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Description

Technical Field

[0001] The present invention relates to a technology for manufacturing a spun yarn, and more particularly, to a tech-
nology for manufacturing a heat resistant spun yarn having improved elasticity and a technology for manufacturing a
heat resistant fabric having improved elasticity.

Background Art

[0002] Typical thermoplastic synthetic fibers such as nylon or polyester fibers are melted at about 250°C. However,
a decomposition temperature of heat resistant high performance fibers such as aramid fibers, wholly aromatic polyester
fibers, and polyparaphenylene-benzobisoxazole fibers is high to be about 500°C.
[0003] The heat resistant high performance fibers have excellent heat resistant and flame retardancy, thus being
extensively used in fire fighting garments, racer’s suits, steel worker’s clothes, and welder’s clothes at high risk of
exposure to flames and high temperatures. Further, the heat resistant high performance fibers may have heat resistance
and high tenacity, thus being frequently used in athlete’s uniforms, working clothes, ropes, tire cords, and others requiring
high tear tenacity and heat resistance.
[0004] However, a yarn made of typical heat resistant high performance fibers has little elasticity, and fabrics made
based on the fibers have little elasticity, too. Therefore, when clothes made of the heat resistant fiber-based fabrics were
put on, the sense of wearing is not favorable, and there is a limit in activity required at exercise or work.
[0005] Accordingly, various studies have been conducted to provide elasticity to the yarns or the fabrics using the heat
resistant fibers, and the resulting products are released. However, most of the current study results and released products
are accompanied by deterioration in function of the heat resistant fibers due to heat treatment at high temperatures.
Moreover, there are many cases that elasticity provided to the yarns or the fabrics using the heat resistant fibers is weak.
[0006] Further technical background is known form EP 1 329 544 A1, EP 1 154 056 A1 and JP 2001-271238 A.

Summary of the invention

[0007] The present invention has been made in an effort to provide a technology for manufacturing a spun yarn having
improved elasticity.
[0008] The present invention has been made in an effort to provide a technology for manufacturing a spun yarn having
improved elasticity, in which intrinsic performance of a heat resistant fiber does not deteriorate, through low temperature
heat treatment.
[0009] Embodiments of the present invention are not limited to those mentioned above, and other unmentioned em-
bodiments of the present invention will be apparently understood by those skilled in the art to which the present invention
belongs through the following description.
[0010] An exemplary embodiment of the present invention provides a method for manufacturing a heat resistant spun
yarn, including a single yarn manufacturing process of twisting a heat resistant fiber in a first direction with a twist number
in a predetermined range, a first heat setting process of applying heat at a first temperature in a predetermined range
to a single yarn manufactured according to the single yarn manufacturing process, a ply yarn manufacturing process of
combining at least two single yarns subjected to the first heat setting process and twisting the single yarns in the first
direction with a first twist number in a predetermined range, a second heat setting process of applying heat at a second
temperature in a predetermined range to a ply yarn manufactured according to the ply yarn manufacturing process, a
reverse twisting process of twisting the ply yarn subjected to the second heat setting process in a second direction that
is contrary to the first direction with a second twist number in a predetermined range, and a third heat setting process
of applying heat at a third temperature in a predetermined range to the ply yarn subjected to the reverse twisting process.
[0011] The method may further include a re-twisting process of twisting the ply yarn subjected to the third heat setting
process in the first direction with a third twist number in a predetermined range.
[0012] The second twist number may be larger than a sum total of the first twist number and the third twist number.
In addition, the second temperature may be higher than the first temperature and the third temperature.
[0013] The heat resistant fiber may be an aramid fiber. Further, the heat resistant fiber may be a blend fiber including
a first heat resistant fiber and a second heat resistant fiber. Further, the heat resistant fiber may be a blend fiber including
the heat resistant fiber and a non-heat resistant fiber.
[0014] The first temperature, the second temperature, and the third temperature may be each a temperature of 50 to
100°C. In this case, the first temperature may be higher than the third temperature.
[0015] The heat setting process may not be performed after the re-twisting process.
[0016] Another exemplary embodiment of the present invention provides a method for manufacturing a heat resistant
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spun yarn having improved elasticity, including a single yarn manufacturing process of twisting a heat resistant fiber in
a first direction with a twist number in a predetermined range, a ply yarn manufacturing process of combining at least
two single yarns manufactured according to the single yarn manufacturing process and twisting the single yarns in the
first direction with a first twist number in a predetermined range, a first heat setting process of applying heat at a first
temperature in a predetermined range to a ply yarn manufactured according to the ply yarn manufacturing process, a
reverse twisting process of twisting the ply yarn subjected to the first heat setting process in a second direction that is
contrary to the first direction with a second twist number in a predetermined range, and a re-twisting process of twisting
the ply yarn subjected to the reverse twisting process in the first direction with a third twist number in a predetermined
range. In this case, the second twist number is larger than a sum total of the first twist number and the third twist number.
[0017] The method may further include a second heat setting process of applying heat at a second temperature in a
predetermined range to the single yarn manufactured according to the single yarn manufacturing process. In this case,
the first temperature may be higher than the second temperature. In addition, the first temperature and the second
temperature may be a temperature of 50 to 100°C.
[0018] The method may further include a third heat setting process of applying heat at a third temperature in a pre-
determined range to the ply yarn subjected to the reverse twisting process. In this case, the first temperature may be
higher than the third temperature. In addition, the first temperature and the third temperature may be a temperature of
50 to 100°C.
[0019] The method may further include a second heat setting process of applying heat at a second temperature in a
predetermined range to the single yarn manufactured according to the single yarn manufacturing process, and a third
heat setting process of applying heat at a third temperature in a predetermined range to the ply yarn subjected to the
reverse twisting process. The first temperature may be higher than the second temperature and the third temperature,
and the second temperature may be higher than the third temperature. In addition, the first temperature, the second
temperature, and the third temperature may be each a temperature of 50 to 100°C.
[0020] The heat resistant fiber may be a blend fiber including a first heat resistant fiber and a second heat resistant
fiber. Further, the heat resistant fiber may be a blend fiber including the heat resistant fiber and a non-heat resistant fiber.
[0021] The heat setting process may not performed after the re-twisting process.
[0022] A heat resistant spun yarn having improved elasticity according to the present invention may be manufactured
according to the aforementioned methods for manufacturing the heat resistant spun yarn.
[0023] A heat resistant fabric having improved elasticity according to the present invention may be manufactured using
a heat resistant spun yarn manufactured according to the aforementioned methods for manufacturing the heat resistant
spun yarn.
[0024] A heat resistant spun yarn and a heat resistant fabric manufactured according to the present invention can
have improved elasticity as compared to a known heat resistant spun yarn.
[0025] Further, the spun yarn and the heat resistant fabric manufactured according to the present invention can have
improved elasticity and provide intrinsic performance of a heat resistant fiber, which does not deteriorate, as compared
to the known heat resistant spun yarn through low temperature heat treatment.
[0026] Further, according to the present invention, the heat resistant spun yarn and the heat resistant fabric having
improved elasticity and sufficiently providing intrinsic performance of the heat resistant fiber can be manufactured even
though known production equipment is used.
[0027] As described above, the present invention can solve serious problems in current heat resistant spun yarn and
fabric manufacturing technology fields. The reason is because even though the heat resistant fiber such as an aramid
fiber was developed and commercialized a long time ago, the heat resistant spun yarn and the heat resistant fabric
having both intrinsic properties of the heat resistant fiber and elasticity have not been developed yet.

Brief description of the drawings

[0028]

FIG. 1 is a flowchart showing an example of a method for manufacturing a heat resistant spun yarn according to
the present invention.

FIG. 2 shows examples in which a single yarn is manufactured according to the method for manufacturing the heat
resistant spun yarn shown in FIG. 1.

