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The textile of tomorrow

1. Acatel Presentation

https://www.youtube.com/watch?v=U9Wl8ou3WMc

www.acatel.pt

facebook.com/acatel1985

instagram.com/acatel1985

linkedin.com/company/acatel1985



The textile of tomorrow

2. Eco-Design

think circular



The textile of tomorrow

2. Eco-Design
     2.1. Raw Materials
             2.1.1 Naia™

With an extremely low water footprint, Naia™ is created using sustainably sourced wood and 
safe solvents, which are recycled and reused. 

Naia™ filament yarn transforms fabrics into luxurious, comfortable, and easy-to-care-for 
fabrics, while Naia™ staple fiber blends perfectly with other eco-conscious fibers to create 
supremely soft, quick-drying fabrics that consistently reduce pilling.
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2. Eco-Design
     2.1. Raw Materials
             2.1.2 Tencel™ Lyocell

Pioneered using renewable wood sources and upcycled cotton scrapes in a 
closed loop process, TENCEL™ active cellulosic fibers help your body feel 

pleasently cool and dry, with its natural comfort and versatility.

TENCEL™ Lyocell

Production Process

wood wood chips

pulpbiodegradable

TENCEL™
Lyocell Fibersfashion

yarn & fabric

>99% recovery of solvent
less energy and less water

Recyclable Strength Gentle on
Skin

Long lasting
Softness

Sheen Smoothness

Botanic
Origin

Drape Sustainable
Production

Enhanced
Breathability

Unfavorable
Bacteria Growth

Color
Retention
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2. Eco-Design
     2.1. Raw Materials
             2.1.3 Tencel™ Refibra™

TENCEL™ fibers with REFIBRA™ technology 
are identifiable in yarns, fabrics and final 
garments owing to the innovative special 
identification technology designed to confirm 
fiber origin. In turn, this improves supply chain 
transparency.

These cotton scraps are transformed into 
cotton pulp. A substantial proportion – up to 
one third – of this is added to wood pulp, and 
the combined raw material is transformed to 
produce new virgin TENCEL™ Lyocell fibers to 
make fabrics and garments.

THE PIONEERING REFIBRA™ 
TECHNOLOGY INVOLVES UPCYCLING 
COTTON SCRAPS FROM GARMENT 
PRODUCTION.
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2. Eco-Design
     2.1. Raw Materials
             2.1.4 EcoVero™

LENZING™ ECOVERO™
viscose bers decompose quickly

LENZING™ ECOVERO™
uses less water

polyester

months years

conventional
cotton uses

more
210Lgeneric

viscose
uses

more
12.5L



2. Eco-Design
     2.1. Raw Materials
             2.1.5 Good Earth Cotton®

Organically
composted waste

Independently
certified

Low water use

Effective and reduced
chemical use

Zero to minimum
tillage

1. Cotton gin

FibreTrace® is 
incorporated into the 
raw cotton fibre at the 
cotton gin via a 
luminescent fibre.

2. Spinner

The spinner receives the The spinner receives the 
FibreTrace®-integrated 
cotton and scans in-bound 
bales into facility (or adds 
FibreTrace® sliver during 
spinning process).

3. Fabric Mill

The FibreTrace® cotton 
yarn is scanned in at the 
fabric mill to be 

converted into a textile.

4. Finished Goods

Fabric rolls are received 
and scanned into their 
next destination, where 
fabric is converted into 
finished goods.

5. Retail

Brand receives finished goods 
and scans in-bound to 
warehouse facility/site. This 
concludes the primary 

FibreTrace® production cycle.

6. Consumer

Consumers can shop 
with confidence, 
through secure, 
authenticated 

FibreTrace® technology..

High yield,
reducing resources

Solar and
renewable energy

Biodiversity

TURN NEGATIVES INTO POSITIVES

Good Earth Cotton® is the world's first carbon-positive cotton.

carbon positive low impact traceable



2. Eco-Design
     2.1. Raw Materials
             2.1.6 Upcycled Cotton

The textile of tomorrow

UPCYCLED
COTTON

production

transportation fabric
production

garment
manufacturing

product use

recycle

Upcycled Cotton is produced from textile waste, 
which is frayed and reduced again to fiber and then 

spun again.



