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This  invention  relates  to  a  knit  double-faced 
fabric  having  particular  utility  for  bedding  blankets 
and  apparel,  which  is  light-weight  and  has  excel- 
lent  thermal  insulation  properties,  permeability, 
and  has  hand  and  feel  at  least  comparable  or  even 
superior  to  woven  and  finished  Cashmere  fabric 
produced  by  conventional  methods. 

In  the  past,  and  up  to  today,  most  quality 
bedding  blankets  are  woven.  The  conventional 
manner  of  forming  fabrics  for  use  as  bedding 
blankets  involves  the  weaving  of  yarns  on  a  flat 
bed  loom,  and  the  subsequent  finishing  of  the 
woven  fabric  to  increase  or  enhance  its  bulk  and 
stability,  followed  by  various  brushing  or  napping 
operations to  raise the  pile  and  loft ofthe fibres. As 
the  selvedge  is  unfinished  it  must  be  hemmed. 
Further,  shedding  and  pilling  is experienced  dueto 
the  broken  fibers  resulting  from  the  napping  and 
brushing  operations  employed  in  the  formation  of 
the  pile  and  loft.  While  this  problem  can  be 
minimized  through  the  use  of  a  greater  density  of 
heavier  yarns  the  resultant  fabric  has  been  rela- 
tively  expensive  to  create. 

Two  alternative  fabrics  and  methods  of  creating 
them  have  more  recently  been  employed.  One 
teaches  the  manufacture  of  blankets  employing 
non-woven  fabrics  and  the  other  the  manufacture 
of  blankets  employing  flocked  fabrics. 

Non-woven  fabrics  are  formed  by  needle  loom- 
ing  fiber  batts  to  produce  an  integrated  fabric 
which  are  then  subjected  to  napping  and  brushing 
operations.  These  non-woven  fabrics  have  per- 
mitted  the  manufacture  of  a  less  expensive  high 
loft  blanket,  but often  do  not achieve the  drape  and 
hand  of  woven  blankets,  and,  the  blankets  are 
often  subject to  localized  weaknesses  which  result 
in  the  formation  of  holes  after  prolonged  use. 
Additionally,  difficulty  is  experienced  in  control- 
ling  shedding  and  pilling,  the  control  of  this 
problem  usually  requiring  chemical  bonding  of the 
napped  and  raised  fibers,  and  the  further  loss  of 
drape  and  hand  of  the  fabric. 

Where  flocked  fabrics  have  been  utilized  as  a 
blanket  fabric,  generally  short  staple  fibers  are 
attached  to  a  fiber  surface  with  an  adhesive  facing 
either  by  spray  deposition  or  by  an  electrostatic 
method.  Velvet-like  surfaces  may  be  formed  by 
employing  flock  fiber  with  lengths  of  approxi- 
mately  1 mm,  and  plush-like  surfaces  may  be 
formed  by  employing  flock  fibers  with  lengths  of 
approximately  1.5mm  or  more. 

Flocked  blanket  fabric,  while  providing  the  tac- 
tile  quality  of  a  velvet  or  plush,  has  many  deficien- 
cies.  For  example,  the  overall  hand  of  the  fabric  is 
sponge-like,  and  sections  of  the  fabric  under  hand 
pressure  often  exhibit  a  rubber-like  resistance  and 
lacks  the  drape  and  hand  of  conventionally  woven 
blanketfabrics.  Further,  delamination  and  wearing 
away  of  the  flock  often  results  in  bald  spots,  a 
result  often  encountered  in  dry  cleaning  or  laun- 
dering.  Carefully  controlled  conditions  of  care  are 
thus  often  required  to  prevent  damage  to  the 
blanket. 

Heretofore  the  creation  of  quality  blanket 
materials  by  knitting  has  not  been  considered 
practical.  By  and  large  such  knitted  materials  have 
had  extremely  poor  stability,  especially  in  the 
transverse  or  warp  direction.  Further,  blanket 
materials  have  raised  faces  on  both  surfaces  or 
faces  of  the  blanket.  This  requires  that  both  faces 
be  napped  and  raised  to  create  dual  fleece-like 
facings.  However,  known  knit  fabrics  do  not  retain 
dimensional  stability  and  integrity when  subjected 
to  napping  on  both  faces. 

While  knitted  fabrics  having  a  single  fleece- 
facing  are  well  known  in  the  art,  these  single  faced 
fabrics  generally  do  not  have  the  dimensional 
stability  required  of  blanket  material.  Such  fabrics 
may  be  made  in  a  number  of  known  ways, 
including  knitting  facing  yarns  into  a  knitted 
substrate  and  overfeeding  of  the  facing  yard  to 
create  enlarged  loops  which  can  be  napped  and 
brushed  to  create  a  fleece  surface. 

An  example  of  this  technique  is  disclosed  in 
US-A-3,090,097,  to  Ruckstuhl,  issued  May  21, 
1963.  Ruckstuhl  teaches  a  conventional  nap  con- 
struction  produced  on  a  double  bar  warp  knit 
loom,  the  direction  of  travel  of  the  respective  bars 
being  uni-directional,  and  resulting  in  a  knitted 
fabric  which  subsequently  can  be  processed  into  a 
single  faced  velvet-like  knitted  fabric. 

It  has  been  suggested  that  the  loops  may  be 
presented  on  both  surfaces  of  the  substrate,  such 
as  shown  in  US-A-3,434,306  to  Auville  et  al. 
issued  March  25,  1969.  Auville  et  al.  teaches  the 
manufacture  of warp  knit terry fabrics  employing  a 
double  bar  knitting  machine  in  which  the  yarns  of 
one  of  the  bars  is  overfed  to  provide  a  double- 
sided  terry  fabric.  However,  in  providing  loops  on 
both  faces,  the  knit  structure  becomes  dimension- 
ally  unstable,  and  would  therefore  be  unsatisfac- 
tory  as  a  blanket  material. 

In  US-A-3,255,615,  to  Schwartz,  issued  June 
14,1966,  a  double-sided  terry  loop  warp  knit fabric 
is  created  using  a  modified  Atlas  stitch.  In  order  to 
provide  loops  on  both  faces,  Schwartz  teaches  the 

. knitting  of one-half of his  loops  on  one  side  of the 
fabric  and  a  loop  lay-in  on  the  lap  side  of the  fabric. 
The  substrate  is  therefore  vulnerable  to  severe 
weakening  if  the  resultant  fabric  is  subjected  to 
napping  to  raise  the  pile  and  loft  of the  facing  yarn. 
As  a  result  it  is  unsuitable  as  a  blanket  material. 
Further,  even  if  napping  were  possible, the fabric  is 
unstable  dimensionally  in  both  the  longitudinal 
and  the  lateral  directions. 

