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PLATE 5

FINISHED APPEARANCE OF HILSCHER'S WEDGE HEEL HOSE (folded)
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A NEW QUICK MOTION FLAT RIB TOP MACHINE.

E. O. Spindler, 350 Broadway, New York City, is
introducing into this country a new Type of Flat Rib
Top Machines, improved Cotton System, which
attracts the attention of our leading manufacturers
of Hosiery and Underwear.

Originally built in Irance, this machine has been
perfected and patented by the builder, Karl Lieber-
knecht, Oberlungwitz, Saxony.

The machine is used for making Rib Tops on Full
Fashioned Hosiery, for Full [fashioned Sleeves on
Ribbed Underwear, and for Cuffs and Drawer

bottoms.

The remarkable feature about the machine is its
enormous production and unapproached elasticity of
the fabric it produces. The machine runs fully 30 to
35% faster than any other machine now on the market
for the manufacture of Flat Rib Work. The machine
is constructed on a new principle of dividing and
pressing off, whereby the movements of the parts
forming the loops are considerably shortened, result-
ing in increased output and a very elastic fabric, which
is far superior to that of ordinary style machines.

On account of the principle, on which it is con-
structed, the machine knits a very wide range of num-
bers of yarns, without injuring the elasticity of the
fabric.

Another important feature is the draw thread
attachment, whereby the cuffs or sleeves can be
separated by pulling out a dividing thread, thus mak-
ing cufting unnecessary. Not taking into considera-
tion the attractive appearance of the cuff, thus
separated without cutting, this feature will save the
manufacturer a considerable percentage of cuffs, which
are ordinarily spoiled by cutting. The machine is
strong and simple in construction and easy to operate.

The illustration shows a ribbed sleeve for chil-
dren’s vests made on this machine. The sleeve is
widened in two places, the widening is done fully
automatically, making it unnecessary to stop the
machine every time the widening process begins.

Machines fitted out with this widening attachment
for making Full Fashioned sleeves run fully 40
courses a minute on 27 gauge, on work as shown by
illustration.

The selvage produced is perfect, and the machine
makes a Welt of any desired length automatically,
a feature, which appeals to every underwear
manufacturer.

For Hosiery Purposes the machine can be fitted
up with six thread carriers, of which each one,
through a simple and ingenious arrangement, places
itself automatically in position between needles and
sinkers, so the distance of the latter from the needles
never varies, but is always the same. Ordinarily the
machines are built with attachments for six color
striping, tuck stitch, ‘plating, plated tuck stitch, loose
course, draw thread separating cuffs, but they can
also be built with widening attachment as shown in
illustration, narrowing, or with apparatus for Jacquard
patterns.
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The usual length of the machine is from 4 to 16
sections, and it is built in any gauge.

SumMING UP, this new Type Machine, of which

several are running in this country already to the

highest satisfaction of the purchasers, has so many
striking points of merit, notably high speed, and
turning out a fabric of unexcelled elasticity, that it is
to-day the foremost and ideal Type of machinery for
making staple and fancy rib work. This concern also
builds Full Fashioned Hosiery and Underwear ma-
chinery, Cotton System, which enjoy a high reputation
here and abroad.

GrEAT GROWTH OF PHILADELPHIA'S COMMERCE:
In spite of the adverse conditions under which it is
conducted, the commerce of this port is increasing
continually. From the report presented at the thirty-
third annual meeting of the Maritime Exchange it is
seen that merchandise was exported from here last
year to the value of $107,000,000. Ten years ago the
figures covering the same business were $51,000,000.
This shows a very important and encouraging develop-
ment. It is also to be noted that the value of the im-
ports had risen from $43,000,000 in 1897 to $80,-
000,000 last year, which shows a somewhat similar
ratio of growth. There were 302 sailings of transat-
lantic cargo steamers last year as compared with 254
the year before.
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Wool, Cotton and Silk Designing and Fabric Structure for Harness Work.

DIAGONALS OR 63° TWILLS.

This system of weaves is another subdivision of
our regular or 45° twills, from which they are ob-
tained in three ways:

(a) By means of warp drafting, from one 45°
twill ;

(b) By means of filling drafting, from one 45°
twill ;» and
. (c) By means of filling drafting, combining two
45° twills in the formation of the new weave.