FIG. 3 is a graph showing a method for determining an appropriate twist multiplier of the single yarn or a ply yarn
according to the method for manufacturing the heat resistant spun yarn shown in FIG. 1.

FIG. 4 is a view showing a method for performing a heat setting process according to the method for manufacturing
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the heat resistant spun yarn shown in FIG. 1.

FIG. 5 shows an example of a ply yarn manufacturing process to a re-twisting process performed according to the
method for manufacturing the heat resistant spun yarn shown in FIG. 1.

FIG. 6 shows an example of a ply yarn manufacturing process to a re-twisting process performed according to the
method for manufacturing the heat resistant spun yarn shown in FIG. 1.

FIG. 7 is a flowchart showing an example of the method for manufacturing the heat resistant spun yarn according
to the present invention shown in FIG. 1.

FIG. 8 is a flowchart showing an example of a method for manufacturing a heat resistant fabric according to the
present invention.

FIG. 9 is a view showing a scouring process performed in the method for manufacturing the heat resistant fabric
shown in FIG. 8.

FIG. 10 shows an example of the scouring process performed in the method for manufacturing the heat resistant
fabric shown in FIG. 8.

FIG. 11 is a view showing a crabbing process performed in the method for manufacturing the heat resistant fabric
shown in FIG. 8.

FIG. 12 shows examples of heat resistant blend fiber single yarns manufactured according to the method for man-
ufacturing the spun yarn according to the present invention.

FIG. 13 shows various types of heat resistant fiber ply yarns manufactured according to the method for manufacturing
the spun yarn according to the present invention.

FIG. 14 shows examples of the types provided to the heat setting process in the method for manufacturing the spun
yarn according to the present invention.

FIG. 15 is a flowchart showing a method for manufacturing a heat resistant spun yarn according to another embod-
iment of the present invention.

FIG. 16 is a view showing an example of a process of manufacturing a heat resistant single yarn according to the
method for manufacturing the heat resistant spun yarn shown in FIG. 15.

FIG. 17 is a test report of the heat resistant fabrics manufactured according to the present invention.

FIG. 18 shows enlargement of only elongation test results of the test report shown in FIG. 17.

FIGS. 19 and 20 are views showing a process of expressing actual elongation of sample 1 subjected to the test of
FIG. 17.

FIGS. 21 and 22 are views showing a process of expressing actual elongation of sample 3 subjected to the test of
FIG. 17.

Detailed description

[0029] Operational or functional advantages of the present invention, and the present invention achieved by embod-
iments will be sufficiently understood from the accompanying drawings exemplifying embodiments of the present invention
and the detailed description taken in conjunction with the accompanying drawings.
[0030] Hereinafter, the application of the embodiments of the present invention is best understood with reference to
the accompanying drawings. The same reference numerals shown in the drawings refer to the same elements.
[0031] FIG. 1 is a flowchart showing an example of a method for manufacturing a heat resistant spun yarn according
to the present invention.
[0032] First, a heat resistant single yarn is manufactured using a heat resistant fiber S100. Herein, the heat resistant
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fiber may be an aramid fiber including a para-based polyamide fiber and a meta-based polyamide fiber, and may include
a wholly aromatic polyester fiber and a polyparaphenylene-benzobisoxazole fiber. However, the scope of the present
invention is not limited thereto.
[0033] Meanwhile, a heat resistant single yarn manufacturing process means that the heat resistant fiber is twisted in
a first direction with a twist number in a predetermined number range. Herein, the first direction may be a clockwise
direction or a counterclockwise direction based on a longitudinal direction axis of the heat resistant fiber. The single yarn
manufacturing process will be described below in more detail with reference to FIGS. 2 and 3.
[0034] When the heat resistant single yarn is manufactured according to the single yarn manufacturing process, a first
heat setting process of applying heat at a first temperature in a predetermined range to the manufactured single yarn is
performed S110. Heat setting means that heat is applied so as to prevent the shape or the dimension of the fiber or
fabric from being changed. In the step S110, heat setting means a process of applying heat at a predetermined temper-
ature in order to increase stability of the twist state of the single yarn. The heat setting process will be described below
in more detail with reference to FIG. 4.
[0035] When first heat setting treatment of the single yarn is finished, a ply yarn manufacturing process of combining
at least two single yarns subjected to the first heat setting treatment and twisting the single yarns in the first direction
with a first twist number in a predetermined range is performed S120. Herein, the two twisted single yarns are called a
2 ply yarn, and the three twisted single yarns are called a 3 ply yarn. Meanwhile, it can be seen that the twist direction
of the ply yarn is the same as the twist direction of the single yarn.
[0036] After the ply yarn process is performed, a second heat setting process of applying heat at a second temperature
in a predetermined range to the manufactured ply yarn is performed. The second heat setting process may be performed
by a method that is the same as or similar to the first heat setting. However, the second temperature may be higher than
the first temperature. The reason is because the ply yarn has a larger thickness and higher resistance to solve twisting
as compared to the single yarn. In addition, a second heat setting process time may be longer than a first heat setting time.
[0037] After the second heat setting process is performed, a reverse twisting process of twisting the ply yarn subjected
to second heat setting treatment in a second direction that is contrary to the first direction with a second twist number
in a predetermined range is performed S140. That is, the reverse twisting process means twisting of the ply yarn subjected
to second heat setting in the second direction that is contrary to the first direction as the twist direction of the single yarn
and the ply yarn.
[0038] Meanwhile, the twist number of the reverse twisting process may be larger than the twist number of the ply
yarn manufacturing process. That is, when the reverse twisting process is performed, the twist direction of the ply yarn
is the second direction.
[0039] After the reverse twisting process is performed, a third heat setting process of applying heat at a third temperature
in a predetermined range to the manufactured ply yarn is performed S150. The third heat setting process may be
performed by a method that is the same as or similar to the first heat setting. The ply yarn may have elasticity due to a
property in which a twisting state is maintained in the first direction according to the second heat setting process and a
property in which a reverse twisting state is maintained in accordance with performing of the third heat setting process.
[0040] Meanwhile, the third temperature may be lower than the first temperature and the second temperature corre-
sponding to those of the heat setting processes performed after the single yarn manufacturing process and the ply yarn
manufacturing process. In addition, a third heat setting time may be shorter than the first heat setting time and a second
heat setting time.
[0041] Further, all of the first to third temperatures may be a temperature of 50 to 100°C. In consideration of a heat
setting temperature of the heat resistant fiber such as the aramid fiber, which is almost 200°C or more, the heat setting
process performed in the method for manufacturing the heat resistant spun yarn according to the present invention may
be a low temperature heat treatment process. Therefore, the degree of deterioration of the heat resistant fiber according
to the method for manufacturing the heat resistant spun yarn according to the present invention may be much lower
than the degree of deterioration of the heat resistant fiber according to a known method.
[0042] After the third heat setting process is performed, a re-twisting process of twisting the ply yarn subjected to third
heat setting treatment in the first direction with a third twist number in a predetermined range may be performed S160.
Herein, a sum total of the third twist number of the reverse twisting process and the first twist number of the ply yarn
manufacturing process may be smaller than the second twist number of the reverse twisting process. That is, as a result
of performing up to the re-twisting process, a final twist direction of the manufactured heat resistant spun yarn may be
the second direction. The re-twistingmay be performed to provide again a property of returning back to a state after
second heat setting.
[0043] After the re-twisting process S160, a separate heat setting process may not be performed. The reason is
because a twist property of the ply yarn may be almost stabilized according to the first and third heat setting processes.
Meanwhile, according to another embodiment of the present invention, an additional heat setting process may be per-
formed at very low temperatures after the re-twisting process is performed. This may be performed to further stabilize
the twist property of the re-twisted ply yarn.
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[0044] Meanwhile, unlike FIG. 1, the first to third heat setting processes may be an optional process. For example,
according to an example helpful for understanding the present invention, only any one of the first to third heat setting
processes may be performed, or only two heat setting processes may be performed.
[0045] Further, unlike FIG. 1, the reverse twisting or re-twisting process performed after the second heat setting process
may be an optional process. For example, in another embodiment, only any one process of the reverse twisting process
and the re-twisting process may be performed, or both the two processes may not be performed.
[0046] A relationship from the ply yarn manufacturing process of the step S120 to the re-twisting process of the step
S160 will be described below in more detail with reference to FIGS. 5 and 6.
[0047] FIG. 2 shows examples in which the single yarn is manufactured according to the method for manufacturing
the heat resistant spun yarn shown in FIG. 1.
[0048] FIG. 2(a) shows that the heat resistant fiber is twisted in a clockwise direction based on a longitudinal direction
axis. This twist is called a s-twist, and a yarn to which this twist is applied is called a s-twisted yarn.
[0049] FIG. 2(b) shows that the heat resistant fiber is twisted in a counterclockwise direction based on the longitudinal
direction axis. This twist is called a z-twist, and a yarn to which this twist is applied is called a z-twisted yarn.
[0050] In the method for manufacturing the heat resistant spun yarn according to the present invention, when the twist
direction of the single yarn manufacturing process, the ply yarn manufacturing process, and the re-twisting process is
any one of a s-twist direction and a z-twist direction, the twist direction of the reverse twisting process may be the other
one of the s-twist direction and the z-twist direction. However, the final twist direction of the heat resistant spun yarn
manufactured according to the method for manufacturing the heat resistant spun yarn is determined by a difference
between a sum total of the twist number of the ply yarn manufacturing process and the twist number of the re-twisting
process and the twist number of the reverse twisting process.
[0051] FIG. 3 is a graph showing a method for determining an appropriate twist multiplier of the single yarn or the ply
yarn according to the method for manufacturing the heat resistant spun yarn shown in FIG. 1.
[0052] The twist multiplier means a constant determined by the thickness and the twist number of the yarn. Referring
to the graph of FIG. 3, it can be seen that tenacity of the yarn is increased but ductility of the yarn is gradually reduced
as the twist multiplier is increased. According to the method for manufacturing the heat resistant spun yarn according
to the present invention, the appropriate twist multiplier of the single yarn or the ply yarn may be determined by a twist
multiplier at which a tenacity curve and a ductility curve according to the twist multiplier meet each other. When the twist
multiplier is determined, the twist number according to the thickness of the yarn may be determined. Therefore, the
graph may be used to determine the twist number of the single yarn or the ply yarn in the method for manufacturing the
heat resistant spun yarn according to the present invention.
[0053] Meanwhile, ductility of the yarn means the degree of elongation when the yarn is drawn by constant force, and
the tenacity of the yarn means the degree of toughness to breakage of the yarn.
[0054] FIG. 4 is a view showing a method for performing the heat setting process according to the method for manu-
facturing the heat resistant spun yarn shown in FIG. 1.
[0055] Referring to FIG. 4, the first heat setting process of the single yarn in the method for manufacturing the heat
resistant spun yarn shown in FIG. 2 may be performed by providing a single yarn 130 onto a shelf 110 of a predetermined
chamber 100 while the single yarn 130 is wound around a bobbin 120, sealing the chamber 100, and supplying steam
at a predetermined temperature to the chamber 100 for a predetermined time in that state.
[0056] However, the first heat setting process in the method for manufacturing the spun yarn according to the present
invention is not performed only by the aforementioned procedure. For example, the first heat setting process may be
performed by a process of immersing the manufactured single yarn in water at a predetermined temperature for a
predetermined time, or applying infrared rays at a predetermined temperature to the manufactured single yarn for a
predetermined time.
[0057] FIG. 5 shows an example of the ply yarn manufacturing process S120 to the re-twisting process S160 performed
according to the method for manufacturing the heat resistant spun yarn shown in FIG. 1.
[0058] In the example shown in FIG. 5, the ply yarn may be manufactured by the z-twist to the two z-twisted single
yarns. The front z of zz representing a twist type of the ply yarn represents the twist direction of the single yarn, and the
rear z represents the twist direction of the ply yarn.
[0059] After the second heat setting process of the ply yarn is performed, the reverse twisting process is performed.
Performing of reverse twisting results in a zs type of the ply yarn as the twist type. This is because a s-direction twist
number of 1600 in the reverse twisting process is larger than a z-direction twist number of 700 according to the ply yarn
process. Performing of the reverse twisting process results in the twist number of the ply yarn of 900 in a s-direction.
[0060] After reverse twisting is performed, the third heat setting process is performed. A temperature T2 corresponding
to the third heat setting process may be lower than a temperature T1 corresponding to second heat setting. After the
third heat setting process is performed, the re-twisting process is performed. Even after the re-twisting process is per-
formed, the twist type of the ply yarn is maintained as the zs type. This is because the s-direction twist number of 900
after the reverse twisting process is performed is larger than the z-direction twist number of 680 in the re-twisting process.



