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	Parameters
	Mix A
	Mix B

	Variety

U%

Thin – 50%

Thick +50%

Neps +200%

Total

Breaks/ 100 spl hr
	LRA

12.51

10

220

391

621

8.0


	LRA

12.59

11

222

426

659

8.5




Trial Study Details:


For the trial study purpose in mills LRA variety of cotton is selected. All the properties were studied in different lots of LRA and two mixes namely mix A and mix B were prepared with different UV value but other basic properties including yellowness +b , whiteness Rd remaining same.








Discussion:


The already existing HVI measures only Rd, +b value by halogen light reflection but it was proved that it will not reflect actual colour absorption of fibre. Now Statex with its new "STATEX FIBRE UV" instrument claims that its colour module with UV light reflection measurement will directly reflect the colour absorption of the fibre. This comes as option with Statex HVI. In the colour checking module a sample for which colour has to be tested is well opened in the trash separator free from any foreign particles and kept over the testing area of the instrument. The top cover is then closed and UV rays falls on the specimen and its reflection will be measured and displayed on the monitor. The value tested is known as " UV Status" and it ranges relatively from 1000 to 500 for brighter to dark cotton. With the help of this instrument each bale UV value can be detected, and hence arrangement can be made for UV value of the mixing on any date. Maintaining a close tolerance from any day to day mixing will thus avoid fabric barre effect to the end user.








Introduction:


On processing raw materials, it is most important to get the demanded quality at the lowest raw material costs and the spinning mill must be able to understand thoroughly the property of it to


achieve the above constraints. Apart from the basic parameters such as length, strength, micronaire, uniformity used for classification during mixing, cotton colour must be also taken


into account. Many of the mills don't give proper attention to mixing department in terms of  considering cotton colour grading and not maintaining close range in it. Finally they end up with shade variation problem in fabric and customer complaints. Claims and rejects can easily wipe out the profit margin. In the recent years there is increase in the problems with dyeing and fabric finishing which is clearly due to insufficient datas, know how about the colour measure of the fibre and nonavailability of correct instrument to measure actual colour absorption property of the fibre.
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The reason for difference in UV index in cotton may come due to


Different variety of cotton.


Crop of different season although of same variety .


Difference in micronaire .


Over ageing of cotton.


Prolonged exposure to sunlight.








Hence in the mills during mixing, blending must be done carefully to reduce the chance of fabric barre. Typically every year the new cotton crop will have a different UV average and range depending on the weather at the time of harvest.








Influence of colour of the fibre in end fabric


Colour 1 has been one of the primary factors of cotton quality for quite a long time. Colour is particularly


important as a measure of how well a yarn or fabric will dye or bleach, Rd is reflectance or brightness value and -+b is yellowness value which is measured by reflection principle using halogen light source. Although Rd, +b value are same in different cotton, it is practically observed that there is wide variation in dyeing absorption, These will clearly indicate Rd, -+b value alone will not be sufficient to control colour variation of dyed yarn I cloth. Colour of the fabric can be measured and understood through Ultra Violet (UV) rays. When these rays fall on the cotton fibre different cotton exhibit different % of reflection due to intermolecular fibre structure. Even in some variety of cotton having similar yellowness -+b , brightness Rd value, there may be difference in "UV status".
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Definition of Fabric Barre Effect:


“Fabric Barre “ is defined as the horizontal light/


dark colour band occurring in the knitted fabric


alternatively.





These occur in the fabric due to differential dye


absorption of fibre. Following points in mixing


has to be closely monitored to avoid the above


problem.








Wide difference in micronaire value


If Micronaire CV% in mixing exceeds 12%


Sudden changes of certain lots which have  “UV Status” variation from the current lots


Improper blending





Abstract:


India's clothing sector has a meagre share of two percent in garments world clothing trade, The US and EU are the largest markets for Indian garments but India occupies lower rung of market whose value additions and realisations are low, So to boost the trade and to increase the Indian garments in the world market manufacturers in all level should be quality concerned and adopt new methods,


Out of different problems faced by the manufacturers, shade variation in fabric (which is also known as " Barre effect”) is one of the serious concern. For this purpose Statex has developed a colour module, where the Ultra Violet (UV) light source is used as the principle and its measured values is named as "UV status". This is annexed with HVI instrument and also supplied as a stand alone model. Fabric barre effect can be controlled by judicious mixing of cotton in the beginning stage in the process of yarn making.








Quality parameters of Mix A & Mix B :


Parameters�
Mix A�
Mix B�
�
Length 1 �
12.50 �
12.08�
�
Length 2 �
26.80 �
26.72�
�
UR % �
46.60 �
45.20�
�
Micronare �
3.81�
3.70�
�
Strength gf �
23.00 �
21.64�
�
Rd value �
67.67 �
66.82�
�
+b value �
10.60 �
10.65�
�
Rd CV % �
0.60 �
0.43�
�
+b CV % �
1.46 �
2.02�
�
UV status �
950 �
600�
�
MR % �
0.80 �
0.79�
�
Moisture % �
7.80 �
9.06�
�
Both the mixing prepared were conditioned for standard time of 24 hrs before processing in blowroom. Modern sequence of machineries right from blowroom to spinning were employed. Trumac blowroom line, Trutzschler DK 780 cards, RSB 851, LR G5/1 formed the processing sequence. 30s carded yarn was spun with process parameters widely followed in textile industries.


The Yarn thus produced were tested for its quality to know any difference. While processing both the mixes, there was no abnormality noticed at any stage such as sliver, roving unevenness, breakage rate, fluff liberation wax deposits etc.,


Yarn quality measured in evenness tester did not show any statistical difference2 as per SITRA norms in imperfections or evenness parameters.
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The yarn thus made were also converted into cones in the following manner ( i.e. ) five cops of mix A and five cops of mix B were alternately run into cones. When checked in the UV lamp chamber, rings were noticed in the cone.


In order to confirm further up to fabric level 48 no of mix A and 48 no of mix B cones were prepared separately. This was run in an imported knitting machine with single jersey knitted fabric with 140 GSM ( 21 texture was maintained so that to have a better coverage and good observation of shade variation)


In the knitting machine mix A and mix B were kept 12, 12 alternatively. In the grey cloth when checked in naked eye there was no difference in colour. But in the UV lamp chamber clear demarcation of shade with dark and light bands were noted.


The grey cloth was further dyed into navy blue and checked. The variation now become clear to naked eye itself with dark and light band coming alternately similar to that as observed in grey cloth under UV lamp.








Conclusion:


(a) From the above study it is clearly seen that "UV status is an important colour parameter to be measured in cotton before mixing.





(b) Although Rd, +b value of cotton may be same there are chances for colour shade variation to be occurred in end fabric.





(c) The tolerance +/- " UV status" value which shall be maximum allowed from bale to bale during a mix and the mix to mix average to be maintained shall be concluded from various trial studies.





(d) Maintaining a close tolerance of "UV status" from day to-day mixing will avoid fabric barre effect.
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