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Abstract 
Defect free yarn is a great demand for spinner, knitter, and weaver and also 
other textile personnel because numerous end products from knit apparels to 
woven fabrics, from towels to sheets and from carpets to industrial fabrics 
characteristics significantly depend on the physical properties of yarn. The 
qualities of rotor yarn are really directed by spinning parameters. The aim of 
this study is to observe the effect of spinning parameters such as rotor diame-
ter and speed on thick, thin places and neps of yarn in rotor spinning process. 
0.11 sliver hank of 100% cotton was used to produce 12 Ne yarn. 65% virgin 
cotton and 35% wastage cotton were mixed together. The positive impact of 
spinning parameters on yarn properties were accessed by thick places, thin 
places and neps. Results indicate that the yarn qualities were improved with 
increasing of rotor speed and rotor diameter. The rotor diameter was settled 
to 43 mm while rotor speed fluctuated from 35,000 to 45,000 rpm and rotor 
speed was fixed to 35,000 rpm while rotor diameter across contrasts from 43 
mm to 66 mm. 
 

Keywords 
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1. Introduction 

Rotor spinning is considered as most suitable and successful spinning process 
among many open-end spinning methods [1]. This spinning principle is signifi-
cantly acceptable for high production of yarn by using low to medium grade 
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cotton even from wastage at relatively lower cost than any other existing spin-
ning technology [2]. It is common in rotor spinning that the yarns are spun 
from wastage or by mixing and blending wastage to the normal raw material. 
This indicates that profits are better and the raw material, namely wastes from 
spinning mill, is relatively cheaper to give better returns [1]. 

Rotor spinning gives a new era to produce more uniform, fuller, aerated and 
regular in strength of cotton yarn [3]. The volume of production on rotor spin-
ning has increased in recent years [4]. Due to the considerable reduction in 
space and personnel, the rotor spinning system is rising [5] [6]. 

Rotor spinning is a recognized spinning system mainly for medium and course 
counts. The yarn characteristics of rotor spun yarn are affected by many factors 
related to raw material, machine parameters and processing parameters also. 

Many researchers have already investigated the effect of rotor and carding pa-
rameters on yarn quality from different outlooks [7] [8] [9] [10] [11]. The results 
of several investigations have revealed that the physical and mechanical proper-
ties of yarn extensively concerned by machine parameters [12] [13] [14]. Rotor 
yarns are less irregular compared to the ring spun yarn because of multiple 
doubling or back doubling of fibres in the rotor groove. In addition, rotor spun 
yarns are not as affected by roller drafting wave as ring yarns [6]. No work has 
been observed on the yarn properties on the basis of thick, thin places and neps 
produced from 65% virgin cotton, 10% droppings 1, 10% droppings 2, 10% noil 
and 5% pneumafil of 12 Ne rotor yarn. 

The main object of this work is to produce better quality yarn. In this study, 
the effect of rotor speed from 35,000 to 45,000 rpm and rotor diameter from 43 
to 66 mm on 100% cotton yarn properties in terms of thick, thin places and neps 
were systematically investigated. The quality cotton yarn was produce by using 
rotor spinning system that can be used for weaving and knitting fabrics. In order 
to authenticate this work, yarns were spun at three selected rotor speeds (i.e. 
35,000, 40,000 and 45,000 rpm) and three rotor diameter (i.e. 43, 54 and 66 
mm). Rotor diameter was unchanged to 43 mm while yarns were spun with 
speed variation. Similarly, rotor speed was fixed to 35,000 rpm whereas yarns 
were spun with diameter variation. 

2. Materials and Methods 
2.1. Materials 

The slivers of 0.11 hanks were collected from Akij Spinning Mills Limited, ma-
nikgonj, Bangladesh. The sliver was produced from 65% virgin cotton and 35% 
wastage. The wastage were composed of 10% droppings 1, 10% droppings 2, 
10% noil and 5% pneumafil. Table 1 states the cotton fibre properties used in 
this experimentation. The properties of cotton fibre were assessed by Uster-HVI 
spectrum instrument (Switzerland). 
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2.2. Methods 
2.2.1. Spinning Process 
BD 200RN, Elitex, Czech Republic type rotor spinning machine was used in this 
experiment to produce yarn. Various types of yarns were produced based on 
different variables. Rotor speed changed from 35,000 to 45,000 rpm at constant 
rotor diameter of 43 mm and rotor diameter raised from 43 mm to 66 mm at 
constant rotor speed of 35,000 rpm. Firstly, drawn slivers were feed through a 
sliver guide via a feed roller and feed plate to rapidly rotating opening roller. The 
rotating teeth of the opening roller comb out the separate fibers from the sliver 
clamped between feed plate and feed roller. Then the fibers were feed to inside 
wall of the rotor after completing action in transport channel. The fibres moved 
forward to the rotor groove from the conical rotor wall by centrifugal forces in 
the rapidly rotating rotor. Finally, the yarn formed in the rotor is continuously 
taken off by the delivery shaft and the pressure roller through the nozzle and the 
draw off tube and wound onto a cross wound package [2] [15]. Figure 1 and 
Figure 2 represents the basic working principle of rotor spinning system and 
flow diagram of yarn preparation respectively. 
 