EP 2 889 403 B1

7

5

10

15

20

25

30

35

40

45

50

55

Referring to FIG. 5, it can be seen that the s-direction twist number of the ply yarn subjected to the reverse twisting
process is reduced after the re-twisting process is performed.
[0061] Meanwhile, according to another embodiment of the present invention, the z-direction twist number of the re-
twisting process may be larger than 680. In this case, the final twist type of the ply yarn may be a zz type.
[0062] After the re-twisting process is performed, a separate heat setting process may not be performed. This is
because the twist property of the ply yarn may be already stabilized to a certain degree.
[0063] Meanwhile, in the example shown in FIG. 5, it is preferable that the second heat setting process and the third
heat setting process be performed at 100°C or less. As described above, this is performed to minimize the degree of
deterioration of the heat resistant fiber by low temperature heat treatment.
[0064] Further, the second heat setting process and the third heat setting process may be an optional process. For
example, in another embodiment of the present invention, only one of the second heat setting process and the third heat
setting process may be performed, or both the two processes may be omitted.
[0065] FIG. 6 shows an example of the ply yarn manufacturing process S120 to the re-twisting process S160 performed
according to the method for manufacturing the heat resistant spun yarn shown in FIG. 1.
[0066] In the example shown in FIG. 6, the twist directions of the single yarn and the ply yarn are contrary to those of
the example shown in FIG. 5, and the twist directions of the reverse twisting process and the re-twisting process are
contrary to those of the example shown in FIG. 5. Those skilled in the art will easily understand and deduct the example
shown in FIG. 6 with reference to the example shown in FIG. 5, with the exception of the aforementioned contents.
Accordingly, only a difference between both will be briefly described.
[0067] In the example shown in FIG. 6, the final twist type of the ply yarn may be a sz type. This is because a sum
total of a s-direction twist number TN1_S of the ply yarn process and a s-direction twist number TN3_S of the re-twisting
process is smaller than a z-direction twist number TN2_Z in reverse twisting. Meanwhile, like in FIG. 5, the final twist
type of the ply yarn may be a ss type.
[0068] Further, in the example shown in FIG. 6, a separate weak heat setting process may be performed after the re-
twisting process is performed. Herein, a temperature T3 of weak heat setting may be lower than the temperature T1 of
second heat setting performed in advance and the temperature T2 of third heat setting performed in advance.
[0069] FIG. 7 is a flowchart showing an example of the method for manufacturing the heat resistant spun yarn according
to the present invention shown in FIG. 1.
[0070] First, a z-twisted single yarn (that is, z-twisted aramid single yarn) is manufactured by using an aramid fiber as
a representative example of the heat resistant fiber S200. That is, in the method for manufacturing the heat resistant
spun yarn shown in FIG. 1, the first direction is a z-direction.
[0071] Next, a first heat setting process is performed at a first temperature T1 of 50 to 100°C over the manufactured
single yarn S210. However, a heat setting temperature is not limited to the aforementioned range. The same is applicable
to second and third heat setting processes as will be described later.
[0072] A z-twisted ply yarn (that is, z-twisted aramid ply yarn) having a first twist number TN1 is manufactured by using
the z-twisted single yarn S220. Next, a second heat setting process is performed at a second temperature T2 of 50 to
100°C over the z-twisted ply yarn S230.
[0073] In addition, a reverse twisting process of twisting the z-twisted ply yarn subjected to second heat setting treatment
in a s-direction with a second twist number TN2 is performed S240. That is, in the method for manufacturing the heat
resistant spun yarn shown in FIG. 1, the second direction is a s-direction. Herein, the second twist number TN2 may be
larger than the first twist number TN1. As a result, the ply yarn becomes a s-twisted ply yarn (that is, s-twisted aramid
ply yarn).
[0074] A third heat setting process is performed at a third temperature T3 of 50 to 100°C over the ply yarn twisted in
the s-direction by performing the reverse twisting process S250. Next, a re-twisting process of twisting the ply yarn
twisted in the s-direction again with a third twist number TN3 in the z-direction is performed S260. Meanwhile, the second
twist number TN2 may be larger than a sum total of the first twist number TN1 and the third twist number TN3. Accordingly,
the final twist type of the ply yarn may be a zs type.
[0075] As described above, a separate heat setting process may not be further performed after the re-twisting process.
Further, a weak heat setting process may be further performed.
[0076] Further, like the aforementioned examples, the second temperature may be higher than the first temperature
and the third temperature. In addition, a second heat setting time may be longer than a first heat setting time and a third
heat setting time. Further, the first heat setting time may be longer than the third heat setting time.
[0077] Further, like the aforementioned examples, the first to third heat setting processes may be an optional process.
For example, in the method for manufacturing the heat resistant spun yarn according to another embodiment of the
present invention, only any one of the first to third heat setting processes may be optionally performed, or the two heat
setting processes may be optionally performed.
[0078] All processes of the method for manufacturing the heat resistant spun yarn are performed at a temperature of
100°C or less. That is, as compared to a known technology, the method for manufacturing the spun yarn according to
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the present invention is performed at relatively low temperatures. This is an epoch-making technology not attempted in
a known technology for manufacturing a heat resistant spun yarn, in which high temperature treatment is essential or
may be performed in the process of manufacturing the spun yarn using the heat resistant fiber.
[0079] The degree of deterioration of intrinsic heat resistance or physical tenacity of the heat resistant fiber in the spun
yarn according to the present invention manufactured at low temperatures is understandably smaller than that of the
spun yarn manufactured by a known technology. Moreover, the spun yarn according to the present invention has improved
elasticity based on a twist direction control, a twist number control according to a twist direction, and low temperature
heat setting according to the twist direction as compared to the heat resistant spun yarn manufactured by the known
technology.
[0080] FIG. 8 is a flowchart showing an example of a method for manufacturing a heat resistant fabric according to
the present invention. Hereinafter, the method for manufacturing the heat resistant fabric will be described with reference
to the required drawings.
[0081] The heat resistant spun yarn is manufactured according to the steps S100 to S160 shown in FIG. 1 S300. To
be more specific, manufacturing of the step S300 may be performed according to the method for manufacturing the heat
resistant spun yarn shown in FIG. 7.
[0082] When the heat resistant spun yarn is manufactured, a scouring process is performed S310. Herein, the scouring
process may be a process of washing the heat resistant fabric by water at a first temperature in a predetermined range
while passing the heat resistant fabric between a first roller and a second roller. The first temperature may be a temperature
of 20 to 90°C. More preferably, the first temperature may be a temperature of 30 to 40°C.
[0083] FIG. 9 is a view showing a scouring process S310 performed in the method for manufacturing the heat resistant
fabric shown in FIG. 8.
[0084] The scouring process may include a plurality of washing processes of washing a heat resistant fabric 190 by
