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combinations, the production is increased, as well as
the strength, and a better blending of the stock ob-
tained.

Upon leaving the 1st. or 2nd. breaker, as the case
may be, the sliver is fed to the intermediate or to the
finisher carder, as the case may be. The machines are
built from 48 to 72 inches wide.

For the purpose of further explanation an illus-

sections of 2, 4 or 6 banks, the 4 bank one being the
one shown in connection with our illustration,

The construction of this condenser is such that the
empty or return tape, which was used to convey the
web to the rollers, passes through the upper side of a
top, deep grooved roller on to a long diameter shallow
grooved roller. As can be readily seen, this method
allows no empty tape to pass a loaded tape in an op-

FiG. 1.

tration of the finisher card, with condenser attached,
is shown in Fig. 2. It is built along the same lines
as the former, the operation being identical until the
two films are taken up by the main doffer.

In connection with the 1st. or 2nd. breaker carder,
the main doffer delivers by means of side drawing,
to the scotch feed of the next machine, whereas, the

posite direction, eliminating the possibility of disturb-
ing the web on the loaded tape.

These machines are rapidly finding favor among
manufacturers, and it is said that in several instances,
the system is giving a production greater than 50 per
cent, increasing at the time the strength and quality
of the varn over the old system on low grade stock,

FiG. 2.

finisher carder is shown to deliver to a four tiered
“Josephy” condenser.

The number of ends that can be gotten off such a
condenser 60” wide, is from 96 to 180, and those
taken from a 72” wide condenser, from g6 to 200. As
will be readily understood, the number of threads
taken off depends upon the class of work and the pitch
of mules to follow. These condensers are built in

and it is evident that an increase of 75 per cent would
be very conservative on better grades.

This system is being introduced by Speed &
Stephenson, the well known Textile Engineers and
Importers of Machinery, 170 Summer St, Boston,
Mass., representing the builders, John Hetherington
& Sons, Ltd., Manchester, England. Messrs. Speed
& Stephenson will furnish any details regarding price,
production, etc.
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FINISHING OF WOOLEN AND WORSTEDS.

THE CORRELATIVE ATTITUDE BETWEEN MaNu-
FACTURER AND THE FINISHER, OR THE DYER AND THE
FIN1sHER.

The subject of Finishing, based on these con-
ditions, formed an interesting topic for discussion
at the last meeting of the American Woolen and
Worsted Manufacturers’ Association.

No one, with a better knowledge of the true condi-
tions than Jules A. Kerlé could have been found to
present this subject in the proper manner. Mr. Kerlg,
as most of the trade is aware, is considered one of

Jures KEeRLE

the leading authorities on the subject of Finishing
in this country, being indentified with the Firth &
Foster Co., the largest individual Dyers and Finishers
in this country, if not in the world.

To begin with, the subject of Finishing covers a
very broad field and in order to make his subject as
clear as possible, Mr, Kerlé has only referred to those
points which have a direct and important bearing on
the various processes: -

“The first and most important is the process of
scouring, and where good soap and thorough ri
are pre-requisite; carelessness here courts failure.

In fulling, watch your goods closely at the ver
start until you know the felting quality of the st

With ordinary care, little trouble arises
bing and steaming. Go very slow at the start
napper or the gig; many goods are ruined in f
napping or gigging. Easy and eradual I
of the fibres should be the rule.

At the shearing, a man who loses his |

to lose his fingers, not speaking of what may become
of the goods; therefore, be careful.

Rotary or hydraulic pressing exact care and judg-
ment. The same weight and heat will bring out a
stove-pipe polish on one fabric and a raw appearance
on another, all owing to the nature of the stock or
the weave.

Singeing, dewing, calendering, brushing and other
processes, while of minor importance, still deserve
their proper share of attention to help to attain the
desired results. :

Ultimate success, however, depends not alone on
the finisher, nor the weaver, nor spinner, but on the
correlative attitude between manufacturer and finisher
or dyer and finisher and each and every one’s help
toward a common goal.

My remarks, therefore, will not be a theoretical
treatise on dyeing or finishing, or to give away any
secrets of our profession—we have none—but a heart-
to-heart talk from the dyers’ and finishers’ standpoint
of the relation that should obtain between the manu-
facturer and the dyer or finisher.

This applies with equal force to the boss dyer and
finisher of a woolen or worsted mill who does its own
finishing, as to the public establishment, which practi-
cally is an integral part of the mill sending the goods
there, altho’” run as a separate concern.

My pleas to manufacturer and dyer or finisher,
conveyed in a most friendly spirit are :

1st. Get together.

2nd. Put implicit confidence in each other.

What do I mean by Get together? It is this:
When launching into new lines of goods and after
getting vour bearings as to texture, counts of yarns
and particular stock, you believe to be just right, it will
be wise to confer with the finisher as to what results
are obtainable and what snags might be encountered
in the various manipulations necessary to bring out
the expected result.

This may sound trivial, but just now, when worsted
mills are trying to bring out woolen effects, and
woolen mills are getting to take a hand in worsteds,
it seems to become of vital importance, and much time
and money may be saved by an exchange of opinions.
There would surely be less chaff and more wwheat
during sampling periods.

It is not possible to lay down a hard and fast rule
on Finishing. Each tub has to stand on its own bot-
tom and so each fabric, as to what processes are most
suitable to bring out a desired result—;if it is in the
wood.

A stmple ‘::"!:e.-::‘rufs'fm: A serge weave 58 inches
wide out of the reed will finish 55 inches as a plain
SCTE€ Or 53 0 54 inches as an unfinished worsted or

5 as a blind cheviot with the correspond-
ges in length,

all "ighr. but what about the various stocks
entire gamut from Britch to Botany?
Y cannot expect the same result, and this
ngest argument I can bring to bear on the
ons desirable hetween manufacturer and
than one, etc.

' By ’ -
L Wo 1;1';‘(1"\- are hettor
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