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01 How to Use This Guide

This guide brings together everything a branding partner needs to know before decorating AS Colour
garments: what our fabrics are made of, which decoration methods work best on which products, and the
general technical settings that get the best results. It combines AS Colour’s own fabric and decoration
knowledge with established industry best practice and direct input from our branding partners who work
with these garments every day.

Important note on technical settings. Exact temperature, pressure and cure times depend on your specific
ink/vinyl/film brand, your press and printer model, humidity, and print size. The ranges in Section 5 are
industry standard starting points, not fixed AS Colour specifications. Always run a test print/press on an
offcut or spare garment and follow your ink or film manufacturer's application instructions before running
full production.

02 Our Fabrics

AS Colour manufactures its own yarn and fabric rather than sourcing from bulk stock. Our suppliers knit
and weave to our exact standards. This means fabric behaviour is consistent from order to order, which
matters for decoration.

T-Shirts
Composition / Weight Decoration Notes
Combed Cotton 150-220 GSM Our core fabric. Smooth face created by long fibres,
(3.5-6.50z) fine weave with imperfections removed, ideal for
printing. Used across the Classic, Maple, Staple and
Organic tee ranges. Best all round surface for screen
print, DTG, DTF and embroidery.
Carded Cotton 160-280 GSM Rougher hand-feel than combed cotton;
(4.7-8.20z); stray fibres = imperfections not fully removed, but durable and
not removed cost-effective. Slightly less crisp for fine detail prints.
Best for bold graphics. Screen print, DTG, DTF and
embroidery.
Cotton / Poly Blend Blended 180 GSM Used for marled colours, hi-vis colours and
(5.302) performance jerseys. Poly content means lower
cure/press temps are required. See Section 5.
Screen print, DTG, DTF and embroidery.
Re-Cotton / Re-Poly Recycled cotton + Polyester content adds durability to the weaker
recycled polyester recycled cotton fibre. Treat as a cotton/poly blend for
(80/20) heat settings. Screen print, DTG, DTF and
embroidery.
Polyester 100% recycled Moisture wicking, quick dry performance fabric.
polyester Requires low-cure plastisol inks* or sublimation safe

transfers to avoid dye migration and scorching.
Screen print, DTF and embroidery. *Optimally using
poly blocker bases. Talk to your ink manufacturer.
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Sweatshirts
Decoration Notes

Cotton French Terry 100% cotton, Warm and breathable; the looped back can affect
heavyweight, medium screen registration on reverse side prints. Stabilise
loop back with an embroidery backing when embroidering.

Screen print, DTG, DTF and embroidery.

Organic Cotton 100% organic cotton Behaves like standard cotton fleece for heat settings;

Fleece (no synthetic blend) brushed inside face, smooth outer face is the print

surface. Screen print, DTG, DTF and embroidery.

Cotton / Poly Fleece Anti-pill, cotton-rich / Used across most sweatshirt styles. Poly content =
polyester blend use lower cure temps and low bleed / low migration

inks. Screen print, DTG, DTF and embroidery.
Shirts

Cotton Oxford 100% cotton, tight Our most popular shirting fabric. Suits embroidery

basket weave well; screen printing needs a fine mesh for a clean
lay down on the tight weave. Screen print, DTG, DTF
and embroidery.

Linen Breathable natural fibre Loose weave can allow slight ink strike through. Use

an underbase for opaque colours; embroidery needs
a stabiliser as linen has minimal structure of its own.
Screen print, DTG, DTF and embroidery.

Cotton Canvas 100% cotton, Excellent, stable embroidery surface. Good for bold
heavyweight plain screen prints; heavy GSM tolerates higher ink
weave deposit. Screen print, DTG, DTF and embroidery.

Cotton Drill Cotton tonal twill Used in heavier outerwear and pants. Twill texture is
(elastane added in embroidery friendly; screen print registration is
pants for stretch) straightforward given the flat, stable weave. Screen

print, DTG, DTF and embroidery.

Duck Canvas Heavier, tighter plain Very durable. Used in workwear. Needle penetration
weave, naturally for embroidery is harder work for machines; use a
water-resistant heavier gauge needle. DTF and screen print both

perform well. Screen print, DTF and embroidery.

Flannel Roughened twill-weave Brushed nap can soften fine print detail. Favours
shirting bolder artwork and embroidery over intricate

detailing. Screen print, DTF and embroidery.

