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Study on reducing the number of broken ends of
cotton/cannabis blended yarn

SONG Yingli
( College of Information & Business Zhongyuan University of Technology Zhengzhou Henan 450007 China)

Abstract: The factors including the short fiber rate of raw materials temperature and humidity steel
collar and the use of the wire ring etc. were studied based on the selection and pretreatment process of
raw materials in order to reduce the number of broken ends of cotton/hemp blended yarns. The results
showed that by increasing the blowing carding and combing cotton rate the rate of short-term raw
materials can be reduced and the spun yarn breakage decreased accordingly. By optimizing the
parameters with yarn speed at 80 ~ 100 r/min temperature at 30°C humidity between 65% and 70%
and application of the Blake C1UL udrl2/0 # bead ring the number of broken ends of cotton/hemp
blended yarns significantly decreased the number of spun yarn breakage per thousand spindles per hour
decreased from 550 to 28 i.e. 94.9%.
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