water at the first temperature at a plurality of pressure levels while increasing pressure applied between a first roller 160
and a second roller 170 stage by stage.
[0085] In this case, each of a plurality of washing processes may include a first scouring process of washing the heat
resistant fabric by water including a washing component for a predetermined time, and a second washing process of
washing the heat resistant fabric treated by the first scouring process by water not including the washing component.
The time for which the first scouring process is performed may depend on each pressure level. The same is applicable
to the time for which the second scouring process is performed.
[0086] A more specific example of the scouring process will be described.
[0087] FIG. 10 shows an example of the scouring process performed in the method for manufacturing the heat resistant
fabric shown in FIG. 8.
[0088] First, the heat resistant fabric 190 is washed by water including the washing component contained in a water
tank 180 at 30°C for 30 min while passing through the first roller 160 and the second roller 170 to which first pressure
(for example, pressure corresponding to a weight of 2000 kg) is applied. Next, the heat resistant fabric is washed by
water including no washing component at 30°C for 30 min while passing through the first roller 160 and the second roller
170 to which pressure of 2 k is applied S311.
[0089] Next, the heat resistant fabric 190 is washed by water including the washing component contained in the water
tank 180 at 30°C for 30 min while passing through the first roller 160 and the second roller 170 to which second pressure
(for example, pressure corresponding to a weight of 3000 kg) is applied. Next, the heat resistant fabric is washed by
water including no washing component at 30°C for 40 min while passing through the first roller 160 and the second roller
170 to which pressure of 3 k is applied S312.
[0090] Next, the heat resistant fabric 190 is washed by water including the washing component contained in the water
tank 180 at 30°C for 40 min while passing through the first roller 160 and the second roller 170 to which third pressure
(for example, pressure corresponding to a weight of 4,000kg) is applied. Next, the heat resistant fabric is washed by
water including no washing component at 40°C for 40 min while passing through the first roller 160 and the second roller
170 to which pressure of 3 k is applied S313. Performing of the scouring process may be finished through the afore-
mentioned process.
[0091] Unlike a process of manufacturing fabrics using typical chemical fibers or synthetic fibers, in which a singeing
process or a heat treatment process is performed in advance, in the method for manufacturing the heat resistant fabric
according to the present invention, the scouring process of the manufactured fabric is directly performed.
[0092] Turning to FIG. 8, when the scouring process is finished, a crabbing process of applying heat at a second
temperature to the heat resistant fabric subjected to scouring treatment, and winding the heat resistant fabric around a
third roller is performed S320. Herein, the heat resistant fabric heat-treated at the second temperature may be wound
around the third roller together with a high density fabric heat-treated at the second temperature. Meanwhile, the high
density fabric may have a dense and smooth surface as compared to the heat resistant fabric.
[0093] A tissue of the heat resistant fabric may be stabilized, the sense of elasticity may be provided to the heat
resistant fabric, and the surface of the heat resistant fabric may be further made smooth by the crabbing process.
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Meanwhile, the second temperature at which the crabbing process is performed may be a temperature of 20 to 90°C.
More preferably, the second temperature may be a temperature of 70 to 80°C. That is, a crabbing temperature may be
higher than a scouring temperature.
[0094] FIG. 11 is a view showing the crabbing process performed in the method for manufacturing the heat resistant
fabric shown in FIG. 8.
[0095] Referring to FIG. 11, predetermined heat is applied to a heat resistant fabric 210 and a high density cotton
fabric 220 by water contained in the water tank 200 at a temperature in a predetermined range. Heat may be applied to
the heat resistant fabric 210 and the high density cotton fabric 220 by steam or infrared rays other than water.
[0096] After predetermined heat is applied, the heat resistant fabric 210 and the high density cotton fabric 220 are
wound together around a third roller 230. The surface of the heat resistant fabric may be further made smooth and
elasticity may be added based on drawing applied when winding is performed and contact of the heat resistant fabric
with the surface of the high density cotton fabric.
[0097] Turning to FIG. 8, when the crabbing process is finished, a drying process of drying the heat resistant fabric
subjected to crabbing treatment at a third temperature in a predetermined range is performed S330. The third temperature
may be a temperature of 20 to 90°C. However, the third temperature may be a temperature that is lower than the second
temperature.
[0098] Meanwhile, as compared to a typical process of drying the heat resistant fabric such as the aramid fabric at
about 150°C, the drying process of the method for manufacturing the heat resistant fabric according to the present
invention may be a low temperature drying process. Further, the washing process and the crabbing process as described
above are performed at a low temperature of 100°C or less. Therefore, in the method for manufacturing the heat resistant
fabric according to the present invention, deterioration of the heat resistant fiber due to heat may be very small as
compared to a known method.
[0099] When drying treatment is finished, a heat setting process of applying heat at a fourth temperature to the heat
resistant fabric subjected to the drying treatment is performed S340. The heat setting process is a process of finally
setting a state of the heat resistant fabric. The fourth temperature may be a temperature of 90 to 200°C. That is, the
fourth temperature may be higher than the first to third temperatures. Preferably, the fourth temperature may be a
temperature of 130 to 200°C. That is, in the method for manufacturing the heat resistant fabric according to the present
invention, the drying process is only one process performed at a temperature of 100°C or more.
[0100] In the method for manufacturing the heat resistant spun yarn, there is no process treated at a temperature of
more than 100°C. In the present method for manufacturing the heat resistant fabric, a treatment temperature of all
processes other than the drying process does not exceed 100°C.
[0101] This is an epoch-making technology not attempted in a known technology for manufacturing a heat resistant
spun yarn or a known method for manufacturing a heat resistant fabric, in which high temperature treatment is essential
or may be performed in the process of manufacturing the spun yarn or the fabric using the heat resistant fiber.
[0102] That is, the degree of deterioration of intrinsic heat resistance or physical tenacity of the heat resistant fiber in
the heat resistant fabric according to the present invention manufactured at low temperatures is understandably smaller
than that of the heat resistant fabric manufactured by the known technology. Moreover, the heat resistant fabric according
to the present invention has improved elasticity based on improved elasticity of the heat resistant spun yarn forming the
fabric as compared to the heat resistant fabric manufactured by the known technology.
[0103] The following Table 1 is an example showing the degree of improvement of elasticity of the fabric manufactured
using the heat resistant spun yarn manufactured by the method for manufacturing the heat resistant spun yarn according
to the present invention. For reference, the following data are obtained by asking FITI Testing & Research Institute in
Korea to perform a test.

