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      In this section you will find 
       all the specifications and codes, 

       needed to name your needle. 
                                            

 

 

 

 

 

 

 

 



 
 Shown below is an example of how a needle might be specified: 
Each designation consists of 14 parts and can be found on the bottom of the label of any needle box. 

 

 
 

   

   

   

   

   

   

 

 

 

 



 

 

 

 

 

To pick an available gauge number for the inter- 

mediate section of your needle, please use the 

chart on the right side. 

 

 

The diameters of the various parts of a felting 

needle are specified in gauge (gg). 

The bigger the gauge number, the smaller the 

diameter of the part it refers to. 

 

 

 

 

You can measure the gauge with a calliper 

at the spot indicated by the arrows above. 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

To pick an available gauge number for the inter- 

mediate section of your needle, please use the 

chart on the right side. 

 

 

The diameters of the various parts of a felting 

needle are specified in gauge (gg). 

The bigger the gauge number, the smaller the 

diameter of the part it refers to. 

 

 

 

 

You can measure the gauge with a calliper 

at the spot indicated by the arrows above. 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

To pick an available gauge number for the 

working part of your needle, please use the 

chart on the right side. 

 

The diameters of the various parts of a felting 

needle are specified in gauge (gg). 

The bigger the gauge number, the smaller the 

diameter of the part it refers to. 

 

 

 

You can measure the gauge with a calliper 

at the spot indicated by the arrows above. 

The gauge for the working part measures 

the height of the triangular blade. 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

Needles are available with a nominal 

length ranging from 2.5 to 5 inch. 

 

 

The nominal length of a felting needle is 

Expressed in inches and is measured from 

the point to the inside of the crank. 

 

 

 

 

You can measure the length with a calliper 

at the spots indicated by the arrows above. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

This section shows the spacing between point and first barb, 
penetration depth and barb spacing. 
 
 

 

 

 

 

 

 

 

 

       S = Single spacing 

The spacing between the point and the   R = Regular spacing 

first barb is normally corresponding to   M = Medium spacing  

the spacing between the barbs and is    C = Close spacing 

 indicated by the following letters:   F = Frequent spacing 

 

 

 Different barb spacings can begin at a different distance from the point. 
 This spacing defines the penetration depth. Illustrated below is the penetration 

depth for different barb spacings, number of barbs and distance from the point. 
  

 

 

 

 

 



 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

       R X00  
 

       R 0X0 

 

       R 00X 

 
 

The number of barbs on each edge 

of the triangular blade is always lis- 

ted in the same order. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

Please use the chart on the right side to 

pick the number for an available needle 

type. 

 

 

 Needles with a triangular working part 

 are most commonly used. Taper shaped 

 needles offer better resistance against 

deflection and breaking. Diamond needles 

have barbs on only one edge and are used 

for the production of technical felts. Spiral 

needles, apart from a longer life time, can 

also penetrate a larger amount of fibres. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 



 

 

 

 

 

FM barbs minimize the damage caused to 

the fibre by the barbs. They consist of several 

rounded edges. 

 

 HF barbs are similar to FM barbs, but have a 

flat bottom surface. 

 

 

 Conventional barbs are easier to produce 

than FM and HF barbs but have sharper edges 

that can damage fibres. 

 

 Vario barbs get smaller towards the point of 

the needle and thereby cause less needle de- 

flection, while ensuring penetration efficiency 

for every barb.  

 Compact barbs are closely spaced together 

and mostly have FM-shape. They normally 

have barbs on only one or two edges and are 

used for papermaker felts. 

 

 

 

 

 

 

 



 

 

 

 

 

The following kick-up types 

are available: 

 

 

 

  

 

 

 

 

 

 

 

 

 

 

 

Different coatings can protect the needle 

from corrosion and mechanical wearing. 

 

 

 

 

 

 

 

 



 

 

 

 

 

To pick a point style for your needle 

please use the chart on the right side. 

 

 

 Different point styles are adopted to the 

various kinds of working parts and are used  

 to penetrate a variety of materials. Bigger 

fibres often need ball points to protect 

 them from breaking during the needling 

 process, while scissor points are often used 

 to produce papermaker felts. 

 

 

 

 

 