Table 1. Properties of cotton fibre. 

Quality parameters Value 

Spinning Consistency Index 138 

Micronaire (µg/inch) 3.00 

Uniformity Index (%) 80.0 

Short Fibre Index (%) 8.2 

Length(mm) 28.00 

Strength (g/tex) 30.4 

Elongation (%) 6.0 

Maturity Index 0.87 

Moisture (%) 7.1 

 

 
Figure 1. Basic working principle of rotor spinning system [16]. 
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2.2.2. Testing of Samples 
Uster Tester-5 was used to determine the thick places, thin places and neps of 
the yarn at a speed of 450 m/min. The sensitivity setting was −50% for thin plac-
es, +50% for thick places and +280% for neps. Thin places indicate the mass re-
ductions, thick places indicate the mass increase and neps indicates the increase 
of short mass. Average of ten tests was taken for final result at each trial. All ex-
periments were performed at temperature 20˚C ± 2˚C and relative humidity 
65% ± 2% [17]. Yarn count was determined through the digital auto sorter-5 
linked with computer system, which gives direct reading. Figure 3 characterize 
the thick, thin places and neps of rotor yarn. 

3. Results and Discussion 

Rotor spinning is a very fast rising spinning technique for the production of 
coarse and medium count yarns. This is so because of its higher productivity, 
better product quality and profitability. Considering such factors the present re-
search work was initiated to study the effect of rotor speed and rotor diameter 
upon the yarn quality. Yarn faults in the shape of thin, thick places and neps on 
the external appearance of yarns and the obtained products are decisive to mi-
nimize. The resultant data presented in different figures is discussed here. 

3.1. Thick Places 

The Figure 4 and Figure 5 are representing the impact of rotor speed and rotor  
 

 
Figure 2. Flow diagram of yarn preparation. 
 

 
Figure 3. Thick, thin places and neps of yarn. 
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Figure 4. Effect of rotor speed on yarn thick places at 
rotor diameter of 43 mm. 

 

 
Figure 5. Effect of rotor diameter on yarn thick places at 
rotor speed of 35,000 rpm. 

 

diameter on thick places of the yarn respectively. The rotor speed and rotor di-
ameter has positive effect on yarn thick places. The effect of rotor speed on yarn 
thick places was studied at constant rotor diameter of 43 mm and effect of rotor 
diameter was checked at constant rotor speed of 35,000 rpm. Thick places were 
decreased with the increment of rotor speed and rotor diameter. Concerning 
thick places, the order of samples were found as like 35,000 > 40,000 > 45,000 for 
rotor speed and 54 mm > 43 mm > 66 mm for rotor diameter. In case of speed 
variation, the thick places were decreased 51.53% and 66.08% respectively for the 
samples produced from the rotor speed of 40,000 rpm and 45,000 rpm as com-
pared to the sample from 35,000 rpm. It has been also found that at rotor di-
ameter variation, the thick places were increased 16.45% and decreased 63.61% 
respectively for the samples produced from the rotor diameter 54 mm and 66 
mm compared to the sample produced from 43 mm. 

3.2. Thin Places 

The analyzed data on thin places of yarn for rotor speed and rotor diameter were 
shown in Figure 6 and Figure 7 correspondingly. The values of thin places were 
decreased with the increment of rotor speed. No chronological impacts were no-
ticed due to increase of rotor diameter. Regarding thin places, the order of samples  
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Figure 6. Effect of rotor speed on yarn thin places at ro-
tor diameter of 43 mm. 