Where  a  third  bar  has  been  employed  in  the 
knitting,  known  three  bar  constructions  do  not 
provide  the  stability  and  necessary  surface  charac- 
teristics  for  blankets.  For  example, 
US-A-3,517,530,  to  Magnus,  issued  June  30, 
1970,  teaches  the  formation  of  a  terry  loop  fabric 
knit  on  a  three barwarp  knit  machine.  In  addition  to 
being  dimensionally  unstable,  the  fabric  does  not 
produce  a  nappable  surface  on  the  lap  side. 

Similarly,  in  US-A-4.,193,137,  to  Heck,  issued 
March  18,1980,  where  a  warp  knitted  fabric  having 
pile  loops  on  both  of  its  faces  is  provided,  the  fabric 
is  unsuitable  for  napping  operations,  in  that  nap- 



ping  will  significantly  weaken  the  structural  integ- 
rity  of  the  fabric,  even  further  reducing  its  dimen- 
sional  stability. 

The  present  inventive  overcomes  these  prob- 
lems  and  provides  a  highly  suitable  knit  blanket 
fabric  of  three  bar  construction  which  retains  its 
stability  both  in  the  longitudinal  direction  and  in 
the  transverse  or  walewise  direction,  and  is  napp- 
able  on  both  surfaces  without  appreciably  affect- 
ing  the  substrate,  the  characteristics  of  the  fabric 
being  at  least  equal  to  and  even  superior  to  those 
of  quality  woven  blankets.  The  present  invention 
further  teaches  a  novel  method  by  which  the 
knitted  greige  material  can  be  napped  and 
brushed  to  create  a  luxurious  pile  and  loft  with 
exceptional  hand  and  feel. 

The  fabric  of  the  present  invention  includes  a 
substrate  to  provide  longitudinal  stability;  a  first 
face  which  includes  overfed  loops;  and,  an  oppo- 
site  face  which  includes  floats  which  are  both 
nappable  and  provide  lateral  stability  after  nap- 
ping. 

The  unique  method  of  the  present  invention 
teaches  the  napping  of  the  knit  fabric  in  a  manner 
which  raises  the  loops  away  from  the  substrate  to 
prevent  untoward  injury  of  the  substrate  during 
the  napping. 

According  to  the  present  invention  the  middle 
bar  of  a  three  bar  warp  knit  machine  knits  the 
substrate;  the  bottom  bar  knits  an  overfed  looped 
facing  into  the  substrate;  and  the  top  bar  knits 
into  the  substrate  a  lap  facing  comprised  of floats, 
the  floats  preferably  having  a  stitch  interval  in 
excess  of  the  stitch  interval  of  the  looped  facing. 

The  substrate  provides  a  longitudinally  stable 
carrier  for  the  face  yarns.  The  overfed  loops  of  the 
bottom  bar  are  of  a  length  and  density  sufficient 
to  not  only  provide  a  desirable  fleece  surface 
when  napped,  but  in  addition  to  shield  the  sub- 
strate  from  damage  during  the  napping.  The  top 
bar  floats  provide  lateral  stability  even  when 
napped. 

Various  combinations  of  yarns  and  deniers  can 
be  employed  for  an  almost  infinite  variety  of 
patterns  and  colours.  The  loop  face  and  the 
opposite  float  face  may  be  knit  of  any  suitable 
yarns,  and  the  respective  yarns  can  be  of 
materials  and  colors  different  from  each  other. 
Thus  the  characteristics  of  each  face  may  be 
different,  and,  if  the  yarns  are  pre-dyed,  each  of 
the  facings  may  have  a  color  different  from  the 
other.  By  employing  conventional  jacquard  knit- 
ting  techniques  it  is  possible  to  produce  patterned 
fabric  having  an  intaglio  appearance  on  its 
respective  faces. 

If  the  fabric  is  knit  of  undyed  yarns  and  then 
dyed,  a  jet  dying  process  to  bulk  up  the  fabric  may 
be  employed.  If the  dye  retentivity  characteristics 
of  the  yarns  differ,  then,  the  resultant  fabric  will 
have  differing  shades  of  color  on  the  face  and 
back  of  the  fabric. 

The  fabric  is  then  subjected  to  napping  oper- 
ations,  preferably  a  sequential  processing  of  each 
face,  sufficient  to  raise  and  loft  the  pile  of  the 
respective  facings  while  maintaining  the  integrity 

of  the  yarns  of  the  lap  facing,  and  without  struc- 
turally  weakening  the  yarns  of  the  substrate. 

Preferably,  the  lap  face  or float face  of  the  fabric 
is  first  subjected  to  one  or  more  napping  oper- 
ations  to  raise  and  loft  the  pile  of  the  float  facing. 
During  this  operation,  the  respective  floats  are 
raised  and  bowed,  thus  protecting  the  substrate 
from  damage.  After  an  initial  napping  operation, 
or  intermediate  sequential  napping  operations, 
the  fabric  is  optionally  tentered  to  tensionally 
stress  the  intact  fibers  of  the  floats,  and  ready  the 
fabric  for  subsequent  napping  operations. 

The  napping  of  the  floats  and  the  tensioning  of 
the  fabric  draws  in  the  fabric  and  the  loops  on  the 
loop  face  of  the  fabric  are  urged  to  a  more  erect 
presentation  from  their  knit  orientation,  which  is 
somewhat  inclined  to  the  plane  of  the  fabric.  This 
presentation  of  the  loops  to  somewhat  erect 
position  permits  the  subsequent  napping  of  the 
loops  without  damage  to  the  substrate. 

The  napping  of the  loops  is  performed  in  one  or 
more  napping  operations,  and  if  necessary,  the 
fabric  is  tentered  intermediate  the  napping  oper- 
ations.  After  the  final  napping  operation  the  fabric 
is  framed  and  heat  set.  The  yarns  are  preferably 
thermosetting  yarns  such  as  polyester  so  that  the 
finishing  heat  set  will  provide  further  dimensional 
stability  and  will  permit  laundering  and  drying  in 
conventional  household  washers  and  dryers. 

The  physical  properties  of  the  fabric,  such  as 
the  feel  of  the  respective  faces,  can  readily  be 
predetermined  by  pre-selection  of  yarns  and  sizes 
of  the  yarns.  The  drape,  weight,  surface  pile  and 
hand  of  the  finished  fabric  can  also  be  pre- 
selected  and  can  be  modified  by  varying  yarns 
and  the  length  of  the  stitch  intervals  of  the 
respective  facings.  In  general  a  soft  hand  is  easily 
achieved  as  the  runs  of  the  floats  are  free  to  flex 
relative  to  the  substrate  and  the  fibers  of  the 
napped  loop  facing  are  similarly  free  to  bend 
relative  to  the  substrate  at  positions  intermediate 
the  stitch  intervals  of  the  loops. 

If  desired,  a  fabric  can  be  knit  employing  four  or 
more  bars  to  produce  patterns  or  textures  in  the 
finished  fabric. 

