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(54) DOUBLE-SIDED FABRIC COMPRISING A STITCHED SACK HAVING AN INTERLAYER 
STACKED WITH CONTINUOUS CORD MATERIAL TO FROM AN AREA OF HIGH THICKNESS

(57) A double-sided fabric stacked with a continuous
cord material (100) and forming a thickness in a stitched
sack comprising an interlayer (200) is stitched from a
face yarn (20) by a flat knitting machine including a front
needle bed, a back needle bed and a loop presser bed.
The front needle bed includes a plurality of front knitting
needles (A to E). The back needle bed includes a plurality
of back knitting needles (a to f). The loop presser bed is
disposed above the front or back needle bed, and in-
cludes right-directed and left-directed stitching pressing

pieces (aA, bB, cC, dD and eE and Ef, De, Cd, Bc and
Ab). The double-sided fabric further includes at least one
stitched sack comprising an interlayer (200) including
loops stitched from the face yarn (20) by the front and
back knitting needles. The stitched sack comprising an
interlayer (200) includes therein at least one continuous
cord material (100), which is pressed into the stitched
sack comprising an interlayer (200) by the right-directed
and left-directed stitching pressing pieces to become
folded and stacked to form a thickness.
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Description

FIELD OF THE INVENTION

[0001] The present invention relates to a double-sided
fabric, and particularly to a double-sided fabric stacked
with a continuous cord material and forming a thickness
in a woven sack interlayer.

BACKGROUND OF THE INVENTION

[0002] In the modem society that values health, envi-
ronmental protection and fashion, consumers demand
higher comfort and design requirements on garment fab-
rics. In response to market needs of human wear, fabric
manufacturers focus on making fabrics of different colors
and pattern changes. If a continuous cord material can
be embedded into a double-sided base yarn during a
weaving process and be woven at the same time, not
only a thicker and denser double-sided fabric having
more pattern changes can be formed, but also the dou-
ble-sided fabric manufactured may achieve more out-
standing performances in fluffiness and shape sustain-
ability. Such fabric is particularly suitable for making daily
life consumer products including human outerwear,
shoes or handbags. In currently existing technologies as-
sociated with a flat bed knitting machine that embeds a
continuous cord material to be embedded, the embed-
ding process of the continuous cord material to be em-
bedded is performed by yarn stitching operations using
knitting needles. Thus, when the length of the continuous
cord material to be embedded exceeds 1 inch, due a
certain inclined angle produced when the continuous
cord material is fed by a yarn feeder, the continuous cord
material may not be reliably stitched by the knitting needle
in the yarn stitching process, hence easily resulting in an
unsatisfactory fabric. That is to say, when adopting the
above technology for embedding the continuous cord
material, the length of the continuous cord material can-
not exceed 1 inch. Thus, the development of fabrics man-
ufactured from the above weaving technology also suf-
fers from severe restrictions. It should be noted that, the
flat bed knitting machine described refers to a model that
includes a front needle bed and a back needle bed. Dur-
ing a weaving process, such flat bed knitting machine is
capable of manufacturing not only a single-sided fabric
by independently using one of the needle beds but also
a double-sided fabric by simultaneously using the front
and back needle beds that weave alternately.
[0003] One of current technologies is as disclosed by
the Taiwan Utility Model Patent No. M317443, "The Tex-
tile with Three Different Thickness Fibers". The above
disclosure discloses a three-fiber fabric having different
thicknesses including an upper fabric layer, a low fabric
layer and a hard yarn thick layer. The lower fabric layer
is partially tightened and connected to the upper fabric
layer to be spaced to form a thin layer region. The hard
yarn thick layer is a formed integral, and is spaced and

disposed between the upper fabric layer and the lower
fabric layer, and is adjacent to the thin layer region. Be-
cause the hard yarn thick layer is capable of supporting
the upper fabric layer and the lower fabric layer, a certain
thickness can be maintained. Further, as the thin layer
region is tightened and connected to the upper fabric
layer and the lower fabric layer, the thickness of the that
region is thinner than that of the hard yarn thick layer.
However, as seen from the above disclosure, the primary
object of the three-fiber fabric with different thicknesses
is forming a fabric evenly distributed with different thick-
nesses and shapes by directly weaving the three fibers,
so as to save processing time and manpower and thus
reducing production costs. It is known that, the primary
object of the three-fiber fabric woven by the above dis-
closure is weaving the fibers into a fabric evenly distrib-
uted with different thicknesses and shapes. That is to
say, the fabric of the above disclosure does not provide
a technical solution that allows setting the number of
times of stacks at a predetermined position according to
a required thickness as desired. Thus, the three-fiber fab-
ric of the above disclosure does not satisfy market needs.
Therefore, there is a need for a solution that overcomes
drawbacks and limitations of the above disclosure.

