Dyeing Applications

DEEPER BLACKS
WITH LESS DYE

Dr. Naresh M. Saraf and Deepak V. Alat, of Sarex Overseas, India,
explore the application of Sarabloom 683, a blooming agent

olour is a most important

factor for the consumer,

since it is the shade of the

fabric that creates the first
impression in the mind of an
observer, before the texture or finish
of the fabric.

Any colour that creates a pleasing
sensation in the mind of an
observer, or looks appealing or
satisfactory to the eye, is preferred
by the customer. Thus, colour is a
vital factor in the commercial
success of a textile.

In the solid dyeing of dark shades
on polyester and its blends, many
attempts have been made to obtain
the deepest possible black shade,
which will stand out among the other
shades. Such attempts for polyester
component dyeing include:

® Increasing the quantity of dyes
in the recipe

® Using a diffusion accelerator/
carrier to promote further
exhaustion of the dyestuff

® Use of fibres with easy dyeability
and higher dyeability values

® Use of dope-dyed fibre

1. Increasing quantity of dyes in

composition, a higher build-up can
be obtaind than the normal recipe,
but here again the wet-fastness
properties and sublimation-fastness
properties obtained are far from
acceptable norms.

2. Using a diffusion accelerator/
carrier to promote exhaustion of
the dyestuff

Here, limitations are similar to those
discussed above and in addition,
there could be a negative effect on
light fastness, an increase in
pollutant load and an adverse effect
on the handle of the material.

3. Use of fibres with easy
dyeability

Here again wet fastness properties
are low at a higher depth.

4. Use of dope-dyed fibre
Though the depth is better than that
obtained by normal disperse dyeing,
the exact tone desired by the end
user may not be possible.

The problem is more severe when
fabrics made from microfilament
polyester yarns are to be dyed. In
this case, in order to obtain similar
visual depth, comparatively higher
concentrations of dye have to be
used compared with normal
polyester and this results in

computer. The product used for
study is Sarabloom 683, from Sarex
Overseas, India — known as a
blooming agent.

We attempted to evaluate the
effect on all hues in the shade
range, ie. from yellow to black.

MATERIAL :

Scoured, heat-set, texturised-
polyester filament-by-filament fabric
made from normal polyester, and
fabric made from micro-denier
polyester-filament yarns.

EXPERIMENTS :

Dyeing was carried out in a
laboratory HTHP beaker dyeing
machine at MLR 1:20 and pH was
adjusted to 4.5-5.0 using ammonium
sulphate and formic acid (both
LR grade).

Dyeing was carried out at 130°C
for 45 minutes. Dyeings were then
reduction cleared, neutralised and
air-dried.

EVALUATION:
Evaluation of shade was carried
out using colour computer.

We also compared fastness
properties of treated and untreated
polyester fabrics, ie. both micro- and
normal polyester fabrics. This was
carried out to evaluate the effect
of increased depth on fastness
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Sarasperse Yellow F3GL 0.5%
Sarasperse Yellow F3GL 3.0%
Sarasperse Orange ERL 0.5%

Sarasperse Orange ERL 3.0%

Sarasperse Scarlet RR 0.5%

Sarasperse Scarlet RR 3.0%

Sarasperse Navy Blue EXSF300% - 0.5%
Sarasperse Navy Blue EXSF 300% - 3.0%

Sarasperse Black RDG2 0.5%
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CONCLUSION: concentration of blooming agent, 5. In case of Sarasperse Navy

1. All the dyes under study, whether

low-energy, medium-energy or
high-energy showed increase in
depth with increase in concentra-
tion of the blooming agent.

Irrespective of hue, there is a
clear trend of increase in depth
with increase in concentration of
the blooming agent.

at 40 g/l, micropolyester shows
higher increase in depth than
normal polyester.

The above observation can also
be confirmed from k/s vs
concentration graphs, indicating
that at high concentration of
blooming agent, at 40 g/l,

Blue EXSF, Sarasperse Black
RDG2 and Sarasperse Black
BTU, for dark shades there is
significant increase in depth in
case of micropolyester when
concentration of the blooming
agent is increased from 20 g/
to 40 g/l. This indicates that
for micropolyester, where