The  invention  will  now  be  described  with  ref- 
erence  to  the  accompanying  drawings  which 
illustrate  preferred  embodiments  of the  invention, 
and  in  which: 

FIGURE  1  is  a  composite  stitch  diagram  of  a 
preferred  form  of  three  bar  knitted  fabric  accord- 
ing  to  the  present  invention; 

FIGURES  2,  3  and  4  are  alternative  stitch  dia- 
grams  of  a  loop  facing  of  the  fabric,  the  preferred 
embodiment  appearing  in  Figure  1  being  shown 
in  Figure  2; 

FIGURES  5,  6  and  7  are  alternative  stitch  dia- 
grams  of  the  substrat  or  stabilizing  core  of  the 
fabric,  the  preferred  embodiment  appearing  in 
Figure  1  being  shown  in  Figure  5; 

FIGURES  8,  9  and  10  are  alternative  stitch 
diagrams  of  the  float  facing  of  the  fabric,  the 
preferred  embodiment  appearing  in  Figure  1 
being  shown  in  Figure  8; 

FIGURE  11  is  a  stitch  illustration  of  the  com- 



bined  loop  facing  and  the  substrate,  the  float 
facing  having  been  omitted  for  clarity  of  illus- 
tration; 

FIGURE  12  is  stitch  illustration  of  the  float  face 
of  the  fabric  and  the  substrate,  the  loop  face 
having  been  omitted  for  clarity  of  illustration; . 

FIGURE  13  is  a  stitch  illustration  of  the  fabric 
illustrating  a  pillar  chain  construction  of  sub- 
strate; 

FIGURES  14  and  15  are  flow  diagrams  of  the 
steps  in  the  method  of  forming  the  fabric  of  the 
present  invention; 

FIGURE  16  is  a  fragmentary  perspective  view 
of  the  float  face  of  the  fabric  progressing  from 
the  greige  through  successive  napping  steps; 
and 

FIGURE  17  is  a  fragmentary  perspective  view 
of  the  loop  face  of  the  fabric,  progressing  from 
the  greige  through  the  successive  napping  steps 
of  the  float  face,  and  then  the  progressive  nap- 
ping  steps  of  the  loop  face. 

Referring  now  to  Figure  1,  the  yarns  fed  by  the 
bottom  bar  and  which  provide  the  loop  face  of 
the  fabric  are  indicated  at  10;  the  yarns  fed  by 
the  middle  bar  and  which  provide  the  substrate 
for  the  fabric  are  indicated  at  12;  and,  the  yarns 
fed  by  the  top  bar  and  which  provide  the  float 
face  of  the  fabric  are  indicated  at  14. 

In  this  embodiment,  the  knitting  pattern  for  the 
yarns  10  is  1,0-2,3,  as  is  more  clearly  shown  in 
Figure  2.  The  yarns  10  are  overfed  such  that  they 
provide  loops  10a  at  each  stitch,  an  appropriate 
sinker  (not  shown)  being  employed  for  this  pur- 
pose.  Preferably,  the  yarns  are  overfed  and  con- 
trolled  by  the  sinker  to  produce  loops  of  approxi- 
mately  0.1  mm  or  more  in  height. 

Simultaneously  with  the  knitting  of  the  yarns 
10,  the  yarns  12  are  knit  by  the  middle  bar  under 
normal  tension  on  a  pattern  of  1,0-1,2,  as 
shown  in  Figure  5. 

Simultaneously  with  the  knitting  of  the  yarns 
10  and  12,  the  yarns  14  are  knit  by  the  top  bar 
under  normal  tension  on  a  pattern  of  1,0-4,5,  as 
shown  in  Figure  8.  The  yarns  14  lie  over  the 
yarns  10  and  12,  and  the  floats  of  the  yarns  14 
extend  freely  and  can  be  moved  out  of  the  plane 
of  the  knit  fabric. 

The  yarns  14,  as  knit  into  the  courses  of  the 
substrate  comprised  of  the  yarns  12,  stabilize  the 
warps  of  the  substrate  in  the  transverse  or  weft 
direction,  and,  additionally  preclude  any  unin- 
tended  tensioning  of  the  loop  yarns  10,  which 
would  result  in  the  withdrawal  of  the  loops  into 
the  substrate. 

Variations  in  the  knitting  patterns  of  each  of 
the  respective  yarns  are  possible  while  still  main- 
taining  the  lateral  stability  of  the  fabric.  As  illus- 
trated  in  Figure  3,  the  yarns  10  can  be  knit 
1,0-1,2  or,  1,0-2,3. 

If  desired,  the  length  of  the  loop  may  be 
greater  than  the  1,0-3,4  of  Figure  2.  Increasing 
the  stitch  intervals  of  the  loop  yarn  10  will  result 
in  an  increase  in  the  weight  of  the  fabric  and  an 
increase  of  the  loop  density  of  the  loop  face  and 
the  bulk  thereof  after  napping.  The  bulk  or  the 

weight  may  also  be  modified  by  varying  the  yarn 
size,  the  preferable  range  of  stitch  interval  is 
from  1,0-1,2  to  1,0-5,6. 

As  shown  in  Figures  6  and  7,  the  stitch  inter- 
vals  of  the  yarn  12  of  the  substrate  may  be 
increased  from  1,0-1,2  to  1,0-2,3.  While  further 
increase  of  the  stitch  length  may  be  made,  the 
increasing  of  the  underlap  or  stitch  length  be- 
yond  1,0-2,3  will  tend  to  reduce  longitudinal 
stability.  The  substrate  can  be  also  of  chain  or 
pillar  stitch,  having  a  pattern  1,0-0,1.  Provided 
that  sufficient  stability  is  given  to  the  fabric  in  the 
transverse  direction  by  the  float  of  back  and  front 
bars,  the  use  of  a  chain  or  pillar  stitch  will  result 
in  a  fabric  having  excellent  longitudinal  stability. 
However,  a  substrate  made  with  stitch  1,0-1,2  is 
preferable  because  it  provides  a  lateral  connec- 
tion  between  wales  thus  increasing  the  strength 
and  stability  of  the  fabric. 

As  shown  in  Figures  9  and  10,  the  stitch  inter- 
vals  of  the  float  yarns  14  can  be  increased  to 
1,0-5,6  or  greater,  or  reduced  to  1,0-3,4  or  less. 
The  increase  in  the  length  of  the  floats  provides 
for  greater  bulking  of  the  float  face  during  nap- 
ping.  Decreasing  the  length  of  the  float  will  have 
the  opposite  effect,  and  will  decrease  the  density 
of  the  napped  float  face.  The  preferred  range  of 
knitting  pattern  is  1,0-3,4  to  1,0-5,6.  As  there  is 
a  relationship  between  the  two  outer  faces,  the 
ranges  of  each  will  be  determined  by  the  other. 