SUMMARY OF THE INVENTION

[0004] Therefore, it is a primary object of the present
invention to provide a solution for overcoming the draw-
backs of the above disclosure.
[0005] This problem is solved by a double-sided fabric
stacked with a continuous cord material and forming a
thickness in a woven sack interlayer as claimed in claim
1 and by a corresponding method for producing such a
double-sided fabric stacked with a continuous cord ma-
terial and forming a thickness in a woven sack interlayer.
Further advantageous embodiments are the subject-
matter of the dependent claims.
[0006] In addition to embedding a continuous cord ma-
terial into a woven sack interlayer of a double-sided fabric
in a weaving process, the present invention causes the
continuous cord material to stack and form a thickness
in the woven sack interlayer, so as to weave a double-
sided fabric appearing relief embossed and having dif-
ferent thicknesses. Thus, the doubled-sided fabric
stacked with the continuous cord material and forming a
thickness in the woven sack interlayer according to the
present invention not only effectively satisfies consumer
market needs, but also reduces manpower and time
costs as well as effectively enhancing production efficien-
cy.
[0007] According to the above object, the present in-
vention provides a double-sided fabric stacked with a
continuous cord material and forming a thickness in a
woven sack interlayer. The double-side fabric is woven
from a face yarn by a flat bed knitting machine, which
includes a front needle bed, a back needle bed, and a
loop presser bed. The front needle bed includes a plu-
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rality of front knitting needles. The back needle beds in-
cludes a plurality of back knitting needles at correspond-
ing positions staggered from the front knitting needles.
The loop presser bed is above the front needle bed or
the back needle bed, and includes a plurality of right-
directed weaving pressing pieces and left-directed weav-
ing pressing pieces alternately arranged in gaps of the
plurality of front knitting needles and the plurality of back
knitting needles, respectively. The double-sided fabric
further includes a woven sack interlayer formed from
loops stitched from the face yarn by the plurality of front
knitting needles and the plurality of back knitting needles.
The woven sack interlayer includes therein at least one
continuous cord material, which is pressed into the wo-
ven sack interlayer by the plurality of right-directed weav-
ing pressing pieces and the plurality of left-directed weav-
ing pressing pieces to become folded and stacked to form
a thickness.
[0008] According to a further embodiment, in the dou-
ble-sided fabric stacked with a continuous cord material
and forming a thickness in a woven sack interlayer, the
continuous cord material is guided and fed in from the
front needle bed towards the double-sided fabric, and
guided towards the front needle bed to depart the double-
sided fabric.
[0009] According to a further embodiment, in the dou-
ble-sided fabric stacked with a continuous cord material
and forming a thickness in a woven sack interlayer, the
continuous cord material is guided and fed in from the
front needle bed towards the double-sided fabric, and
guided towards the back needle bed to depart the double-
sided fabric.
[0010] According to a further embodiment, in the dou-
ble-sided fabric stacked with a continuous cord material
and forming a thickness in a woven sack interlayer, the
continuous cord material is guided and fed in from the
back needle bed towards the double-sided fabric, and
guided towards the back needle bed to depart the double-
sided fabric.
[0011] According to a further embodiment, in the dou-
ble-sided fabric stacked with a continuous cord material
and forming a thickness in a woven sack interlayer, the
continuous cord material is guided and fed in from the
back needle bed towards the double-sided fabric, and
guided towards the front needle bed to depart the double-
sided fabric.
[0012] According to a further embodiment, in the dou-
ble-sided fabric stacked with a continuous cord material
and forming a thickness in a woven sack interlayer, the
thread diameter of the continuous cord material is greater
than the thread diameter of the face yarn.
[0013] It is known from the above technical solution
that, the present invention achieves following effects
compared to the prior art. First of all, in the present in-
vention, the continuous cord material is stacked in the
woven sack interlayer of the double-sided fabric, such
that the double-sided fabric may offer preferred thickness
and piling effect. Secondly, in the present invention, the

continuous cord material may be stacked in the woven
sack interlayer according to an operator setting and form
a required thickness, so as to manufacture a double-sid-
ed fabric appearing relief embossed and having different
thicknesses for effectively satisfying consumer market
needs. Thirdly, in the present invention, as the weaving
process of the continuous cord material is added into the
woven sack interlayer, a post procedure of adding a filler
material can be eliminated to reliably reduce manpower
and time costs and effectively enhance production effi-
ciency.

