest priority and are part and parcel of our

textiles of the highest quality. In addition to

business objectives.

the weaving mill and preparation facilities,
Bludenz is home to the finishing operation,

The pretreatment facilities (bleaching, washing

including pretreatment, yarn dyeing, piece

and mercerisation) and the equipment for the

dyeing and finishing. It is also the location

dyeing of fibres and textiles come under what

of our workshops, the technical department,

is known as the IPPC Directive (Integrated Pol-

warehousing and dispatch, and the admini

lution Prevention and Control), which requires

stration department.

an integrated plant licence that covers all the
environmental media – air, water, waste, soil

Environmental protection is an

and energy. Although a traditional company,

integral part of the production process.

Getzner Textil operates state-of-the-art machi
nery. Water consumption is monitored, as is

We take environmental protection very serious-

the recycling of waste water, and any waste heat

ly. Ecology and sustainability are core elements

is re-used for heating purposes.

of our corporate philosophy. Protection of the

Yarn dyeing plant

even for residents living directly next to the

The yarn dyeing plant is highly automated. All

weaving mill. In the warping department, ma

the equipment is fitted with heat recovery

chines are used to wind the individual yarns onto

systems. Waste water from the entire finishing

a warp beam, while in the sizing department,

process is neutralised using flue gas from the

each warp thread is covered with size to protect

steam boiler. The yarn is pretreated, dyed and

it during further handling. Today, we use the

dried in the yarn dyeing plant.

latest technology in the form of a new sizing
trough. This allows us to reduce the residual flu-

Weaving mill and preparation facilities

ids requiring disposal by up to 90 % per batch.

The weaving mill and preparation facilities are

The weaving mill also houses the threading sec-

operated at the highest levels of energy effi-

tion and raw material inspection department.

ciency. Cutting-edge weaving machines and a
wide range of technologies are used.

Raw material warehouse
The raw materials are stored in a fully auto-

In 2001, a district heating network was con-

mated, high-bay warehouse in which robots

structed that enables the recovered process

sort the fabrics for the subsequent finishing

heat from the compressed air station and steam

processes.

boiler to be used in the surrounding public
buildings. This has been a huge success. The

Piece dyeing plant

total annual heat input into the network is

New machinery has been installed in the piece

roughly 8.2 GWh, of which the company uses

dyeing plant, and further investment has been

around 3.7 GWh each year.

made in a waste water management system.

The weaving machines are installed on flexible

The continuous washing processes in the water

mountings and fitted with state-of-the-art

heat recovery units have resulted in a saving of

shedding machines in order to reduce vibration

around 5.2 GWh per year. The energy

immissions to below the perceptible threshold,

saving from the discontinuous processes is

A wide range of detergent solutions are applied

approx. 3.7 GWh per year. The piece dyeing

to the stentering frame, where the widths

plant contains the piece cleaning machines,

are adjusted and secured in place. A biofilter

which use brushes to remove any heavy soiling

system is used for cleaning the exhaust air of

from the fabric. It also houses the singeing

the stentering frame. The Sanfor is then used

machines, which burn off any protruding fibres,

with dry heat to shrink the fabric in the warp

the open-width washing machine and a hot

direction to stabilise the shrinkage.

flue for dyeing the fabrics.
All the process and potable water is supplied
During mercerisation, the fabrics are treated

from two company-owned well systems.

with a sodium hydroxide solution that improves
colourability, increases stability and gives the

Folding, final inspection and dispatch

fabric a silken sheen. Getzner Textil has been

Once the fabric has passed through each pro-

using a lye recovery system since the early

cess, it ends up in the folding, final inspection

1970s; the system was completely reconditioned

and dispatch department. It is also manually in-

in 2004. It reduces the fresh lye requirement

spected on inspection tables. The fabric is then

and optimises energy usage. Thanks to heat

either rolled or doubled according to customer

recovery, the lye recovery system saves approx.

requirements.