 

 
Figure 7. Effect of rotor diameter on yarn thin places at 
rotor speed of 35,000 rpm. 

 
were found as 35,000 rpm > 40,000 rpm > 45,000 rpm for rotor speed variation 
and 54 mm > 43 mm > 66 mm for rotor diameter variation respectively. The 
thin places were decreased 14.54% and 41.82% for the samples produced from 
the rotor speed of 40,000 rpm and 45,000 rpm as compared to the sample from 
35,000 rpm. It has been also found that at rotor diameter variation, the thin 
places were decreased 34.55% for the samples produced from rotor diameter 66 
mm compared to the sample produced from 43 mm. Oppositely, the values was 
increased 72.73% for for the samples produced from rotor diameter 54 mm. The 
result revealed that 9.5 was the highest value of yarn thin places. 

3.3. Neps 

Figure 8 and Figure 9 illustrates the effect of rotor speed and rotor diameter on 
neps of yarn. Rotor speed and rotor diameter has positive and negative impact 
on yarn neps. Regarding neps, the order of samples were found 35,000 rpm > 
45,000 > 40,000 for variation of rotor speed and 54 mm > 43 mm > 66 mm for 
variation of rotor diameter. The neps was decreased 34.73% for the sample pro-
duced from 40,000 rpm and 25.07% decreased for the sample from 45,000 rpm 
compared to the sample from 35,000 rpm rotor speed at constant rotor diameter  
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Figure 8. Effect of rotor speed on yarn neps at rotor 
diameter of 43 mm. 

 

 
Figure 9. Effect of rotor diameter on yarn neps at 
rotor speed of 35,000 rpm. 

 
of 43 mm. It was also found that the neps were 15.14% decreased for the sample 
produced from 66 mm rotor diameter and 30.55% increased for the sample 
produced from 54 mm compared to the sample of 43 mm rotor diameter at con-
stant rotor speed 35,000 rpm. The highest neps were recorded for the yarn of 54 
mm rotor diameter. 

4. Conclusions 

Rotor-spun yarns have established firmly in fields of application for woven and 
knitted fabrics. Rotor-spun yarns could be utilized effectively where the particu-
lar properties of the rotor-spun yarns corresponded particularly closely to the 
requirements of the end products. Terry products and upholstery fabrics are the 
main applications for rotor-spun yarns in the home textiles sector. Also worth 
mentioning as end products using rotor spun yarns are socks and sweaters in the 
clothing sector, sheets and upholstery fabrics in the home textile sector, as well 
as technical textiles. 

Noteworthy effect of rotor speed and rotor diameter on the yarn thick, thin 
places and neps in rotor spinning was studied. At constant rotor diameter of 43 
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mm, the yarn qualities were improved i.e. thick, thin places and neps were de-
creased with increase of rotor speed from 35,000 to 45,000 rpm. Conversely, 
analogous scenario observed due to augmentation of rotor diameter from 43 to 
66 mm at constant rotor speed of 35,000 rpm. The yarn quality tends to deteri-
orate i.e. thick, thin places and neps were increased when the rotor diameter in-
creases from 43 to 54 mm. Further work could be done on producing quality 
yarn of various counts from other natural, synthetic and blends fibres to justify 
this analysis. It also could be checked by changing others spinning parameters. 

References 
[1] Khan, M.K.R. and Rahman, H. (2015) Study of Effect of Rotor Speed, Combing-Roll 

Speed and Type of Recycled Waste on Rotor Yarn Quality Using Response Surface 
Methodology. IOSR Journal of Polymer and Textile Engineering (IOSR-JPTE), 2, 
47-55. 

[2] Klein, W. (1995) Manual of Textile Technology. The Textile Institute, 1-6. 

[3] Nawaz, S.M., Jamil, N.A., Iftikhar, M. and Farooqi, B. (2003) How Does Open-End 
Processing Variables Effect Imperfections for Different Yarn Count? Pakistan Tex-
tile Journal, 22-26. 

[4] Ishtiaque, S.M. (1992) Spinning of Synthetic Fibres and Blends on Rotor-Spinning 
Machine. Indian Journal of Fibre and Textile Research, 17, 224-230. 

[5] Ahmed, S., Syduzzaman, M., Mahmud, M.S., Ashique, S.M. and Rahman, M.M. 
(2015) Comparative Study on Ring, Rotor and Air-Jet Spun Yarn. European Scien-
tific Journal, 11, 411-424. 

[6] Rameshkumar, C., Anandkumar, P., Senthilnathan, P., Jeevitha, R. and Anbumani, 
N. (2008) Comparative Studies on Ring Rotor and Vortex Yarn Knitted Fabrics. 
Autex Research Journal, 8, 100-105. 