[0104] According to Example 1, when an aramid single yarn having a twist number of 750 in a z-direction is manufactured
based on an aramid fiber having a yarn number of 68 is manufactured, the manufactured two single yarns are twisted
in the z-direction 630 times to manufacture a 2 ply yarn, and a s-twisted ply yarn having a twist number of 670 is finally
manufactured to manufacture a heat resistant fabric based thereon, it can be seen that elastic modulus of the manufac-
tured fabric is 8.89%. Further, it can be seen that elastic modulus of a heat resistant fabric according to Example 2

[Table 1]

Yarn number
Twist

Elastic modulus (%) Bulkiness
Single yarn First ply yarn Second ply yarn

Example 1 68 750_z 630_z 670_s 8.59 O

Example 2 52 750_z 630_z 670_s 9.82 O
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manufactured by the same process, except that the yarn number is 52 different from that of Example 1, is 9.82%. The
elastic moduli may be considered to be very high as elastic modulus of the heat resistant fabric manufactured based on
the aramid fiber.
[0105] Moreover, it can be seen that the heat resistant fabrics according to Examples 1 and 2 have favorable bulkiness.
[0106] In consideration of the aforementioned data, the present invention can solve serious problems in current heat
resistant spun yarn and fabric manufacturing technology fields. The reason is because even though the heat resistant
fiber was developed and commercialized a long time ago by distinguished companies such as DuPont in the USA or
KOLON in Korea, the heat resistant spun yarn and the heat resistant fabric having both intrinsic characteristics of the
heat resistant fiber and elasticity have not been developed yet.
[0107] In the aforementioned Examples described with reference to FIGS. 1 to 11, the heat resistant spun yarn having
improved elasticity as compared to a known heat resistant spun yarn is manufactured using the single yarn formed of
the single heat resistant fiber. However, the scope of the present invention is not limited thereto. For example, the
aforementioned Examples may be identically or similarly applied to manufacture a spun yarn using a heat resistant blend
fiber single yarn including the heat resistant fiber.
[0108] FIG. 12 shows examples of heat resistant blend fiber single yarns manufactured according to the method for
manufacturing the spun yarn according to the present invention.
[0109] Referring to FIG. 12(a), the blend heat resistant fiber may be formed by blending a first heat resistant fiber and
a second heat resistant fiber. It is preferable that a blending ratio of the first heat resistant fiber and the second heat
resistant fiber be appropriately adjusted according to the use purpose.
[0110] The first heat resistant fiber may be an aramid fiber, and the second heat resistant fiber may be a heat resistant
fiber other than the aramid fiber. Meanwhile, FIG. 12(a) shows the heat resistant fiber where two types of heat resistant
fibers are blended as an example, but is just an embodiment of the present invention. The aforementioned heat resistant
blend fiber may be a heat resistant blend fiber where three types or more of heat resistant fibers are blended.
[0111] Referring to FIG. 12(b), the blend heat resistant fiber may be formed by blending the first heat resistant fiber
and a non-heat resistant fiber. It is preferable that a blending ratio of the first heat resistant fiber and the non-heat resistant
fiber be appropriately adjusted according to the use purpose.
[0112] Herein, the non-heat resistant fiber may be a flame retardant fiber or a flammable fiber other than the fiber
typically classified as the heat resistant fiber. Meanwhile, FIG. 12(b) shows the heat resistant fiber where a type of heat
resistant fiber and a type of non-heat resistant fiber are blended as an example, but the scope of the present invention
is not limited thereto. For example, two types or more of heat resistant fibers may be blended or two types or more of
non-heat resistant blend fibers may be blended in the blend fiber.
[0113] In the aforementioned Examples described with reference to FIGS. 1 to 11, the heat resistant spun yarn having
improved elasticity as compared to a known heat resistant spun yarn is manufactured by combining the yarns using the
same type of heat resistant single yarn. However, the scope of the present invention is not limited thereto. For example,
the aforementioned Examples may be identically or similarly applied to manufacture the spun yarn by combining different
types of heat resistant fiber single yarns or combining the heat resistant fiber single yarn and the non-heat resistant fiber
single yarn.
[0114] FIG. 13 shows various types of heat resistant fiber ply yarns manufactured according to the method for man-
ufacturing the spun yarn according to the present invention.
[0115] Referring to FIG. 13(a), it can be seen that the heat resistant fiber ply yarn manufactured according to the
method for manufacturing the spun yarn according to the present invention may be manufactured by combining and
twisting a first heat resistant fiber single yarn and a second heat resistant fiber single yarn. However, the scope of the
present invention is not limited thereto. For example, the heat resistant fiber ply yarn used in the method for manufacturing
the spun yarn according to the present invention may be manufactured by combining and twisting three types or more
of different heat resistant fiber single yarns.
[0116] Referring to FIG. 13(b), it can be seen that the heat resistant fiber ply yarn manufactured according to the
method for manufacturing the spun yarn according to the present invention may be manufactured by combining and
twisting the first heat resistant fiber single yarn and a non-heat resistant fiber single yarn. However, the scope of the
present invention is not limited thereto. For example, the heat resistant fiber ply yarn may be manufactured to include
two types or more of heat resistant fiber single yarns and two types or more of non-heat resistant fiber single yarns.
[0117] FIG. 14 shows examples of the types provided to the heat setting process in the method for manufacturing the
spun yarn according to the present invention.
[0118] Referring to FIG. 14(a), it can be seen that the manufactured single yarn or ply yarn may be provided to a
device of providing heat for heat setting while being wound around a cope 240 during the spun yarn manufacturing process.
[0119] Referring to FIG. 14(b), it can be seen that the manufactured single yarn or ply yarn may be provided to the
device of providing heat for heat setting while being wound around a cheese 250 during the spun yarn manufacturing
process.
[0120] Referring to FIG. 14(c), it can be seen that the manufactured single yarn or ply yarn may be provided to the
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device of providing heat for heat setting while being wound around a bobbin 120 during the spun yarn manufacturing
process.
[0121] FIG. 15 is a flowchart showing a method for manufacturing a heat resistant spun yarn according to another
embodiment of the present invention. For reference, the method for manufacturing the heat resistant spun yarn is a
method for manufacturing a spun yarn having elasticity by the single yarn instead of the ply yarn.
[0122] First, a heat resistant fiber single yarn is twisted in a first direction with a first twist number S400. The heat
resistant fiber single yarn may be a type of heat resistant fiber single yarn, a blend fiber including two types or more of
heat resistant fibers, or a blend fiber including a non-heat resistant fiber in addition to the heat resistant fiber. Next, a