We will treat each of these different ways of pro-
ducing diagonals separately.
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Diagonals obtained from one 45° twill by means of
warp drafting.

Rure: Use every other warp thread only of your
regular twill for the new diagonal. This rule at once
will explain to the student that for this reason 45°
twills having an even number of harnesses for their
repeat produce diagonals calling for half the number
of harnesses only for their repeat, as is required for
the foundation twill; 7. ., a 10-harness regular twill
will result in a 5-harness diagonal, a 16-harness regu-
lar twill will produce an 8-harness diagonal, etc.

Foundation twills having an uneven number of

harnesses for their repeat will not reduce the number
of harnesses required for the diagonal, and when
consequently a g-harness regular twill, if used for
foundation, will result in a 9-harness diagonal; a 15-
harness regular twill in a diagonal requiring 15
harnesses for its execution on the loom, etc. This
feature, of not reducing the number of harnesses for
diagonals obtained from regular twills of an uneven
number of harnesses for their repeat is explained in
that in this instance two repeats of the foundation
twill have to be used for drafting until the repeat of
the diagonal is obtained, drafting first all the uneven
number of warp threads of the foundation twill, and
then all the even number warp threads of the founda-
tion twill; for the fact that the last uneven number
of warp thread drafted from the foundation twill
throws the drafting on the even number warp threads,
to be taken in succession, and when the last even num-
ber warp thread drafted from the foundation twill, in
turn throws the drafting back onto the uneven num-
ber warp threads of the foundation twill, i. e, the
repeat of the diagonal is then obtained.

We will now explain this system of designing
diagonals by a few practical examples, selecting noth-
ing but good, practical weaves for this purpose, each
and every one of which can be put to use as occasion
for this style of weaves demands, they all being
practically tested, 1. e., weaves which have been used
with good results.

Weave Fig. 1 is our 5 up 2 down 1 up 2 doun,
10-harness regular twill, one repeat being executed
in one kind of type.

Diagram 2 shows this same weave executed in
two kinds of type, all the uneven warp threads (1, 3,
5. 7, 9) being shown by means of black type, whereas
all the even number warp threads (2, 4, 6, 8, 10) are
shown by means of dot type.

According to rule of construction for these diag-
onals given before, we now use only all the warp
threads shown by means of black type in Diagram 2,
in the construction of the new diagonal, i. e., drafting
warp threads 1, 3, 5, 7, and 9 successively for the new
diagonal, the procedure resulting in weave Fig. 3, i. e.,
the new diagonal or 63° twill obtained by means of
warp drafting from its regular twill shown in weave
Fig. 1. This new diagonal repeats on 5 warp threads
and 10 picks.

We will now show this system of drafting diag-
onals in connection with regular twills having an
uneven number of harnesses for their repeat by weave
Fig. 4, Diagram 35 and weave Fig. 6, and of which:

Weave Fig. 4 is the 4 up 2 down 2 up 1 down 2
up 2 down, 13-harness 45° twill, executed in one kind
of type.

Diagram 5 is the same weave shown in two kinds
of type, with black type and dot type, and

Weave Fig. 6 shows two repeats each way of the
new diagonal, obtained by means of warp drafting
from weave Fig. 4; the drafting observed in this in-
stance, and which will at the same time explain any

drafting for any diagonal obtained from a regular
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fibres and the gradin_g oflthcse yarns in single and
ply, etc.; features which will not interest our readers,
they being dealt with in most any book on textile
manufacturing, in our own systems of grading yarns,
whereas the author uses the German and French
system. The reader is referred to the definition
“Counts” in our Dictionary of Textile Terms, and
which covers the subject.

Special Yarns.

(1) MeTaL YARNS, such as gold, silver, steel,
copper, aluminum, etc., are used either in their pure
state, i. e., in a flat ribbon shape, or twisted with a silk
or cotton thread (tinsel yarn). The grading of these
yarns has no solid basis.

(2) Rupper YARN. The same is the product of
the caoutchouc tree. The grading of this yarn is done
by the thickness of the respective thread, i. e., how
many of these threads will conveniently lay side by
side in one inch. It is sold by the pound and comes
in the market in skeins of about 66 yards long.

Weaves and Effects used in the Manufacture of
Narrow Ware Fabrics.