Figure  11  illustrates  the  stitch  pattern  of  the 
yarns  10  and  12,  the  floats  of the  yarns  14  having 
been  omitted  for  the  sake  of  clarity.  One  of  the 
yarns  10  of  the  loop  face  is  shown  starred,  and 
one  of  the  yarns  12  of  the  knit  substrate  is  shown 
cross-hatched.  The  loop  yarns  10  are  overfed  and 
knit  on  the  pattern  1,0-2,3,  it  being  understood 
that  all  loops  are  overfed  and  thus  enlarged.  The 
substrate  yarns  10  are  knit  on  the  pattern 
1,0-1,2. 

As  the  yarns  10  are  knit  in  with  the  loops 
presented  away  from  the  substrate,  the  loops 
10a  may  be  napped  without  napping  the  sub- 
strate.  Napping  of  the  substrate  is  to  be  avoided 
as  it  will  weaken  or  even  destroy  the  substrate.  If 
weakened  during  the  napping  operation  holes  in 
the  fabric  would  eventually  result,  particularly 
under  the  stress  of  launderings. 

Referring  now  to  Figure  12  the  lap  face  knit  on 
the  pattern  1,0-4,5  is  illustrated  to  show  the 
stitch  pattern  of  the  yarns  12  and  14,  the  yarn  10 
having  been  omitted  for  clarity.  In  Figure  12  one 
of  the  yarns  12  of  the  knit  substrate  is  shown 
cross-hatched,  and  one  of  the  yarns  14  of  the 
floats  is  shown  starred,  the  yarns  14  having  been 
knit  on  the  pattern  1,0-4,5.  The  yarn  14  is  knit 
into  the  substrate  with  floats  14a  which  extend 
across  the  face  of  the  fabric  opposite  that  of  the 
loop  face.  The  yarns  14  are  fed  under  normal 
tension,  and  provide  lateral  stability  to  the  fabric. 

The  floats  14a  are  readily  nappable  and  can  be 
napped  without  napping  and  damage  of  the 
substrate.  During  the  napping  operation,  the 
floats  will  be  lifted  and  pulled  away  from  the 
plane  of  the  fabric  and  the  napping  wires  will  be 



spaced  from  the  substrate. 
Since  the  floats  14a  provide  lateral  stability  to 

the  fabric,  the  substrate  is  not  required  to  resist 
transverse  stretching,  and  thus  can  be  formed  as 
a  chain  or  pillar  stitch  as  illustrated  in  Figure  13. 
The  chain  stitch  or  pillar  stitch  substrate  provides 
stability  for  the  fabric  in  the  longitudinal  direction. 
Structural  integrity  in  the  transverse  direction  is 
derived  from  the  floats,  the  ends  of  the  floats 
having  been  knit  into  spaced  rows  of  the  chain 
stitches. 

Preferably  the  floats  14a  have  a  stitch  interval  of 
greater  length  than  the  stitch  interval  of  the  loop 
facing.  This  provides  for  better  lift  to  the  floats 
during  the  napping,  and  a  higher  loop  density  of 
the  loop  face,  again  assisting  in  the  subsequently 
performed  napping  operations. 

The  manner  of  forming  the  blanket  material 
from  the  knit  fabric  of  Figures  1  through  13  is 
illustrated  in  the  flow  diagrams  of  Figures  14  and 
15,  which,  conveniently  show  the  operation  as 
being  a  continuous  operation.  The  extent  to 
which  the  operations  can  be  continuous  will,  of 
course,  depend  on  the  availability  of  machinery 
and  equipment,  and  preferably  are  a  series  of 
sequential  operations  in  order  to  optimize  the  use 
of  available  machinery  and  equipment. 

Referring  now  to  Figure  14,  the  three  bars  of  the 
knitting  machine  are  indicated  at  30  as  feeding 
yarns  31  to  the  needles  32  of  a  knitting  machine 
indicated  by  the  block  33. 

The  knit  fabric  34  emerging  from  the  knitting 
machine  is  fed  to  a  continuous  jet  dyeing 
apparatus,  indicated  at  36.  If  the  dyeing  of  the 
fabric  is  to  be  carried  out  in  an  autoclave-type  jet 
dyeing  apparatus,  then,  the  knit  fabric  is  reeled  as 
it  emerges  from  the  knitting  machine,  and  sub- 
sequently  is  transferred  into  the  autoclave  and  jet 
dyed.  In  the  jet  dyer,  the  fabric  is  dyed  under  heat 
and  pressure,  the  dyestuffs  being  applied  to  the 
fabric  in  high  pressure  jets.  This  operation  has  the 
advantage  of  bulking  up  the  fabric  before  the 
further  processing  thereof.  After  dyeing,  excess 
dyestuff  is  removed,  the  fabric  is  subject  to  a 
mordanting  operation,  and  is  then  washed  pre- 
paratory  to  the  next  processing  step. 

On  emerging  from  the  jet  dyer,  the  dyed  and 
bulked-up  fabric  is  fed  to  a  framing  or  drying 
apparatus  38,  and  is  dried  under  longitudinal  and 
transverse  tension.  In  the  event  that  the  yarns 
forming  the  fabric  have  been  bulk  dyed  prior  to 
the  knitting  operation  to  form  facings  of  the  fabric 
of  different  colors,  then,  the  jet  dyeing,  framing 
and  drying  steps  are  eliminated. 

The  dyed,  framed  and  dried  fabric  is  then  fed  to 
a  first  napper  in  which  the  float  face  of  the  fabric  is 
partially  napped  to  initiate  the  lofting  of  the  pile of 
the  fibers  of  that  face.  Preferably  the  napper  is  a 
tandem  napper  having  oppositely  rotating  napper 
cylinders  42,  which  sequentially  raise  the  pile  of 
the  fibers  and  the  tuck  stray  fiber  ends  back  into 
the  napped  pile. 

The  napping  may  be  accomplished  by  either  a 
tandem  napping  process  or  a  single  napping 
process.  Either  napping  operation  causes  draw- 

ing-up  of  the  fabric  in  the  transverse  direction  and 
a  decrease  in  the  width  of  the  fabric. 

In  the  tandem  napping  process  the  fabric  is 
passed  through  the  napping  equipment  in  a 
single  pass  and  the  rotating  napping  cylinders  48 
sequentially  raise  the  pile  of  the  float  face  and 
then  tuck  the  loose  ends  of  the  napped  fibers  back 
into  the  napped  surface. 