first heat setting process of the single yarn is performed at a first temperature in a predetermined range S410.
[0123] The single yarn subjected to first heat setting treatment is twisted in a second direction that is contrary to the
first direction with a second twist number S420. Next, a second heat setting process of the single yarn is performed at
a second temperature in a predetermined range S430. Meanwhile, it is preferable that the first temperature be higher
than the second temperature. This is because it is easy to provide elasticity only when a property of returning back to
a state after first heat setting is superior to a property of maintaining a state after second heat setting treatment.
[0124] Next, the single yarn subjected to the second heat setting treatment is twisted in the first direction with a third
twist number S440. The twisting process is performed to provide again the property of returning back to the state after
the first heat setting treatment, and may be a process of improving provision of elasticity. Meanwhile, the second twist
number may be larger than a sum total of the first twist number and the third twist number.
[0125] Next, a third heat setting process of the single yarn is performed at a third temperature in a predetermined
range S450. Herein, the third temperature may be lower than the first temperature and the second temperature. Mean-
while, all of the first to third temperatures may be a temperature of 50 to 100°C.
[0126] Unlike FIG. 15, the first to third heat setting processes may be an optional process. For example, according to
another embodiment of the present invention, only any one of the first to third heat setting processes may be performed,
or only two heat setting processes may be performed.
[0127] Further, unlike FIG. 15, the twisting process S440 performed after the second heat setting process may be an
optional process.
[0128] FIG. 16 is a view showing an example of a process of manufacturing a heat resistant single yarn according to
the method for manufacturing the heat resistant spun yarn shown in FIG. 15.
[0129] After the heat resistant single yarn is twisted in a z-direction with a twist number of 500, the heat setting process
is performed at a first temperature T1. Next, after the heat resistant single yarn is twisted in an s-direction with a twist
number of 1500, the second heat setting process is performed at a second temperature T2. Next, after the heat resistant
single yarn is twisted in the z-direction with a twist number of 500, the third heat setting process is performed at a third
temperature T3. That is, a final twist type of the heat resistant single yarn manufactured according to the method for
manufacturing the heat resistant spun yarn is an s-direction twist number of 500.
[0130] FIG. 17 is a test report of the heat resistant fabrics manufactured according to the present invention. FIG. 18
shows enlargement of only elongation test results of the test report shown in FIG. 17. For reference, the test institute is
Korea Apparel Testing & Research Institute (KATRI).
[0131] In the test, sample 1 is heat resistant fabrics manufactured by applying the present invention to a blended fiber
of a polyparaphenylene-benzobisoxazole heat resistant fiber and a para-aramid heat resistant fiber at a ratio of 40:60.
Sample 2 is typical heat resistant fabrics manufactured by using the blended fiber of the PBO heat resistant fiber and
the para-aramid heat resistant fiber. In the test, sample 3 is heat resistant fabrics manufactured by applying the present
invention to a meta-aramid heat resistant fiber. Sample 4 is typical heat resistant fabrics manufactured by using the
meta-aramid heat resistant fiber.
[0132] Referring to FIGS. 17 and 18, elongations of the heat resistant fabrics to which the present invention is applied
are 8.5% and 7.9%. Elongations of the typical heat resistant fabrics as a comparison target are 1.8% and 1.7%. That
is, referring to the test report, it can be seen that the heat resistant fabrics manufactured according to the present invention
have significantly improved elongation as compared to the typical heat resistant fabrics.
[0133] FIGS. 19 and 20 are views showing a process of expressing actual elongation of sample 1 subjected to the
test of FIG. 17. In more detail, FIG. 19 shows a state before sample 1 is drawn in a direction of right and left. FIG. 20
shows a state where both ends of sample 1 are drawn by hands.
[0134] Referring to FIGS. 19 and 20, it can be seen that when both ends of sample 1 are drawn by user’s hands, a
length of sample 1 is increased from 30 cm to 32.5 cm. That is, even if sample 1 is simply drawn by hands, sample 1
has elongation of about 8.3%. Meanwhile, when a user removes force applied to sample 1, the length of sample 1 is
restored back to 30 cm.
[0135] FIGS. 21 and 22 are views showing a process of expressing actual elongation of sample 3 subjected to the
test of FIG. 17. In more detail, FIG. 21 shows a state before sample 3 is drawn in a direction of right and left. FIG. 22
shows a state where both ends of sample 3 are drawn by hands.
[0136] Referring to FIGS. 21 and 22, it can be seen that when both ends of sample 3 are drawn by the user’s hands,
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the length of sample 3 is increased from 30 cm to 33.2cm. That is, even if sample 3 is simply drawn by the hands, sample
3 has elongation of 10.2%. Meanwhile, when the user removes force applied to sample 3, the length of sample 3 is
restored back to 30 cm.
[0137] Although the present invention has been described in connection with the limiting exemplary embodiments and
the drawings, but the present invention is not limited thereto, and it will be apparent to those skilled in the art that various
modifications and changes may be made thereto without departing from the scope of the invention.

[Description of Reference Numerals]

[0138]

Claims

1. A method for manufacturing a heat resistant spun yarn having improved elasticity, comprising:

a single yarn manufacturing process (S100) of twisting a heat resistant fiber in a first direction with a twist number
in a predetermined range;
a first heat setting process (S110) of applying heat at a first temperature in a predetermined range to a single
yarn manufactured according to the single yarn manufacturing process;
a ply yarn manufacturing processs (S120) of combining at least two single yarns subjected to the first heat
setting process and twisting the single yarns in the first direction with a first twist number in a predetermined range;
a second heat setting process (S130) of applying heat at a second temperature in a predetermined range to a
ply yarn manufactured according to the ply yarn manufacturing process;
a reverse twisting process (S140) of twisting the ply yarn subjected to the second heat setting process in a
second direction that is contrary to the first direction with a second twist number in a predetermined range; and
a third heat setting process (S150) of applying heat at a third temperature in a predetermined range to the ply
yarn subjected to the reverse twisting process.

2. The method of claim 1, further comprising:

a re-twisting process (S160) of twisting the ply yarn subjected to the third heat setting process in the first direction
with a third twist number in a predetermined range.

3. The method of claim 2, wherein the second twist number is larger than a sum total of the first twist number and the
third twist number.

4. The method of claim 3, wherein the second temperature is higher than the first temperature and the third temperature.

5. The method of claim 3, wherein the heat resistant fiber is a blend fiber including a first heat resistant fiber and a
second heat resistant fiber.

