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Abstract

Sewing process is one of the most important operations in the clothing industry. It is also an
important part of assembling some technical textile products. Every day, millions of products
ranging from shirts to automotive airbags are sewn. Hence, even a minor improvement may
result in significant commercial and performance benefits. The biggest issue with high speed
sewing is the damage caused by heating of the needle on the sewing thread and the fabric.
Sewing thread undergoes repeated abrasion and passes through the needle eye resulting in a
friction with the needle; on the other hand the friction between the needle and the fabric
during its penetration through the fabric layer(s) causes an increase in the needle temperature.
This hot needle causes damage to the thread, the fabric and finally a loss in productivity. This
work described in this dissertation aims at understanding the various processes causing a
heating of the needle, with the needle’s temperature measurement and prediction. It also
explores certain methods which may possibly improve the productivity of the sewing
operation by reducing the needle temperature without compromising the sewing speed.

This work covers the experimental techniques to measure the sewing needle
temperature. Three methods (thermal camera, inserted thermocouple and thermocouple touch
method) are compared under different sewing conditions. It was found that the thermal
camera got influenced by the low emissivity of the needle and it is very difficult to measure at
speeds higher than 3000r/min. Inserted thermocouple method showed repeatable results with
the lowest deviation. On the other hand, the thermocouple touch method could be used to
provide an estimation of the needle temperature since the delay in contact between the needle
and the thermocouple provides lower values of needle temperature as compared to the
inserted thermocouple method.

It was observed that the sewing speed, the thread count, the sewing time, the fabric
structure and thickness had major impact on sewing needle temperature. On the other hand,
ambient humidity, ambient temperature, stitch density and needle parameters played a minor
role in heating of the sewing needle.

Cooling of hot needle by a vortex stream of cold air is the common method in industry
to decrease the needle temperature. In this research, a 10 second of cooling time was
suggested at the time of machine stoppage or deceleration. This technique provides similar
results as compared to the continuous vortex cooling, but significantly saves the energy
consumption.

Lubrication is the second most common technique in industry for decreasing the
needle temperature after the cooling air. Results of this research show that, to decrease needle
temperature, it’s not productive to use lubricants if the machine speed is less than 2500 r/min;
whereas for higher machine speeds, it’s recommended to add 3-4% of lubricant to the sewing
thread.

It was observed that the tensile properties of the used sewing threads decreased
dramatically for machine speeds higher than 3000r/min; where about 40% loss of tensile
strength was recorded for sewing threads at machine speed of 4000 r/min. The tensile
properties of the sewing threads were also measured at different sections of the sewing
machine to examine the effect of the needle temperature as well as the abrasion by the tension
devices.



This research presents the methodology for evenly coating the sewing needle with a
diamond like carbon (DLC) layer. DLC coatings are well known for decreasing the friction
properties of heavy machine parts like engines and pistons. In this research, the sewing needle
(a very thin metal) was coated evenly with the DLC layer. There were minor differences
observed in the properties of stitched thread after sewing using a DLC coated needle.

Finally, a simple analytical model was developed to calculate the needle temperature
at its steady state from a set of parameters that includes: friction coefficients, friction forces
and thread tension. A linear equation was obtained for the temperature of the needle related to
the machine speed as an independent variable. It was found that the model could predict the
maximum needle temperature that can be attained during a continuous sewing process of
more than 12 seconds with a reasonable accuracy. The important role of the sewing thread in
contributing towards the needle temperature was also established by this simple theory which
corroborates with the experimental observations.

Keywords: Needle heating, sewing machine, needle cooling, needle temperature prediction,
sewing thread, needle coating.



Anotace

vvvvvv

soucasti pii sestavovani nekterych technickych textilnich produkti. Kazdy den se usiji
miliony produktti od kosil az po airbagy. Proto i malé vylepSeni miZze mit za nasledek
vyznamné obchodni a vykonnostni vyhody. Nejvétsim problémem pfi vysokorychlostnim Siti
je poskozeni zptisobeno zahiivanim jehly na niti a materialu. Sici nit podléha opakovanému
odéru a prochazi ockem jehly, coz vede k tieni s jehlou; na druhé stran¢ tfeni mezi jehlou a
materidlem béhem pronikédni ptes vrstvu materidlu zptsobuje narist teploty jehly. Tato horka
jehla zptisobuje poskozeni nité, materidlu a nakonec i ztratu produktivity.

Tato disertacni prace se zaméfuje na pochopeni riznych procest zplsobujicich zahtfivani
jehly, s méfenimi a predikei teploty jehly. Prace také zkouma urcité metody, které by mohly
zlepsit produktivitu Siciho procesu snizenim teploty jehly bez ohrozeni rychlosti Siti.

Tato prace zahrnuje experimentalni techniky pro méfeni teploty Sici jehly. Tti metody (termo
kamera, vlozeny termoclanek a dotykovd metoda pomoci termoclanku) jsou porovnavany pfi
riznych podminkéch Siti. Bylo zji§téno, Ze termo kamera byla ovlivnéna nizkou emisivitou
jehly a je velmi obtizné provadét mefeni pii rychlosti vyssi nez 3000 ot / min. Metoda s
vlozenym termoclankem ukazuje opakovatelné vysledky s nejniz§i odchylkou. Na druhé
strané by dotykova metoda s termoc¢lankem mohla byt pouzita pro poskytnuti odhadu teploty
jehly, protoZe zpozdéni v kontaktu mezi jehlou a termoclankem poskytuje nizSi hodnoty
teploty jehly ve srovnani se zptisobem vlozeného termoclanku.

Bylo zjisténo, Ze rychlost Siti, pocet niti, Cas Siti, struktura materialu a tloustka mély hlavni
vliv na teplotu Sici jehly. Na druhé stran¢, parametry jako okolni vlhkost, okolni teplota,
hustota stehu a parametry jehly hraly mensi roli v zahtivani Sici jehly.

Chlazeni horké jehly ve vifivém proudu studeného vzduchu je bézny postup pouzivany v
pramyslu ke snizeni teploty jehly. V tomto vyzkumu byla navrzena doba chlazeni 10 sekund v
okamziku zastaveni stroje nebo jeho zpomaleni. Tato technika poskytuje podobné vysledky
pii porovnavani s kontinudlnim virovym chlazenim, ale vyrazné Setii spotfebu energie.

Mazani je druhou nejcastéjsi technikou v primyslu pro sniZeni teploty jehly po chlazeni
vzduchem. Vysledky tohoto vyzkumu ukazuji, Ze ke sniZeni teploty jehly neni produktivni
pouzivat lubrikanty, pokud je rychlost stroje niz8i nez 2500 ot / min vzhledem k tomu, Ze pro
vys$i rychlosti stroje je doporuceno piidat 3-4% maziva do Sicich niti.

Bylo pozorovano, Ze tahové vlastnosti pouzitych Sicich niti se dramaticky snizily pfi
rychlostech stroje vySSich nez 3000 ot / min; kde asi 40% ztrata pevnosti v tahu pro Sici nité
byla zaznamenéna pii otackach stroje 4000 ot / min. Tahové vlastnosti Sicich niti byly také
méfeny v riznych Castech Siciho stroje kvili zkoumani vlivu teploty jehly, jakoz 1 odéru
pomoci napinacich zatizeni.

Tento vyzkum ptedstavuje metodiku pro rovnomérné potazeni Sici jehly s tzv. "Diamond like
carbon" (DLC) vrstvou. DLC povlaky jsou dobfe znamé pro snizeni tfecich vlastnosti riznych
¢asti t€zkych stroji, jako jsou motory a pisty. V tomto vyzkumu, Sici jehla (velmi tenky kov)
byla potazena rovnomérné DLC vrstvou. Byly pozorovany drobné rozdily ve vlastnostech niti
v stehu, po Siti s jehlou s DLC povlakem.