In  the  single-napping  procedure  the  fabric  is 
passed  through  one  napper  in  two  separate 
passes,  the  fabric  being  fed  into  the  napper  in  the 
same  direction  on  the  second  pass.  This  achieves 
the  same  level  of  raising  and  lofting  of  the  fibers 
as  is  achieved  in  a  single  pass  of  a  tandem 
napper.  Optionally  at  this  step  in  the  processing, 
the  partially  napped  fabric  is  fed  to  a  tenter  44  and 
is  restored  to  its  original  width  prior  to  the  fabric 
being  fed  to  a  second  napper  46  in  which  the 
lofting  of  the  fibers  of  the  float  face  is  completed. 
Again,  preferably  the  napper  is  a  tandem  napper 
having  oppositely  rotating  napping  cylinders  48 
which  sequentially  raise  the  pile  of  the  float  face 
and  then  tuck  the  loose  ends  of  the  napped  fibers 
back  into  the  napped  surface.  The  second  napper 
may,  of  course,  be  the  same  piece  of  equipment 
providing  the  first  napper,  in  which  event  the 
fabric  would  be  reeled  between  the  respective 
operations. 

It  has  been  found  that  the  integrity  of  the  fabric 
will  be  maintained  even  if  in  excess  of  60%  of  the 
fibers  of  the  floats  are  severed  in  the  napping 
operation. 

Resulting  from  the  napping  steps,  the  fabric  will 
have  become  drawn  up  in  the  tranverse  direction. 
The  fabric  is  then  fed  to  a  tenter  50  and  restored  to 
an  acceptable  width  for  further  processing.  The 
fabric  is  then  framed  and  its  faces  reversed  in  the 
apparatus  indicated  at  52,  preparatory  to  the 
subsequent  processing  steps. 

The  processing  steps  so  far  described  have  the 
effect  of  converting  the  initial  fabric  34  pro- 
gressively  to  the  form  shown  in  Figure  16,  ref- 
erence  now  being  made  to  that  Figure.  At  the 
commencement  of  the  napping  operations,  the 
fabric  34  is  positioned  with  its  float  face  34a  for 
presentation  to  the  sequential  napping  cylinders 
42  and  48.  The  pass  through  the  first  napper  40 
produces  a  partial  raising  and  napping  of  the 
floats  alone  of  the  fabric,  and,  a  consequential 
drawing  in  of  the  fabric.  The  subsequent  napping 
operation  finalizes  the  napping  and  tucking  oper- 
ations  and  the  final  formation  of  the  loft  of  the 
fibers  on  the  float  face  as  indicated  at  34c,  again 
producing  a  transverse  drawing  in  of  the  fabric, 
such  that  the  width  of  the  fabric  indicated  at  a, 
progressively  is  decreased  to  a  width  b,  and  then 
to  a  width  c.  In  the  event  that  the  optional  tenter 
44  is  employed,  then,  on  the  final  tenter  the  width 
of  the  fabric  b  or  c  will  more  closely  approxi- 
mately  the  starting  width  a. 

This  progressive  reduction  in  the  width  of  the 
fabric  in  the  nappers  40  and  46  raises  the  loops  on 
the  loop  face  of  the  fabric,  such  as  graphically 
shown  in  Figure  17. 

In  Figure  17  the  initial  fabric  is  indicated  at  34a, 



and,  the  sequential  napping  steps  which  have 
been  performed  on  the  float  face  are  indicated  at 
34b  and  34c.  Prior  to  commencement  of  the  first 
napping  operation  34b,  the  yarns  loops  10  have  a 
tendency  to  lay  flat.  In  such  a  condition,  the  loops 
are  not  in  their  most  advantageous  position  for 
napping,  and,  if  that  side  of the  fabric  was  the  first 
to  be  napped,  then  an  additional  processing  step 
in  raising  of  the  loops  would  be  desirable  before 
the  napping  operation  could  be  carried  out  on  the 
loop  face.  For  example  the  loop  face  could  be 
brushed  up  and  possibly  heat  set  or  steamed  to 
maintain  them  in  somewhat  erect  condition. 

It  is,  however,  found  that  these  additional  pro- 
cessing  steps  are  not  required  in  that  the  napping 
operation  performed  on  the  float  face  of  the  fabric 
at  34b  causes  the  loops  to  raise  up  without  the 
intervention  of  any  additional  processing  step. 
Further,  it  is  found  that  the  second  napping 
operation  performed  on  the  float  face  at  34c  has 
the  result  of  erecting  the  loops  such  that  they  are 
properly  disposed  in  generally  perpendicular 
arrangement  to  the  face  of  the  fabric  and  readied 
for  the  napping  operations  to  be  performed  on 
the  loop  face  of  the  fabric.  It  is  further  found  that 
the  consequential  drawing-in  of  the  width  of  the 
fabric  has  the  beneficial  effects  of  improving  the 
erection  of  the  loops  for  subsequent  napping, 
and,  increasing  the  loop  density  of  the  loops  on 
the  looped  face. 

Referring  to  Figures  14  and  15,  the  fabric  nap- 
ped  on  the  float  face  is  reversed  in  the  apparatus 
52,  and  optionally  is  reeled  and  then  re-reeled  to 
reverse  it  end-for-end,  as  indicated  at  54.  This 
readies  the  loop  face  for  subsequent  napping  and 
orients  the  loops  in  a  position  in  which  they  are 
optimally  arranged  for  napping.  Then,  as  illus- 
trated  in  Figure  15,  the  loop  face  of  the  fabric  is 
fed  to  a  first  tandem  napper  56  having  napping 
drums  58,  the  napping  drums  58  preferably  being 
counter-rotating  such  that  they  act  to  raise  and 
loft  the  pile  of  the  loop  face,  and  then  tuck  in  stray 
ends  of  the  lofted  fibers.  The  fabric  is  then 
subjected  to  an  optional  tentering  operation  at  60, 
subsequent  to  which  it  is  subjected  to  a  second 
napping  operation  in  a  tandem  napper  62  having 
napping  drums  64.  As  will  be  appreciated,  in  a 
semi-continuous  operation  the  same  tandem  nap- 
per  may  be  used  for  the  nappers  40,  46,  56  and  62 
and  the  same  tenter  may  be  used  for  the  tenters 
44,  50  and  60. 

Subsequent  to  the  second  napping  operation  in 
the  napper  62  and  finalization  of  the  raising  of  the 
loft  of  the  fibers  of  the  loop  side  of  the  fabric,  the 
fabric  is  then  framed  and  heat  set  in  the  apparatus 
64,  subsequent  to  which  it  is  sheared  into  con- 
venient  lengths  by  a  shear  66.  The  fabric  emerg- 
ing  from  the  framing  and  setting  apparatus  64  is 
the  finished  fabric  for  use  as  a  blanket  material  or 
garment  material. 

The  respective  first  and  second  nappings  of  the 
loop  face  are  indicated  at  34d,  34e  in  Figure  17. 

