EP 0 106 083 A1

Europiisches Patentamt
European Patent Office

° 9

Office européen des brevets

®

@ Application number: 83108500.6

() Date offiling: 29.08.83

0 106 083
A1

@ Publication number:

EUROPEAN PATENT APPLICATION

nt.ct>: A 41 D 25/00

() Priority: 16.09.82 US 419030
@ Date of publication of application:
25.04.84 Bulletin 84/17

Designated Contracting States:
CHDEFRGBIT LY

@ Applicant: Waxelbaum, Sidney
26-16 Union Street
Flushing New York{US)

@ Inventor: Waxelbaum, Sidney
26-18 Unlon Street
Flushing New York{US)

@ Representative: Hatbach, Tino, Dr. et sl,
Patentanwilte Dipl.-ing. C. Wallach; Dipl.-ing. G. Koch
Dr. T. Haibach; Dipl.-Ing. R. Feldkamp Kaufinger Strasse
8

D-8000 Munich 2(DE)

Process for the manufacture of neckties.

@ A necktie is manufactured by placing a neckband {13)
face up on a support surface (14), positioning the straight tips
{21,22) of the large and small end sections {11,12) face down
and partially overlapping opposite ends of the neckband (13),
placing the V tips of the end sections face up on the support
surface {14}, using blades (31) moved downward to pinch the
V tips, placing linings or facings (17,18) over the V tips, and
thereafter running a continuous seam (41-47) that sews the
linings (17,18) to the end sections (11,12) and sews the latter
to the neckband (13).

Croydon Printing Company Ltd.
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PROCESS FOR THE MANUFACTURE OF NECKTIES

This invention relates to neckties in general &and
more particularly relates to mechanisms and procedures for
reducing menufacturing costs thereof.

Conventionally, neckties are manufactured by sew-
ing end pieces of shell or face fabric to opposite ends of a
joining piece or neckband also of face fabric. The free end
of each end piece is provided with a V-shaped tipand a lining, .
otherwise known as a tipping, is sewn in an overlapping rela-
tionship. Typically, a~tipping is made of a silk-like ?abric
such as satin or rayon, and in some cases even the face fab-
ric is used. The lining is first assembled to the front
surface of the V tip, and the assembly is turned inside out
so that the lining is behind the V tip. 1In order to make
certain that the shell does not bulge or curve but is-flaf,
the stitch used to sew the lining to the V-shaped tip is -
sewn after the tip is "pinched", the last-mentioned opera-
tion being performed in a manner such that the stitching
encompasses a larger areé of the V-shaped tip than of the
tipping. Thus, when the assembly is turned inside out, at
the front of the end piece, the V tip border is defined by
fold lines of the end piece fabric and the stitching is
considerably inboard of these fold lines.
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The prior art has provided apparatus to facilitate
the manufacture of neckties but such apparatus has proved to
be less than satisfactory. That is, prior art apparatus
often requires many sub-operations to be performed before
the main pieces of the tie are connected. As will herein-
after be seen, in accordance with the instant invention “the
two end pieces of a tie are sewn to the neckband and linings
are sewn to each of the V-shaped tips in a single operation.
Typically, in some but not all prior art constructions, the
end pieces are joined to the’neckband and thereafter tippings .
are applied to each of the end pieces.

In addition, conventionélly, é manual operation is
usually utilized to "pinch" the face fabric at the apex of
the V-shaped tip and manual pinching is also done at the
sides or ends of the V. 1In a known prior art dévicé for
pinching at the apex of the V-shaped tip, a pinch forming
blade is held in fixed position underneath the tip of the
end piece which is then forced downward over the blade by
a clamping die having a slotfed end. This type of pinching
device utilizes a three-section clamp, in which the tipping
is between the fixed lower clamp section and a pivoted middle
clamp section. The tip of the end piece must be slipped
between the top and middle sections of the clamp. Closing
the three section clamp brings cooperating blades on the
middle and top clagp sections to'engage the end piece there-
between to achieve a pinching action. When the pinched tip
of the tie end section is stitched to attach the tipping,
the pinching blade and the clamp are positioned so that the
sewing needle must be swung considerably in front of the
apex of the V. The result is that excess material is sewn,
with this excess having to be removed at a later time. 1In
addition, when this excess material is cut off, stitching at
the tip is also cut away and has to be replaced by a separate
sewing operation known as "crossing the tip".
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Accordingly, the primary object of the instant
invention is to provide a novel economical process for at-
taching tippings to the ends of a tie and attaching the ends
of the tie to the joining or neckpiece thereof.

