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more easily removed by the scouring process which follows. Figure 2
shows a lL-cylinder opener.

Courtesy of C. G. Sargent’s Sons Corp.

Figure 2, Four-Cylinder Opener

e. Scouring, rinsing, and drying

A mechanized feeder further opens the wool and feeds it to
the scouring train (Fig. 3).

RAKES LIFT aPRO®

Courtesy of C. G, Sargent’s Sons Corp.

Figure 3., Four=Bowl Scouring Train (15 fest, 3 inches)




There are four bowls in the scouring train. The first three hold
the scouring liquor--a soap, detergent, or alkali solution—at a low
tewperature. The fourth bowl (Fige L) is reserved for rinsing. Impu-
rities in the wool, such as wool grease, perspiration salts,and dirt,
are removed by the scouring action. The wool is transported through the
bowls by a series of rakes and a 1lift apron which draws the wool from
one bowl and passes it between squeese rollers to the next bowl. On
leaving the scouring train, the wol is passed through a drier. The
drier reduces the moisture content of the wool to from 16 to 18%.

(Wool can retain up to 308 of water by weight before feeling wet.)

Courtesy of C. G, S5argent’s Sons Corp.

Figure 4. Fourth Bowl in Scouring Train

f. Mixing, oiling and piciking

This operation mixes and opens the stock even further so
that it may he delivered to the cards in the most suitable condition
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esy of Davis & Furber Machine

Figure 7. Two-Cylinder Worsted Card
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until it comes in contact with the slower moving worksr, to which small
loads of fibers are transferred a bit at a time by polnt-to-point action
of the teeth. The stripper is the smaliest cylinder and it also has a
higher surface speed than the worker. Thes points of the stripper teeth
come in contact with the back of the worksr teeth, which remove the wool
without further combing action. As the wocl on the stripper comes close
to the main cylinder, which travels at an even higher speed than the
stripper, it is removed by another point-to-back action without further
combing. This striking and pulling action by the workers, removing the
fibers through restraint and transferring them through the stripper to
the main cylinder, is repeated eight times in a 2-cylinder worsted card,
not counting the feeding mechanism at the start or the doffer at the end.

The doffing action differs from the actions previously described in
that the teeth of the doffer cylinder, pointing back-to-back against
those of the main cylinder, raise the wol to the tops of the wires of
the main cylinder and remove it in a uniform web. This web is removed
from the doffer by a doffer comb. It then passes through a funnel to
rolls which draw it off. The fibers of the web, while in better aline-
mert than in the scoured wool, are still oriented more ar less at random.
Also, along its length the card sliver is rarely uniform in weight,

h. Preliminary gilling

1) ration: The next step in straightening and
making the fibers parallel as well as producing a more uniform weight of
sliver is the preliminary gilling operation. A gill box (Fig. 8) is made
up of two front (feed) and two
back (delivery) rolls with a set
of 16 traveling combs with steel
pins following one another between
the rolls, Eight continuous
strands of sliver are fed to the
giller through the slow-moving
feed rolls. The steel teeth
of the moving combs pierce the
wool and comb it out by travel-
ing in the same direction as

the wool but at a higher speed,
As the combs approach the delive
ery roll they drop down and are
returned to the feed rolls for
another pass foarward. The deliv-
ery rolls pull the wool through
Courtesy of Athinson, llgserich & Co., Inc. tb' C‘.’ mm.r .trnm‘nms
Figure 8., Gill Bex the fibers. These rolls have a
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single sliver or top. The short fibers, neps, and noils remain in the
small circle to be removed by noil and cleaning inives, The small cir-
cle, now cleared of fibers, is ready for another charge as it converges
with the large circle, which has as an integral part of its mechanism
the trap boxss, revolving creel,and the balls of wool.

k. Can gilling

The sliver, as it comes from the comb, is still not suffi-
ciently uniform in diameter and weight, yard for yard. Therefors, several
slivers are combined and passed through another gilling operation to pro-
duce more uniform strands and to further make the fibers parallel,

1. Baller gilling (or finisher gilling)

Another gilling operation follows in order to deliver a
uniform top with a specified unit-weight per yard for the grade and
quality of the stock, in this case 262 grains per yard. This gill
(Pig. 11) prepares the top in a ball shape for commercial packaging.

Courtess of Athinson, Haserich & Co., Inc.

Figure 11, Baller Gill
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Figure 12, Viscose Yarns - Tow to Top Flow Chart
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Courteny of T he Warner & Swaney

Figure 13, Pacific Converter
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Courtasy of The Warner & Swaney ' ¢

Figure 14, Pacific Converter

Warner & Swasey Co.

C ourtany of The

Figure 15, Pin Drafter with Ball Delivery
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Figure 21, Pin Draﬁ,erv

(ourtesy of The Warmer £ Swasey Co.

Figure 22, Faller Section of Pin Drafter
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machine called a slubber (Fig, 23), The slubber consists of a roller
drafter (Fig, 2L) with regular drafting equipment consisting of feed
rolls and delivery rolls plus a "flyer" arrangement that imparts a
twist to the strand (now called "slubbing®) as it leaves the delivery
rolls and is wound onto a spool,
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Cowrteny o/ Whitin Machine Works

Figure 23, Slubber Figure 2. Roller Drafter

The second roller drafting operation is carried out in a rover, Mg, 25,
which is similar to the slubber but operates at a higher speed, These
operations produce a final roving of the required L.l grains/yard, as may
be seen in the following tabulation:

Strand Weight
Strands  Weight Draft Delivered
(no.) (gr yd) (gradns/yd)
1, 1lst Pin Drafting 3 262,5 Se3 1,8.8
2. 2nd Pin Drafting b 18,8 7.0 106,0
3. 3rd Pin Drafting S 106,0 6.5 81,0
L. (Slubber) Reducing 1 81.0 5.8 1.1
So m 2 1,4.1 6.9 h.l
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Figure 26,
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Courtesy of Andrews & Goodrich, Inc.

Figure 35. Drying Oven
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Figure 36
Shearing Mechanism

Cowrtesy of David Gessner Co.

Figure 37. Semi-decater
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