The  foregoing  discussion  is  exemplary  of  fab- 
rics  which  may  be  produced  in  accordance  with 
the  present  invention.  Numerous  variations  are 

contemplated  without  departing  from  the  scope 
of  the  appended  claims.  While  the  denier  of  the 
yarns  used  in  the  top,  middle  and  bottom  bars  are 
illustrated  as  75,  20  and  40,  respectively,  in  each 
instance  the  deniers  may  be  either  increased  or 
decreased  depending  on  the  required  finished 
weight  of  the  fabric.  Finished  weights  in  the  range 
of  2  ounces  persquare  yard(68  g/m2)  up  to  as  high 
as  20  ounces  per  square  yard  (680  g/m2)  are 
contemplated  by  suitably  modifying  the  gauge  of 
the  knitting  machine  and  the  size  of  the  yarns. 
Yarn  deniers  in  the  range  of  40-100  or  equivalent 
yarn  sizes  are  contemplated  in  respect  of  each  of 
the  top  and  bottom  bars,  and,  yarn  deniers  in  the 
range  of  15-100  or  equivalent  yarn  sizes  in 
respect  of  the  middle  bar. 

While  preferred  embodiments  have  been  illus- 
trated  they  are  merely  representative  of  various 
alternatives  within  the  scope  of  the  appended 
claims  which  may  be  executed  by  those  skilled  in 
the  arts. 

1.  A  double  faced  knit  fabric  having  particular 
utility  as  a  bedding  blanket,  said  fabric  being  of  at 
least  three  bar  construction  and  comprised  of: 

a  support  substrate  of  warp-knit  yarns; 
a  first  facing  of  warp  knit,  overfed  looped  and 

napped  yarns  knit  into  said  support  substrate; 
and, 

an  opposite  facing  of  warp-knit  partially  napped 
floats  of  yarns,  the  yarns  of  said  opposite  facing 
being  knit  into  said  support  substrate  at  the  ends 
of  the  floats; 

the  fibers  of  said  substrate  being  substantially 
intact  and  unbroken,  and  providing  longitudinal 
stability  to  said  fabric; 

at  least  a  portion  of  the  fibers  of  said  opposite 
facing  being  intact  and  unbroken  and  providing 
lateral  stability  to  said  fabric. 

2.  The  fabric  of  claim  1,  in  which  substantially 
60%  of  the  fibers  of  said  floats  are  napped,  the 
remaining  fibers  being  unnapped  and  providing 
said  lateral  stability. 

3.  The  fabric  of  claim  1,  in  which  the  yarns  of 
said  first  facing  are  formed  from  fibers  of  dissimi- 
lar  characteristics  to  the  fibers  of  the  yarns  form- 
ing  the  opposite  facing. 

4.  The  fabric  of  claim  3,  in  which  the  fibers  of 
the  yarns  of  said  first  facing  have  a  dye  retentivity 
different  from  the  dye  retentivity  of  the  fibers  of 
the  yarns  of  said  opposite  facing. 

5.  The  fabric  of  claim  1,  in  which  the  support 
substrate  is  comprised  of  continuous  filament 
yarn. 

6.  The  fabric  of  claim  1  in  which  the  stitch 
interval  of  said  first  facing  is  greater  than  the 
stitch  interval  of  said  substrate,  and  the  stitch 
interval  of  said  opposite  facing  is  greater  than  the 
stitch  interval  of  said  first  facing. 

7.  The  fabric  of  claim  1,  in  which  the  loops  of 
said  first  facing  have  a  height  of  at  least  in  the 
order  of  0.1  mm. 

8.  A  method  of  forming  a  double  knit  fabric 



having  particular  utility  as  a  bedding  blanket,  said 
method  comprising  the  steps  of: 

warp  knitting  a  support  substrate  on  a  middle 
bar  of  a  knitting  machine  having  at  least  three 
bars,  the  stitches  of  said  substrate  providing 
longitudinal  stability  of  said  fabric; 

simultaneously  warp  knitting  a  first  facing  into 
said  substrate  on  a  bottom  bar  of  said  knitting 
machine,  the  yarns  of  said  first  facing  being 
overfed  during  the  knitting  of  said  first  facing  into 
said  substrate  and  providing  nappable  loops; 

simultaneously  warp  knitting  an  opposite  fac- 
ing  into  said  substrate  on  a  top  bar  of  said  knitting 
machine,  the  yarns  of  said  opposite  facing  provid- 
ing  nappable  floats;  and 

subsequently  napping  the  yarns  of  both  said 
facings  to  enhance  the  pile  and  loft  of  the  fibers 
thereof,  the  extent  of  napping  being  such  as  to 
nap  the  fencings  alone  in  the  substantial  absence 
of  any  breakage of  the  fibers  of  said  substrate,  the 
napping  being  to  an  extent  preserving  sufficient 
of  the  fibers  of  the  yarns  of  said  oppposite  float 
facing  intact  and  unbroken  for  them  to  provide 
lateral  stability  to  said  fabric. 

9.  The  method  of  claim  8,  including  the  step  of 
overfeeding  the  yarns  of the  first facing  under  less 
than  normal  tension  to  provide  loops  having  a 
height  at  least  in  the  order  of  0.1  mm. 

10.  The  method  of  claim  8,  in  which  sub- 
stantially  60%  of  the  fibers  of  said  floats  are 
napped,  the  remaining  fibers  of  said  floats  being 
unnapped  and  providing  lateral  stability  to  said 
fabric. 

1 T.  The  method  of  claim  8,  in  which  the  yarns  of 
said  one  facing  has  characteristics  dissimilar  to 
the  yarns  of  said  opposite  facing. 

12.  The  method  of  claim  11,  in  which  the  yarns 
of  said  first  facing  has  a  dye  retentivity  different 
from  the  dye  retentivity  of  the  yarns  of  the 
opposite  facing. 

13.  The  method  of claim  8,  in  which  the  yarns  of 
said  first  facing  are  knit  in  a  pattern  producing  a 
stitch  interval  greater  than  the  stitch  interval  of 
said  substrate,  and  the  yarns  of  said  opposite 
facing  are  knit  on  a  pattern  producing  a  stitch 
interval  greater  than  the  stitch  interval  of  said  first 
facing. 

14.  The  method  of  claim  8,  including  the  further 
steps  of  first  napping  said  opposite  float  facing  of 
the  knit  fabric,  subsequently  napping  the  said 
float  loop  facing  of  the  knit  fabric,  and  then 
subsequently  framing  and  heat  setting  the  nap- 
ped  fabric. 

15.  The  method  of  claim  14,  including  the  step 
oftentering  the  fabric  intermediate  the  napping  of 
said  opposite  float  facing  of  the  knit  fabric  and  the 
subsequent  napping  of  said  first  loop  facing  of 
said  knit  fabric. 