Na zéavér byl vyvinut jednoduchy analyticky model pro vypocet teploty jehly ve svém
ustaleném stavu ze souboru parametrii, ktery obsahuje koeficienty tfeni, tieci sily a napéti
nit€¢. Linedrni rovnice byla ziskédna pro teplotu jehly vztahujici se k rychlosti stroje jako
nezavisla proménnd. Bylo zjisténo, Ze model by mohl predikovat maximalni teplotu jehly,
kterda muze byt dosazena v prubéhu kontinualniho procesu Siti pfi vice nez 12 vtefinach s
dostateCnou piesnosti. Pomoci této jednoduché teorie byla prokazana dilezitd role nité v
prispivani k teploté jehly, coz potvrzuje experimentalni pozorovani.

Kli¢ova slova: Zahiivani jehly, Sici  stroj, chlazeni jehly, predikce teploty jehly, Sici
nit, povlak jehly
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1 Introduction

Industrial sewing is one of the most common operations in the manufacturing of garments,
shoes, upholstery and technical fabrics for automobiles. Every day, millions of products
ranging from shirts to automotive airbags are sewn using industrial sewing machines. Heavy
industrial sewing, such as that used in the manufacture of automobile seat cushions, backs and
airbags, requires not only high production but also high sewing quality (i.e. better appearance
and seam strength). Typically, the material being sewn includes single and multiple plies of
fabric or leather, sometimes backed with plastics, and needle heat-up is a major problem on
the sewing floor. In recent years, in order to increase production, high-speed sewing has been
extensively used. Currently, sewing speeds range from 1000-6000r/min. In heavy industrial

sewing, typical sewing speeds range from 1000-3000r/min.

Depending on the sewing conditions, maximum needle temperatures range from
100°C~300°C [1]. This high temperature weakens the thread, since thread tensile strength is a
function of temperature, resulting in decreased production [2]. In addition, the final stitched
thread has 30-40% less strength than the parent threads [3]. Very high temperature of the
needle can also damage the materials such as some synthetic fabrics or plastics which come in
direct contact with the needle during sewing process. Since generally an increase in the
machine speed is accompanied by an increase in the needle temperature, an optimization is
often required. Therefore, it is important to understand the causes of the heating of needle in a
sewing machine and to be able to predict the maximum needle temperature from the various

parameters of the machine, process and material.

However, the temperature of the needle of a sewing machine during its operation is a difficult
thing to measure since the needle moves at a very high speed and its size is generally not very
big [4]. Nevertheless various methods for measuring needle temperature, such as infrared
pyrometer, thermocouple and temperature sensitive waxes, have been used. Sondhelm [5]
used a lacquer painted in the needle groove to observe a change of colour with temperature.
Laughlin [6] tried to measure needle temperature through infrared measurement from the
needle using a lead-sulphide photocell. Recently Yukseloglu et al [7] have observed the
needle temperature by thermal camera for polyester blend fabrics for sewing speed of
3000r/min using chromium needle and the emissivity was considered as 0.07. For infrared
temperature measurement, there is a problem in calibration because the amount of radiation

emitted at higher temperature depends on the surface characteristics [8]. The emissivity of



each needle must be determined individually and, indeed, the emissivity might change during
high speed sewing process. Another technique using thermocouples was later developed by
Dorkin and Chamberlain [9]. There are few theoretical models available to predict sewing
needle temperature [4, 8, 10, 11]. Trung et al [10] used Finite Element Analysis (FEA) model,
Q. Li et al and Howard [4,11] have used analytical as well as FEA models and reported that
the FEA approach gives much better accuracy compared to their analytical models which had
an average error of 25%. As a result of such variety of measuring methods used by various
researchers, it is sometimes difficult to compare the results reported in literature.
Nevertheless, as a result of improved understanding of the causes of sewing damage, many
technical developments such as improved needle design [12,13] fabric finishes [14], thread
lubrication and needle coolers [15,16] have taken place over the years.



2 Purpose and aims of the thesis

The aim of the research is to;

2.1

2.2

2.3

2.4

2.5

Develop an experimental technique to measure the sewing needle
temperature.

Determine the factors affecting the needle temperature.

Evaluate the effectiveness of common methods used for industrial needle
cooling.

Examine the effects of needle heat on sewing thread.

Analyze theoretically the sewing needle temperature.

Develop an experimental technique to measure the sewing needle
temperature

Apply the three described measuring methods (thermal camera, inserted
thermocouple method and thermocouple touch method).

Study the effectiveness of each method.

Compare mentioned methods at different conditions.

Recommend the optimum and limiting operating conditions for each method.
Determine the factors affecting the needle temperature.

Select affecting parameters based on the available literature and the practical
experience.

Design experimental procedure for studying the effect of each parameter.
Analyze the significance effect of each factor and the interaction between
them.

Evaluate the effectiveness of common methods used for industrial needle
cooling.

Applying the cooling methods.

Measuring the dynamic needle’s temperature as well as the tensile properties
of the sewing thread.

Optimize the operating cooling conditions.

Examine the effects of needle heat on sewing thread.

Study the factors affecting the tensile properties of sewing thread (heat and
abrasion).

Evaluate the tensile properties at different sections of the sewing machine.
Examine the indirect effect of the machine speed on the tensile properties.
Analysing theoretically the sewing needle temperature

Develop an analytical model for predicting the needle temperature.

Conduct experimental verification for the model.

Compare the model’s results with literature values.



3 Overview of the current state of the problem

3.1

3.2

3.3

The role of sewing thread

There are two different school of thoughts for the cause of sewing needle heating.
Some researcher [2, 9, 16, 23] believe sewing thread as a heat sink taking heat away
from the hot needle. It is reported that needle decreases when sewing thread is used,
friction between needle and fabric is considered as the major source of the needle
heating.

On the other hand the researchers [7, 8, 31] report the increase in needle temperature
when sewing thread is used, showing the sewing thread as heat source and applies the
friction heat to the needle. It is reported that the needle temperature rises before the
needle punctures the fabric.

» Therefore, it’s necessary to examine the role of sewing thread in needle heating.

Experimental techniques

The experimental verification by most of the researchers is done by the infrared or
pyrometer method, which get influenced by the low emissivity of needle, changing
emissivity of needle during the process and bigger measurement spot of the infrared
heat measurement devices. First of all, it’s necessary to experimentally verify the
needle temperature using different techniques and observe the major factors that
cause the increase of needle temperature.

» Therefore, emissivity with contactless and discontinuity of measurement with the

contact method is an unavoidable limitation.

Effectiveness of cooling techniques

The effect of forced air cooling on needle temperature needs more investigation in
terms of the required temperature of air and the time of exposure. Similarly, the
amount of lubricant to decrease the needle temperature should be studied as this
amount might affect the tensile properties of the sewing thread.

» Therefore, the effect of cooling by air and lubrication needs more investigation.



4 Used methods, study material

There are multiple efforts in the past to experimentally observe the sewing needle heating.
The experimental techniques to measure sewing needle temperature can be classifies as;

Temperature

sensitive materials
(waxes, paint,
Contact method colours),
Thermocouples
(touch method,
Experimental inserted method)
Measurement
Infrared technique
Contact-less method (thermal camera,
pyrometer)

Finite Element
Amnalysis
Lumped variable
Theoretical
prediction
Sliding Contact
method
Amnalytical Model

Figure 1 Classification of Sewing needle temperature measurement

Sewing needle
temperature
measurement

In our research we measured needle temperature at high speed sewing by three methods
(thermal camera, inserted thermocouple method and thermocouple touch method). Conditions
for all experiments were kept constant at 26°C and 65% RH. The devices used for the
experiments are listed below:

Lockstitch machine (Brother Company, DD7100-905).

Thermal camera P60 and X6450 from the FLIR Company.

