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DIRECT WARPING PROCESS

Warp and weft  are terms for  the two basic components used in weaving to turn thread or  yarn 
into fabr ic .  Lengthwise or  longi tudinal  warp yarns are held stat ionary in tension on a f rame or 
loom whi le the t ransverse weft  (somet imes woof)  is  drawn through and inserted over-and-un-
der the warp.  A s ingle thread of  the weft  crossing the warp is  cal led a p ick.  Invent ions dur ing 
the 18th century spurred the Industr ia l  Revolut ion,  wi th the "p ick ing st ick"  and the " f ly ing 
shut t le"  (John Kay,  1733) speeding up product ion of  c loth.  The power loom patented by 
Edmund Cartwr ight  in 1785 al lowed s ixty p icks per minute.
 

The warp is  the set  of  yarns or  other e lements st retched in p lace on a loom before the weft  is  
int roduced dur ing the weaving process.  I t  is  regarded as the longi tudinal  set  in a f in ished 
fabr ic  wi th two or  more sets of  e lements.  

The term is a lso used for  a set  of  yarns establ ished before the interworking of  wef t  yarns by 
some other method,  such as f inger manipulat ion,  y ie ld ing wrapped or  twined structures.  

D I R E C T WA R R P I N G  P R O C E S S

       



PERFECT BEAMS FOR BETTER SIZING

PRESS ROLL KICK BACK
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Absolute ly cy l indr ical  yarn bui ld-up and an even surface 
          
The yarn bui ld-up is  determined by the tension of  the warp threads and 
the press ro l ler  force.  
Uni form thread tension f rom the middle of  the beam to the outs ide,  i .e.  
f rom the f ront  to the rear ends in the creel ,must  be assured.  

The press ro l ler  must  ensure 
compact  winding and absolute 
cy l indr ic i ty  of  the Beam press ro l l  
is  made of  composi te paper based 
for  longer l i fe  wi th Rings on both 
s ides.  
Increasing beam diameter presses 
back drum wi th preset  beam 
pressure to get  uni form densi ty  
f rom star t  to f in ish the beam.
Al l  f r ic t ion between ro l l  and yarn 
is  avoided.
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fabr ic  wi th two or  more sets of  e lements.  

The term is a lso used for  a set  of  yarns establ ished before the interworking of  wef t  yarns by 
some other method,  such as f inger manipulat ion,  y ie ld ing wrapped or  twined structures.  

EXACT THREAD GUIDANCE
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The f i rs t  requirement for  non-crossed ends is  precis ion thread guidance wi th minimal  f ree 
thread lengths f rom zig-zag comb to beam. I t  must  be possib le to match the width of  the 
thread sheet  exact ly  to the beam width to avoid errors at  the f langes.
Motor ized comb ensures lateral  a l ignment of  comb to width of  beam. Vert ical  movement of  
comb increases the l i fe of  comb and hor izontal  movement g ives r idges f ree warper beam. 
Intermit tent  a i r  b low system behind the comb assembly c lears the f luff  of  comb.

PRECISE LENGTH MEASURING
The back beams of  a batch must  a l l  be wound wi th absolute ly the same 
length.  L ight  weight  measur ing ro l l  at  the headstock ensures the warper 
beams Of predetermined length to ensure minimum waste of  residual  
length on the warper beam Siz ing



SHORT BRAKING DISTANCES
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To avoid ro l led- in threads,  in the event  of  a thread break the di rect  warper must  be able
to be stopped in a short  d istance,  even at  the highest  speeds and wi th a fu l ly
wound beam. 
The Electro – hydraul ic  contro l led disc brakes on both s ides,  ensure Brake for  the high 
speed running beam rapid ly.  Brakes on guide ro l ler  and pressing ro l ler  ensure the 
synchronized braking.