1.6 GWh of energy every year. The waste heat
is likewise used for heating and ventilation

Ensuring that all the various processes are

systems.

completed on time is an extremely complex
logistical operation.

Finishing
We have made considerable investments within
the finishing department in waste air purific ation
and exhaust air heat recovery. The extremely
high degree of automation ensures that the pro
cesses are very efficient.

WE DEVELOP SUSTAINABLE
PROD UCTION PROCESSES
Energy efficiency has the utmost priority at Getzner Textil. In
every process, and with every system upgrade or replacement,
we ensure that the equipment is optimally designed and operated as required.

Active environmental
protection
A sustainable approach to
wards the environment and
our natural resources is
permanently ingrained in our
company philosophy.

Energy and water consumption

Waste

Each year, the hydropower plants of the

We are constantly striving to reduce the

Getzner Group produce more electricity than

amount of waste we produce. Packaging waste

the company needs. Getzner Textil therefore

has been significantly reduced in close part-

makes a considerable contribution to the energy

nership with our suppliers and, over a period of

independence of Vorarlberg. The specific elec

three years, we have reduced fabric waste per

tricity consumption is approx. 5 kWh/kg of ma

kg of manufactured cloth by 36 %.

nufactured cloth. Within the last five years, the
specific heat consumption of approx. 16 kWh/kg

What we think – how we act

of cloth has been reduced to 11.5 kWh/kg.

We recognise the protection of people, the en-

Natural gas is the only energy source used for

vironment and natural resources as a corporate

process heat.

mission and an opportunity.

Through process modifications and technical

In the textile industry, the finishing process

measures, it has been possible to reduce the

generally requires a considerable amount of

specific amount of generated waste in recent

energy, water and chemicals. We have a unique,

years from over 100 l/kg of manufactured cloth

forward-thinking environmental policy that

to 70 l/kg.

enables us to safeguard the company’s location
in the long term. We use state-of-the-art tech-

Exhaust air

nologies to protect people, the environment

Consistent process modifications and the use

and natural resources, and regularly implement

of cutting-edge exhaust systems in the finish

appropriate measures in a targeted manner.

ing department are improving air emissions all
the time.

WE MAKE AN ACTIVE
CONTRIBUTION
TOWARDS ENVIRONMENTAL PROTECTION
We are aware of our responsibility to maintain a liveable
environment. By subjecting our products to bluesign® certifi
cation, we strive to preserve a safe and healthy environment

Certified products
Getzner corporate apparel,
shirt fabric and African
clothing damask products
have been awarded the
bluesign® certificate.

The bluesign® system means adopting a com

meet the stringent bluesign® criteria. We are

prehensive approach, the aim of which is to

proud of the fact that we have received indi-

reduce the environmental impact along the

vidual certificates for our shirt fabrics, African

length of the textile supply chain.

clothing damasks and corporate apparel since
2006. Each bluesign® certificate is valid for

To receive a bluesign® certificate, the fibres,

three years; the Getzner Textil certificates have

chemicals, additives and dyes we use must

recently been extended until 2019.

High standards
Our textiles are made from
controlled components and
are manufactured using tech
nological processes that are
totally harmless to humans
and the environment.

THE FIVE PRINCIPLES OF THE
BLUESIGN ® STANDARD
Resource productivity – minimal environmental pollution thanks to careful use
of energy and raw materials.
Immission control – air pollution is reduced thanks to optimisation of energy flows
and the use of low-emission raw materials.
Workplace safety – a safe and completely healthy work environment by adhering
to strict guidelines.
Water protection – better protection for the entire water cycle by feeding
clean water back into nature.
Consumer protection – humans and the environment are treated in a sustainable way
by using only the safest processes and raw materials throughout the production chain.

