
APRONS
1.1  DIMENSIONING METHODS

When ordering aprons and cots, it is very important to give correct dimensions. 
Di�erent dimensionings between manufacturer and customer cause to con�icts in 
many cases. It is from time to time practiced, that the dimensions are not the same as 
required.

Today many mills prefer to keep zero stock. In this case, dimensioning problems bring 
the mill manager in di�cult position. The dimensioning methods presented here are 
being used by apron and cot manufacturers all over the world.

1.1  DIMENSIONING METHODS

1.1.1.  Dimensioning methods for aprons

1-  Diameter of apron:  It is the inside diameter of an apron in mm. It can be 
determined by using a special diameter compass. If this is not available, the apron can 
be cut open and the Iength will be measured and the diameter can be calculated by 
dividing the measured value (mm) to 3,14

2- Width of apron: The width of an 
apron can be measured by a 
compass in mm.

3- Thickness of apron : Can be 
measured by a digital compass or a 
comparater in mm.



1.1.2.   Dimensioning methods for open aprons  

1- Length of apron: Open aprons will be measured from one end to the other. 
Care should be taken here, that the  skived part of the apron will not be measured. 
Only the surface which constitutes the glued apron will be measured.

2-3- Apron width and thickness: Same system as by the dimensioning will be used.

1.2.  INFORMATION ABOUT THE USAGE OF APRONS

•Before changing aprons, the new aprons should be brought into spinning 
hall at Ieast 24 hours before mounting, should be taken out from the bundle 
and the correctness of the dimensions should be controlled.   
By that way the aprons will be conditioned to the spinning hall and the aprons will relax 
to their running position. Through that also the correctness of the dimensions can be 
better controlled.

•Top and bottom aprons should not be changed on the same machine at the 
same time
 The apron manufacturers give a sliding �nish to the aprons in order to provide smooth 
running at the �rst running stage. Through this treatment, aprons win by the �rst 
running period features Iike not to Iap up and easy rotating. But in case when the top 
and bottom aprons will be changed at the same time, sometimes the perfect drafting of 
the roving will be hindered.

•Top aprons should be changed accord-
ing to a plan, but completely all aprons 
at a time 
Top aprons are to be changed all at a time. 
Single changes on the running machine, since 
they are not under control, can cause 
problems.



•When old aprons will be used again, first the good one's must be selected 
and must be washed out with Iukewarm water including detergent. These 
aprons have to be put on a separate machine. Never use old and new aprons 
on the same machine!
 Before changing the aprons completely, the unused spare aprons on the machine 
should be taken away, because they are a�ected by the climatic conditions of the 
spinning hall and therefore will become aged.

•The economical life of an apron is approximately 18 months. Using the 
aprons more than that period is critical due to quality aspects.
If the aprons will be used Ionger then the economic Iife, yarn quality parameters such as 
the Uster thick and thin place values, number of breakages and Iap ups will get worse. 
Same will happen by mechanical components of the drafting system.

•Apron should be taken out from the warehouse according to the principle 
''first in first out''
 The aprons should be kept in closed places and be protected from Iight. Under normal 
conditions, the air contains (O3) ozone. Besides that the electrical motors transform (O2) 
to ozone. This concentrated amount of ozone in the air of spinning hall will continously 
be circulated and a�ect the aprons negatively. The ozone Ieads rubber to become aged. 
For that reason, storing the aprons for a Iong period of time should be avoided. They 
should be stored in their original package under Iow humidity conditions.

1.3.  THE RELATION 
OF "X THEORY" 
WITH THE APRONS

It is well kown that, the ''X'' 
distance in the drafting system 
a�ects yarn irregularity values. In 
this ''X'' distance also the 
thickness of the apron is 
included. The variation of apron 
thickness will therefore 
in�uence the yarn irregularity 
values negatively. Down Apron

Up Apron



1.4.  THE INFLUENCE OF THE APRON THICKNESS 
VARIATION TO THE YARN QUALlTY (USTER) 
VALUES

With the apron type NT-86/S which is 
developed by ASTEKS with a new produc-
tion system, apron thickness variation is 
kept under +/- 0,02 rnrn.
What advantages might this developement 
bring to our customers? Does it really have 
bene�ts? You will �nd an answer to this 
question in the following topics.

The researches have determined that, 
the aprons have a close relation with 
yarn breakages and yarn irregularity. In 
ring spinning, it is very important to 
keep each individual spinning unit 
under control. It is impossible to spin a 
yarn without getting in touch with the 
apron. Under this point of view, the 
selection of aprons is extremely 
important.