[7] Manohar, J.S., Rakshit, A.K. and Balasubramanian, N. (1983) Influence of Rotor 
Speed, Rotor Diameter, and Carding Conditions on Yarn Quality in Open-End 
Spinning. Textile Research Journal, 53, 497-503.  
https://doi.org/10.1177/004051758305300811  

[8] Salhotra, K.R. and Balasubramanian, P. (1985) Influence of Carding Technique on 
Yarn Tenacity Response to Increasing Rotor Speed. Textile Research Journal, 55, 
381-382. https://doi.org/10.1177/004051758505500612  

[9] Sengupta, A.K., Vijayaraghavan, N. and Singh, A. (1983) Studies on Carding Force 
between Cylinder and Flats in a Card: Part III—Carding Parameters, Sliver Quality 
and Carding Force. Indian Journal of Fibre & Textile Research, 8, 68. 

[10] Al Mamun, R., Repon, Md.R., Islam, M.T. and Motaleb, K.Z.M.A. (2017) Promising 
Effect of Processing Parameters on Yarn Properties in Rotor Spinning. Manufac-
turing Science and Technology, 4, 11-15. 

[11] Jackowska-Strumiłło, L., Cyniak, D., Czekalski, J. and Jackowski, T. (2007) Quality 
of Cotton Yarns Spun Using Ring-, Compact-, and Rotor-Spinning Machines as a 
Function of Selected Spinning Process Parameters. Fibres & Textiles in Eastern Eu-
rope, 15, 24-30.  

[12] Özdemir, H. and Oğulata, R.T. (2011) Comparison of the Properties of a Cotton 
Package Made of Vortex (MVS) and Open-End Rotor Yarns. Fibres & Textiles in 
Eastern Europe, 19, 37-42.  

https://doi.org/10.1177/004051758305300811
https://doi.org/10.1177/004051758505500612


Md. R. Repon et al. 
 

55 

[13] Ahmed, F., Saleemi, S., Rajput, A.W., Shaikh, I.A. and Sahito, A.R. (2014) Characte-
rization of Rotor Spun Knitting Yarn at High Rotor Speeds. Technical Journal, 19, 
73-78.  

[14] Hasani, H. and Tabatabaei, S.A. (2011) Optimizing Spinning Variables to Reduce 
the Hairiness of Rotor Yarns Produced from Waste Fibres Collected from the Gin-
ning Process. Fibres & Textiles in Eastern Europe, 19, 21-25.  

[15] http://www.rieter.com/en/rikipedia/articles/rotor-spinning/the-importance-of-roto
r-spinning/the-principle-of-rotor-spinning/  

[16] http://nptel.ac.in/courses/116102038/33  

[17] ASTM D (1776) Standard Practice for Conditioning Textiles for Testing. American 
Society for Testing and Materials, Annual Book of ASTM Standards, Vol. 7, No. 1, 
ASTM International, West Conshohocken. 

 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 

 
Submit or recommend next manuscript to SCIRP and we will provide best 
service for you:  

Accepting pre-submission inquiries through Email, Facebook, LinkedIn, Twitter, etc.  
A wide selection of journals (inclusive of 9 subjects, more than 200 journals) 
Providing 24-hour high-quality service 
User-friendly online submission system  
Fair and swift peer-review system  
Efficient typesetting and proofreading procedure 
Display of the result of downloads and visits, as well as the number of cited articles   
Maximum dissemination of your research work 

Submit your manuscript at: http://papersubmission.scirp.org/ 
Or contact jtst@scirp.org 

http://www.rieter.com/en/rikipedia/articles/rotor-spinning/the-importance-of-rotor-spinning/the-principle-of-rotor-spinning/
http://www.rieter.com/en/rikipedia/articles/rotor-spinning/the-importance-of-rotor-spinning/the-principle-of-rotor-spinning/
http://nptel.ac.in/courses/116102038/33
http://papersubmission.scirp.org/
mailto:jtst@scirp.org


Journal of Textile Science and Technology, 2016, 2, 56-66 
http://www.scirp.org/journal/jtst 

ISSN Online: 2379-1551 
ISSN Print: 2379-1543 

DOI: 10.4236/jtst.2016.23008  August 30, 2016 

 
 
 

On a Standard Parametric Modeling Method of 
Micro-Structure of Plain Woven Composite 