2. Eco-Design
     2.1. Raw Materials
             2.1.7 European Flax® Linen

Linen

Cultivated at close-proximity, flax is grown in a wide coastal band of Western 
Europe. The only plant textile fiber originating on the continent, European 
linen cultivation cannot be relocated, its excellence is thanks to a unique 
combination : a natural, damp ocean climate, flax’s low thermal density, a rich 
soil and the experience of flax growers.

comfortable

heat
resistant

dirt /stains
resistant

durable
and strong

absorbent hand washable lint-free

333.000 tons
of stocked CO2
                       , or 3,7 T/HA

38.000 tons
of petrol equivalents
economized

650.000 millions
cubic meters of water
  would be consumed if flax cultivation
        was replaced by cotton cultivation

it needs 0 irrigation (rain water is enough to grow it)
and very little input (fertilizer and  phytosanitary).

    342.000 tons
of CO2  greenhouse gas
                  emissions avoided



2. Eco-Design
     2.1. Raw Materials
             2.1.8 Texloop™ Texloop RCOT Primo™  & Classic

Post-Industial Recycling Process (1-6)



2. Eco-Design
     2.1. Raw Materials
             2.1.9 PLA

THE MANUFACTURING OF 
CORN FIBRE SAVES MORE 
THAN ONE TONNE OF CO2 
EMISSIONS PER TONNE OF 

FIBRE.

Starch,
sugars

Lactic
Acid

Lactide

Poly Lactic
Acid (PLA)

Applications

Compost

Corn

PLACORN
PLASTIC
FIBER

Polylactic acid (PLA) is an eco-friendly, plant-derived thermoplastic.
The fiber forming substance is a polymer in which at least 85% by weight are lactic acid ester 

units derived from naturally occuring sugars

The textile of tomorrow

Breathable
& insulating

Highly
durable

Soft on the
skin

Naturally
moisture &
odour 
resistant

Antibacterial
& Antifungal

Resistant to
UV light

Recyclable Easy wash
& care

Hypoallergenic/
Skin friendly

Supreme
softness

Bright luster

Soil release
properties



2. Eco-Design
     2.1. Raw Materials
             2.1.10 Hemp

HEMP is one of the most environmentally friendly fabrics. It is a 
natural, highly renewable and regenerative crop that repairs the 

environment throughout its growth cycle.

Breathable
& insulating

Highly
durable

Soft on the
skin

Naturally
moisture &
odour 
resistant

Non-
synthetic

Antibacterial
& Antifungal

Easy wash
& care

Recyclable Retains it’s
shape & 
won’t shrink

No pesticides,
herbicides or
fertilisers

Highly
renewable

Replenishes
the soil

Low water 
use

Absorbs 
carbon
dioxode

No
petrochemicals

Mold &
mildew 
resistant

Resistant to
UV light

Soil release
properties

Hemp is the perfect
zero-waste product. 

The textile of tomorrow

HEMP
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2. Eco-Design
     2.2. Processes
             2.2.1 Freecycle

110

100
90
80
70
60
50
40
30
20
10

0

0

10 20 30

30~40min.

30min.
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2-3ºC/min.
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70ºC for 40min.
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70 80 90 100

110

100
90
80
70
60
50
40
30
20
10

0

0

10 20 30

Freecycle
Process

Drain - Refill

Heating Energy CO2 Emission
Heat Fuel : Oil

Convencional

40 50 60

326 Mjoules
Mj = Energy Unit

29,4 KgTo avoid crease marks
Cooling from 100ºC to 80ºC

(1ºC/min)

167 Mjoules
Mj = Energy Unit

15,1 Kg

70 80 90 100
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2. Eco-Design
     2.2. Processes
             2.2.2 Colorifix

The first step is to find a colour created by
an organism in nature.
Via online DNA sequencing we translate that DNA code
into our microorganism. The resulting engineered
microorganism can then produce the pigment just as
it is produced in nature.

Our dyes are grown on-site with renewable feedstocks.
We ship a tiny quantity of engineered microorganism
to our clients who with our support  grow the colour
via fermentation, in the same way beer is brewed

1
2
3
We leverage a naturally-occurring biological
process to deposit and fix the colour.
Our engineered microorganisms, however, are able to concentrate
the nutrient salts and metals that are already present in water
to levels that facilitate this dye-fabric interaction with zero added substances.