Thermocouple by Omega (K type 5SC-TT-(K)-36-(36)) for the inserted method.
Thermocouple by Omega (5SC-GG-(K)-30-36) for the touch method.
Thermocouple by Omega -wireless device and receiver (MWTC-D-K-868).
Needles (Groz-Becker 100/16) R- type.

Relevant parameters of the sewing thread are shown in Table 1.

Relevant parameters of the denim fabric are shown in Table 2.

Table 1 Sewing thread used for the experiments

y Coefficient
Company Fineness Twist Twist direction of friction
Thread type name (Tex) (t/m) (ply/single) M
Polyester—polyester AMANN-Saba -

core spun C-80 20*2 660 ZIS 0.13




Table 2 Fabric used for the experiments

Fabric type Weave Weight | Ends/cm | Picks/cm | Fabric thickness

100%cotton Denim | 2/1 Twill | 257 g/m? | 25 20 0.035cm

All methods were tested 20 times each and the results were statistically analysed. Maximum
sewing time was 60 seconds for all techniques. The stitch density was kept constant at 5
stitches/cm and the sewing process was done both with and without thread to determine the
temperature difference caused by the sewing thread. All three methods are compared to
determine the suitable method of needle temperature measurement.

4.1 Thermal camera

The FLIR P60 is a manual thermal camera that measure temperature as triggered by the
operator, whereas the FLIR X6450 is a continuous filming camera. Therefore, the FLIR P60
was used for the emissivity measurement for the sewing process. All thermal cameras work
on the principal of emissivity of the object. For this test, the emissivity of the needle was
calculated by ASTM standard E 1933 — 99a [19] by painting a portion of needle with known
emissivity as shown in figure 2, and determined to be 0.08 for a chromium polished needle at
37°C. As the needle is thin and shiny, it is complicated to determine the exact emissivity, and
most researchers adopt the emissivity of the needle as that for polished chromium, which is
0.06 [7]. Even with knowing the emissivity of the needle, measurement is extremely difficult,
as the sewing process is fast and the needle moves at a rate of 1000-6000r/min. Another
problem is that the emission of the needle changes during the sewing process, as the surface
characteristics change [8]. Therefore, the FLIR P60 was used for the emissivity measurement
for the sewing process, and the X6450 was used for measuring the needle temperature during
the sewing process.

— Needle eye

<:| OMEGA paint
emissivity 0.96

<}:l Sewing needle

Figure 2 Needle temperature/emissivity measurement

The first experiment was conducted without thread at speeds of 1000-3000r/min; the standard
deviation increased sharply at 3000r/min. It is not possible to use the camera at speeds higher
than that as the needle is moving more than 3500r/min, which makes it impossible to focus
the camera on the needle. When the experiment was performed with thread even at 2,000 r/m,
it was difficult to measure the needle temperature, as the thread, which has an emissivity of
nearly 0.95 [20], significantly affects the needle measurement, which has extremely low
emissivity, as shown in Figure 4.



Figure 3 Thermal camera FLIR P60 Figure 4 Needle eye temperature measured by
with Lockstitch machine camera

Figure 5 shows the needle temperature measured by the thermal camera with an increase of
sewing speed. The maximum machine speed used was 3000 r/min, as after this speed, it was
not possible to focus on the needle. Even at 3000 r/min the standard deviation was much
higher than at slower speeds. It can be seen that after 15 seconds of sewing, there was not
much difference in the needle temperature as the process stabilizes with the surroundings. The
needle temperature was higher compared to that measured when sewing without thread. The
mean needle temperature reached 135°C at speed of 3000 r/min, with thread after 60 seconds
of sewing.

Needle temperature by thermal camera

™ 1000r/min without thread
ii 2000r /min without thread
& 3000r/min without thread
&5 1000r/min with thread
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140
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Sewing Time[s]
Figure 5 Needle temperature measured by thermal camera

The thermal camera was placed at position B, as shown in Figure 6. Even changing the
position from A or C caused a significant change in the recorded needle temperature; this
might be attributed to the surrounding energy sources, which receive reflection from the shiny
needle. These energy sources are quiet hard to omit, and performing the sewing process under
an enclosed black box is not suitable for determining the exact needle temperature as the
surrounding conditions will not be same as those on the sewing floor. In our research we
covered the surrounding with black fabric to minimise the energy sources from other object to
get reflected from sewing needle.



A

Rv..
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Thermocamera

Sewing Machine

Figure 1 Placement of thermal camera

4.2 Thermocouple touch method

In this method, a thermocouple by Omega (5SC-GG-(K)-30-36) was used to measure the
sewing needle temperature. The sewing process was done for 10-, 20-, 30- and 60-second
time periods, and the thermocouple was manually touched to the eye of the needle to measure
its temperature. This method involved a degree of human error, as the thermocouple was
applied to the needle just after the sewing process finished. Being quick when applying the
thermocouple and taking multiple observations for each time period reduces the percentage of
error, however, the needle temperature results were still much lower when compared with the
other methods, as the needle dropped heat very quickly. Figure 7 shows the thermocouple and
the placement of the thermocouple after each sewing process interval.

Figure 2 Thermocouple placement for thermocouple touch method

Figure 8 shows the needle temperature at the different sewing speeds; the maximum machine
speed was 4000 r/min, which shows a mean temperature of 98°C after 60 seconds of sewing
without thread, whereas the needle temperature of 122°C is recorded for sewing with thread
under same conditions. It is observed that the needle temperature rises with higher sewing
speed and sewing time .The needle temperature with thread is higher as compared to dry
sewing (without thread).



Needle temperature by thermocouple touch method
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Figure 8 Needle temperature measured by the thermocouple touch method

4.3 Inserted thermocouple method

In this method for measuring sewing needle temperature, technique of inserting thermocouple
inside needle groove patent by Hes [18] still remains a novel approach to practically measure
the sewing needle temperature. A thermocouple by Omega (K type 5SC-TT-(K)-36-(36)) was
inserted into the groove of the sewing needle and soldered. The thermocouple was located
near the eye of the needle to measure the exact needle temperature, and the temperature was
measured at different sewing speeds. This method proved to be very efficient as it provided
continuous changes in needle temperature every second and it had a low standard deviation.
Figures 9 show the placement of the thermocouple inside the needle groove. The
thermocouple remained inside the needle groove during the sewing process and measurements
were recorded wirelessly on a computer through a wireless end device (MWTC-D-K-
868).The Figure 10 shows the inserted thermocouple measurement method during the sewing
process the legend 1 is thermocouple wire, 2 is needle groove, 3 is sewing thread and 4 is the
needle eye.

Figure 3 Sewing needle with thermocouple Figure 10 Placement of the thermocouple



Figure 11 shows the needle temperature measured by the inserted thermocouple at sewing
machine speed 1000-4000 r/min for both sewing with and without thread. This method proved
to be efficient for the different machine speeds and had a lower standard deviation as
compared to the other methods of measurement.

Need|e temperature by Inserted thermocouple method
250

1000r/min without thread
82000r/min without thread
[03000r/min without thread
84000r/min without thread
W 1000r/min with thread I
W2000r/min with thread I
3000r/min with thread I
W4000r/min with thread

g Z =

Needle temperature [°C]

v
=}

Sewing Time[s]

Figure 11 Needle temperature measured by the inserted thermocouple method

Figure 12 shows the needle temperature (with thread) comparison for the different methods of
measurement at a machine speed of 3000 r/min. The inserted thermocouple method shows the
highest needle temperature after 60 seconds of sewing with the lowest standard deviation,
followed by the thermal camera measurement, which had the highest standard deviation. The
thermocouple touch method shows the lowest temperature of the three methods of
measurement. It was impossible to measure the needle temperature with the thermal camera at
speeds higher than 3000 r/min; therefore, the thermocouple touch method and the inserted
thermocouple method were used to measure needle temperatures at sewing speeds of 4000
r/min, both with and without thread. The inserted thermocouple method shows significant
temperature differences between the tests performed with and without thread. Each
experiment was repeated for 30 times.