Corduroy Cotton with woven The ridged surface makes screen print registration
vertical ridges (piles) tricky on fine detail; embroidery and DTF handle the

texture better. DTF and embroidery.

Denim Strong cotton twill Excellent embroidery surface (this is what denim is

built for). Screen printing works but requires an
underbase on darker washes.* Screen print, DTF
and embroidery. *May require low-bleed / blocker
bases also.
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Recycled Synthetics

Docoration Notes

Polyester Rip Stop 100% recycled polyester = Lightweight, water resistant. Low cure inks and lower
press temps essential. See Section 5, polyester
notes. Screen print, DTF and embroidery. *Not
recommended for screen print unless using specialty
inks.

Nylon 100% recycled nylon Ultra lightweight, quick dry. Nylon has a low melting /
scorch point. Always use the lowest workable temp
and test first. Screen print, DTF and embroidery.
*Not recommended for screen print unless using
bonding additives.

Recycled Polyester  Varying weights / Used for outerwear and bags. DTF and embroidery
weaves are generally the safest, most reliable methods;
screen print needs low cure, poly specific ink.
Screen print, DTF and embroidery.

Others

Organic Ribbed Knit Ribbed, high natural See the full Section 7. This fabric needs specific ink /
stretch stabiliser choices due to its stretch and texture.
Screen print, DTF and embroidery.

Cotton Pique 100% cotton, Textured surface. Embroidery and appliqué sit well;
waffle-style knit fine line screen print detail can be softened by the
weave. Screen print, DTF and embroidery.

Terry Towelling 100% cotton loop pile Highly absorbent, deep pile. Embroidery is the most
reliable decoration method; screen print / DTG are
not recommended due to the pile surface.
Embroidery.

03 Decoration Techniques Overview

Screen Printing

A stencil (screen) is used to press ink through mesh onto the garment with a squeegee. Best suited to
natural fibre and poly/cotton fabrics. Polyester, nylon and hemp can also be screen printed with the correct
ink adjustments. Mostly efficient for 1-4 colour designs at quantities from 12 to 1,000+ units. Setup and
print cost is charged per colour, so highly detailed / multi colour art costs more.

Order prep steps. Choose garment style / colour — choose print colours (PMS references preferred) —
supply artwork as PNG or PDF — submit for proof and approval — print. Most multi-colour prints require
vectored art files.

Direct to Garment (DTG)

An inkjet style printer applies a digital image directly onto the garment. Requires cotton rich fabric
(minimum 80% cotton) for best results. Excellent for one-off pieces or high colour-count / photographic
designs; less durable and less cost effective at large volumes than screen printing.
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Order prep steps. Choose garment colour — prepare high-resolution artwork (PNG / PDF) — submit for
proof and approval — print.

Embroidery

The garment is hooped and thread is stitched through the fabric to build the design. Works on virtually all
AS Colour products, with some limitations on design size and placement depending on the product shape.
Multiple colours don't add setup costs the way they do with screen printing, making embroidery efficient for
detailed, multi colour logos. Best suited to heavier weight fabrics (180gsm and above) for a clean,
distortion free finish.

Direct to Film (DTF) / Heat Transfer

Design is printed onto film, cured, coated with adhesive powder, then heat-pressed onto the product.
Works on virtually any AS Colour product and is particularly strong on bags, caps and mixed fibre items
where screen print or embroidery are impractical. Cost-effective setup, handles full colour art well; the
main limitation is that the transfer film itself has some weight / hand feel, making it less ideal on very
lightweight fabrics.

04 Garment Category & Decoration Compatibility Matrix

Category Heat Press / Screen Embroidery
DTF Printing

Classic / Heavy / Heavy Faded / Staple 4 v 4 v
Tee & L/S ranges

Relax Hood / Crew / Zip v v v v
Kids / Youth Apparel v v v v
Bags / Totes / Flags 4 v 4 v
Headwear (caps, beanies), general 4 b 4 4 X
Socks / Knit Accessories b 4 b 4 v X

Headwear is franchise specific. See Section 6 for exactly which cap styles support screen printing versus embroidery /
patchwork / DTF only. As a general guide, DTF works across almost any product since it is applied by heat press after
printing to film, but very lightweight or heavily textured surfaces (e.g. terry towelling, fine mesh) are the exception.