ADDITIONAL
CERTIFICATES
Our commitment
Audit every three years for bluesign® recertification
Annual recertification of the OEKO-TEX® Standard 100
Recertification of the OEKO-TEX® STeP every three years
Annual public report for ÖKOPROFIT® certification
ISO 50001 certification
Member of the first energy efficiency network in Vorarlberg
Two employees have successfully completed training to
become European Energy Managers (EUREM)

Energy efficiency network

klimaaktiv

Companies participating in the energy efficiency
network put in place organisational and investment
measures to lower energy consumption and reduce
CO2 emissions. We have played a part in ensuring
that the targets of the first network in Vorarlberg
were actually exceeded.

“Energieeffiziente Betriebe” is a climate protection
initiative of the Federal Ministry of the Environment
for energy-efficient operations that supports manufacturing operations with the planning and realisation
of energy efficiency measures. We were repeatedly
awarded the “klimaaktiv” certificate for our commitment during a “klimaaktiv” symposium.

Additional certificates
Our subsidiary, TFE Textil
GmbH, has been an “OEKO
PROFIT operation” for more
than ten years.

OEKO-TEX® Standard 100

ÖKOPROFIT®

The OEKO-TEX® Standard 100 is an independent
inspection and certification system for textile pro

As part of ÖKOPROFIT®, we have developed a process-oriented environmental management system

ducts with the objective of comprehensively eliminating pollutants. The “Textiles Vertrauen” award
for trusted textiles certifies that all our components
satisfy the required stringent criteria.

and introduced resource efficiency measures. To
become certified as an ÖKOPROFIT® operation, we
have been compiling and implementing an environmental report according to the stipulated criteria
every year since 2005.

MADE IN GREEN
by OEKO-TEX®
Ihr Zeichen
für nachhaltig
produzierte
Textilien.

OEKO-TEX® STeP

MADE IN GREEN by OEKO-TEX®

The STeP certification (Sustainable Textile Production) helps us with the modular analysis of all relevant
areas of our business, which include chemicals, environmental and quality management, environmental
performance, social responsibility and occupational
health and safety. STeP helps us to continuously
improve the production conditions in a targeted way.

„MADE IN GREEN“ is an independent textile label
awarded to all consumer and semi-finished products
along all stages of the textile chain that are made
from materials, which have been tested for harmful
substances and have been manufactured with the aid
of environmentally friendly, sustainable processes under safe and socially responsible working conditions.

Raw material processing in
accordance with the strictest
environmental standards
With the product label „Made
in Green“, Getzner Textil sets
new environmental protection
and resource saving stan
dards in the textile industry.

WE SOLVE
TOMORROW’S
PROBLEMS TODAY
For more than 10 years, we have been working continuously to
reduce the company’s heat, water and electricity consumption.
We have achieved this by employing cutting-edge technologies
and embracing the special initiatives of our environmentally
conscious team.

OUR ANNUAL
ENERGY SAVINGS

1,200,000 KWH

3,200,000 KWH

3,800,000 KWH

thanks to the optimisation of
the compressed air system

through heat recovery of
our lye recovery system

through heat recovery in
ventilation systems

5,200,000 KWH

3,700,000 KWH

8,200,000 KWH

through heat recovery
during continuous processes

through heat recovery
during discontinuous
processes

of annual heat input into the
district heating network

ALL ENVIRONMENTAL
ACTIVITIES AT A GLANCE

Environmental performance
Installation of a heat recovery system
Operation of two lye recovery systems
Reduction of the specific amount of generated waste water
Reduction of disposal costs incurred due to textile waste by the use
of alternative consumers or new recycling options
Shutdown of the steam accumulator
Saving on thermal heat for ventilation and space heating in the
finishing department by connecting the heating system to the
district heating network
Thermal renovation of technical service buildings
Heat recovery at tentering frames

Actual
saving p. a.
25 %
14.000.000 kWh
7.850 tons
30 %
30 l/kg
170 %
330.000 kWh
1.200.000 kWh