COLORIFIX MINIMISES THE ENVIRONMENTAL 
IMPACT OF INDUSTRIAL DYEING BY REPLACING 
CHEMISTRY WITH BIOLOGY AT EVERY STEP IN THE 
PROCESS, FROM THE CREATION OF THE DYES TO 

THEIR FIXATION INTO FABRICS.

Compared to the conventional 
dyeing step for cotton, the 
Colorifix technology reduces 
water consumption by at least 
49%, electricity by 35%, and 
CO₂ emissions by 31%.

The microorganisms are fuelled by 
simple sugars, yeast, and 
plant-byproducts. What normally 
takes many petrochemicals, our dyes 
are produced using these clean, 
renewable feedstocks.

Our dyes are produced, deposited and fixed 
onto fabrics without the need for heavy 
metals or organic solvents
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2. Eco-Design
     2.2. Processes
             2.2.3 Art of Colours

MINERAL PRINTINGapproved by:
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2. Eco-Design
     2.2. Processes
             2.2.3 Art of Colours - mineral printing

A new synergy is being created 
between the textile segment 
and mineral soil colour from 
marble by-products and grains, 
through the creation of a new 

production chain

SINCE ANCIENT TIMES, NATURAL 
MINERAL POWDERS HAVE BEEN 
USED IN ART, ARCHITECTURE AND

DESIGN.
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2. Eco-Design
     2.2. Processes
             2.2.3 Art of Colours - mineral printing

SIENA SOIL based
100% NATURAL

YELLOW

SOILS mix
100% NATURAL

OCHRE

EMATIITE soil
100% NATURAL

RED
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2. Eco-Design
     2.2. Processes
             2.2.3 Art of Colours - mineral printing

CELADONITE SOIL based
100% NATURAL

GREEN
GRAINS mix
95% NATURAL

BLUE

SOILS mix
95% NATURAL

OLIVE
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2. Eco-Design
     2.2. Processes
             2.2.3 Art of Colours - mineral printing

VOLCAN SOIL
100% NATURAL

GREY

SOILS mix
95% NATURAL

VIOLET
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2. Eco-Design
     2.3. Finishings

BIO-BASED Softners
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

We offer a range of bio-based products that offer comparable performance against the synthetic
products applied in textile industries. The new range of bio-based products have been designed to:

Eliminates/lowers carbon emissions from the textile industry

Eliminates toxic hazards of the chemical industry

No dangerous levels of harmful substances are released into
the air and water

Reduces enerfy use due to the elimination of fossil fuels
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

Bio-based Products
Bio-based Products are whooly or partly derived from biological resources,
such as plants or algae, excluding geological and/or fossil materials.

They must include biological ingredients, including renewable domestic 
agricultural materials, renewable chemicals and forestry materials, or an 
intermediate ingredient or feedstock.

Biobased products generally provide an alternative to conventional Biobased products generally provide an alternative to conventional 
petrochemicals offering a green alternative.

Carbon-14
Carbon-14 analysis allows the quantification of 
biobased content. This refers to the percentage of a 
material that is made from renewable sources like 
plants
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 1
The first microalagae-based wicking finish for synthetic 
textiles

BENEFITS

. A revolutionary wicking finish for high performance textiles.

. Innovative formula provides excellent durability and fast-drying properties, achieving          
state-of-the-art performance.

. Performace comparison with BIOSOFTENER 2.
        . 6-10% faster wicking based on product testing of 25 different PES fabrics.
        . 0-5% faster wicking based on product testing of 15 different PA fabrics        . 0-5% faster wicking based on product testing of 15 different PA fabrics

SUITABLE FOR

Excellent for synthetic fabrics
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 1
The first microalagae-based wicking finish for synthetic 
textiles

MADE FROM

. 100% microalgae oil, the first-ever in the industry. Microalgae oil is GMO free. 
Extracted from dried microalgae biomass which has been grown in controlled, sealed 
environments.

SUSTAINABILITY

. Up to 80% CO2 reductions vs. similar performing synthetic standard products

. GreenScreen Certified, Bronze. GreenScreen Certified, Bronze

. Biocarbon content of 94%

. LCA on CO2 footprint
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 2
Wicking and drying finish for synthetic textiles made from 
plant seed oil

BENEFITS

. A finishing technology for synthetic textiles that has high wicking power and is      
fast-drying.