The author now gives in rotation, a description
of what is warp and what is filling—the object of
point paper—the repeat of a weave—plain, twills and
satins; double satins, rib weaves, binder warps and
binder picks for rib weaves to strengthen the structure,
basket weaves, broken twills, pointed twills, skip
twills, granite weaves and curved twills.

We will quote weaves and weave-plans given by
Mr. Both on point paper, explaining them as briefly
as possible.

Fig. 1 shows us a portion of a fabric interlaced
with the plain weave also called the taffeta weave in
the silk industry. From 2 up to 8 or more harnesses
are used for it. Using more than 2 harnesses, place

your outside selvage threads on the back harnesses in

order to raise them as high as possible, so they will
be as much as possible out of the way of the filling
bobbin, when the same enters the shed.

Fig. 2 _shows a complete weave plan (see black
type) and its draft (see dot type) for 4-harness, for
a taffeta ribbon constructed with 18 warp threads.

Fig. 3 is two repeats, each way, of the 1 up 2 down
3-harness uneven sided twill.

Fig. 4 shows a weave plan for a ribbon,
having for its body 19 ends, r wup 7 down, 8-
harness twill and for each selvage 4 ends plain.
Place the harnesses as carry the selvage threads in
front, i. ¢., next to the reed, since they have to make
four changes to every one change of a twill harness,
and when then, the nearer the reed the less high

they have to be raised, hence the less strain on the
thread.

: .[Il7ig. 5 is the 4-harness, uneven sided, warp effect,
will.

.Fig._6 is the 6-harness, uneven sided, warp effect,
twill; direction of twill from right to left or the re-
verse from the former twills given.
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Fig. 7 is the 2 up 4 down, 6-harness twill, twilled
to the left.

Fig. 8 is the 3 up I down I up 2 down, 7-harness
twill and

Fig. 9 the 4 up I down 2 up 1 down I up 3 down,
12-harness twill.

Fig. 10 is the 4-harness even sided twill, twilled
to the left.

Fig. 11 is the 3 up I dowwn I up 3 down, 8-harness
even sided twill.

Fig. 12 is the 5-harness satin, filling effect.

Fig. 13 is the 8-harness satin, filling effect.

Fig. 14 is the 7-harness satin, warp effect.

Fig 15 is the 8-harness double satin, filling effect
(cross type shows the foundation).

: Fig.12 7

Fig 17

Figss g Fig2d

If with a satin weave for harness chain, a few ends
of the fabric structure have to interlace with its mate
twill, then use a satin draw for such ends. Do the
same vice versa, if required. Fig. 16 explains the
subject. Black type shows harness chain, dot type
shows draft, the result is in both instances the same in
the fabric—the 5-harness satin; or in other words :

The 5-harness satin in chain, with a straight draw
(diagram @) = 5-harness satin in fabric. :

The 5-harness satin in chain, with a satin draw =
5-harness twill in fabric.

The 5-harness twill in chain, with a straight draw
= s5-harness twill in fabric, and i

The 5-harness twill in chain, with a satin draw
(diagram b) = 5-harness satin in the fabric.

Fig. 17 is the 2 up 2 down, 2 by 4 warp effect rib
weave,

Fig. 18 is the 4 up 4 dozmn, 2 by 8 warp effect rib
weave. :

Fig.
weave,

Fig. 20 is the 3 up 3 down, 6 by 2, filling effect rib
weave,

Fig.

19 is the 3 up r down, 2 by 4, warp effect rib

21 is the 3 up 3 down, warp effect rib weave,
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The finished bath will have a pale greenish yellow
tint, if properly made, from the chlorine compounds
formed by the action of the hydrochloric acid on the
chlorate of potash. There is no danger of yellowing
the silk by using this bath, as there is no nitric acid
present, the cause of yellowing from the other bath,
and the bleaching action will be much more complete
and thorough. The silk should be drained and well
rinsed after sufficient treatment in the chlorate bath
until free from acid.