Shanli Wang 

Information Center, Tianjin Polytechnic University, Tianjin, China  

  
 
 

Abstract 
A new standard parametric modeling method of the micro-structure of plain 
woven composite is proposed. It is based on good analysis of the mechanical 
property of the yarn, weaving law of plain woven, and other factors. The me-
thod implements a woven fabric composite visual engineering modeling pro- 
cess standardization, and it gives five steps to calculate the key micro-struc- 
tural parameters of the yarn including the cross-section and the trajectory of 
the central Line. On the basis, the digital model of a plain woven composite 
has been constructed. The experimental result shows that the forecast for the 
mechanical property of the model using finite-element simulation analysis is 
consistent with the actual value. The shape and the structure of the model are 
also consistent with the solid. 
 
Keywords 
Plain Woven Composite, Micro-Structure, Parametric Modeling,  
Standardization Process 

 

1. Introduction 

Plain woven composite material is an important branch of the development of 
composite material. The mechanical property of it in weft direction and warp 
direction are similar and the surface of it is of high strength and high rigidity. It 
is widely used in aeronautics, astronautics, car engineering, architecture, traffic 
and many other fields. Also, it is a kind of designable material in structure and 
mechanical property. To identify the inner structure before production and pre-
dict the mechanical property are significant to improve efficiency. The modeling 
is the prerequisite of designing and prediction of mechanical property. The mi-
cro-structure visualization is the basis of optimization of the structure and the 
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micro-structure can be modified according to local performance requirement. A 
plain weave model is the basis of other fabric. Therefore, the model of a plain 
weave is important for the model of other 2D and 3D fabric. Many scholars have 
been carried out related valuable studies [1] [2]. The micro-structural modeling 
of plain woven composite material is the key point for design and manufacture. 

The modeling method of plain woven composite material can be divided into 
two categories. The first one pays more attention to visualization. According to 
the pattern, each yarn can be recognized by the model, but it can’t be used for 
mechanical property analysis. The second one pays more attention to mechani-
cal analyzation, while it can’t be easily observed. Once the model needs amend-
ing, it has to be reworked from beginning. 

The proposed modeling method is based on specific modeling software, but 
few references give a standard modeling process. The modeling process is com-
pletely dependent on experience and assumption of key parameters. The model-
ing component cannot be reused and the modeling process can’t be copied. 
Therefore, it is difficult to design fast and flexible. The algorithm can’t prevent 
the loss of the detail, but to repair any detail is very difficult. Because of the plain 
fabric performance prediction research is at the initial stage; determine the key 
parameter of it is difficulty. It has not formed the standardized modeling process 
and operation method. There are few reference documentation on the modeling 
method of the plain woven composite material, but found no woven composite 
standard modeling method is introduced [3]. 

In this paper, a standard parametric modeling method of micro-structure of 
plain woven composite is proposed. It can realize visual engineering modeling, 
and the standard of modeling process. The new model can not only be used for 
mechanical analyzation, but also for the visualization of a plain woven compo-
site material surface design. Then fast design and knowledge sharing of model-
ing can be realized. 

2. Methodology 
2.1. Summary 

The proposed method identifies parameter in accordance with a fixed set of 
standard, which is the model of reinforcement yarn and assembly model is con-
structed according to parameters. The reinforcement yarn modeling is the 
process of constructing solid model which the yarn cross-section swept along the 
central line of the yarn. The assembly model is the process of waving yarn into 
plain enhancement according to the structure. So, the reinforcement yarn mod-
eling is the key point and the difficult point, whose major influence factors are 
component material of the yarn, fabric density, process, the central line trajecto-
ry of the yarn, the shape of cross-section and the interweave mode of the yarn. 
The component material of the yarn, the fabric density and the process are de-
cided by the designer. The central line trajectory of the yarn and the shape of the 
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cross-section are decided by many factors. So, the identifications of the two pa-
rameters are discussed in the following section. 

In this paper, some key factors such as characteristic of the component ma-
terial of the yarn, the spatial structure of the interlaced yarn, the axis curve of the 
yarn, the cross-section shape of the yarn and the loom tension are given due at-
tention. The calculation method of the micro-structural parameter is proposed 
in this paper. The method can be described by the following five-steps: 1) Set the 
primary shape of the central line trajectory of the yarn. 2) Deform the cross-sec- 
tion. 3) Set the common tangent of the adjacent inter-weave yarn. 4) Surround 
and deform. 5) Fit and fix the shape. The detail of the method will be described 
as follows. 

