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In the global textile manufacturing landscape, the production of high-quality yarn relies heavily on the precision of 

intermediate processes that occur between carding and ring spinning. Based on the foundational principles 

established in Werner Klein's seminal work, A Practical Guide to Combing and Drawing, this analysis explores the

critical technical workflows of the drawing frame, the comber, and the roving frame. These machines are not merely

preparatory; they are the architects of yarn uniformity, strength, and aesthetic appeal. Understanding the

engineering nuances of these stages is essential for any textile technologist aiming to optimize mill efficiency and

product quality.

The Strategic Role of Drawing in Yarn Uniformity

The drawing process is the final opportunity in the spinning line to correct irregularities in the sliver before it is 

further attenuated. The primary objectives of drawing are twofold: leveling (improving evenness) and 

parallelization(aligning fibers along the sliver axis). Without effective drawing, the subsequent spinning processes

would encounter frequent breakages and produce yarn with high Coefficient of Variation (CV%).

The Mechanics of Drafting and Doubling

Drafting is the process of reducing the weight per unit length of the fiber strand. In a typical drawing frame, this is 

achieved by passing the sliver through a series of rollers rotating at progressively higher speeds. The draft ratiois

defined by the surface speed of the delivery roller divided by the surface speed of the feed roller. However, drafting

inherently introduces irregularities known as "drafting waves," which occur due to the uncontrolled movement of

short fibers within the drafting zone.

To counteract these irregularities, the principle of doublingis applied. By feeding multiple slivers (usually six to

eight) into the drawing frame simultaneously, the machine averages out the thin and thick places of individual

slivers. Mathematically, the law of doubling states that the variation in the resulting sliver is reduced by the square

root of the number of doublings, provided the input slivers are independent of one another.

Auto-Leveling Systems

Modern drawing frames incorporate sophisticated auto-leveling systems to ensure long-term and short-term weight

consistency. These systems can be categorized into two main types:

•  Open-Loop Control: Sensors measure the thickness of the incoming slivers, and a computer calculates the 

necessary draft adjustment. This adjustment is applied precisely when the measured segment reaches the drafting 

zone.

•  Closed-Loop Control: Sensors measure the delivered sliver. If the weight deviates from the target, a signal is 

sent back to the drafting unit to correct the draft. This system is highly effective for long-term leveling.

The Combing Process: Engineering for Premium Quality

Combing is an optional but vital process for producing high-end yarns (combed yarns). It involves a rigorous 

mechanical separation of fibers to remove those that do not meet length requirements. The process significantly 



enhances the luster, strength, and smoothness of the final yarn by removing noil(short fibers), neps, and

remaining impurities.

The Cycle of a Comber

The comber operates in a cyclic manner, typically performing between 200 to 500 nips per minute. The sequence is

a masterpiece of mechanical timing:

1.  Feeding: The lap is fed forward by a specific length (the feed length).

2.  Nipping: The nipper plate closes to hold the fiber fringe firmly.

3.  Circular Combing: A rotating cylinder equipped with needle strips (half-lap) combs through the protruding 

fringe, removing short fibers and trash.

4.  Detaching: The nippers open, and the detaching rollers move backward to meet the combed fringe, then 

move forward to pull the fibers through a top comb.

5.  Piecing: The newly combed fringe is overlapped with the previously combed material to form a continuous 

web.

Mathematical Parameters of Combing

The efficiency of combing is often measured by the Noil Percentage. This is calculated using the formula:

Noil % = (Weight of Noil / Weight of Feed) x 100

Control over the noil percentage is achieved by adjusting the "top comb depth" and the "nipper-to-detaching-roller

distance." A larger distance results in a higher noil extraction, removing longer fibers along with the short ones,

which increases quality but also increases production costs.

Comparative Analysis: Drawing Frame Drafting Systems

Drafting systems vary based on the fiber type and the required precision. The following table compares the most

common configurations found in industrial drawing frames:



System Type Configuration Primary Application Key Advantage

3-over-3 Three top rollers over three 
bottom rollers

Standard cotton spinning Simple maintenance and 
easy setting adjustments.

4-over-3 Four top rollers (pressure) 
over three bottom rollers

High-speed drawing The fourth roller acts as a 
guide, providing better 
control over short fibers.

Pressure Bar System A curved bar between 
rollers

Fine fibers and synthetic 
blends

Increases the friction field, 
preventing "fiber fly" during 
high drafts.

The Roving Frame: Bridging Drawing and Spinning

The roving frame (or speed frame) is often considered a "necessary evil" in the spinning process. Its primary 

function is to attenuate the sliver into a roving, which is thin enough to be handled by the ring spinning frame. 