BRIEF DESCRIPTION OF THE DRAWINGS

[0014]

Fig. 1 is a partial planar structural schematic dia-
gram according to a first preferred embodi-
ment of the present invention;

Fig. 2 is a partial section diagram of Fig. 1;
Fig. 3 is a schematic diagram of Fig. 2, with the con-

tinuous cord material removed;
Fig. 4 is a planar section schematic diagram along

a direction X-X in Fig. 1;
Fig. 5 is a diagram of partial weaving processes in

Fig. 1;
Fig. 6 is a weaving process diagram between the

weaving process 2 and the weaving process
3 in Fig. 5;

Fig. 7 is a weaving process diagram between the
weaving process 3 and the weaving process
4 in Fig. 5;

Fig. 8 is a weaving process diagram between the
weaving process 4 and the weaving process
5 in Fig. 5;

Fig. 9 is a weaving process diagram between the
weaving process 5 and the weaving process
6 in Fig. 5;

Fig. 10 is a weaving process diagram between the
weaving process 6 and the weaving process
7 in Fig. 5;

Fig. 11 is a partial planar structural schematic dia-
gram according to a second preferred embod-
iment of the present invention;

Fig. 12 is a diagram of partial weaving processes in
Fig. 11;

Fig. 13 is a weaving process diagram between the
weaving process 4 and the weaving process
5 in Fig. 12;

Fig 14 is a weaving process diagram between the
weaving process 5 and the weaving process
6 in Fig. 12;

Fig. 15 is a weaving process diagram between the
weaving process 6 and the weaving process
7 in Fig. 12;

Fig. 16 is a partial planar structural schematic dia-
gram according to a third preferred embodi-
ment of the present invention;
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Fig. 17 is a planar section schematic diagram along
a direction Y-Y in Fig. 16;

Fig. 18 is a diagram of partial weaving processes in
Fig. 16;

Fig. 19 is a weaving process diagram between the
weaving process 4 and the weaving process
5 in Fig. 18;

Fig. 20 is a weaving process diagram between the
weaving process 5 and the weaving process
6 in Fig. 18; and

Fig. 21 is a weaving process diagram between the
weaving process 6 and the weaving process
7 in Fig. 18.

DETAILED DESCRIPTION OF THE PREFERRED EM-
BODIMENTS

[0015] First of all, it should be noted that a flat bed
knitting machine described in the present invention is a
known and market available model (model number:
SVR093SP) made by Shima Seiki Mfg., Ltd, Japan. How-
ever, this model is not to be construed as a limitation to
the present invention. As the above flat bed knitting ma-
chine is a technology generally known to one person
skilled in the art, the structure of the flat bed knitting ma-
chine is described in brief in the application, and associ-
ated details and denotations are omitted herein. The flat
bed knitting machine at least includes a front needle bed,
a back needle bed, a loop presser bed, a carriage above
the front needle bed, the back needle bed and the loop
presser bed, and a plurality of yarn feeders between the
front needle bed, the back needle bed and the loop press-
er bed. The front needle bed includes a plurality of front
knitting needles. The back needle bed includes a plurality
of back knitting needles at corresponding positions stag-
gered from the front knitting needles. The loop presser
bed is above the front needle bed or the back needle
bed, and includes a plurality of right-directed weaving
pressing pieces and a plurality of left-directed weaving
pressing pieces correspondingly and alternately ar-
ranged in gaps of the plurality of front knitting needles
and the plurality of back knitting needles, respectively.
[0016] Detailed technical contents of a double-sided
fabric stacked with a continuous cord material and form-
ing a thickness in a woven sack interlayer of the present
invention are given in the non-limiting preferred embod-
iments below with reference to the accompanying draw-
ings.
[0017] Fig. 1 to Fig. 5 show a partial planar structural
schematic diagram, a partial section diagram, a sche-
matic diagram with the continuous cord material re-
moved, a planar section diagram along the direction X-
X, and a diagram of partial weaving processes according
to a first preferred embodiments of the present invention.
Referring to Fig. 1 to Fig. 5, the present invention provides
a double-sided fabric stacked with a continuous cord ma-
terial and forming a thickness in a woven sack interlayer.
The doubled-sided fabric is woven from a face yarn 20