Assume the yarn of the plain woven fabric reinforcement is twist-less glass fi-
ber, the fiber fineness of warp is expressed as Nj, the fineness of weft is expressed 
as Nw, the loom tension is expressed as F, the warp density of reinforcement is 
expressed as Dj, the weft density of reinforcement is expressed as Dw, the vertical 
Poisson ratio is expressed as ν, and the vertical elastic modulus is expressed as E. 
The original cross-section of glass fiber yarn is circular. The original radius of 
yarn can be computed out when the cross-section area is known. The cross-sec- 
tion radius of warp and weft are denoted as Rj and Rw respectively. Because of 
the change of the warp trajectory is obvious, the trajectory of the warp in a re-
peat unit is discussed in details. 

2.2. Procedures of the Method 

1) Identify original form of the central line of yarn 
The reinforcement of a plain woven composite is usually glass fiber or carbon 

fiber. In this paper, glass fiber is taken for example. Glass fiber is fixed together 
into yarn using tow collecting technology. So, the appearance of the yarn is 
slender long cylindrical, and the original cross-section of the yarn can be as-
sumed to be circle. The radius of original cross-section is expressed as R, and it 
satisfies Equation (1): 

21000 R Tπ σρ =                         (1) 

where T is the mass of 1000 meters long yarn, ρ is the mass density of glass fiber, 
σ is the volume fraction of fiber. That is, R can be expressed as Equation (2) 

1000
TR
πρσ

=                         (2) 

In the process of interweaving, the warp and the yarn central line are bending 
before the F. The stress state of every interlacing is basically the same. The 
bending shape is symmetric. Under the action of the loom tension, the warp will 
move forward through the two adjacent weft yarns. The contact part of the weft 
with the warp produces the trace of interlacing part. The others are defined as 
transitional part. That is the central line trajectory is composed of the interlacing 
trajectory and the transitional part trajectory. The interlacing part trajectory is 



S. L. Wang 
 

59 

arc. The transitional part trajectory is the combination of arc and segment. 
Primarily, the yarn is interlaced into arc. In the rectangular coordinate system 

XOY, the centers of the three adjacent wefts cross-section are O1, O2 and O3 re-
spectively. Draw three circles with a same radius of j wR R+  and with their 
center points O1, O2 and O3 named 1O , 2O  and 3O  respectively. Dw is 
the distance between 1O  and 2O  or 2O  and 3O . If w j wD R R< + , 

1O  and 2O  or 2O  and 3O  are intersect with each other, as shown in 
Figure 1. The trajectory of the warp central line is the curve which is smooth 
joined by line segment and arc, as shown in Figure 2. If w j wD R R= + , the rela-
tive situation of the central line trajectory and the weft is described as shown in 
Figure 3. The warp central line trajectory is shown in Figure 4. If w j wD R R> + , 
the warp central line trajectory is shown in Figure 5 and Figure 6. 

2) Deformation of the yarn cross-section 
The cross-section shape of the yarn will be changed on the effect of the loom  

 

 
Figure 1. w j wD R R< +  yarn relative position. 

 

 
Figure 2. w j wD R R< +  the trajectory of warp central line. 

 

 
Figure 3. w j wD R R= +  yarn relative position. 

 

 
Figure 4. w j wD R R= +  the trajectory of warp central line. 
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tension. The deformation is obvious on the interlacing section and it will decide 
the shape of the transitional part trajectory. Therefore, it is important to analyze 
the yarn shape and cross-section of interlacing section part. The geometrical 
property is decided by stress situation which is effected by the micro-structure, 
the loom tension and the interlacing type. They decide the deformation of inter-
lacing yarn. 

In the elastic range, most materials obey Hooke’s law in the elastic range ac-
cording to the reference [4]. In the range of small deformation, the simulation of 
the interlacing yarn can be regarded as the contacting problem of two elastic 
solid in material mechanics. If the warp and the weft yarn are in close contact 
with each other and the stress is P, as shown in Figure 7. 

M1 is a point on the warp and M2 is a point on the weft yarn, M is the middle 
point in segment M1M2, r is the distance between M1 and M. M1 and M2 will be 
moved ω1 and ω2 away in Z-axis direction respectively. α is the distance between 
M1 and M2. z1 is the distance between a point which is very near to the contact 
point on the warp and the contact point. z2 is the distance between a point which 
is very near to the contact point on the weft yarn and the contact point. R1 is the 
radius of contact circle that is formed by the warp encircles the weft. R2 is the ra-
dius of the weft cross-section. So, the Distance between M1 and M2 is shortening 
as ( )2 1α ω ω− − . After local deformation, point M1 and point M2 superpose 
each other to point M. q0 is the force exerted on contact surface. ar is the radius 
of contact surface. There is Equation (3),  
 

 
Figure 5. w j wD R R> +  yarn relative position. 

