
TEXTILE 
HUMIDIFICATION
Improving profits with 
humidity control

Humidification and Evaporative Cooling



Condair humidifiers are used in textile
processing facilities around the world
to maintain product weight, improve
quality, reduce static and provide 
air cooling.

Some of the World’s leading textile
manufacturers put their trust in
Condair humidification systems 
to help them achieve their 
production objectives.

TRUSTED TECHNOLOGY

Condair has manufacturing facilities in
Asia, North America and Europe as well
as sales operations in 19 countries and
distributors in over 50 more.

The company has been serving the
global textile industry for more than 65
years and is highly experienced in
many different processing 

technologies, products, climates and 
all types of production facility.

Humidification systems are designed
for each individual application by
textile humidification experts to create
the optimal production environment. If
required, Condair’s regional R&D
departments can work with a 

production team to deliver innovative
solutions for unique textile processes.

Condair’s specialist humidification
engineering teams offer installation,
commissioning and maintenance
support to ensure improved production
efficiencies continue to return on the
initial investment for many years.

GLOBAL EXPERTISE, LOCAL SOLUTIONS

Janata Jute Mills, Bangladesh

Supertex, Australia

Simba Textile Mills, Australia

Family Textile Mills, Philippines

Nonwoven Solutions, US

Milliken, US

CVT Group, Canada

Buckeye, US

CIA Americana Textil, Mexico

Novalan SA de CV, Mexico

Manufacturas Textiles, Chile

Manufacturas Eblen, Chile

La Emilia SA, Argentina

F. Juan Bellan SRL, Uruguay

Bestair Co Ltd, Taiwan

Spintex, Nigeria

Asmi Industries, Ethiopia

Formatex SA, Peru

Textil Waky, Chile

Saint Gobain Technical Fabrics, Mexico

Cladd SA, Argentina

Trisoft Textil Ltda, Brazil

Textil Cassis, Chile

Miratex, Columbia

Manufacturas Beny CA, Venezuela

Sintofil CA, Ecuador

Cia Universal Textil, Peru

Freudenberg Vliesstoffe, Germany

Georg Sahm GmbH, Germany

AB Fiberduk, Sweden

Katartas Tekstil Sanayi Ve, Turkey

Cheviot Jute, India

Ganges Jute, India

Al Champdany Flax Mill, India

Jaya Shree Textiles, India

Ginni International, India

Triumph International, UK

Hilding Anders A/S, Denmark

EGE Carpets A/S, Denmark

Bolon AB, Sweden

Tatham, UK

Superba, France
Fibertex Nonwoven, France

Ponsfil SA, Spain

Al Abdullatif Industrial, Saudi Arabia

Babakan Textile, Iran

Biokarpet, Greece

Picanol, Belgium

Giza Spinning & Weaving, Egypt

Filtisac, Ivory Coast

Ijora Textile Mills, Nigeria

Prilla 2000 (Pty) Ltd, South Africa

Societe Samaf, Madagascar



IMPROVING PROFITS WITH HUMIDITY CONTROL
Optimal humidity in textile manufacturing has many benefits that will enhance
profitability. These include improving product quality, maintaining product
weight, reducing machine downtime and improving employee comfort.

Product weight
Maintaining the correct relative
humidity will prevent moisture loss
during a textile’s processing and
storage. Typically losses can be reduced
from 4% to just 0.5%, which results in
an immediate 3.5% increase in product
yield and profitability.

Yarn product quality
Fibre that is exposed to low humidity
will become more brittle, be prone to
breakage and suffer increased fibre
shedding during yarn manufacture.
This results in a poorer quality yarn and
increased wastage. Correct
humidification maintains yarn strength
and elasticity, producing a better
quality product with higher margins.

Static control
Static build-up can cause reduced
productivity and product quality due to
lint and fly attraction, machine jams
and employee discomfort or even
accidents. Higher humidity naturally
dissipates static charges alleviating
these problems.

Weaving efficiency
Optimal humidification reduces yarn
breakages in weaving, reducing
machine downtime as well as loom
stop marks and weavers knots in the
finished product. Condair has helped
manufacturers increase their
production efficiencies from as low as
49% up to 96% through effective
humidity control.

Employee comfort
Cold water humidifiers can deliver
around 5°C of evaporative cooling to a
textile production facility. The
increased humidity will also suppress
dust, fly and lint creating a healthier
and more productive atmosphere for
employees.

Optimal humidity levels

Spinning Twisting Winding Weaving

Wool 50-85%RH 60-65%RH 55-60%RH 50-60%RH

Cotton 35-65%RH 50-65%RH 55-65%RH 70-85%RH

Man-made fibres 45-65%RH 45-65%RH 60-65%RH 60-70%RH

Silk 60-65%RH 60-65%RH 60-65%RH 60-65%RH

Jute 75%RH 75%RH 75%RH 75%RH

Linen 80%RH 80%RH 80%RH 80%RH



JetSpray compressed air & water humidifier ML Princess high pressure humidifier

Draabe TurboFogNeo high pressure humidifier Condair CP3 steam humidifier

Condair has a comprehensive range of
humidification products to suit any
textile processing facility. From wall-
mounted steam units for textile testing
laboratories to extensive spray systems
for the largest of mills.

Condair also offers a wide range of
associated products such as water
treatment systems, air compressors,
pumps and humidity monitors.

SOLUTIONS FOR TEXTILE HUMIDIFICATION
ASK US FOR A FREE 
ON-SITE CONSULTATION
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