(including a first face yarn 21 and a second face yarn 22
in one embodiment) by the above flat bed knitting ma-
chine. The front needle bed includes a plurality of front
knitting needles A to E. The back needle bed includes a
plurality of back knitting needles a to f at corresponding
position staggered from the plurality of front knitting nee-
dles A to E. The loop presser bed is above the front needle
bed or the back needle bed, and includes a plurality of
right-directed weaving pressing pieces aA, bB, cC, dD
and eE and a plurality of left-directed weaving pressing
pieces Ef, De, Cd, Bc and Ab correspondingly alternately
arranged in gaps of the plurality of front knitting needles
A to E and the plurality of back knitting needles a to f,
respectively. The double-sided fabric further includes a
woven sack interlayer 200 formed from loops stitched
from the first face yarn 21 and the second face yarn 22
by the plurality of front knitting needles A to E and the
plurality of back knitting needles b to e. The woven sack
interlayer 200 includes therein a continuous cord material
100, which is pressed into the woven sack interlayer 200
by the right-directed weaving pressing pieces bB, cC, dD
and eE and the left-directed weaving pressing pieces De,
Cd, Bc and Ab to become folded and stacked to form a
thickness. It should be noted that, the continuous cord
material 100 may be guided and fed in from the front
needle bed towards the double-sided fabric, and guided
towards the front needle bed to depart the double-sided
fabric, or guided and fed in from the front needle bed
towards the double-sided fabric, and guided towards the
back needle bed to depart the double-sided fabric. Sim-
ilarly, the continuous cord material 100 may be guided
and fed in from the back needle bed towards the double-
sided fabric, and guided towards the back needle bed to
depart the double-sided fabric, or guided and fed in from
the back needle bed towards the double-sided fabric, and
guided towards the front needle bed to depart the double-
sided fabric.
[0018] To better explain the present invention, refer to
Fig. 5 to Fig. 10 showing diagrams of partial weaving
processes and a weaving process of pressing in a con-
tinuous cord material according to the first preferred em-
bodiment of the present invention. Also referring to Fig.
1 to Fig. 4, when the flat bed knitting machine applied in
the present invention starts weaving along a carriage op-
eration direction 30 to the right side as shown by the
weaving process 1, the front knitting needles A to E and
the back knitting needles a to f sequentially stitch the face
yarn 20 (including a first face yarn 21 and a second face
yarn 22) to form loops. After weaving is next performed
along the carriage operation direction 30 to the left side,
the first face yarn 21 and the second face yarn 22 are
together sequentially stitched by the back knitting needle
f, the front knitting needle E and the back knitting needle
e. The front knitting needles D, C and B and the back
knitting needles d and c are then controlled to sequen-
tially stitch the first face yarn 21 and the second face yarn
22 separately to form loops. Next, from the back knitting
needle b, the front knitting needle A to the back knitting
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needle a, the first face yarn 21 and the second face yarn
22 are again together stitched to form loops, as shown
by the weaving process 2 in Fig. 5. At this point, an initial
weaving process of a woven sack interlayer 200 has be-
gun. Referring to Fig. 6, at this point, the front knitting
needles A to E and the back knitting needles a to f are
controlled to stop weaving, a yarn feeder 10 is caused
to guide and feed a continuous cord material 100 from
between the front knitting needles A and B of the front
needle bed and to guide from the left side to the right
side above the loops formed in the weaving process 2,
such that the carriage operation direction 30 moves to
the right side along with the operation direction of the
yarn feeder 10. Further, the right-directed weaving press-
ing pieces bB, cC and dD are controlled to sequentially
press the continuous cord material 100 downwards into
the initially formed woven sack interlayer 200, to cause
to the yarn feeder 10 to stop guiding to the right side as
reaching the back knitting needle e, as shown by the
weaving process 2-1. Next, the yarn feeder 10 switches
to guide the continuous cord material 100 to the left side
to cause the continuous cord material 100 to be folded,
and causes the carriage operation direction 30 to move
to the left side along with the operation direction of the
yarn feeder 10. Further, the left-directed weaving press-
ing pieces De, Cd and Bc are controlled to sequentially
press the continuous cord material 100 downwards into
the woven sack interlayer 200. When about to sequen-
tially press downwards, before sequentially passing the
right-directed weaving pressing pieces dD, cC and bB,
the left-directed weaving pressing pieces De, Cd and Bc
sequentially lift the right-directed weaving pressing piec-
es dD, cC and bB that then disengage from the continu-
ous cord material 100. When the yarn feeder 10 reaches
the back knitting needle b, the yarn feeder 10 stops guid-
ing to the left side, as shown by the weaving process 2-2.
Similarly, the yarn feeder 10 may keep guiding the con-
tinuous cord material 100 back and forth to the left and
right sides, such that the continuous cord material 100
is continually pressed downwards to become stacked in
the woven sack interlayer 200, until the thickness cur-
rently required by the shape of the woven sack interlayer
200 is achieved, i.e., equivalently till the number prede-
termined by the operator is reached, as shown by the
weaving process 2-n (where n is a predetermined
number greater than 2). It should be noted that, at this
point, the woven sack interlayer 200 is in an initially wo-
ven shape and thus has a limited space for accommo-
dating the continuous cord material 100. Therefore, the
value n may be determined by the thickness of the con-
tinuous cord material 100, and the weaving process 2-2
to the weaving process 2-n may also be omitted. Again
referring to Fig. 5, after weaving is again performed along
the carriage operation direction 30 to the right side, the
first face yarn 21 and the second face yarn 22 are together
sequentially stitched by the back knitting needle a, the
front knitting needle A and the back knitting needle e to
form loops. The front knitting needles B, C and D and the