Another object is to provide a process of this type
that is accomplished by utilizing a single continuous rﬁﬁ of
stitching.

' Stifi another object is to provide a process of.
this type wherein machine performance is obtained without
the necessity of generating waste fabric or the need for a
"crossing the tip" operation. . .

A further object is to provide a process of this
type that may be carried out utilizing automatic sewing
apparatus. .

‘A still further object is to provide a process of
this type which may be carried out by a single relatively
unskilled operator. '

These objects as well as other objects of this
invention shall become readily apparent after reading the
following description of the accompanying drawings in which:

Figure 1 is a plan view illustrating the tie ele-
ments in operative positions they occupy on a platen while
they are being sewn together.

Figures 2 and 3 are fragmentafy cross—-sections
through line 2-2 of Figure 1:-looking in the direction of
arrows 2-2, In Figure 2 the pinching element is shown in
its raised or inactive position and in Figure 3 the pinching
element is shown in its lowered or active position. .

Now referring to the Figures which show necktie end
sections 11 and 12 sewn to opposite ends of neckband or join-
ing section 13 by respective seam portions 43, 45. Section
11 is designated as the large end section and section 12 is
designated as the small end section primarily because section
11 is wider than section 12. Lining or tipping 17 is sewn

by seam portion 41 to large end section 11 at the V-shaped
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tip thereof located remote from joining section 13. Simi-
larly, lining or tipping 18 is sewn by seam portion 47 to
small end section 12 at the V-shaped tip thereof located
remote from Jjoining section 13.

Joining section 13 is in the shape of an elongated
trapezoid having ends that slope at approximately 45° to the
parallel sides. The ends of sections 11, 12 that are sewn
by seam portions 43, 45 to joining section 13 are provided
with edges that are sloped at approximately 45° with respect
to the longitudinal axis of end sectons 11, 12 when the
latter are extended.

Sections 11, 12, 13 are assembled by placing join-
ing section 13 face up on upper support surface 14 of platen
15 at a predetermined location defined by suitable markings
(not shown) on surface 14. Joining section 13 is held in
place by suction applied from the bottom of platen 15. '

End 21 of large end section 11 remote from its
V-~shaped tip is positioned to partially overlap joining
section 13 in face-to-face relationship with theirrangled
edges in alignment. Similarly, end 22 of small end section
12 remote from the V-shaped tip thereof is positioned to
partially overlap joining section 13 in face-to-face rela-
tionship therewith and their angled edges in alignment.
Suitable clamps (not shown) are utilized to maintain end
section ends 21, 22 in their operative positions of Fig. 1.
Large end section 11 is then folded :transversely and the
V-shaped tip thereof brought to rest with its rear against
support surface 14 in a predetermined position indicated by
markings (not shown). Similarly, small end section 12 is
folded transversely and the rear of the V-shaped tip thereof
is brought to rest at a predetermined located on support
surface 14. Suction means (not shown) holds these V-shaped

~ tips in these operative positions.

The V-shaped tip at the free end of large end sec-
tion 11 includes apex 24 from which the sides of the V ex-~

tend outward and rearward, terminating in ends 27, 29. The
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V-shaped tip of end section 11 overlles three depressions
23, 26, 28 in support surface 14. Depression 23 extends
longitudinally rearward from apex 24 and depressions 26, 28
extend inward and rearward from the respective ends 27, 29,
reaching depression 23. The latter extends substantially
the full-length of lining 17 since seam portion 41 extends
substantially to the rear of V ends 27, 29. |

After seetion 11 is placed over depressions 23, 26,
28, pinching blades 31, one of which is shown in Figs. 2.and
3, mounted to plastic carrier 32 and aligned with depressions
23, 26, 28 are moved downward, thereby driving portions of
end secéion 11 into depressions 23, 286, 28. This draws the
edges defining the free'end portion of end section 11 inward
so that they will coincide with the V-shaped edge and rear-
ward extension thereof on lining or tipping 17 when the
latter is placed over the V-shaped tip of end section 11.
The V-shaped tip of small end section 12 is pinched in the
same manner as the pinching of large end section 11 and
thereafter lining 18 is placed over the free end of small
end section 12 so that the edges of lining or tipping 18
coincide with the drawn in edges at the V tip of section 12.