(3) SurpnuriNG. The silk is now usually put
through the process of sulphuring to bleach it finally,
during which it is exposed to the fumes from burning
sulphur in a closed chamber or vessel, for from four
to six hours, after which it is taken out and well
washed with cold water. The silk usually has a hard,
rough feel after this process and also after treatment
in the acid bath previously described, which is removed
during the treatment of the next operation, softening.
If the silk is not white enough after one treatment by
sulphuring, the process must be repeated. As pre-
viously remarked, the process of bleaching by sulphur
has many objectionable features, its lack of permanent
effect, for instance, and it can be replaced by the per-
oxide of sodium bleach with advantage, both as to its
effect on the quality of the silk, its permanent white-
ness and the ease and simplicity of its operation. In
case peroxide of sodium (or hydrogen) is used to
bleach the silk, the treatment in the acid bath, pre-
viously mentioned, would be omitted as well as the sul-
phuring process. Neither will the silk thus treated be
hard or harsh in feel. However, if special softness is
required in the silk, it can be put through the soften-
ing process described in the following paragraph.

(4) SorreNiNG. The silk after its treatment in
the acid bath and by sulphuring has a harsh, rough
feel that is objectionable, and its removal is the object
of the next process. The silk is boiled in a weak bath
of cream of tartar, made by dissolving six ounces of
cream of tartar in ten gallons of water, the silk being
left in the bath for from an hour to an hour and a
half. It is then drained, squeezed, and rinsed lightly,
then dried. It is not certain just what action the
cream of fartar has, unless it acts in some way on the
gum and softens it, the same effect being observed
with other gums of animal origin. Sulphate of mag-
nesia (Epsom salts) and sulphate of soda (Glauber’s
salts) have also been tried as softeners with some
success, but neither is as good as cream of tartar.

Eeru Silk is white silk from which only a small
part of the gum has been removed, but which has
practically all the coloring matter taken out. The silk
goes through several processes, which for ordinary
ecru, are as follows: (1) Washing in cold water;
(2) Washing in a 10% soap solution at 80° to go°® F.;

(3) Sulphuring; (4) Bleaching: (5) Washing; (6)
Sulphuring; (7) Washing.

These operations are carried out in practically the
same manner as was previously described, the principal
difference being that hot solutions are not used, as
these would cause more of the gum to be stripped off
the silk than is desirable. Some silk scourers prefer

POSSELT’S TEXTILE JOURNAL.

.

319

not to use any soap at all in scouring ecru silk, so as
to make the loss from solution of the gum as little as
possible, using only lukewarm water, or adding a little
ammonia to the bath if the silk is very dirty or greasy.
The remarks as to sulphur bleaching apply equally as
well.

When a very white ecru silk is desired, several of
the previously named operations are repeated, once or
oftener, as may be necessary. The sequence of oper-
ations to be followed would be about thus: (1) Soap-
ing in 10% solution of soap in cold water; (2) Wash-
ing; (3) Sulphuring; (4) Bleaching; (5) Washing;
(6) Soaping in a 10% soap solution at 80° to go° F;
(7) Sulphuring; (8) Washing; (9) Treating with
cold solution of carbonate of soda, about 1.5% to 2% ;
(10) Rinsing in a warm, weak soap solution, 3%:;
(11) Washing; (12) Sulphuring; (13) Washing.

The tedious work of the above process and its
numerous operations can be almost entirely obviated
if peroxide of sodium, or hydrogen, be used for bleach-
ing thesilk. Inthis case, the process could be completed
in about three or four operations, omitting the treat-
ment by sulphuring entirely and reducing the wash-
ings considerably. The process then would be (1)
Washing in 10% soap solution at 80° to go° F.; (2)
Rinsing in clear water; (3) Bleaching by sodium per-
oxide; (4) Final rinsing in clear water. If the silk
is very dark colored, it may be necessary to give it a
second treatment in the peroxide of sodium bath, but it
will be best, generally, to give the dark silk a longer
stay in the peroxide solution at first.

o (7o be continued.)

A New Silk Throwster's Spindle.
The object in view is to construct a spindle, which
will securely hold the bobbin, and at the same time
prevent it from turning.

Fig. 1 is a longitudinal sectional view of this
spindle with the bobbin thereon, and Fig. 2 a detail
perspective view of the spindle..

Numerals of reference in the illustration indicate
thus: 1 is the spindle, provided with cylindrical head 2.
A tapered bushing 3 surrounds one end of the spindle
and fits within the inner side of the head 2, said bush-
ing tapering towards the opposite end of the spindle.
This bushing 3 is secured to the spindle by the same