Comparison of needle temperature measurement by
different techniques
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Figure 12 Comparison of the needle (with thread) temperature measurement methods
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Thermal cameras was not a suitable method for measurement of sewing needle temperature.
The emissivity of the needle posed a major problem and changed the surface properties [8];
during the normal sewing process, surrounding energy sources reflected off the needle
surface. Keeping the same emissivity caused a large standard deviation in the needle
temperature measurement, and it was even higher when sewing was done with thread. The
thermal camera works on emissivity, and a needle with low emissivity and thread with high
emissivity are too close differentiate by the thermal camera. All three methods of needle
temperature measurement shows that the needle temperature was higher when sewing with
thread as compared to dry sewing.The thermocouple touch method resulted in the lowest
measured needle temperature, which was most likely due to measurement time delays.The
inserted thermocouple appeared to be an efficient method of measurement. Wireless data
transfer makes it possible to record needle temperatures each second at all sewing speeds.

All three methods of needle temperature measurement shows that the needle temperature was
higher when sewing with thread as compared to dry sewing.
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5 Summary of the results achieved

5.1 Factors affecting needle temperature
The inserted thermocouple method showed repeatable results with minimum deviation, so this

method is used to examine the effect of different factors on sewing needle temperature. Some
of the factors are also reported by previous researchers [4, 7, 8], but there are many factors
which influences the needle temperature and not been discussed before. In this research some
very common industrial sewing thread as shown in table 3 were tested under different sewing

conditions to observe the effects of different factors on sewing needle temperature.

Table 3 Common industrial sewing threads used for the experiment

Thread | Coef. of
count friction
Thread Name Composition tex vl

Merciful 24/2 long-staple mercerised cotton 70 0.40
Merecifil 40 long-staple mercerised cotton 50 0.20
Mercifil 50 long-staple mercerised cotton 40 0.14
Rasant 35 Polyester-cotton corespun 80 0.30
Rasant 50 Polyester-cotton corespun 60 0.18
Rasant 75 Polyester-cotton corespun 40 0.14
Saba C35 Polyester-Polyester corespun thread 80 0.30
Saba C50 Polyester-Polyester corespun thread 60 0.17
Sabab C80 Polyester-Polyester corespun thread 40 0.13
Ctech 80 polyester filament +Carbon 35 0.11

Figure 13 shows that needle temperature rises with longer time of sewing but the increase is
dramatic till 10 s of sewing, as after this time the needle system get stabilize with the
environment temperature. The needle temperature also rises with the increase of sewing
speed. The maximum needle temperature was recorded for the sewing threads made from
cotton, as cotton has higher hairiness to cause more friction at the needle eye, which causes
higher frictional heat. This needle heat is dissipated to surrounding through conduction to
needle holder and also by convection through airflow (surrounding airflow and air forced at
the needle eye with the sewing thread), whereas the heat dissipation through radiation might
be very low as needle is thin and shiny with emissivity of less than 0.08 [8].
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Sewing needle temperature after 30sec of continuous sewing
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Figure 13 Needle temperature under different sewing conditions

The SEM images of each type of sewing thread after 4700r/min of sewing is shown in Figure
14.The broken and protruding fibers are visible on each thread, the melting of the fibers can
be observed for the polyester based threads.

Saba C-35 Rasant 35 Mercifil 24/2 Ctech 80

Figure 14 SEM images of the threads after sewing (machine speed 4700r/min)

This research work presents a discussion on the effect of different factors on the sewing
needle temperature; it was observed that the sewing speed, the thread count, the sewing time,
the fabric thickness had major impact on sewing needle temperature. On the other hand,
ambient humidity, ambient temperature, stitch density and needle parameters played a minor
role in heating of the sewing needle. Needle temperature for denim fabric is also measured at
different speeds of sewing, sewing time, stitch density and number of fabric layers. A multiple
regression analysis is done to obtain the coefficients, and the derived equation was used to
predict the needle temperature.

5.2 Influence of cooling time on tensile properties of thread

Hot needle greatly influences the tensile properties of sewing thread. To measure the
impact the needle thread is pulled out of the seam by precisely cutting the bobbin thread.
Tensile properties like tenacity, initial modulus and breaking elongation of the thread were
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tested 20 times each to observe the effect of the cooling time on the thread strength. It was
seen that sewing without cooling showed the weakest thread, where the tenacity was
decreased to 26% at 4700 r/min for the sewing thread (Saba C-80); however, the sewing with
continuous cooling and partial cooling (10 sec) showed almost the same tenacity of the seam
thread. Figure 15 shows the tenacity of the thread for the Saba c-80 at different speeds and
cooling times. The effect of the needle heat is quite visible at speeds higher than 3000 r/min.

Tenacity of thread(saba-C80 for different cooling periods)
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Figure 15 Tenacity of thread (Saba C-80) at different speeds and cooling times.

Figure 16 shows the tenacity of the thread (Sabac-35), sewing without cooling shows the
weakest thread, where the tenacity of the thread is decreased to 30% at 4700 r/min, which is
4% higher than the thread Saba C-80; however, sewing with continuous cooling and partial
cooling (10 sec) shows a minor difference in tenacity of the seam thread. The effect of the
needle heat is quite visible for 3000 r/min and higher.
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Figure 16 Tenacity of thread (Saba c-35) at different speeds and cooling times.

The major outcomes from this part are highlighted below:

e Air cooling (Vortex) is an effective way of decreasing needle temperature, and the
continuous cooling method decreases the needle temperature by nearly 100°C at
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5.3

4000 r/min and 4700 r/min; whereas the 10 sec cooling at the time of machine
stoppage decreases the needle temperature by 92°C at 4000 r/min and 4700 r/min.

e At high speed sewing, the contact time between the thread and needle is very low,
but as the machine comes to a complete stop, the contact time of the thread and
needle is relatively higher, which causes damage to the sewing thread. The results
represents that cooling at the time of machine stoppage and continuous cooling
show the same results in terms of thread tensile properties.

e Cooling only at the time of machine stoppage can also cause decrease in energy
consumption at sewing industry due to low usage of compressed air.

e Industrial sewing machine producers must operate the air cooling device with the
machine speed pedal, which operates at 3000r/min and higher, and at the time of
machine deceleration.

e Cooling only at time of machine stoppage can be used for sewing operations like
on bed sheets, curtain or long length stitches, where a straight long time sewing is
made and cooling at time of machine stoppage can save energy consumption.

Effect of lubricant on sewing needle temperature

Lubricants cause the decrease in friction coefficient of sewing threads and are
commonly used in sewing industries [21-22]. The lubricant improves the surface finish
which causes the decrease of friction between yarn and the metal object and most
lubrication is intended to decrease yarn to metal friction. In recent publication, it was
reported that the amount of lubricant used have a profound effect on friction, and
lubricants linearly decreases the coefficient of friction in sewing threads [26]. Sewing
thread lubricant always contains silicon, because silicon provides the heat protection
and friction reduction in sewing threads. It is accepted that silicones are poor conductor
of heat but good release agent and causes reduction in coefficient of friction for sewing
threads [25].

Due to high strength and durability of polyester-polyester (PET-PET) core-spun thread,
it is the most common sewing thread used in apparel industry. High amount of
lubricant are applied to decrease friction and needle temperature [26]. In our research
we measured the effect of different amount of lubricant on needle temperature,
coefficient of friction and breaking tenacity of PET-PET core-spun thread.

Figure 20 shows the effect of lubricant amount on breaking tenacity of sewing thread
before sewing.