240.000 kWh
1.200.000 kWh

Carbon emissions reduction thanks to flue gas neutralisation

600 tons

COD reduction thanks to partial treatment of effluent stream

285 tons

Reduction of exhaust air emissions thanks to tentering frame
exhaust air scrubbing

90 %

WASTE-HEAT-BASED
DISTRICT HEATING NETWORK

Back in 2000, Getzner Textil started preparing

peak times, any heat shortfall is covered by the

to implement the use of waste heat: a sustain

internal stream mains with the aid of a steam to

able project which today is said to provide the

water heat exchanger. Of the entire heat in-

environment, consumers and Getzner Textil as

put, 3.7 GWh are used internally each year, and

the energy supplier with a three-way win-win

the rest is made available to public building.

situation.
In 2001, a district heating network was con

Key district heating figures

structed to supply numerous public buildings in
the immediate vicinity of the company head
quarters. Getzner Textil bore the costs of con
necting the consumers to the existing heating

Annual heat input into the district heating
network of 8.2 GWh

systems, which it was decided to retain in case

A total of 4.5 GWh for the district heating of
public buildings per annum

of emergencies.

A total of 3.7 GWh per annum for internal use

Today, the network comprises approx. 2000

Investment costs of 1,400,000 euros, of
which 320,000 euros came from funding

metres of pipework that supplies seven consumers, each with a demand of 80 to 1000 kWh
of heat. Getzner Textil has two sources of
waste heat: compressors and exhaust gas heat
exchangers on the steam boiler systems. At

WE SET A
GOOD EXAMPLE
The targeted measures used in our energy-saving project
reduced the electricity consumption of the compressed
air system by a quarter, a saving of around 1,2 GWh per year.

Award-winning project
In 2014, the “compressed air
system optimisation” energy-
saving project received
an award from “klimaaktiv”.

Initial situation

Implemented measures

The operation uses compressed air for com-

The network that had previously been supplied

pressed air weaving machines and this must be

by both compressed air stations was discon-

guaranteed 365 days a year. The compressed

nected and the pressure level of the weaving

air supply is classed as a “key machine” and its

mill station adjusted to 5.5 bar and that of

operation must be 100 % guaranteed.

the boiler house station to 6.5 bar. The existing
controller was optimised.

Its annual electricity consumption is approx.
7.2 GWh, and the compressors operate for

A new, efficient compressor with a heat recov-

approx. 30,500 hours each year. The pressure

ery function was installed in the weaving mill

of the entire network is 7 bar, whereby a pres

station. The existing compressors were re-

sure of 5.5 bar is sufficient for the weaving mill

tained for redundancy purposes to safeguard

and a pressure of 6.5 bar for the boiler house.

the compressed air supply and to cover peak

The average compressed air requirement is

loads. The weaving mill station no longer contri

85 Nm³ per minute. The system is fed by two

butes to the compressed air supply of the

compressed air stations. There are five compres

high-pressure network, which is now covered

sors in the weaving mill station, all of which are

entirely by the boiler house station. Since this

controlled by an “Air Manager” and equipped

section also has to be fail-safe, these compres-

with a heat recovery function. The waste heat

sors have also been upgraded and equipped

is fed into the heating network. Two reserve

with a heat recovery function. The controller

compressors in the boiler house station are not

for the new compressors has been installed and

fitted with a heat recovery function, as they are

adjusted for the existing compressors.

only used during maintenance or in the event
of a fault, or to cover weekends and public

All compressors have been integrated into the

holidays.

heating system to make use of the waste heat.

Heat recovery
The new compressor con
verts the operating energy it
receives into thermal energy.
Up to 72 % of this energy
can be recovered for heating
purposes.

RESULTS
Specific energy use has been reduced by 17 %.
Annual energy saving of more than 1,200,000 kWh.
Annual cost saving of more than 110,000 euros.

The overall result of all these measures is an effective concept that
not only protects our environment, but also safeguards our
productivity and ensures the continued existence of our company.
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