05 Technical Application Guidelines (Temp / Pressure / Time)

Read before use. These are general, industry standard starting ranges. Not AS Colour-issued
specifications for a specific ink or press. Confirm exact settings with your ink / film / vinyl supplier and
always run a test print before full production. Poly blends, polyesters, nylons, and pigment dyed or faded
garments can react differently under heat. Scorching, colour migration and shrinkage are the most
common issues, so keep settings at a lower temperature than for standard cotton. Always check with your
ink supplier for additional information.
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Screen Printing: Plastisol Ink (cotton & cotton-rich blends)

Setting Typical Range

Cure temperature
Dwell time (conveyor dryer)

Mesh count

Squeegee

160-170°C (320-338°F), ink surface temperature
45-60 seconds in tunnel

48-90 mesh (standard spot colour); 90-150 mesh (fine detail /
discharge)

Medium-firm, 70-75 durometer, consistent angle and pressure

Screen Printing: Polyester / Nylon / Blends (low cure ink)

Setting Typical Range

Cure temperature

Ink type

Note

140-155°C (284-311°F) maximum. Do not exceed, to avoid
scorching, dye migration or shrinkage

Low cure plastisol or specialty performance / stretch ink, with a grey
[ barrier bleed-blocker where recommended on dark colours

Control heat at flash and post cure dryer stages, and use cooling
stations to prevent ghosting when stacking

Heat Transfer / DTF Application

Setting Typical Range

Press temperature

Dwell time

Peel

130-160°C (270-320°F), fabric dependent. Lower end for polyester /
nylon, upper end for cotton. Also note to reduce the pressure when
heat pressing on Polyester or Nylon.

10-15 seconds; firmer pressure for cotton and cotton / polyester,
medium pressure for polyester / nylon

Hot- or cold peel depending on film type. Always follow the film
manufacturer's peel instructions

Embroidery: General Machine Settings

Setting Typical Range

Standard wovens / knits

Stretch / rib fabrics (see Section

7)
Stabiliser

Minimum lettering height

700-1,200 stitches per minute (SPM)
Reduce to 850-900 SPM to avoid thread breaks and puckering

Cut away for structured wovens; tear-away or no-show mesh for
lighter knits; soft cut away for stretch fabrics

8mm+ on textured / stretch fabrics to keep detail legible

06 Headwear Decoration Guide (By Franchise)

Not every cap style takes every decoration method. Profile, panel construction and fabrication determine
what works. Here's the breakdown by AS Colour headwear franchise.

Profile / Weight Suitable Decoration

Mid profile, light weight, 100% recycled nylon Embroidery*, patchwork, DTF

45+ colours
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Profile / Weight Suitable Decoration

Mid profile, mid weight,
10 colours

Classic + nylon variation

Embroidery, patchwork, DTF

Access Mid profile, mid weight, Cotton, canvas, faded, Embroidery, patchwork, DTF
10 colours, 7 variations nylon elastane (active)

Frame High profile, mid weight, Cotton, two tone, nylon, Embroidery, patchwork, DTF
15+ colours foam trucker

Class Mid profile, light weight, Class Cord + Class Cord Cord options: embroidery &
20+ colours two-tone patchwork only

Stock High profile, mid weight, Classic streetwear cap Embroidery, patchwork, DTF
15+ colours

Finn Low profile, light weight, Panelled design, soft Embroidery, patchwork, DTF

10+ colours neo-peak variant, nylon (1180 and 1105, DTF /

option transfer only)

* Make sure to use double backing when embroidering the Surf Cap range.

07 Special Fabric Focus: Organic Rib Range

Our Organic Rib range (singlets, crop tanks, baby tees, 330gsm / 9.70z, 100% organic cotton) is one of
our best selling ranges, but ribbed fabric intimidates a lot of decorators because of its texture and stretch.
Based on direct feedback from decorators who work with this range regularly, here's what actually works.

Screen Printing on Organic Rib

+ Use plastisol stretch inks and stretch additives rather than standard plastisol or water based ink. They
hold up far better on the stretch and texture.

» Use a hard, sharp squeegee at a high angle to keep the print clean without over-depositing ink and
blowing out the graphic.

» Set your off contact distance for the fabric's thickness so the screen releases cleanly after each
stroke.

» For white prints, a specialty stretch white ink performs best. For colour prints, a stretch additive is
preferred, but budget for an extra hit of ink to compensate for reduced opacity.

» Favour bolder, thicker design elements on lower mesh counts over fine, highly detailed artwork. The
ribbed surface makes fine registration (especially on multi colour, bitmapped designs) harder to land
cleanly.