Effect of lubricant amount on breaking tenacity of sewing thread
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Figure 17 Effect of lubricant amount on breaking tenacity of sewing thread (before sewing).
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Figure 18 shows the contour plots of needle temperature, breaking tenacity and extension at
break of stitched thread laid one above each other. This graphical representation shows the
effect of lubricant amount and sewing speed on needle temperature, thread tenacity and
extension at break. It is visible from the contour plots that it’s not economical to use lubricant
if sewing speed is less than 2000r/min, whereas for sewing speed of 2500r/min and higher the
most feasible region of sewing is for lubricant amount of 2-4%(feasible region of sewing is
shown by purple colour lines in contour plots).The higher amount of lubricant decreases the
needle temperature and thread tenacity. To obtain highest tensile properties and maximum
sewing speed it is recommended to use 2-4% of lubricant amount, but if it’s necessary to
achieve lower needle temperature due to synthetic fabrics then lubricant amount of more than
3% can be used. The effect is same for all three counts of PET-PET cores-pun thread.
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Figure 18 Effect of lubricant amount and sewing speed on needle temperature, tenacity and breaking
extension of sewing thread (80 tex)

Figure 19-20 shows the SEM images of 80tex (Saba-C35) lubricated and non-lubricated
thread after 4000 r/min of sewing speed. The lubricated thread fibers are more intact with the
thread body whereas the non-lubricated thread shows broken and protruding fibers.
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Figure 19 Saba c-35 with 0% lubricant Figure 20 Saba c-35 with 4% lubricant

It is visible that breaking tenacity decreases with the amount of lubricant. As the
lubricant might penetrates inside the yarn, it might decreases the fiber to fiber friction
and make it slippery for the fibers to hold each other. As shown in figure 20 the breaking
tenacity of thread is decreases by nearly 4-7% when the lubricant amount is 7%.There is
a linear decrease in breaking tenacity of thread for all thread counts with increase of
lubricant amount

Lubricants are mainly used for reduction of coefficient of friction for sewing thread. It is
true that the coefficient of friction of sewing threads and needle temperature decreases
with the increase of lubricant amount, It might be possible that higher amount of
lubricant decrease the friction between fiber to fiber inside the thread, this slippery
condition between fiber to fiber causes the decrease of breaking tenacity of sewing
thread.

In this work, it is visible that there is minor decrease in breaking tenacity of stitched
thread with the addition of lubricant for sewing speeds till 2500r/min. From economical
point of view it’s not wise to use lubricant if sewing speed is less than 2000r/min
whereas for sewing speed of 2500r/min and higher the most feasible condition of sewing
is for lubricant amount of 2-4%.The needle temperature is less than 130°C at this sewing
speed and has insignificant effect on the sewing thread.

It is advised to use the lubricant when sewing speed is 2500r/min and higher. The higher
amount of lubricant decreases the needle temperature and thread tenacity .To obtain
highest tensile properties and maximum sewing speed it is recommended to use 2-4% of
lubricant amount, but if it’s necessary to achieve lower needle temperature due to
synthetic fabrics then lubricant amount of more than 3% can be used.

It is observed that coefficient of friction decreases with the increase in lubricant amount.
There is nearly 35% decrease in coefficient of friction when the lubricant amount is 7%.
Needle temperature decreases linearly with the increase of lubricant amount, there is
nearly 30% reduction in needle temperature when lubricant amount is 7% as compared to
needle temperature without lubricant on sewing thread.
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5.4 Effect of the needle heat on tensile properties of sewing thread

The tensile properties of sewing threads are the key parameter at sewing floor is. In our
research we measured the breaking tenacity and elongation at break of the sewing thread
using INSTRON Tensile strength tester according to standard ASTM 2256 [24]. All sewing
threads are tested before sewing and after sewing process, the stitched thread is carefully
removed from the seam by cutting the bobbin thread for tensile testing. Each thread is
measured 30 times each for all speeds of sewing respectively

Figure 21 shows that there is a strong linear relation between needle temperature and speed of
machine, experimental result also shows a strong negative linear relationship between speed
of machine and tenacity of sewing thread, at 4700 rpm of machine the sewing thread exhibit
nearly 50% decrease in tenacity.

Needle temperaturea and tenacity of thread (Saba C-35) at different speeds of machine
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Figure 21 Needle temperature and Tenacity of sewing thread

Figure 22 shows the images of sewing thread (Saba c-35) after continuous sewing of 15
seconds for different sewing speeds, the melted fibers can be easily seen In the SEM image of
sewing speed of 4700r/min.
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5.5 Analytical model to predict the needle temperature
Analytical models offer simplicity and less computational demands with reasonable accuracy,

on the other hand, numerical simulation gives better accuracy but is complicated and time
consuming. In this study, unlike the previous models, two sources of frictional heating have
been considered as a general case. The two sources are one due to contact friction between the
needle surface with fabric and the other due to the contact friction between the inner edge of
the needle’s eye and the sewing thread.

In this model, the following assumptions are used:

» Needle, sewing thread and fabric are all at room temperature T; initially before
the sewing starts.

» The needle has uniform material properties throughout its length and can be

assumed as a cylinder

» The thermal conductivity of needle material A, is much higher than the thermal
conductivity of the sewing thread Ay as well as than the thermal conductivity of the
fabric Ag. Here it is implicitly assumed that both the yarn and fabric can be
assumed to have lumped thermal properties, i.e., each has uniform thermal
conductivities, represented by single values.

» Since the total needle surface area is small, radiation heat loss is neglected.

 In this model, it is approximated that the friction heat is given as Q = F.v [1]
where F is friction force and v is the relative velocity of the rubbing surfaces. The
needle gains heat energy due to frictional rubbing with the fabric. The needle also

gains heat due to frictional rubbing between the sewing thread and the needle eye.

* In case of the heat generated due to frictional rubbing between two materials,
part of the generated heat will go to one and the rest will go to the other material.
Here it is assumed that there is no other way of heat loss at the points of friction. A
partition ratio, y is considered to calculate the heat distribution between the
rubbing surfaces. In this study, the partition ratio is calculated using the Charron’s

relation [27] as

1
Y=o 1)
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Where &y = :—i, N denotes the needle and i denotes the other rubbing material in
N

contact, and b is the thermal absorptivity of the respective materials the calculated

value given as b = /(p X C X 1), where p is the density of the material, C is the

specific heat of the material and A is the thermal conductivity.

» The heat partition ratio between needle and fabric is yzy and between needle

and sewing thread is yyy.

Heat is generated during the sewing process as a result of friction between the needle-fabric
and needle-yarn. In this analysis, a steady-state condition is considered in which the amount
of heat generated by friction exactly equals the amount of heat loss by the needle .The

complex shape of needle is neglected, and it is treated as a uniform cylinder.

The heat generated due to rubbing between the surface of needle and the fabric can be

expressed as

Qrn = VN X Upn X Fpy X Vpy (2)

The heat generated due to rubbing between the sewing yarn and the needle can be expressed

as

Qyn = Yyn X Uyn X Ty X c0s 0 X vyy ...(3)

Where

yny = Partition ratio of heat gain between needle and yarn using Charron’s relation
yrn = Partition ratio of heat gain between needle and fabric using Charron’s relation
uyy = coefficient of friction between needle and sewing thread

ugyn= coefficient of friction between fabric yarn and sewing thread

Fry= needle penetration force with the fabric

T,,= maximum tension of sewing thread during sewing cycle

6= the angle of sewing thread with needle
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vy = velocity of needle with respect to fabric

Maximum needle speed is linear function of machine speed with multiplier constant
Crn=0.0008

vyn= Velocity of thread with the needle

The total heat gain by the needle is therefore,

Qn = Qpn + Qyn o (4)

From 1st law of thermodynamics in a closed system,
Q=mxCyx(T—-T,) ... (5

Where

m = Mass of needle

Cn = Specific heat of needle

T =Final temperature of needle

Ti =Initial temperature of needle

Using equations 2, 3, 4 and 5

mxcy X (T =T;) =ypy X Upy X Fey X Vpy + Yyn X plyy X Ty X €05 0 X vyy ... (6)

The above equation, for a more precise result, should be solved by evaluating it numerically
over time as many of the variables present in equation (6) are complicated functions of time.
However, in order to simplify the calculations, the maximum value of Fgy and T will be
considered here for the prediction of maximum temperature of the needle, these values can
also be obtained from literature [28,29,30] . Similarly, the maximum relative speed between
the sewing yarn and the needle will be used as vy. As a further approximation, both vz, and
vyy Can be expressed as proportional to the machine speed vy,. If Cey and Cyy are the two
coefficients of these proportionalities respectively, then it can be obtained from equation (6)
that

T—T,=BXvy ..(7)
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Where

B =

—— X {¥rn X ey X Fpy X Cpy 4 Yyn X pyy X T X c0s 0 X Cyy} ... (8)

Thus, equation (7) indicates that the maximum needle temperature is a linear function of
machine speed. The prediction of maximum temperature of needle from the machine speed is
possible if the parameter B can be evaluated using equation (8).