6. The method of claim 3, wherein the heat resistant fiber is a blend fiber including a heat resistant fiber and a non-
heat resistant fiber.

7. The method of claim 4, wherein the first temperature, the second temperature, and the third temperature are each
a temperature of 50 to 100°C.

100: chamber 110: shelf
120: bobbin 130: single yarn
140: z-twist single yarn 150: s-twist single yarn
160: first roller 170: second roller

180: water tank
190: heat resistant fabric
200: water tank
210: heat resistant fabric
220: high density fabric
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8. The method of claim 4, wherein the first temperature is higher than the third temperature.

9. The method of claim 8, wherein each of the first, the second, and the third temperatures is a temperature of 50 to
100°C.

10. A method for manufacturing a heat resistant spun yarn having improved elasticity, comprising:

a single yarn manufacturing process (S100) of twisting a heat resistant fiber in a first direction with a twist number
in a predetermined range;
a ply yarn manufacturing process (S120) of combining at least two single yarns manufactured according to the
single yarn manufacturing process and twisting the single yarns in the first direction with a first twist number in
a predetermined range;
a first heat setting process (S130) of applying heat at a first temperature in a predetermined range to a ply yarn
manufactured according to the ply yarn manufacturing process;
a reverse twisting process (S140) of twisting the ply yarn subjected to the first heat setting process in a second
direction that is contrary to the first direction with a second twist number in a predetermined range; and
a re-twisting process (S160) of twisting the ply yarn subjected to the reverse twisting process in the first direction
with a third twist number in a predetermined range,
wherein the second twist number is larger than a sum total of the first twist number and the third twist number.

11. The method of claim 10, further comprising:

a second heat setting process (S110) of applying heat at a second temperature in a predetermined range to
the single yarn manufactured according to the single yarn manufacturing process,
wherein the first temperature is higher than the second temperature, and

each of the first and the second temperature is a temperature of 50 to 100°C.

12. The method of claim 10, further comprising:

a third heat setting process (S150) of applying heat at a third temperature in a predetermined range to the ply
yarn subjected to the reverse twisting process,
wherein the first temperature is higher than the third temperature, and

each of the first and the third temperature is a temperature of 50 to 100°C.

13. The method of claim 10, further comprising:

a second heat setting process (S110) of applying heat at a second temperature in a predetermined range to
the single yarn manufactured according to the single yarn manufacturing process; and
a third heat setting process (S150) of applying heat at a third temperature in a predetermined range to the ply
yarn subjected to the reverse twisting process,
wherein the first temperature is higher than the second temperature and the third temperature, the second
temperature is higher than the third temperature,

and each of the first, the second, and the third temperature is a temperature of 50 to 100°C.

14. The method of any one of claims 10 to 13, wherein the heat resistant fiber is a blend fiber including a first heat
resistant fiber and a second heat resistant fiber.

15. The method of any one of claims 10 to 13, wherein the heat resistant fiber is a blend fiber including a heat resistant
fiber and a non-heat resistant fiber.

Patentansprüche

1. Verfahren zum Herstellen eines hitzebeständigen Fasergarns mit verbesserter Elastizität, das umfasst:
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einen Einzelgarnherstellungsprozess (S100) des Verdrehens einer hitzebeständigen Faser in eine erste Rich-
tung mit einer Twistzahl in einem vorbestimmten Bereich;
einen ersten Temperatureinstellungsprozess (S110) des Aufbringens von Wärme einer ersten Temperatur in
einem vorbestimmten Bereich auf ein nach dem Einzelgarnherstellungsprozess hergestelltes einzelnes Garn;
einen Zwirnherstellungsprozess (S120) des Verbindens zumindest zweier dem ersten Temperatureinstellungs-
prozess unterzogener einzelner Garne und des Verdrehens der einzelnen Garne in die erste Richtung mit einer
ersten Twistzahl in einem vorbestimmten Bereich;
einen zweiten Temperatureinstellungsprozess (S130) des Aufbringens von Wärme einer zweiten Temperatur
in einem vorbestimmten Bereich auf einen nach dem Zwirnherstellungsprozess hergestellten Zwirn;
einen entgegengesetzten Verdrehungsprozess (S140) des Verdrehens des dem zweiten Temperatureinstel-
lungsprozess unterzogenen Zwirns in eine der ersten Richtung entgegengesetzte zweite Richtung mit einer
zweiten Twistzahl in einem vorbestimmten Bereich; und
einen dritten Temperatureinstellungsprozess (S150) des Aufbringens von Wärme einer dritten Temperatur in
einem vorbestimmten Bereich auf den dem entgegengesetzten Verdrehungsprozess unterzogenen Zwirn.

2. Verfahren nach Anspruch 1, das ferner umfasst:

einen Wiederverdrehungsprozess (S160) des Verdrehens des dem dritten Temperatureinstellungsprozess un-
terzogenen Zwirns in die erste Richtung mit einer dritten Twistzahl in einem vorbestimmten Bereich.

3. Verfahren nach Anspruch 2, wobei die zweite Twistzahl größer ist als die Gesamtsumme aus der ersten Twistzahl
und der dritten Twistzahl.

4. Verfahren nach Anspruch 3, wobei die zweite Temperatur größer ist als die erste Temperatur und die dritte Tem-
peratur.

5. Verfahren nach Anspruch 3, wobei die hitzebeständige Faser eine Mischfaser ist, umfassend eine erste hitzebe-
ständige Faser und eine zweite hitzebeständige Faser.

6. Verfahren nach Anspruch 3, wobei die hitzebeständige Faser eine Mischfaser ist, umfassend eine hitzebeständige
Faser und eine hitzeunbeständige Faser.

7. Verfahren nach Anspruch 4, wobei die erste Temperatur, die zweite Temperatur und die dritte Temperatur jeweils
eine Temperatur von 50 bis 100°C sind.

8. Verfahren nach Anspruch 4, wobei die erste Temperatur größer ist als die dritte Temperatur.

9. Verfahren nach Anspruch 8, wobei jede der ersten, zweiten und dritten Temperatur eine Temperatur von 50 bis
100°C ist.

10. Verfahren zum Herstellen eines hitzebeständigen Fasergarns mit verbesserter Elastizität, das umfasst:

einen Einzelgarnherstellungsprozess (S100) des Verdrehens einer hitzebeständigen Faser in eine erste Rich-
tung mit einer Twistzahl in einem vorbestimmten Bereich;
einen Zwirnherstellungsprozess (S120) des Verbindens zumindest zweier nach dem Einzelgarnherstellungs-
prozess hergestellter einzelner Garne und des Verdrehens der einzelnen Garne in die erste Richtung mit einer
ersten Twistzahl in einem vorbestimmten Bereich;
einen ersten Temperatureinstellungsprozess (S130) des Aufbringens von Wärme einer ersten Temperatur in
einem vorbestimmten Bereich auf einen nach dem Zwirnherstellungsprozess hergestellten Zwirn;
einen entgegengesetzten Verdrehungsprozess (S140) des Verdrehens des dem ersten Temperatureinstel-
lungsprozess unterzogenen Zwirns in eine der ersten Richtung entgegengesetzte zweite Richtung mit einer
zweiten Twistzahl in einem vorbestimmten Bereich; und
einen Wiederverdrehungsprozess (S160) des Verdrehens des dem entgegengesetzten Verdrehungsprozess
unterzogenen Zwirns in die erste Richtung mit einer dritten Twistzahl in einem vorbestimmten Bereich, wobei
die zweite Twistzahl größer ist als die Gesamtsumme aus der ersten Twistzahl und der dritten Twistzahl.