» Avoid soft squeegee rubbers and low squeegee angles. Both increase the risk of bleeding on the
uneven rib surface. Avoid standard (non-stretch) plastisol inks altogether.

Embroidery on Organic Rib

» Use a high quality soft cut away backing (or tear-away depending on the design) and keep the back of
the hoop tighter than the front.

+ Digitise specifically for the fabric. Increase pull compensation (around 0.30+) and add more underlay
stitches to counteract the stretch.

» Never use auto digitised files on ribbed fabric. It requires custom digitising that accounts for the
texture and stretch, which automatic settings don't handle well.

« Favour open, breathable, minimalist artwork. Dense, heavily filled or geometric designs are prone to
warping and puckering, especially after washing.
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Use a no show mesh or soft cut away stabiliser, correct hoop tension (taut, not overstretched), quality
rayon or polyester thread, and good-quality bobbin thread.

Reduce machine speed to roughly 850-900 stitches per minute to avoid thread breaks and puckering
on the stretch fabric.

Avoid lettering below 8mm in height, and use ball-point needles.

Discharge Printing Guide

Artwork preparation & screen selection: Discharge inks perform exceptionally well with wide-coverage
designs and function effectively as an underbase for plastisol. Discharge exhibits minimal dot gain
compared to plastisol, simplifying art preparation as colour trapping, choking or spreading are rarely
needed. Use 160 mesh (or S-mesh with larger open areas) for the ideal balance of ink laydown and
dry-in prevention; reserve higher mesh counts (200-230) strictly for fine detail work or halftones.

Environmental & screen considerations: High humidity reduces dry in on press but accelerates stencil
breakdown, so climate monitoring is key. Always remove ghost images before coating to prevent ink
seeping through weakened stencils. Expose screens to near overexposure and apply screen
hardeners (cured 24 hours prior) for large production runs. Minimise block out tape and excessive
registration marks, as discharge chemicals weaken tape adhesion over 50+ impressions. Use
extended tape strips when masking is required.

Ink mixing & pot life: Follow precise manufacturer mixing ratios (typically 80% base to 20% pigment,
which can be boosted to 25-30% pigment for brighter finishes). Always mix and activate ink 10-15
minutes before printing to ensure the additive fully dissolves. Activated ink has a shelf life of 6-8 hours.
Maintain activator levels at 4-8%; exceeding this threshold degrades vibrancy and weakens fabric
fibres without adding brightness.

Garment selection & dye lots: Opt for 100% cotton or high cotton CVC fabrics for best results, as
cotton fibres reaction-discharge most effectively. Avoid tri-blends or re-dyed garments. Dark earth-tone
dyes discharge cleanly, whereas bright reactive dyes tend to tint the discharged base toward the
garment hue. Always test a sample shirt from each dye lot within a shipment, as variations between
dye batches will alter print results.

Press setup & wet on wet strategy: Print wet on wet directly onto the fabric to allow the discharge
chemistry to penetrate. Avoid flash curing between discharge colours on press, as flashing locks the
binder early and prevents the chemical bleaching reaction. Sequence screen rotation from lightest to
darkest, or smallest to largest coverage area. Never force bright white to print last, as downstream
screens will lift white ink off the shirt.

Quality inspection & curing setup: Frequently inspect prints for stencil clogging or incomplete ink
release. If ink remains in the stencil, flood the screen, wait 10 seconds, adjust squeegee angle or
pressure, and cycle the press. For full chemical activation, cure garments in a forced-air conveyor
dryer with an active exhaust system for a minimum of 2 minutes (120 seconds dwell time), ensuring
garment core temperatures reach no less than 168°C (334°F).

Camo Apparel Printing Guidance

Sublimated camo fabrics require strict process control to prevent volatile fabric dyes from gassing off
and discolouring prints. Standard low bleed inks fail because camo dyes activate at 130°C, well below
the standard 150°C poly-blocker threshold cure temperatures.

Low cure ink formulation: Source a high carbon, dye blocking plastisol or low cure barrier ink rated for
a maximum cure temperature of 140°C (such as Wilflex Performance or Rutland Endurance).

Controlled flash heating: Calibrate flash units to prevent heat buildup on the platen. Test flash
duration and ink gel times so the ink layer achieves a touch-dry finish before receiving top colours.

Dual underbase application: Lay down a high carbon grey or black dye blocking ink as the primary
underbase on Head 1, followed by a dedicated flash and cooling station before applying top coats.
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Dryer temperature & dwell times: Set conveyor dryer temperatures strictly within manufacturer
parameters (max 140°C core garment temp) and adjust dwell time accordingly to ensure a complete
cure without triggering dye sublimation.