This simple approach may be more useful for shop floor compared to the complicated
numerical methods.
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6 Evaluation of results and new findings

Needle heating is a serious issue for sewing industries and understanding the causes of
heating and applying this knowledge for reducing needle temperature during high speed
sewing can bring greater corporate benefits. It can be concluded from the present research

that:

Needle temperature can be precisely measured with inserted thermocouple method
which shows minimum standard deviation and higher repeatability as compared to
thermal camera or Thermocouple touch method. The thermal camera works on
emissivity, and a needle with low emissivity and thread with high emissivity are too
close to be differentiated by the thermal camera. All three methods of needle
temperature measurement showed that the needle temperature was higher when
sewing with thread as compared to dry sewing (without thread).

Multiple factors were considered in this research to determine their impact on sewing
needle temperature. It was observed that the sewing speed, the thread count, the
sewing time and the fabric thickness had significant impact on sewing needle
temperature. On the other hand, ambient humidity, ambient temperature, stitch density
and needle parameters played a minor role in heating of the sewing needle.

Air cooling (Vortex) is an effective way of decreasing needle temperature, and the
continuous cooling method decreases the needle temperature significantly. At high
speed sewing, the contact time between the thread and needle is very low, but as the
machine comes to a complete stop, the contact time of the thread and needle is
relatively higher, which causes the major damage to the sewing thread. The results
reflect this that cooling at the time of machine stoppage and continuous cooling show
the same results in terms of thread tensile properties. Cooling only at the time of
machine stoppage can save 60-80% on energy consumption. Industrial sewing
machine producers must operate the air cooling device with the machine speed pedal,
which operates at 3000r/min and higher, and at the time of machine deceleration.

The effect of lubricant amount on tensile properties of thread should always be
considered for sewing process. It is advised to use the lubricant when sewing speed is
2500r/min and higher. The higher amount of lubricant decreases the needle
temperature and thread tenacity. To obtain highest tensile properties and maximum
sewing speed it is recommended to use 2-4% of lubricant amount, but if it’s necessary
to achieve lower needle temperature due to synthetic fabrics then lubricant amount of
more than 3% can be used.

This research shows that needle temperature has a dominant influence on the strength
of sewing thread. Seam thread was considered as the thread with the weakest tensile
properties as compared to the parent thread but the research shows that the hot needle
also damages the thread when the machine stops after sewing and needle is in direct
contact with the thread. This needle-heat damaged thread eventually becomes part of
the next seam and causes loss in seam strength. It is recommended to waste 20 cm of
the thread after one complete sewing, so that the thread damaged at the needle eye
after machine stoppage should not be part of the next seam. As thread moves from
cone to the seam, it undergoes various stresses, there is a marginal decrease in tensile
strength for thread at 1000 and 2000 r/m of machine, whereas loss of tensile strength
of thread is much significant from 3000 r/m of machine and higher. Bobbin thread
interaction and needle heat are the two main causes of reduction of tensile strength,
breaking elongation and initial modulus of thread. In this section the loss of tensile
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strength is mainly due to bobbin thread interaction and friction of guides and tension
devices on machine, but due to high speed of machine the contact time between thread
and needle is much less to impact. That is why the thread at seam shows higher tensile
properties as compared to section of thread that stay in the hot needle after machine
stoppage.

It’s possible to cover the needle with DLC coating but the complex shape of the needle
eye makes it impossible to determine if the coating is evenly applied at the inside part
of the needle’s eye. DLC-coated needles along length shows better roughness property
as compared to normal needles by AFM measurement. Diamond polish is also
important step in bringing better surface properties of martial but the needle eye could
not be diamond polished due to the complex shape of the needle eye. There was a
small improvement noted in terms of tensile properties and needle temperature for
DLC coated needles.

In this work a simple analytical model was developed to calculate the needle
temperature at steady state from a set of parameters including friction coefficients,
friction forces, thread tension and a linear equation was obtained for the temperature
of the needle related to the machine speed as an independent variable. It was found
that the model could predict the maximum needle temperature that can be attained
during a continuous sewing process of more than 12 seconds with a reasonable
accuracy. The important role of the sewing thread in contributing towards the needle
temperature was also established both theoretically and experimentally. The presented
analytical model does not require extensive computation. As a result, it can be used to
estimate the needle temperature at sewing floor and provide valuable information for
optimizing the industrial sewing operation.
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Posudek skolitele disertaéni prace

Uchaze¢: Ing. Adnan Ahmed Mazari

Nazev disertalni prace: Studie zahfivani jehly primyslového $iciho stroje
Skolici pracovisté: TUL, FT, Katedra odévnictvi

Skolitel: Doc. Ing. Antonin Havelka, CSc.

Priimyslové nasazeni icich stroji zejména pro vyrobu technické konfekce - automobilové
sedacky, airbagy, bezpe¢nostni pasy atd. znamena vyznamné zvy$eni pozadavki na kvalitu
gictho procesu pti vysoké produktivité. Proto pozadavky na analyzu 8ictho procesu stoupaji
a tim i pozadovana znalost teplotnich poli 8icich jehel v procesu &itf a teoreticky rozbor
procesu 8iti.

Cile préce jsou definovany na zakladé rozsahlé re3erse (literatura odkazy majici 98 titult) a
sleduji zékladni aspekty analyzujici problematiky teploty 8ici jehly, jsou analyzovéany
moZnosti mé&feni. V definovanych cilech jsou vybrany nejdileZit&jsi faktory ovliviujici
teplotu jehly, v zavérenych ¢astech prace doktorand jednotlivé experimentalni metody a
studie shrnuje do teoretického modelu.

Doktorand v dané problematice provedl systematicky a iniciativné fadu experiment..
Provedl pomérné rozsahlou resersi tykajici se problematiky icich jehel. Na konferencich
nejen pozitivné ziskéval védomosti o dané problematice, ale také aktivné reprezentoval své
dosavadni vysledky. V jednotlivych kapitolach popisuje experimentalni techniky vhodné

k méfeni a komentuje vyhody a nevyhody. Zavér prace je teoreticky model, ktery vychazi
z ptedchozich jednotlivych kapitol.

P¥inos préace vidim ve dvou rovinkéch. V prvni roviné doktorand prezentuje vztah
vyjadfujici maximalni teplotu p¥i dané rychlosti iti. Vysledky tohoto teoretického modelu
analyzy jsou provazany s hodnotami experimentalné naméfenymi s velmi dobrou shodou.
V praktické oblasti vidim p¥inos zejména ve vysledcich uvedenych v kapitole 6 studujici
efekt lubrikace na teplotu, pevnost a taZnost niti.

Vyznam pro praktické vyuZiti spo¢ivd v modelovém objasnéni faktord ovliviiujicich sici
proces zejména teplotu jehel, pevnost a taZnost 8icich niti v zavislosti na ota¢kéch sictho
stroje.