 

 
Figure 6. w j wD R R> +  the trajectory of warp central line. 

 

 
Figure 7. Yarn deformation by force. 
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The distance of successive approximations between the warp and the weft is 
expressed as Equation (4): 

( ) ( )
1

22 2 3
1 2 1 2

1 2

9
16

F k k R R
R R

π
α

 + +
=  
  

                 (4) 

where, 
2 2
1 2

1 2
1 2

1 1
,k k

E E
υ υ

π π
− −

= = , 1 2,υ υ  is the vertical Poisson ratio of the warp  

and the weft yarn respectively. E is the vertical Young’s modulus. R1 is the sum 
of the warp original radius and the weft original radius. That is, 1 j wR R R= + , R2 
is the weft original radius. 

A yarn is composed of hundreds of glass fiber. The cross-section is similar 
with a circle. In the process of interweaving, the circle cross-section is stressed 
by F, and the inner fiber will float to two sides. Finally, the cross-section shape is 
changed into oval. The depressed distance of warp or weft is acquired according 
to Equation (4). 

The cross-section area is invariant after the yarn is deformed [5]. Take weft 
yarn for example, the cross-section area is S. The long axis of the cross-section is 
a and the short axis is b. The aligned distance between two interlacing yarns can 
be calculated out using Equation (5). If the weft and warp are of the same ma-
terial, plain fabric reinforcement is stressed by equal and opposite in direction 
force. The radius of warp or weft is decreased to half of α. So, there is Equation 
(5). 

2

2

w

w

S R
s ab

b R

π
π

α


 =
 =


= −


                          (5) 

Then, a and b can be expressed as Equation (6) 
22 2

,
2 2

w w

w

R R
a b

R
α

α

−

−

= =                     (6) 

3) Determine the common tangent 
Now, the cross-section of the yarn is oval. It takes the sum of the semi-minor 

axis of the deformed weft cross-section and the semi-minor axis of warp as its 
semi-minor axis, which is denoted as at. It takes the sum of the semi-major axis 
of the deformed weft cross-section and the semi-minor axis of warp as the 
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semi-major axis, which is denoted as bt. Draw two identical ellipses named in-
terlacing part trajectory control ellipses whose semi-minor axis are at and 
semi-major axis are bt. The distance between the two ellipses is Dw. Under the 
force of the loom tension, the central line of warp approaches the inner common 
tangent of the adjacent trajectory control ellipse of the interlacing yarn. The in-
ner common tangent is called as interlacing common tangent. Next, critical in-
fluence factors are further discussed. 

In the planar rectangular coordinate system the two ellipses are expressed as 
Equation (7) and Equation (8) respectively. The slope of the two ellipses com-
mon tangent is denoted as λ. The equation of the tangent is denoted as Equation 
(9). Where, c is an unknown parameter. Substitute the tangent equation into the 
two ellipse equations respectively, according to the equation of tangent property, 
the equation has repeat roots. So, the outer common tangents are meaningless. 
The slope of the inner common tangents is described as Equation (10)  

2 2

2 2 1
t t

x y
a b

+ =                            (7) 

2 2

2 2

( )
1w

t t

x D y
a b
−

+ =                         (8) 

y x cλ= +                            (9) 

( )
2 2 2 2 2 2

2 2

2 4
4

mn a n b m a b
a m

λ − ± + −
=

−
                (10) 

4) Determine the wrap around angle 
The trajectory of interlacing section is the two segment arc on the adjacent 

trajectory control ellipse, which corresponds with the wrap around angle be-
tween two inner common tangents. The around angle can be figured out ac-
cording to the ellipse arc. On the basis of the symmetry of woven fabric, any 
gradient of the two warp cross-section common tangents can be written as Equ-
ation (9), substitute λ for λ1, λ2 respectively. The wrap around angle θ can be 
computed out according to Equation (11): 

1 2

1 2

arctan
1
λ λ

θ
λ λ

 −
=  + 

                   (11) 