11. Verfahren nach Anspruch 10, das ferner umfasst:
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einen zweiten Temperatureinstellungsprozess (S110) des Aufbringens von Wärme einer zweiten Temperatur
in einem vorbestimmten Bereich auf das nach dem Einzelgarnherstellungsprozess hergestellte einzelne Garn,
wobei
die erste Temperatur größer ist als die zweite Temperatur, und
jede der ersten und zweiten Temperatur eine Temperatur von 50 bis 100°C ist.

12. Verfahren nach Anspruch 10, das ferner umfasst:

einen dritten Temperatureinstellungsprozess (S150) des Aufbringens von Wärme einer dritten Temperatur in
einem vorbestimmten Bereich auf den dem entgegengesetzten Verdrehungsprozess unterzogenen Zwirn, wobei
jede der ersten und dritten Temperatur eine Temperatur von 50 bis 100°C ist.

13. Verfahren nach Anspruch 10, das ferner umfasst:

einen zweiten Temperatureinstellungsprozess (S110) des Aufbringens von Wärme einer zweiten Temperatur
in einem vorbestimmten Bereich auf das nach dem Einzelgarnherstellungsprozess hergestellte einzelne Garn;
und
einen dritten Temperatureinstellungsprozess (S150) des Aufbringens von Wärme einer dritten Temperatur in
einem vorbestimmten Bereich auf den dem entgegengesetzten Verdrehungsprozess unterzogenen Zwirn, wobei
die erste Temperatur größer ist als die zweite und die dritte Temperatur, die zweite Temperatur größer ist als
die dritte Temperatur, und jede der ersten, zweiten und dritten Temperatur eine Temperatur von 50 bis 100°C ist.

14. Verfahren nach einem der Ansprüche 10 bis 13, wobei die hitzebeständige Faser eine Mischfaser ist, umfassend
eine erste hitzebeständige Faser und eine zweite hitzebeständige Faser.

15. Verfahren nach einem der Ansprüche 10 bis 13, wobei die hitzebeständige Faser eine Mischfaser ist, umfassend
eine hitzebeständige Faser und eine hitzeunbeständige Faser.

Revendications

1. Procédé de fabrication d’un filé résistant à la chaleur possédant une élasticité améliorée, comprenant :

un processus de fabrication de fil unique (S100) de torsion d’une fibre résistant à la chaleur dans une première
direction à l’aide d’un nombre de torsions dans une plage prédéterminée ;
un premier processus de réglage de la chaleur (S110) d’application de la chaleur à une première température
dans une plage prédéterminée à un fil unique fabriqué en fonction du processus de fabrication de fil unique ;
un processus de fabrication de fil retors (S120) de combinaison d’au moins deux fils uniques soumis au premier
processus de réglage de la chaleur et de torsion des fils uniques dans la première direction à l’aide d’un premier
nombre de torsions dans une plage prédéterminée ;
un deuxième processus de réglage de la chaleur (S130) d’application de la chaleur à une deuxième température
dans une plage prédéterminée à un fil retors fabriqué en fonction du processus de fabrication de fil retors ;
un processus de torsion inverse (S140) de torsion du fil retors soumis au deuxième processus de réglage de
la chaleur dans une deuxième direction qui est contraire à la première direction à l’aide d’un deuxième nombre
de torsions dans une plage prédéterminée ; et
un troisième processus de réglage de la chaleur (S150) d’application de la chaleur à une troisième température
dans une plage prédéterminée au fil retors soumis au processus de torsion inverse.

2. Procédé selon la revendication 1, comprenant en outre :

un processus de nouvelle torsion (S160) de torsion du fil retors soumis au troisième processus de réglage de
la chaleur dans la première direction à l’aide d’un troisième nombre de torsions dans une plage prédéterminée.

3. Procédé selon la revendication 2, dans lequel le deuxième nombre de torsions est supérieur à une somme totale
du premier nombre de torsions et du troisième nombre de torsions.

4. Procédé selon la revendication 3, dans lequel la deuxième température est supérieure à la première température
et à la troisième température.
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5. Procédé selon la revendication 3, dans lequel la fibre résistant à la chaleur est une fibre mixte comprenant une
première fibre résistant à la chaleur et une deuxième fibre résistant à la chaleur.

6. Procédé selon la revendication 3, dans lequel la fibre résistant à la chaleur est une fibre mixte comprenant une fibre
résistant à la chaleur et une fibre qui ne résiste pas à la chaleur.

7. Procédé selon la revendication 4, dans lequel la première température, la deuxième température, et la troisième
température sont chacune une température allant de 50 à 100 °C.

8. Procédé selon la revendication 4, dans lequel la première température est supérieure à la troisième température.

9. Procédé selon la revendication 8, dans lequel chacune de la première, de la deuxième et de la troisième température
est une température allant de 50 à 100 °C.

10. Procédé de fabrication d’un filé résistant à la chaleur possédant une élasticité améliorée, comprenant :

un processus de fabrication de fil unique (S100) de torsion d’une fibre résistant à la chaleur dans une première
direction à l’aide d’un nombre de torsions dans une plage prédéterminée ;
un processus de fabrication de fil retors (S120) de combinaison d’au moins deux fils uniques fabriqués en
fonction du processus de fabrication de fil unique et de torsion des fils uniques dans la première direction à
l’aide d’un premier nombre de torsions dans une plage prédéterminée ;
un premier processus de réglage de la chaleur (S130) d’application de la chaleur à une première température
dans une plage prédéterminée à un fil retors fabriqué en fonction du processus de fabrication de fil retors ;
un processus de torsion inverse (S140) de torsion du fil retors soumis au premier processus de réglage de la
chaleur dans une deuxième direction qui est contraire à la première direction à l’aide d’un deuxième nombre
de torsions dans une plage prédéterminée ; et
un processus de nouvelle torsion (S160) de torsion du fil retors soumis au processus de torsion inverse dans
la première direction à l’aide d’un troisième nombre de torsions dans une plage prédéterminée,
dans lequel le deuxième nombre de torsions est supérieur à une somme totale du premier nombre de torsions
et du troisième nombre de torsions.

11. Procédé selon la revendication 10, comprenant en outre :

un deuxième processus de réglage de la chaleur (S110) d’application de la chaleur à une deuxième température
dans une plage prédéterminée au fil unique fabriqué en fonction du processus de fabrication de fil unique,
dans lequel la première température est supérieure à la deuxième température, et
chacune de la première et de la deuxième température est une température allant de 50 à 100 °C.

12. Procédé selon la revendication 10, comprenant en outre :

un troisième processus de réglage de la chaleur (S150) d’application de chaleur à une troisième température
dans une plage prédéterminée au fil retors soumis au processus de torsion inverse,
dans lequel la première température est supérieure à la troisième température, et
chacune de la première et de la troisième température est une température de 50 à 100 °C.

13. Procédé selon la revendication 10, comprenant en outre :

un deuxième processus de réglage de la chaleur (S110) d’application de la chaleur à une deuxième température
dans une plage prédéterminée au fil unique fabriqué en fonction du processus de fabrication de fil unique ; et
un troisième processus de réglage de la chaleur (S150) d’application de la chaleur à une troisième température
dans une plage prédéterminée au fil retors soumis au processus de torsion inverse,
dans lequel la première température est supérieure à la deuxième température et à la troisième température,
la deuxième température est supérieure à la troisième température,
et chacune de la première, de la deuxième et de la troisième température est une température allant de 50 à
100 °C.

14. Procédé selon l’une quelconque des revendications 10 à 13, dans lequel la fibre résistant à la chaleur est une fibre
mixte comprenant une première fibre résistant à la chaleur et une deuxième fibre résistant à la chaleur.
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15. Procédé selon l’une quelconque des revendications 10 à 13, dans lequel la fibre résistant à la chaleur est une fibre
mixte comprenant une fibre résistant à la chaleur et une fibre qui ne résiste pas à la chaleur.
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