. Innovative formula that elevates textile performance and provides excellent durability.

SUITABLE FOR

Excellent for synthetic fabrics



The textile of tomorrow

2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 2
Wicking and drying finish for synthetic textiles made from 
plant seed oil

MADE FROM

. 100% plant seed oil

SUSTAINABILITY

. Up to 70% CO2 reductons vs. similar performing, synthetic standard products

. 94% biocarbon content

. LCA on CO2 footprint
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 3
An eco-friendly wicking finish for cotton that is soft, cool 
and re-hydrating

BENEFITS

. Combines two critical performance attributes for cellulosic fabrics and blends:
  wicking and softness

. Enhanced comfort that mantains the softest quality and dry comfort of your cotton
  and blends

. Multi-purpose fabric softener for denim, bottoms, knits, shirts, etc.

SUITABLE FORSUITABLE FOR

. Cotton, blends and regenerated cellulosics such as TENCEL™ and TENCEL™Lyocell
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 3
An eco-friendly wicking finish for cotton that is soft, cool 
and re-hydrating

MADE FROM

. Plant seed based oils and palm oil-free active ingredients

SUSTAINABILITY

. Up to 60% CO2 reductions vs. similar performing, synthetic standard products

. GreenScreen Certified, Silver - the first chemical to achieve silver status

. 76% biocarbon content

. LCA on CO. LCA on CO2 footprint



The textile of tomorrow

2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 4
A soft and smooth finish for all fibres

BENEFITS

. Lightweight, multipurpose formula

. Enhances comfort and wear

. Soft and breathable with a smooth hand

SUITABLE FOR

. Any fibre type including blends
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 4
A soft and smooth finish for all fibres

MADE FROM

. Plant-seed based active ingredients and components from bio-waste streams

SUSTAINABILITY

. Up to 60% CO2 reductions vs. similar performing, synthetic standard products.

. C2C Platinum, the highest standard in Cradle to Cradle Certified™ product design

. GreenScreen Certified, Silver

. 72% biocarbon content. 72% biocarbon content
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2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 5
A PFC-free, durable water-repellent for all fibres

BENEFITS

. High performance and durability that protects fabrics from rain and water-based stains

. Does not use PFCs (perfluorinated chemicals), which has toxic effects on the health of
  humans and animals if released into our waterways

. Versatile and environmentally-friendly solution

SUITABLE FOR

. Any fibre type. Any fibre type



The textile of tomorrow

2. Eco-Design
     2.3. Finishings
             2.3.1. Bio-Based Softners

BIOSOFTENER 5
A PFC-free, durable water-repellent for all fibres

MADE FROM

. Partially-based plant seed, renewable sources, and Bluesign® certified components

SUSTAINABILITY

. 55% biocarbon content

. Bluesign  listed
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3. Functional Finishings
     3.1. Moov&Cool

Moov&Cool
is a cool comfort technology
achieved through a combination of heat absorption 
capacity and moisture management .

. helps evaporate sweat faster

. fastening at lower temperatures

. based on biosourced natural renewable resources

. silicon-free

. durability to washing (up to 20 washes)

. bio-content 92%. bio-content 92%

. recyclable
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3. Functional Finishings
     3.2. Tones of Cool

Tones of Cool
offers an instant cool sensation
and reduces the skin temperature.
The high thermal efusivity quickly draws heat away 
from the skin: on initial contact an instant cooling 
sensation is perceived.

. long-lasting thermoregulation

. instant cool touch

. lower flammability

. 90% biobased

. ZDHC . ZDHC 

. Oeko-tex Class 2-4 compliant
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3. Functional Finishings
     3.3. Moisture boost + Q10

Moisture boost + Q10
regaining natural skin hydration
and anti-ageing effect
Moisture boost gives the skin extra hydration while 
wearing your active wear, during air travel, work in 
airconditioned environment or while sleeping.

As we age the amount of ubiquinol naturally decreases 
and so the microcapsules of Q10 in form of Ubiquinol 
are released helping the body’s natural defences 
against the free-radicals.

. revitalizes the body and skin with antioxidants. revitalizes the body and skin with antioxidants

. capsules gradual release, long lasting & wash-durable

. natural ingredients

. 84% biobased

. ZDHC 




