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The Changes of the Textured Yarn Physical Properties in
Polyester Interlacing Texturing Process (I)
—The Effect of Nozzle Diameter and Tension Ring -

Choon Gil Lee” and Bong Hyo Oh”

1) Dept. of Textile and Fashion Technology, College of Eng., Kyungil University, Kyungsan, Korea
2) Dept. of Textile Production, Textile Polytechnic College, Taegu, Korea

Abstract : An experimental investigation has done for studying the changes of physical properties of the air-jet tex-
tured polyester yarn. Through the experiments of polyester 85/72 drawn yarn and 50/36 partially oriented yarn dou-
bling, the following results are obtained. The tenacity of textured yarn decreased as the number of tension rings in-
creased when the nozzle diameter was 1.2 mm. In the case when the tension ring was not used during the texturing
process, the tenacity of textured yarn decreased as the nozzle diameter increased. But this tendency changed ac-
cording to the number of tension rings used, the diameter of the nozzle, and yarn take-up speed. Breaking elon-
gation decreased as the number of tension rings increased from one to four and the take-up speed increased at di-
ameter 1.2 mm of the nozzle. The higher the diameter of the the nozzle the higher the breaking elongation until 1.4
mm. The number of interlacing went down as the diameter of the nozzle increased and the take-up speed of the
yarn increased. The higher the number of tension rings, the lower the number of interlacing.

Key words : air-jet texturing, interlacing, tension ring, textured yarn, texturing nozzle.
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Fig. 1. A photogragh of the polyester air-jet texturing machine.
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Fig. 3. A photogragh of the polyester air-jet texturing tension ring.
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Fig. 4. The effect of nozzle diameter on the breaking strength of
yarn at different take-up speeds without a tension ring.
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Fig. 5. The effect of nozzle diameter on the breaking strength of
yarn at different take-up speeds with one tension ring.
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Fig. 6. The effect of nozzle diameter on the breaking strength of
yarn at different take-up speeds with two tension rings.
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Fig. 7. The effect of nozzle diameter on the breaking strength of
yarn at different take-up speeds with four tension rings.
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Fig. 8. The effect of nozzle diameter on the breaking elongation of
yarn at different take-up speeds without a tension ring.
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Fig. 9. The effect of nozzle diameter on the breaking elongation of
yarn at different take-up speeds with one tension ring.
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Fig. 10. The effect of nozzle diameter on the breaking elongation of
yarn at different take-up speeds with two tension rings.
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Fig. 11. The effect of nozzle diameter on the breaking elongation of
yarn at different take-up speeds with four tension rings.
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Fig. 12. The effect of nozzle diameter on the number of interlacing
at different take-up speeds without a tension ring.
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Fig. 13. The effect of nozzle diameter on the number of interlacing
at different take-up speeds with one tension ring.
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Fig. 14. The effect of nozzle diameter on the number of interlacing
at different take-up speeds with two tension rings.
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Fig. 15. The effect of nozzle diameter on the number of interlacing
at different take-up speeds with four tension rings.
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