1.  Doppelseitiges  Strickwerk,  insbesondere  für 
Bettdecken,  mit  dreischichtigen  Aufbau,  beste- 
hend  aus: 

einer  Stützschicht  aus  Strickgarnen; 

eine  erste  Seite  aus  kettgestrickten,  geschlauf- 
ten  und  genoppten,  in  die  genannte  Stützschicht 
gestrickten  Garnen;  und 

eine  gegenüberliegend  angeordnete  Seite  aus 
kettgestrickten,  teilweise  genoppten  Garnflau- 
schen,  die  in  die  genannte  Stützschicht  an  den 
Enden  der  Flauschen  eingestrickt  sind; 

wobei  die  Fasern  der  Stützschicht  im  wesent- 
lichen  intakt  und  ungebrochen  sind  und  dem 
Strickwerk  Längsfestigkeit  geben;  und 

wenigstens  ein  Abschnitt  der  Fasern  der  gegen- 
überliegenden  Seite  intakt  und  ungebrochen  sind 
und  dem  Strickwerk  Querfestigkeit  geben. 

2.  Strickwerk  nach  Anspruch  1,  wobei  etwa  60% 
der  Fasern  der  Flausche  genoppt  und  die  restli- 
chen  Fasern  ungenoppt  sind  und  die  Querfestig- 
keit  geben. 

3.  Strickwerk  nach  Anspruch  1,  wobei  die  Garne 
de  ersten  Schicht  aus  Fasern  gebildet  sind,  deren, 
Eigenschaften  von  denen  der  die  gegenüberlie- 
gende  Seite  bildenden  Garne  unterschiedlich 
sind. 

4.  Strickwerk  nach  Anspruch  3,  wobei  die  Fa- 
sern  der  Garne  der  ersten  Seite  eine  von  der  der 
Fasern  der  Garne  der  zweiten  Seite  unterschiedli- 
che  Farbretention  haben. 

5.  Strickwerk  nach  Anspruch  1,  wobei  die  Stütz- 
schicht  aus  einem  kontinuierlichen  Filamentgarn 
besteht. 

6.  Strickwerk  nach  Anspruch  1,  wobei  der  Sti- 
chabstand  der  ersten  Seite  größer  ist  als  der 
Stichabstand  der  Stützschicht  und  das  Stichinter- 
val  der  gegenüberliegenden  Seite  größer  ist  als 
der  Stichabstand  der  ersten  Seite. 

7.  Strickwerk  nach  Anspruch  1,  wobei  die 
Schlaufen  der  ersten  Seite  eine  Höhe  in  de  Größe- 
nordnung  von  wenigstens  0,1  mm  haben. 

8.  Verfahren  zum  Erstellen  eines  insbesondere 
für  Bettdecken  geeigneten  Strickwerk  unter 

Kettstricken  einer  Stütschicht  auf  einem  Mittel- 
balken  einer  wenigstens  drei  Balken  aufweisen- 
den  Strickmaschine,  wobei  die  Stiche  der  Stütz- 
schicht  die  Längsfestigkeit  des  Strickwerks 
schaffen; 

Kettstricken  einer  ersten  Seite  in  die  Stütz- 
schicht  auf  einem  unteren  Balken  der  Strickma- 
schine,  wobei  die  Garne  der  ersten  Seite  während 
des  Einstrikkens  der  ersten  Schicht  überführt 
werden  und  unter  Schaffen  genoppterSchIaufen; 

gleichzeitigem  Kettstricken  einer  gegenüberlie- 
genden  Seite  in  die  Stützschicht  auf  einem  oberen 
Balken  der  Strickmaschine,  wobei  die  Garne  de 
geenüberleigenden  Seite  noppbare  Flausche  auf- 
weisen;  und  . 

nachfolgenden  Noppen  der  Garne  auf  beiden 
Seiten  zur  Vergrößerung  der  Stärke  und  Luftigkeit 
von  deren  Fasern  derart,  daß  bei  Fehlen  von 
wesentlichen  Brüchen  der  Fasern  der  Stützschicht 
alleine  die  Seiten  genoppt  werden,  und  daß  eine 
Querfestigkeit  durch  die  Beibehaltung  einer  aus- 
reichenden  Menge  von  intakten  und  ungebroche- 
nen  Garnfasern  der  gegenüberliegenden  Flausch- 
seite  geschafft  wird. 

9.  Verfahren  nach  Anspruch  8,  unter  Überfüh- 
ren  oder  Garne  der  ersten  Seite  bei  geringerer  als 



normaler  Spannung  zur  Schaffung  von  Schlaufen 
mit  einer  Höhe  in  einer  Größenordnung  von 
mindestens  0,1  mm. 

10.  Verfahren  nach  Anspruch  8,  wobei  etwa 
60%  de  Fasern  der  Flausche  genoppt  sind,  und 
die  verbleibenden  Fasern  der  Flausche  unge- 
noppt  sind  und  eine  Querfestigkeit  des  Strick- 
werks  schaffen. 

11.  Verfahren  nach  Anspruch  8,  wobei  die 
Garne  der  ersten  Schicht  Eigenschaften  haben, 
die  von  denen  der  zweiten  Seite  unterschiedlich 
sind. 

12.  Verfahren  nach  Anspruch  11,  wobei  die 
Garne  der  ersten  Seite  eine  Farbretention  haben, 
die  von  der  Farbretention  der  Garne  der  zweiten 
Seite  unterschiedlich  ist. 

13.  Verfahren  nach  Anspruch  8,  wobei  die 
Garne  der  ersten  Seite  in  einem  Strickmuster  mit 
einem  Stichabstand  gestrickt  sind,  der  größer  ist 
als  der  Stichabstand  der  Stützschicht,  und  wobei 
die  Garne  der  gegenüberliegenden  Seite  in  einem 
Strickmuster  mit  einem  Stichabstand  gestrickt 
sind,  der  größer  ist  als  der  Stichabstand  der 
ersten  Schicht. 

14.  Verfahren  nach  Anspruch  8,  wobei  zunächst 
die  gegenüberliegende  Flauschseite  des  Strick- 
werks  genoppt  wird,  nachfolgend  die  Flausch- 
schlaufenseite  des  Strickwerks  genoppt  wird,  und 
das  genoppte  Strickwerk  schließlich  gerichtet  und 
unter  Hitzeeinwirkung  geformt  wird. 

15.  Verfahren  nach  Anspruch  14,  unter  Spannen 
des  Strickwerks  zwischen  dem  Noppen  der  ge- 
genüberliegenden  Flauschseite  des  Strickwerks 
und  dem  nachfolgenden  Noppen  der  ersten 
Schlaufenseite  des  Strickwerks. 