THE VISUALIZATION CONCEPT SIMPLIFIES DATA INPUT 
AND OUTPUT, ALSO THE DISPLAY OF PROCESS INFORMATION.
THE HMI OPERATED TOUCHSCREEN. SIMPLE ATTENDANCE IS 
RENDERED POSSIBLE BY:
Real is t ic ,  coloured representat ions 
of  the machine components
Sel f -explanatory,  language- independent 
graphic symbols
Menu-dr iven data input
Plausib i l i ty  checks to avoid erroneous inputs
Informat ion on actual  process data
Error  messages wi th explanat ion of  cause and 
instruct ions for  rect i f icat ion
Automat ic serv ice messages



PRO H-Creel  is  avai lable wi th Swivel  Frame also as t ruck t ro l ley design.  Both Creel  
designs are provided wi th opt ical  warp stop mot ion in the f ront  of  the creel ,  wi th 2 rows 
for  each row of  cones to reduce the length of  f ront  thread guide str ip.

This stop mot ion cuts the response t ime to 30 % of  e lectr ical
stop mot ion leading to quick stop of  the beam.

DIFFERENT TYP OF CREELS TO ENSURE HIGH QUALITY OF WARPER BEAMS
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DESIGN OPTIONS

Modular  Construct ions
Different  Models
Swivel  Frames Creel  for  Large and Heavy Packages
Truck Trol ley Creel  wi th Reserve Truck for  Higher Product iv i ty
Magazine Creel  wi th Thread Transfer  for  Cont inuous Product ion
Outs ide threading (spun Yarn)
Inside Threading ( f i lament Yarn)

Movement of  drop wire is  sensed wi th  
opt ical  in f rared ray
Very quick response t ime
Not affected by f luff  accumulat ion
Minimizes missing ends in the beam due 
to quick stop
Memory for  broken end for  easy locat ion

WARP PREPARAION

TYPE PRO H-CREEL

MAIN FUTURES



The basis of  the outstanding warp qual i ty  is  a low and uni form
thread tensi le force and the f ree yarn route.  
Design of  the Tension uni ts ,  resul ts  in a gent le yarn draw-off  and 
minimal  end break f requency,  posi t ively inf luencing the 
subsequent s iz ing and weaving operat ions

RELIABLE TENSION APPLYING
Tension is  achieved by apply ing pressure on the upper d isc of  the second set  
of  d iscs.  The f i rs t  set  of  braking discs ensures stable movement of  yarns and 
makes i t  possib le to apply proper tension af terwards

YARN TENSIONER WITH CENTRAL ADJUSTING/REGULATING
With centra l  contro l l ing table,  the pressure parts of  tensioners
on one s ide or  the whole creel  are moved to the proper p lace.
The value is  d isplayed on the screen.

SYNCHRONIZE THE STATUS OF DISC DRIVING 
BY DUST-PROOF DEVICE
Dust-proof  design for  pressure-apply ing parts and disc-dr iv ing devices ensures 
i ts  proper funct ion even when processing stable yarns.

ADVANTAGES
Suitable for  a l l  types of  yarns
Sui table for  wide range of  yarn counts
Centra l  adjustment on yarn tension
Automat ic tension adjustment
High speed yarn drawing
Clean disc surface by electr ical  d isc dr iv ing
Internal  indiv idual  b lowing device
Simpl i f ied and convenient  operat ion

TENSION UNITS

  7

WARP PREPARATION

TYPE PRO TT-DiSC 



HIGHEST QUALITY
Li t t le  st ress on threads
Low thread tension
Uni form thread f rom back to f ront
No snar l ing

HIGH PRODUCTIVITY
Speed up to 1200 m /min
Free yarn route
No knot t ing when changing package or  lot
Reduce c leaning and maintenance ot lay
Simple package loading
Automat ic rotat ion of  package f rames
Simple p lacing of  the threads in the 
stop tensioner
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V-Shaped reci rculated bobbin creel  is  assorted wi th d i rect  warping Machine
For stable f iber  and blends.  There advantages are shorter  creel  body,  no 
Carr ier  between f rame and creel ,  especia l ly  adapted for  some staple f ibers
which are sensi t ive f r ic t ion.  Working under low tension and high speed.
The inter  lay-  out  yarn bobbin on creel  opt imizes the space ut i l izat ion.  
the inner s ide of  V- shaped creel  should store,  which is  convenient  for  
operat ion.  The bobbin changing t ime is  short .  V-  Creel  is  especia l ly  sui table
for  h igh speed warping.

