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Answer all the Questions:-
PART A (10x 1 =10 Marks)

1. For determining the improvement after combingfire breakage in carding, one
has to measure

a) 2.5% span length b) Fibre strength

©) Effective length d) Mean length

2. Fibre fineness decides
a) Evenness of yarns. bWaste level in blow room.

c) Trash in mixing. d) Contamination level.

3. Yarn realization is greatly influenced by this:
a) Fibre length b) Fibre fineness
c) Fibre strength d) Trash

4. Invisible loss is influenced by

a) Moisture and fly loss b) Product waste
c) Process waste d)Xotton variety
5. Roller setting in drafting is affects

a) Machine production rate b)Sliver unevenness
c) Sliver hank d) Sliver breaks
6. Spectrogram is one method assessment of faults
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10.

11.
12.
13.
14.

15.
16.
17.
18.
19.
20.

21.

a) Regular b) Seldom occurring
c) Periodic d) Contamination

In comparison with D3 fault, this fault is serso

a) Al b) C3

c) B2 d) D4

Lappers are formed in

a) Warping b) Weaving

c) Sizing d) Drawing & Tenting

The defect ‘starting mark ‘ is characterized by

a) Pick density lower than normal bAccumulation of fluff

c) Broken pick d) Float of yarn
The standard temperature and RH% for weavictposeare
a) 28°C & 80% b) 30°C & 90%
c) 38°C & 60% d) 25°C & 70%

PART B (10 x 2=20 Marks)
What is a key variable?
What are norms or standards?

How do you calculate the FQI value of cottoxing?

Assess the trash% in a card sliver from cattoang with 4% trash, cleaning

efficiency of blow room is 60% and that of car®®.
Differentiate yarn imperfections and yarn fault

How the quality of spliced yarn is assessed?
List any four yarn package defects.
What are the quality parameters for a sizethBea

Brief the influence of ambient condition onro@erformance.

Compare the level of hard waste generatiorifierdnt types of shuttle less looms.

PART C (5x 14 =70 Marks)

a) () How do you arrive the FQI value of a cotton mixgansists of more (6)

than two cotton varieties.
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22.

23.

24.

25.

(ii)

b) ()

(ii)

b) ()

(ii)

a) (1)

(ii)

b) ()

(ii)

a) ()
(ii)

a) ()
(ii)

Discuss any four online monitoring systems withrtkiee principle (8)
of working, parameters measured and advantages.
(OR)

Demonstrate the method of measure of fibre rupimrepinning (6)
process.

Analyze the factors that affect the nmepnoval efficiency of carding (8)

Formulate a procedure for the assessment of yealzation in a
spinning mill.

(OR)
Elaborate the steps followed for the control o%oin comber. (8)
Discuss the measures to be followed for the redocbf yarn (6)

hairiness.

Identify the factors which cause higher yarn uneess in a(10)

spinning process.

lllustrate yarn fault classifications. (4)
(OR)

Discuss the importance of end breaks and the cémisesd breaks (10)
In ring spinning.
Compare the clearing efficiency of mechanical aledteonic yarn (4)

clearers.

Evaluate the quality parameters of yarn meantHattie less (8)
weaving machine.

Discuss the process control measures carried auaniping. (6)

(OR)

Elaborate the methods of controlling size pipkstretch and
moisture in sizing.

How do you evaluate loom efficiency? (4)
Explain the factors influencing loom efficiency. Oj1
(OR)
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b) lllustrate any six fabric defects with their casised remedies.
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