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Figure 1. Effect of scouring and carding process on fiber opening:
(A)scouring, (B) #1 carding, (C) #2 carding.

Figure 2. Cross sectional photograph of the fiber assemblies:
(A)thermofusion, (B)heat calender, (C)spray bonding method.

Table 1. Processing conditions on the production of the fiber assemblies

Sample Production Method  Fiber(50%/50%) Weight(g/mz) T.TCC) F.S(m/min)

Al Thermofusion RSF/LMPET 280 130 3.0
A2 Thermofusion RSF/PP 270 180 3.0
Bl Heat Calender RSF/LMPET 270 110 3.0
B2 Heat Calender RSF/PP 270 160 3.0
Cl1 Spray Bonding RSF/LMPET 260 - 5.0
C2 Spray Bonding RSF/PP 250 - 5.0

T.T:Treating Temperature, F.S:Feeding Speed

Table 2. Mechanical properties of the fiber assemblies
Tensile Strength(Kgf/cm) Tearing Strength(Kgf) Bursting Strength

Sample MD CD MD CD (Keflcm?)
Al 180 9.54 294 1012 2.5
A2 169 779 265  9.82 2.3
Bl 031 386 134 197 17
B2 029 3.1 135 650 15
Cl 022 239 081 293 16
C2 019 164 063 215 13
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Loft Factor

Al A2 B1 B2 Ci Cc2
Sample

Figure 3. Loft factor of the fiber assemblies:(Left)no
pressure, (Right)O.nglcmz.

Thermal Transmittance(%)

Al A2 B1 B2 C1 C2
Sample

Figure 4. Thermal transmittance of the fiber assemblies

-109-