PRO V-CREEL

WARP PREPARATION

TYPE PRO V-Creel 



NO SNARLING

An auto pretensioner prevents snar l ing 
Which can occur on stopping the machine.  The pretensioner
Auto takes up the correct  posi t ion depending on
The phase in the warping process.

EQUALIZED THREAD TENSION
The pretensioners are automat ical ly  compensate the 
thread tension di fferences occurr ing due to the var iat ion
in thread length f rom the rearmost  to the foremost package.
The automat ic pretensioner is  set  so that  a corresponding 
wrap compensates the di ff rences in tension between the 
f ront  and rear threads.

ADVANTAGES
No loose ends shoot ing forwards when stopping
Stop mot ions are sel f -act ivated by pushbutton
Warninh display af ter  repeated breaks on the same end
Cont inuous display of  number of  running ends
No threads lost  at  the end break
Wide appl icat ion range
Low thread tensions for  h igh speeds
End breaks are repid ly located
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Optostop mot ion bracket  is  developed for  the di rect  warping 
of  threads at  very h ighspeed ranging for  wide range of  yarn counts.
The design of  the bracket  is  such to t reat  the yarn surface smoothly
to avoid twist ing and push-back which resul ts  in snar l ing.

PRO OPTOSTOP

WARP PREPARATION

TYPE PRO OPTOSTOP 



PRO V-CREEL PITCH PROGRAM WITH NUMBER OF RUNNING THREADS 
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240 

240 230 9 504 576 648 720 792 864 936 1008 1080 1152 1224 1296 

270 255 8 448 512 576 640 704 768 832 896 960 1024 1088 1152 

305 265 7 392 448 504 560 616 672 728 784 840 896 952 1008 

350 278 6  384 432 480 528 576 624 672 720 768 816 864 

435 305 5  320 360 400 440 480 520 560 600 640 680 720 
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320 

240 230 9 378 432 486 540 594 648 702 756 810 864 918 972 

270   8 336 384 432 480 528 576 624 672 720 768 816 864 

305 295 7  336 378 420 462 504 546 588 630 672 714 756 

350 340 6   324 360 396 432 468 504 540 576 612 648 

435 365 5    300 330 360 390 420 450 480 510 540 
 
 
 
 
 

 
PRO H-CREEL PITCH PROGRAM WITH NUMBER OF RUNNING THREADS 

 
 

PITCH DISTANCE HORIZONTAL & VERTICAL 270MM 280MM 320MM 360MM 360MM 400MM 450MM 

NO. OF ROWS 8 7 6 5 6 5 5 

NO. OF PEGS IN EACH TROLLY / MODULE 96 84 60 40 48 40 30 

RANGE OF ENDS 96 - 864 84 - 756 60 - 660 40 - 520 48 - 720 40 - 440 30 - 480 

CREEL HEIGHT  2790MM 2560MM 2560MM 2560MM 2760MM 2600MM 2930MM 

HIGHT OF TOP TIER FROM FLOOR 2190MM 1960MM 1960MM 1960MM 2160MM 2000MM 2221MM 

HIGHT OF BOTTOM TIRE FROM FLOOR 300MM 280MM 360MM 360MM 360MM 400MM 421MM 

MODULE LENGHT  1620MM 1680MM 1600MM 1440MM 1440MM 1600MM 1350MM 
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TECHNICAL SPECIFICATIONS FOR DIRECT WARPING AND CREEL



TECHNICAL DATA

MACHINE
Beam Dia
Max. Speed
Inching Speed
Max. Tension
Max. Braking Torque
Motor Power
Work Width (mm)

800 1000 1250 1400
1200m/min
<20m/min
450N
16000Nm
15Kw. 22Kw
1400 1600 1800 2000 
2200 2400
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TECHNICAL SPECIFICATIONS FOR WARPING AND CREEL

TECHNICAL DATA

MACHINE DIMENSION
Width (mm)B
Depth (mm)C
Height  (mm)E

Work Width(A)+1900
2120
1800(Including wind shie ld)

E

35°

3000

BA

C

1500
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