A continuous stitch run is used to sew fhe tie
sections together. This run includes portion 41 extending
parallel to the edges défining the- V tip and rear extensions
of tipping 17 to sew the latter to the free end of lafge end .
section 11, portion 42 to cross the gap between tipping 17
and straight, though angled, end 21, portion-43 parallel to
the left end of joining section 13 sewing section 11 and 13
together, portion 44 parallel to and outboard of the shorter
parallel side of joining section 13, portion 435 parallel to
the other slanted end of joining section 13 sewing small end
section 12 to joining section 13, portion 48 across the gap
between angled end section 22 and lining 18, and portion 47
along and parallel to the edges defining the rear extension
and V tip of tipping 18 sewing the latter to the free end of
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small end section 12. Sewing clearance iﬁ platen 15 is pro-
vided by a continuous slot aligned with stitching run 41-47
and beginning with lead-in section 48 at the left of platen
15 and runout section 49 at the right end of platen 15.
Pinching blade support 32 is removed from the poc-—

ket-like construction formed partially by tipping 17. A.
similar pinching die support (not shown) is removed from the
pocket partially formed by lining 18, and tippings 17, 18
are -turned inside out so that theé lie against the rear,
rather than against the face, of end sections 11, 12. Now
when the free ends of end sections 11, 12 are extended in

opposite directions away from joining section 13, the lon-

. gitudiual axes of end sections 11, 12 are generally in align-

ment with a line parallel to the parallel edges of joining
section 13, with the seam portions that join sections 11 and
12 with section 13 being behind the faces thereof

. It should now be apparent to those skllled in the
art that platen 15 may be carried by a pivot table (not
shown) that is mounted for movement between loading and
sewing stations. Platen 15 is movable radially with respect
to the center about which its support table pivots. At the
loading station tie sections 11-13 and tippings 17, 18 are
mounted to platen 15 in the positions shown in Fig. 1.
Platen 15 then moves to and through the sewing station where
seam 41-47 is sewn, preferably using a lock stitch or chain
stitch, as movement of platen 15 is automatically controlled
by a selected predetermined program. Platen 15 is then
returned to the -loading station, the tie in very rough form’
is removed from platen 15, and another set of tie elements
are loaded on platen 15. Portions 42, ‘44, 46 of stitch run
41-47 are then cut away and the pockets formed by linings
17, 18 are turned inside out. Thereafter, in a manner well
known to the art, suitable stiffening is added and the edges
of tie sections 11-13 are folded inward.
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While this invention has been described in connec-

tion with ties having V-shaped tips, the usefulness of this
invention for making square end ties should be apparent. It
should also be apparent that this invention is useful for
making so-called full face ties in which the tippings over-
lap the joining section. '

In addition, those skilled in the art should now
realize that this invention is useful in sewing together
other fabric constructed parts, such as pockets.

Although the present invention has been described
in connection with a preferred embodiment thereof, many
variations and modifications will now become apparent to
those skilled in the art. it is preferred, therefore, that
the present invention be limited not by the specific dislo-
sure herein, but only by the appended claims.
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Claims

1. Apparatus for joining a piece of fabric and a selec-

ted section of fabric, said apparatus being
characterized by including means (15)
defining a surface (14) for supporting the section
(11;12) face up, a tool (31,32, Fig. 2 and 3) operable
downward from above said section to engage the latter
and force selected regions (23,26,28) of said section
(11,12) below said surface thereby drawing the edges
of said section inward, a sewing device for running

a stitch (41;47) through said section (11;12) and

a flat piece of fabric (17;18) supported on said
section after said section has had its edges drawn
inward, said stitch (41;47) running generallv parallel
to the drawn in edges of said section (11;12).