1.  Tissue  tricoté  double  face  utilisable  tout 
particulièrement  comme  couverture  de  lit,  ledit 
tissu  étant  de  construction  au  moins  "trois 
barres"  et  se  composant  de 

un  substrat  de  support  formé  de  fils  à  maille 
bloquée; 

une  première  face  de  fils  à  maille  bloquée, 
suralimentés,  bouclés  et  pelucheux,  tricotés  dans 
ledit  substrat  de  support;  et 

une  face  opposée  composée  de  flottés  de  fils  à 
maille  bloquée  et  partiellement  rendus  pelu- 
cheux,  les  fils  de  ladite  face  opposée  étant  tricotés 
dans  ledit  substrat  de  support  aux  extrémités  des 
flottés; 

les  fibres  dudit  substrat  étant  sensiblement 
intactes  et  non  brisées,  et  donnant  audit  tissu  une 
stabilité  longitudinale; 

au  moins  une  partie  des  fibres  de  ladite  face 
opposée  étant  intactes  et  non  brisées  et  donnant 
audit  tissu  une  stabilité  latérale. 

2.  Tissu  selon  la  revendication  1,  dans  lequel 
sensiblement  60%  des  fibres  desdits  flottés  sont 
pelucheuses,  les  autres  fibres  n'étant  pas  pelu- 
cheuses  et  donnant  ladite  stabilité  latérale. 

3.  Tissu  selon  la  revendication  1,  dans  lequel  les 
fils  de  ladite  première  face  sont  formés  de  fibres 
dont  les  caractéristiques  sont  dissemblables  de 

celles  des  fibres  des  fils  qui  forment  la  face 
opposée. 

4.  Tissu  selon  la  revendication  3,  dans  lequel  les 
fibres  des  fils  de  ladite  première  face  ont  un 
pouvoir  rétenteur  de  colorant  différent  du  pouvoir 
rétenteur  de  colorant  des  fibres  des  fils  de  ladite 
face  opposée. 

5.  Tissu  selon  la  revendication  1,  dans  lequel  le 
substrat  de  support  se  compose  de  fils  à  filaments 
continus. 

6.  Tissu  selon  la  revendication  1,  dans  lequel 
l'intervalle  entre  les  points  de  ladite  première  face 
est  plus  grand  que  l'intervalle  entre  les  points 
dudit  substrat,  et  l'intervalle  entre  les  points  de 
ladite  face  opposée  est  plus  grand  que  l'intervalle 
entre  les  points  de  ladite  première  face. 

7.  Tissu  selon  la  revendication  1,  dans  lequel  les 
boucles  de  ladite  première  face  ont  une  hauteur 
d'au  moins  0,1  mm  environ. 

8.  Procédé  de  formation  d'un  tissu  tricoté  dou- 
ble  face  utilisable  tout  particulièrement  comme 
couverture  de  lit,  ledit  procédé  comprenant  les 
étapes  suivantes: 

on  tricoté  à  maille  bloquée  un  substrat  de 
support  sur  une  barre  intermédiaire  d'une 
machine  à  tricoter  ayant  au  moins  trois  barres,  les 
points  de  couture  dudit  substrat  donnant  audit 
tissu  une  stabilité  longitudinale; 

on  tricote  simultanément  à  maille  bloquée  une 
première  face  dans  ledit  substrat  sur  une  barre 
inférieure  de  ladite  machine  à  tricoter,  les  fils  de 
ladite  première  face  étant  suralimentés  pendant 
le  tricotage  de  ladite  première  face  dans  ledit 
substrat  et  formant  des  boucles  qui  peuvent  être 
rendues  pelucheuses; 

on  tricote  simultanément  à  maille  bloquée  une 
face  opposée  dans  ledit  substrat  sur  une  barre 
supérieure  de  ladite  machine  à  tricoter,  les  fils  de 
ladite  face  opposée  formant  des  flottés  qui  peu- 
vent  être  rendus  pelucheux;  et 

on  rend  ensuite  pelucheux  les  fils  des  deux 
dites  faces  pour  améliorer  le  poil  et  la  hauteur  de 
leurs  fibres,  le  degré  de  peluchage  étant  tel  que 
seules  les  faces  sont  rendues  pelucheuses  en 
l'absence  substantielle  de  toute  rupture  des  fibres 
dudit  substrat,  le  peluchage  étant  effectué  dans 
une  mesure  propre  à  laisser  intactes  et  non 
brisées  une  quantité  suffisante  des  fibres  des  fils 
de  la  face  opposée  de  flottés  pour  que  ces  fibres 
donnent  audit  tissu  une  stabilité  latérale. 

9.  Procédé  selon  la  revendication  8,  comportant 
l'étape  de  suralimentation  des  fils  de  la  première 
face  sous  une  tension  inférieur  à  la  tension 
normale  pour  former  des  boucles  dont  la  hauteur 
est  d'au  moins  0,1  mm  environ. 

10.  Procédé  selon  la  revendication  8,  dans 
lequel  sensiblement  60%  des  fibres  desdits  flottés 
sont  rendues  pelucheuses,  les  autres  fibres  des- 
dits  flottés  n'étant  pas  rendues  pelucheuses  et 
donnant  audit  tissu  une  stabilité  latérale. 

11.  Procédé  selon  la  revendication  8,  dans 
lequel  les  fils  de  ladite  une  face  ont  des  caractéris- 
tiques  dissemblables  des  fils  de  ladite  face  op- 
posée. 

12.  Procédé  selon  la  revendication  11,  dans 



lequel  les  fils  de  ladite  première  face  ont  un 
pouvoir  rétenteur  de  colorant  différent  du  pouvoir 
rétenteur  de  colorant  des  fils  de  la  face  opposée. 

13.  Procédé  selon  la  revendication  8,  dans 
lequel  les  fils  de  ladite  première  face  sont  tricotés 
suivant  un  patron  produisant  un  intervalle  entre 
les  points  plus  grand  que  l'intervalle  entre  les 
points  dudit  substrat,  et  les  fils  de  ladite  face 
opposée  sont  tricotés  suivant  un  patron  produi- 
sant  un  intervalle  entre  les  points  plus  grand  que 
l'intervalle  entre  les  points  de  ladite  première 
face. 

14.  Procédé  selon  la  revendication  8,  compor- 

tant  les  étapes  supplémentaires  qui  consistant  à 
d'abord  rendre  pelucheuse  ladite  face  opposée  de 
flottés  du  tissu  tricoté,  à  rendre  ensuite  pelu- 
cheuse  ladite  face  de  boucles  de  flottés  du  tissu 
tricoté,  puis  à  cadrer  ensuite  le  tissu  rendu  pelu- 
cheux  et  à  le  fixer  à  la  chaleur. 

15.  Procédé  selon  la  revendication  14,  compor- 
tant  l'étape  qui  consist  à  sécher  sur  rame  élargis- 
seuse  le  tissu  entre  le  peluchage  de  ladite  face 
opposée  de  flottés  du  tissu  tricoté  et  le  peluchage 
ultérieur  de  ladite  première  face  de  boucles  dudit 
tissu  tricoté. 
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