Hodnotim piistup doktoranda k feené problematice jednozna¢ng kladné a mohu
konstatovat, Ze préace splituje poZzadavky, které jsou v disertaci kladené. Proto jako 8kolitel

doporutuji préci dékanovi FT k obhajobé. // .
Listof vic
V Liberci dne 26. 3. 2015 Doc. Ing. Antonin Havelka, CSc.
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KATEDRA FYZIKY

posta: Studentska 2, Liberec 46117 |Liberec
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URL: http://www.fp.tul.cz/kfy

Posudek disertacni préce Ing. Adnana Ahmeda Mazariho

A Study of the Needle Heating of Industrial Lockstitch Sewing Machine

Disertacni préce se zabyva studiem zahfivani jehly pfi Siti. Prace je svoji volbou tématu
aktualni. Zahtivani jehly mlZe zplsobovat poskozeni niti i ovlivnit kvalitu seSitych vyrobkl, zejména
technické textilni konfekce. Z védeckého hlediska je projekt standardné narocny. Hlavnim rysem
prace je komplexni, systematicky pfistup k feSené problematice.

Uvod do studované problematiky je popsan logicky, na standardni drovni. Je patrné, e pfi
psani jednotlivych €asti Uvodu byly pouZity rizné zdroje informaci. Obcas se to projevuje rugivé.
Napfiklad na str. 26 Fourier’s law a nasledujici odstavec — popisuji to samé, ale pokaZdé se pouZivéa
jiné oznaceni a pojmenovani veli¢in (napf. thermal conductivity k - conductivity factor A). Mélo by se
pouZivat stejné pojmenovani, i kdyzZ se jednd jednou o vedeni tepla v jehle, podruhé v textilii. Stejné
tak pro jednu velicinu by bylo vhodné pouzivat jedno znaceni, napf. v rovnici 1.11. je ,, F cooling
area”, jinde ,area A“, rizné oznaceni se pouZiva pro tloustku d, s, th.

TéZidté prace je v jeji experimentdlni ¢asti. Zde byl pfi feSeni vytyéeného Ukolu pouZit jasny
postup. Byly navrieny a optimalizovany metody méreni. Dil¢i Gkoly - umisténi termoélanku na jehle,
méreni teploty pfi rlznych rychlostech Siciho procesu a pouziti tepelnych kamer pro sledovéni iciho
procesu jsou bé&Zné postupy pfi optimalizaci takovéto technologie. Pouzitymi metodami jsou zméfeny
narlsty teploty jehly aZ po dosaZeni rovnovédiného stavu. V rovnovaze je teplota uréena zfejmé
dobre. Pfi méfeni po kratsi dobé 3iti je presnost naméfenych hodnot teploty diskutabilni. To ale
nema zasadni vliv na konecné zavéry.

Zkoumani vlivu dalsich faktor( na teplotu jehly, chlazeni jehly a pouZiti maziva pfedstavuje
velké mnoistvi prace s uZiteCnymi zévéry. Podrobné byl sledovén vliv teploty jehly pfi rychlostech
stroje na tahové vlastnosti Sicich niti. Je velmi pfinosné, Ze na zdkladé ziskanych znalosti byly i
ucinény pokusy o zlep3eni procesu S$iti, at uZ pouZitim maziva, nebo pokrytim jehly hladkou vrstvou
DLC. Odbornd droveri téchto experimentélnich ¢asti je velmi dobra, plné odpovida fegené
problematice a prezentované experimentalni vysledky jsou velmi cenné.

Teoreticky pfinos prace spociva v sestaveni jednoduchého modelu teploty jehly, odvozené od
parametr( Sictho procesu. BohuZel teoreticky model, prezentovany v kapitole 9, vychazi z mylného
predpokladu, Ze mnoistvi tepla, vyvinutého tfenim za jednotku ¢asu (oznaeno Qry a Qyy) je rovné
mnoistvi tepla, celkové akumulovaného v jehle Q. Rovnice 9.5. nema fyzikalni opodstatnéni a navic
ani neni spravnd z hlediska rozméru veli¢in. Na levé strané je teplo v joulech, na pravé strané je
vykon, tedy pfeménénd mechanickéd energie na teplo za dany &as, ve wattech. Spravné&jsi tivaha by
mohla byt — mnozstvi tepla, vzniklého za ¢as t tfenim, je rovné mnoZstvi tepla, odvedeného za stejny
¢as z jehly do okoli. Tato rovnice by dala vysledek, ktery je obdobny vysledku prezentovanému v
rovnici 9.6 — tedy, Ze zvySeni teploty pfi Siti je pfimo Umérné rychlosti §iti. Koeficient B ale podle
mého nazoru nejde korektné spocitat z rovnice 9.7. V kapitole 9 neni také dplIné jasné, zda byla
méfena teplota po 30 s (str. 105), nebo po 10 s (str. 108) od zaCéatku Siti. V kazdém pfipadé po
uplynuti této kratké doby neni jesté teplota jehly stabilizovana a p¥i rGznych rychlostech $iti mize
jesté podstatné stoupnout — viz obr. 12, (pfi malych rychlostech relativné malo, ale pfi velkych
rychlostech jsme jesté daleko od rovnovazného stavu).

PredloZend prace je po formalni strance primérné kvality. Je vhodné €lenéna do jednotlivych
kapitol. Kazdéa kapitola je uzaviena viastnim zavérem. Obsahuje velké mnoZstvi obréazka, fotografii a
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grafl, které vhodné doplnuji text. VSechny obrazky jsou pfehledné a ilustrativni. Popisky obrédzkd jsou
dostatecné a presné, odkazy na obrazky jsou spravné umistény v textu, pouze je zaménéno cislovani
obr. 13 a obr. 14 na strané 48. Rovnice nejsou vysazeny moc prehledné. V rovnicich se pouZzivaji fonty
»tucné”, nepouzivaji se dobfe mezery, znak nasobeni se vyjadfuje pomoci znaménka *, nékde i x
(str. 98, 99), zlomkova cara ve zlomku se piSe pomoci lomitka, a ¢étenar nevi, kde konéi zlomek.
Pravopisné chyby a preklepy se vyskytuji v malém poctu, napf. v List of Symbols - Stefan’s constant
w namisto W. Nékdy jsou Spatné umisténé mezery pfed interpunkéni znaménka, nékde chybi za
interpunkénimi znaménky. V tabulce 19 na str. 105 jsou standardni odchylky udavany s nadbyte¢nou
ptesnosti. Odbornd terminologie je pouZivdna dobie, pouze obcas jsou Spatné zaménény veliciny
teplo a tepelny tok, nebo teplota - napt. str. 32 “T is heat gained by needle”. Seznam literatury je
obséhly a obsahuje dlezZité publikace oboru, prace jsou citovdany korektné. Anotace je vystizna.

Na doktoranda mam tento dotaz:
Nezvysil vioZeny termoclanek tieni pfi Siti a tim i vyslednou teplotu?

Z predloZené prace je vidét, Ze autor si studovanou problematiku pIné osvojil, a Ze vykonal
velky kus experimentalni prace. Autor zaroven aktivné ptispél k rozvoji tohoto oboru, o ¢emz svédci i
uvedeny seznam publikaci, kde je autorem, nebo spoluautorem. PfiloZené publikace autora jsou

dobte sepsané.
PfedloZend disertacni prace Ing. Adnana Ahmeda Mazariho je bezesporu kvalitni. Autor

prokdzal predpoklady k samostatné védecké préci. Prace pfispivéd k analyze teplotnich poli Sicich
jehel.

Doporucuji prijeti predloZend prace k obhajobé.

&

v Liberci, dne 12.4.2015 doc. RNDr. Miroslav Sulc, PhD.