Apparatus as set forth in claim 1 further
characterized by having said selected
section comprising a tip (11;12) of an elongated

neckwear article and said piece comprising a tipping
(17;18).

Apparatus as set forth in claim 2 further
characterized by having the tip defined
by a V-shaped peripheral portion having an apex (24)
and ends (27,29) remote from said apex, said selec-
ted regions including first (23), second (26) and
third (28) narrow bands extending inward from the
apex (24) and the ends (27,29) of said V-shaped peri-
pheral portion.

e
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Apparatus as set forth in claim 3 being further
characterized by having the section
(11) elongated, having the first narrow band (23)
extend from the apex (24) of the V and lengthwise
of the section, and having the second (26) and
third (28) bands extend from the ends (27,29) of
the V and away from the apex (24).

Apparatus as set forth in claim 2 further ‘
characterized by having the tip (11;12)
V-shaped and having the tipping (17;18) extend
beyond the V-shaped tip in a direction away from

the apex (24) thereof, said section (11) having side
edge portions extending from the ends (27,29) of

the V and away from the apex (24), said side edge
portions being drawn inward by said tool (31) as

it engages said end section from above to force
another region of said end section below said support
surface (14), said stitch (41;47) also joining said
tipping (17;18) to said end section (11;12) along
said edge portions.

6. Apparatus as set forth in claim 4 further

characterized bv having the lining
(17;18) extend beyond the V-shaped tip in a direc-
tion away from the apex (24) thereof, said section
having side edge portions extending from the ends
(27,29) of the V and away from the apex (24), said
side edge portions being drawn inward by said tool
(31) as it engages said end section (11) from above
to force another region of said end section below
said support surface, said stitch (41,47) also
joining said tipping (17;18) to said end section

.
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(11;12) along said edge portions, said first narrow
band (23) extending between said edge portions for
drawing the latter inward.

A method for manufacturing a necktie by connecting .
first and second end section (11,12) of face fabric
each having a tip at one end thereof to a joining
section (13) of face fabric, and connecting first
(17) and second (18) tippings to the tips of the
respective first (11) and second (12) end sections,
said method being

characterized by including the steps
of placing the joining section (13) face up on a
support surface (14), placing those ends (21,22) of
the end sections (11,12) remote from the tips in
partially overlapping face-to-face relation with said
joining section (13) with those ends having straight
edges coinciding with respective first and second
straight edges at opposite ends of said joining
section (13), folding each of said end sections
intermediate its ends and placing said tips face up
on said'support surface (14), placing the first and
second tippings (17,18) over the tips of the respec-
tive first and second end section (11,12) and running
stitches (41,47) along the edges of the tips to
connect the first and second linings (17,18 to the
tips of the respective first and second end sections
(11,12) and running stitches (43,45) along opposite
ends of the joining section (13) to connect the ends
thereof to the first and second end sections (11,12).

8. A method as set forth in claim 7 being further

characterized by having the stitches
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connect the first tipping (17) to the tip of the
first section (11), then connect the firsé (11)

and joining (13) section, then connect the second
(12) and joining (13) sections, followed by connec-
ting the second tipping (18) to the tip of the
second section (12).

A method as set forth in claim 8 being further
characterized by having the tips of
the first and second end sections (11,12) positioned

. on the support surface (14) in the region of the

10.

11.

respective first and second straight edges of the
joining section (13) prior to running the stitches.

A method as set forth in claim 8 being further
characterized by having the stitches
as part of a continuous run (41-49) that includes

a first stitch section (42) across a gap between

the tip of the first end section (11) and the first
straight (43) edge, a second stitch section (44)
running lengthwise of said joining section (13)

and outboard thereof, and a third stitch section (46)
across a gap between the second straight edge (45)
and the tip of the second end section (12).

A method as set forth in either of claims 8 or 10
being further

characterized by having the first
(43) and second (45) straight edges angled in oppo-
site directions with respect to the length of the
joining section (13).

A A ——- ot o - = o




0106083
- 12 -

12. A method as set forth in claims 7,8,9 or 10 being
further

characterized by having each of the
tips V-shaped.
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