1.4.1. What is the standard for 
apron thickness  variation?

The thickness di�erences between the outer and 
inner surface of an apron determines the thickness 
variation standard. The new concept of Asteks is 
based on to keep this variation standard by zero. 
Through a precise apparatus developed by Asteks, 
apron thickness and its variation can be measured 
with an accuracy of  0,01 mm.

The thickness of the apron should be the 
same along the circumference.

The instrument to measure 
the standard on the variation 
in apron thickness



1.4.2. A study about the influence of apron 
thickness standard to the yarn Uster Values

Today many manufacturers 
are certi�ed with ISO 5235. 
This standard accepts the 
thickness variation as +/- 
0,05 mm. The new 
production concept of 
ASTEKS allows to have a 
tolerance of not more than 
0,02 mm. 

What brings this improvement to the apron users? Would they 
really benefit from this? Up today many researches have been made 
about lowering the Shore hardness degrees, but the direct e�ect of the 
apron thickness to the yarn quality has never been investigated, as far as 
we know.

In many spinning mills and at the Ege University Textile Engineering 
Branch some sample yarns have been spun with di�erent �ber material, 
using ASTEKS NT -86/S aprons and eccentric aprons (0,05 mm). These 
yarns have been Uster tested and the in�uence of the "X" space to the 
yarn irregularity of both samples investigated.



These trials were carried out on the same spindles with same roving, only top 
aprons were di�erent. Many trials in di�erent spinning mills have proved that the 
Uster values of yarns spun with NT-86/S are much lower especially in thick and 
thin places of the apron.

 Following two �gures show the results of these tests. One of them was carried out 
at the Ege University, yarn count Ne 30/1 carded and the other one was spun at 
Dinarsu, yarn count 35/1 acrylics (Iong �ber). The results show that the reason of 
the quality improvement, (especially the Uster values and the thick and thin 
places) originate from the regularity of the top apron. The test results show 
further, how important the thickness variation of an apron is.



1.5. OPEN APRONS AND 
REASONS WHICH EFFECT 
THE RUNNING BEHAVIOUR 

Open aprons are a rapid and economical 
solution to replace the broken endless 
aprons for di�erent reasons. It is advisable 
that, the number of open aprons should not 
exceed 20 % of the total number of spindles 
on one machine. Otherwise, the number of 
breakages and the Uster Values can increase. 
For that reason using  open aprons must be 
taken as a temporary solution, and should be 
replaced with endless aprons by every 
general overhaul of the machine.  

You can achieve good results with ASTEKS bottom aprons if you take 
care of the following points:

1-The skived part of the apron should easily pass the cylinder during rotating. To 
achieve this, the apron must be attached in rotating direction. If not, the apron will 
be hindered during passing over the cylinder. Due to this reason, the glueing part 
will be forced to be broken.



3-One of the main reasons for 
rupture of the open aprons is 
unsu�cient pressure during 
glueing. Therefore, pressing 
process should Iast until 
complete drying of the glued 
place has been achieved.

2-The skived part should never 
be thicker than the apron itself. 
Never use too much adhesive 
during glueing. Excessive 
adhesive will cause to thickness 
and hardness of the glued part 
which prolongs the drying time.

4-By using the special gloves, which are delivered with ASTEKS open apron 
adhesives, a reliable, clean and rapid gluenig can be achieved. We recommend 
to use these gloves during glueing.

5-The glueing force of an adhesive is very important. The ''Cyona Acrylat'' type 
adhesives have an application Iife of appr. 6 months, and must be kept in cool 
environment during the transport to the user. Otherwise, apron will not stick 
properly or will rupture soon.



The aprons should be kept 
in closed places and be 
protected from Iight. 
Under normal conditions 
the air contains (O3) 
ozone. Besides that, the 
electrical motors transform 
(O2) to ozone. This 
concentrated amount of 
ozone in the air of 
spinning hall will 
continously be circulated 
and a�ect the aprons 
negatively. The ozone 
Ieads rubber to become 
aged. For that reason, to 
store the aprons in Iong 
period of time should be 
avoided. They should be 
stored in their original 
package under Iow 
humidity conditions. 

The aprons should never 
be put out of their original 
package onto a shelf. 
Otherwise, the surface of 
the aprons will be 
damaged through Iight.

1.6.  STORAGE AND MAINTENANCE OF APRONS

accurate storage

wrong storage