5) Central line trajectory of the yarn 
In the planar rectangular coordinate system XOY, O21, O22 and O23 are the 

center points of three adjacent wefts, O21O22 = O22O23 = Dw. Draw three ellipses, 
O21, O22 and O23 are their center points respectively, as shown in Figure 8. Draw 
three around angles, whose vertexes are O21, O22 or O23 respectively. The bisec-
tors of the around angles are parallel with Y-axis. The two sides of the angle 
tangent to ellipse sections at point N, P, S, Q respectively, as shown in Figure 8. 
The warp central line trajectory is structured by Connecting point N and point 
P, connecting point S and point Q. That is the curve MNPSQ, as shown in Fig-
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ure 9. 
The central line trajectory of plain yarn is acquired. The yarn model can be 

constructed by the cross-section sweeps along the central line trajectory. Ac-
cording to enhancement structure, assemble the weft and warp, the enhance-
ment model is set up. A visual model of a plain woven composite can be set up 
while the enhancement solid model is immersed in the matrix resin. 

3. Experiments and Conclusion 
3.1. Fabric Modeling and the Mechanical Property Prediction 

In this part, a plain woven composite will be made, and its specific parameters 
are as follows. Warp and weft are made in 60 tex alkali free glass fiber. The warp 
density is 98 per 100 mm and the weft density is 70 per 100 mm. The yarn is 
stressed by 40 g (That is 0.0392 N.) loom tension in weaving process. The me-
chanical properties of the plain woven fabric are shown in Table 1. Experiments 
were done to test the mechanical property of the plain woven composite. The 
tensile modulus of the plain woven composites in warp direction is 7.74 GPa. 
Tensile modulus of the plain woven composites in weft direction is 6.21 GPa. 

According to the above data, the visualization of enhancement model is 
shown as Figure 10. 

The cycle unit size is 1.9 mm × 1.6 mm × 0.7 mm. Import the model into the fi-
nite element analysis software. The searching distance between two adjacent curves 
is 0.01 mm. A force of 100 N is added in the warp direction (Y-axis). Its defor-
mation is shown in Figure 11. In accordance with the displayed displacement  
 

 
Figure 8. Controlling ovals of yarn trajectory. 

 

 
Figure 9. Yarn central line. 

 
Table 1. The mechanical property of plain woven fabric. 

 glass fiber resin 

tensile modulus (MPa) 2.77 × 104 3.01 × 103 

cutting modulus (MPa) 1.065 × 104 1.10 × 103 

Poisson ratio 0.3 0.36 
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Figure 10. Visualization of enhancement mode 1. 
 

 
Figure 11. Visualization of loading when 100 N tensile load is used in y-axis. 

 
2.080e-002, and tensile modulus in warp direction can be computed using Equa-
tion (12). 

( )2

100 2 8.16 GPa
1.6 0.7 2.08 10

F lE
A l −= × = × ≈

∆ × ×
          (12) 

If a 300 N tensile load is used in lateral direction (X-axis), the longitudinal 
stretch modulus can be computed out. The finite analysis result is shown as Fig-
ure 12. The Equation (13) is shown in the following. 
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Figure 12. Visualization of displacement when 300 N tensile load is used in x-axis. 

 

( )2

300 1.6 6.77 GPa
1.9 0.7 5335 10

F lE
A l −= × = × ≈

∆ × ×
          (13) 

3.2. Conclusion 

In the experiment, the lateral tensile modulus of elasticity is 7.74 GPa; the trans-
verse tensile modulus of elasticity is 6.21 GPa. By the model analysis, the lateral 
tensile modulus of elasticity is 8.16 GPa. The transverse tensile modulus of elas-
ticity is 6.77 GPa. It is identical to compare the answer by the model analysis 
with the data of the experiment. The deviation of lateral tensile modulus is 
5.43%. The deviation of transverse tensile modulus is 8.94%. The prediction re-
sult is little larger than the experimental result. The major reason is the two ad-
jacent units are considered. Therefore, the result is accepted. The visualization is 
consistent with observation. The result is consistent with the reference [6]. 

A standard parametric modeling method of the plain woven composite is 
proposed. As an example, a plain woven composite model is constructed. The 
experimental results show that the appearance of the solid and mechanical 
property analysis is within the acceptable range. It concludes that the method is 
feasible and the method constructs model on the basis of parameters thoroughly. 
It has the potential to be widely used and shared. The micro-structure modeling 
of a plain woven composite can be used to observe and predict the mechanical 
property; it can fulfill the goal of visual engineering modeling. 
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