Garment stacking protocol: Do not stack freshly cured camo garments directly on top of each other
straight out of the dryer oven. Rotate between two stacking stations to allow adequate cooling time
and prevent thermal heat transfer between garments.

Case Study: Opaque White on AS Colour Camo Staple Tee

Head 1 (underbase barrier): Wilflex Performance Grey (mixed with 1% viscosity reducer for optimal
screen release) using a 43T mesh screen set to 3mm off contact; double-pass application.

Head 2 (flash station): Black panel flash unit engaged for 1.5 seconds at 200°C (392°F) to set the
barrier ink without overheating the garment.

Cooling station: Open head position for thermal dissipation; no flattening screen required.
Head 9 (first white pass): Rutland Endurance White applied through a 55T mesh screen; single pass.
Head 10 (intermediate flash): Quartz flash unit cycle to touch-dry the top layer.

Head 11 (final white pass): Rutland Endurance White applied through a 62T mesh screen; single
pass for full opacity.

Faded & Pigment-Dyed Apparel Printing Guidance

Pigment-dyed and heavy vintage faded garments feature loose, surface-level dyes that readily gas off
and cause severe dye migration when exposed to standard screen printing heat. Traditional plastisol
inks fail because heat exceeding 145°C (293°F) releases migrating dyes into top coats, causing
ghosting and discolouration.

Low-cure ink selection: Use a high opacity, low cure plastisol ink such as Wilflex Epic Bolt LC White,
which fully cures between 132°C-140°C (270°F-285°F). Curing at these lower temperatures prevents
loose pigment dyes from activating and migrating into the ink film while maintaining a soft hand.

Bleed-blocking underbase (heavy fades): For aggressive pigment dyes or heavy vintage washes, lay
down a low-cure barrier ink (such as Wilflex Epic Armor LC Gray) as a primary underbase before
flashing, followed by Wilflex Bolt LC White to completely seal in unstable garment pigments.

Controlled flash heating: Calibrate flash units to heat the ink layer just until dry to the touch (typically
2-3 seconds at 105°C / 221°F) without overheating the platen or surrounding garment, as excess heat
buildup triggers pigment dye migration on the press.

Dryer temperature & cooling control: Maintain conveyor dryer heat strictly within low cure parameters
(ensuring the core ink layer reaches 132°C-140°C (269°F-284°F) without exceeding garment
threshold temps). Allow garments to cool completely before stacking to prevent post-cure heat
retention from scorching or bleeding.

08 Decoration Placement Guidance

Placement is ultimately a creative decision, but the most common and reliably effective positions are:

Left chest / left front pocket: the most universally used position for logos across streetwear and
corporate merch alike.

Front centre chest: for a bolder, more prominent brand statement.
Full back: best for larger, more detailed artwork.

Sleeves / pockets: for unconventional placements that create a more distinctive look.
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The right placement also depends on the product itself. Your branding partner can advise on what suits a
given garment shape best. All branding has limitations.

09 Contact & Resources

Resources

« Printers & Embroiderers directory: ascolour.com/printers-embroiderers (US) -
ascolour.co.nz/printers-embroiderers (NZ) - ascolour.com.au/printers-embroiderers (AU) -
ascolour.co.uk/printers-embroiderers (UK) - ascolour.eu/printers-embroiderers (EU)

« Fabric range reference: ascolour.com/fabrics
« Embellishment FAQs: ascolour.com/embellishment-fags
« Colour range / PDF colour card: ascolour.com/info/colours

« Downloads & assets: ascolour.com/assets

Regional Contacts

Regon — Jerore e

AS Colour NZ = +64 (0)9 835 2710 support@ascolour.co.nz ascolour.co.nz
AS Colour AU  +61 (0)3 8677 5850 support@ascolour.com.au ascolour.com.au
AS Colour US = +1(213) 213-5531 support@ascolour.com ascolour.com
AS Colour UK +44 (0)12 8041 6526 support@ascolour.co.uk ascolour.co.uk
AS Colour EU = +31 20 808 5596 support@ascolour.eu ascolour.eu

This guide compiles AS Colour fabric and decoration information alongside general industry-standard practice and
advice from our branding partners. It is intended as a working reference for branding partners and should be used
alongside your own equipment / ink manufacturer guidelines and test prints.
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