Technical University of Liberec { Faculty of Sciences, Humanities and Education
hitp//fwww fp tul cz | +420 485 352 518
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Posudek doktorské disertacni prace

Regitel: Ing. Adnan Ahmed Mazzari
Nazev disertatni prace: Studie zahFivani jehly primyslového Siciho stroje
Oponent: Prof. Ing. Karel Adamek, CSc.

Aktudlnost zvoleného tématu

Mewr

Sici proces je jednou z nejdileZitéjsich operaci v odévnim priimyslu. Se zvySujicimi se vykony
prumyslovych $icich stroji (otacky, Sité materialy atd.) se zvétSuje i problém posSkozeni Sici nité
v disledku riznych jevl béhem Siti — ohfev S$ici nité, jeji poSkozeni odérem atd. Ovliviiovani Sici
jehly a nité je vzdjemné — tfenim nité se ohtiva jehla, vyssi teplotou jehly se zvySuje poskozeni
nité. Tedy i malé zlepSeni v této oblasti miZe vést k vyznamnému obchodnimu i vykonovému
pfinosu.

Cil préace

Hlavnim cilem préce je porozumét riznym procestim, které vedou k ohféti Sici jehly a prozkoumat
urCité metody, které vedou ke zvySeni produktivity Sicich operaci snizenim teploty jehly, ale bez
sniZeni Sici rychlosti.

Zvolené metody zpracovani a postup feSeni

Postup fedeni je logicky a je prehledné popsany v jednotlivych kapitolach.

Kap. 1 obsahuje literarni reSers$i, v zavéru prace je uvedeno na 100 referenci. Z nich vychazeji
definice hlavnich problémi k feSeni, jak jsou shrnuté v odst. 1.6 — vliv $ici nité v jehle na teplotu
jehly pfi $iti, problematika bezkontaktniho a diskontinudlniho méreni teploty, efektivita chlazeni a
mazani. Z vysledki reSerSe byl stanoven dal3i postup prace.

V kap. 2 jsou definované hlavni cile feSeni, jak vyplynuly z uvedené reSerSe — vyvinout
experimentalni techniku k méfeni teploty Sici jehly, definovat vlivy pisobici na teplotu jehly,
vyhodnotit G¢innost metod chlazeni Sici jehly, stanovit vliv teploty jehly na §ici nit a teoreticky
analyzovat teplotu Sici jehly.

Kap. 3 popisuje experimentalni techniky k meéfeni teploty jehly — termokamera, dotykovy
termoclanek, zabudovany miniaturni termoclanek a uvadi vyhody a nevyhody jednotlivych metod.
Nejvhodnéjsi je zabudovany termoclanek, obecné se ukazuje, Ze pfi $iti s niti jsou teploty vyssi, tj.
ze vliv téeni nité v jehle ma svij vliv.

Kap. 4 uvadi celkem 10 vlivi, které ovliviiuji teplotu Sici jehly. Z nich jsou vybrané 4 hlavni
nezavislé parametry, které jsou pak dale sledovany a dali analyzou je stanoven jejich ucinek.
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Kap. 5 popisuje ptiznivy u€inek chlazeni Sici jehly virovou trubici. Je potvrzeno, Ze chlazenim se
vyrazné sniZi teplota jehly, takZe po skonceni Siti se nit nepferusi (nepfetavi).

Dotaz: Z hlediska celkové spotieby energie je néjaka zasadni vyhoda pfi pouZiti virové trubice
(ofukovani ,,studenym koncem®, pfi€emz ,,tepla“ ¢ast vzduchu neni vyuzita) proti jednoduchému

v

ofukovéni pfimo vzduchem (tj. o vyssi teploté neZ z virové trubice, ale celé mnozstvi)?

Kap. 6 studuje vliv mazani Sici jehly na jeji teplotu, na druhou stranu sniZené tfeni mezi vlakny
v Sici niti vede ke sniZeni jeji pevnosti v tahu. Z vysledkd experimentu a nasledujici analyzy
vychézi doporuceny rozsah otacek pro aplikaci maziva a jeho vliv na soucinitel tfeni a na teplotu
jehly.

Kap. 7 popisuje vliv teploty jehly na pevnost nité. Podrobné je popsané namahani nité pii prichodu
jednotlivymi misty Siciho stroje a snizovani jeji pevnosti v disledku postupného poskozovani nité
otérem.

Kap. 8 studuje vliv tvrdého povlaku na jehle na sniZeni soucinitele tfeni a na vysokou odolnost
proti opottebeni. Spravné je poznamenano, Ze takovy obecné vyhodny povlak Ize obtizné aplikovat
v okoli sloZitého tvaru oka jehly, zatimco na vélcovém tvaru jehly bez problémd.

Kap. 9 uvadi teoreticky fyzikalni model vzéjemné interakce nité a jehly béhem Siti — silové u¢inky,
tfeci u¢inky, vyvin a odvod tepla. Je otdzka, zda by takovy model nemél byt vytvoren a diskutovan
na zalatku feSeni, ale na druh€ stran€ prave provedené predchozi experimenty umozni vytvoreni
modelu, ktery bude odpovidat realité.

Dotaz: Jsou k dispozici naméfené zavislosti pohybu nité o€kem jehly nebo sily v diiku jehly
v pribéhu $iti (otacky stroje)?

Zhodnoceni vysledkd dosaZzenych disertantem

SloZita problematika ohievu §ici jehly a poskozeni §ici nité pfi procesu $iti je vhodné rozdélena na
dil¢i problémy, ty jsou postupné feSeny v jednotlivych kapitolach a v zavéru kapitol je vzdy uveden
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vénovat predevSim.

Vyznam pro praxi nebo rozvoj védniho oboru

Préce odpovédéla na nékteré protichidné predpoklady riiznych autorti (napt. zda Sici nit ochlazuje
nebo ohiivé jehlu) a dava radu podnétnych vysledkil pro praktickou aplikaci i pro dal$i vyzkum,
jak je uvedeno v jednotlivych kapitolach. V zavéru je naznaceno, Ze zavéry ziskané v laboratornich
podminkach na uritém stroji a s ur€itymi materidly by nyni bylo mozné pouzit i v riznych
provoznich podminkéch riznych primyslovych Sicich dilen.

Publikaéni aktivita disertanta

Publikaéni aktivitu disertanta lze oznadit za vyznamnou, v praci je uvedeno spoluautorstvi 12
publikaci v mezinarodnich ¢asopisech a 16 publikaci na mezinarodnich konferencich.

Formalni iprava a jazykovd Uroven
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Prace je pfedloZena v angli¢tin€. M4 dobrou formalni Groveti, je prehledné a logicky &lenéna podle
priibéhu postupu fesent, které konc¢i dosazenymi zavéry. Rovnéz pouZitd vyobrazeni jsou ptehledn4
a ptispivaji k celkové srozumitelnosti textu.

Pfipominky k disertaéni praci

Pfipominky k praci nemam, dotazy pro diskusi jsou uvedeny v textu u jednotlivych kapitol. Snad
by zakladni fyzikalni rozbor v kap. 9 mohl byt na za¢atku vyzkumu, aby se teoreticky stanovily
hlavni pfiiny ohfevu jehly a nasledné vliv jeji teploty na sledovany proces. Na druhou stranu,
k takové teoretické Gvaze jsou potfebné né&jaké vychozi podklady, které byly nejprve stanoveny
experimentalné, jak je uvedeno v pfedchozich kapitolach.

Zavéretné hodnoceni

Konstatuji, Zze predloZzend prace spliiuje pozadavky kladené na disertaéni prace, a proto ji
doporucuji k obhajobé.

Po tspéSné obhajobé diserta¢ni priace doporucuji udéleni titulu Ph.D.

/}/ W=

V Liberci dne 6.3.2015 Prof. Ing. Karel Adamek, CSc.
VUTS Liberec
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