Because a roving is too thin to hold itself together, the machine must insert a small amount of protective twist.

Core Components of the Roving Frame

The roving frame consists of three critical mechanical zones:

1. The Drafting Zone

Similar to the drawing frame, but with higher draft ratios (usually between 5 and 20). It uses aprons (top and

bottom) to control the flow of fibers, ensuring that the transition from sliver to roving is as uniform as possible.

2. The Twisting Zone (The Flyer)

The flyer rotates at high speeds, usually between 600 and 1500 RPM. As the drafted strand emerges from the front 

roller, the flyer rotates around it, inserting twist. The amount of twist (Twist per Inch or TPI) is calculated based on 

the Twist Multiplier (TM) and the square root of the roving hank.

3. The Winding Zone

This is the most complex part of the roving frame. The roving must be wound onto a bobbin at a constant tension. 

Since the diameter of the bobbin increases as more roving is wound, the speed of the bobbin must be adjusted 

dynamically. This is traditionally handled by a differential gear and a cone drum mechanism, though modern

machines use independent servo motors controlled by microprocessors.

Technical Comparison: Combed vs. Carded Yarn Characteristics

The decision to include the combing stage depends on the intended end-use of the yarn. The following matrix

outlines the technical differences between yarns produced with and without the combing stage.



Property Carded Yarn (No Combing) Combed Yarn (With Combing)

Fiber Parallelization Moderate; some hooks remain. Excellent; fibers are highly aligned.

Short Fiber Content High (typically >15% below 12mm). Low (typically

Yarn Strength Standard. 10-15% higher due to better fiber 
overlap.

Hairiness Significant protruding fibers. Very low; smooth surface.

Economic Cost Lower production cost. Higher cost (15-25% waste/noil).

Practical Implementation: Optimizing Machine Settings

In a mill environment, the "settings" of the drawing and combing machines determine the quality of the final

product. Technical managers must focus on the following parameters:

Roller Gauging

The distance between the nips of successive roller pairs must be slightly greater than the staple length of the fiber. 

If the gauge is too short, fibers will be broken (crushed). If the gauge is too wide, control over the fibers is lost, 

leading to drafting waves and thick places. For cotton, a common rule of thumb is staple length + 2mm to 4mmfor

the front zone.

Draft Distribution

In a multi-zone drafting system, the "Break Draft" (the first draft) should be kept low (between 1.1 and 1.5) to

prepare the fibers for the "Main Draft." High break drafts can cause excessive fiber tension and lead to unevenness.

Troubleshooting and Failure Mode Analysis

Operational challenges in combing and drawing often manifest as periodic defects in the yarn. A systematic

approach to troubleshooting is required:

1. Periodic Variations (Spectrogram Chimneys)

If a spectrogram shows a sharp peak at a specific wavelength, it usually indicates a mechanical fault. For example, 

a chimney at a wavelength corresponding to the circumference of the front roller suggests an eccentric roller or a 

damaged roller surface. Solution: Check roller true-running with a dial gauge and replace damaged cots.

2. High Noil Extraction Variability

In combing, if the noil percentage fluctuates between heads, the resulting yarn will have inconsistent dye uptake. 

Solution:Reset the nipper-to-cushion-plate settings using a leaf gauge and ensure the circular combs are clean

and free of broken needles.

3. Roving Tension Issues

If the roving is too tight, it will stretch (permanent elongation), causing thin places. If it is too loose, it will slough off 

the bobbin. Solution:Calibrate the tension motion or update the build-parameters in the machine's PLC for the

specific fiber blend being processed.



The Evolution of Short-Staple Spinning

The principles outlined in Werner Klein’s Manual of Textile Technology remain the bedrock of the industry, but

technology has evolved. Today, we see the integration of Artificial Intelligence (AI) in drawing frames, where real-

time CV% data is used to predict yarn quality before the sliver even reaches the spinning frame. High-performance

combers now achieve speeds previously thought impossible through the use of lightweight carbon-fiber

components and optimized kinematic linkages.

The drawing, combing, and roving stages are the "quality filters" of the spinning mill. By meticulously managing the

removal of short fibers in combing, ensuring maximum doubling efficiency in drawing, and maintaining gentle

tension in roving, manufacturers can produce yarns that meet the rigorous demands of modern high-speed

weaving and knitting machines. The technical mastery of these processes is not just about machine settings; it is

about understanding the physics of fiber behavior under mechanical stress—a pursuit that continues to define the

cutting edge of textile engineering.
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