back knitting needles c and d are then controlled to se-
quentially stitch the first face yarn 21 and the second face
yarn 22 separately to form loops. Next, from the back
knitting needle e, the front knitting needle E to the back
knitting needle f, the first face yarn 21 and the second
face yarn 22 are again together stitched to form loops,
as shown by the weaving process 3 in Fig. 5. At this point,
the woven sack interlayer 200 gradually expands. Refer-
ring to Fig. 7, similarly, the front knitting needles A to E
and the back knitting needles a to f are controlled to stop
weaving, and the yarn feeder 10 is caused to again guide
and feed the continuous cord material 100 and to guide
from the left side to the right side above the loops formed
in the weaving process 3, such that the carriage operation
direction 30 moves to the right side along with the oper-
ation direction of the yarn feeder 10. Further, the right-
directed weaving pressing pieces bB, cC and dD are con-
trolled to sequentially press the continuous cord material
100 downwards into the woven sack interlayer 200, to
cause to the yarn feeder 10 to stop guiding to the right
side as reaching the back knitting needle e, as shown by
the weaving process 3-1. Next, the yarn feeder 10 switch-
es to guide the continuous cord material 100 to the left
side to cause the continuous cord material 100 to be fold-
ed, and causes the carriage operation direction 30 to
move to the left side along with the operation direction
of the yarn feeder 10. Further, the left-directed weaving
pressing pieces De, Cd and Bc are controlled to sequen-
tially press the continuous cord material 100 downwards
into the woven sack interlayer 200. When about to se-
quentially press downwards, before sequentially passing
the right-directed weaving pressing pieces dD, cC and
bB, the left-directed weaving pressing pieces De, Cd and
Bc sequentially lift the right-directed weaving pressing
pieces dD, cC and bB that then disengage from the con-
tinuous cord material 100. When the yarn feeder 10
reaches the back knitting needle b, the yarn feeder 10
stops guiding to the left side, as shown by the weaving
process 3-2. Similarly, the yarn feeder 10 may keep guid-
ing the continuous cord material 100 back and forth to
the left and right sides, such that the continuous cord
material 100 is continually pressed downwards to be-
come stacked in the woven sack interlayer 200, until the
thickness currently required by the shape of the woven
sack interlayer 200 is achieved, i.e., equivalently till the
number predetermined by the operator is reached, as
shown by the weaving process 3-n. Again referring to
Fig. 5, after weaving is again performed along the car-
riage operation direction 30 to the left side, the first face
yarn 21 and the second face yarn 22 are together se-
quentially stitched by the back knitting needle f and the
front knitting needle E to form loops. The front knitting
needles D, C and B and the back knitting needles e, d,
c and b are controlled to sequentially stitch the first face
yarn 21 and the second face yarn 22 separately to form
loops. Next, from the front knitting needle A to the back
knitting a, the first face yarn 21 and the second face yarn
22 are again together sequentially stitched to form loops,
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as shown by the weaving process 4 in Fig. 5. At this point,
the woven sack interlayer 200 is substantially formed.
Referring to Fig. 8, at this point, the front knitting needles
A to E and the back knitting needles a to f are controlled
to stop weaving, and the yarn feeder 10 is caused to
again guide and feed the continuous cord material 100
and to guide from the left side to the right side above the
loops formed in the weaving process 4, such that the
carriage operation direction 30 moves to the right side
along with the operation direction of the yarn feeder 10.
Further, the right-directed weaving pressing pieces bB,
cC, dD and eE are controlled to sequentially press the
continuous cord material 100 downwards into the woven
sack interlayer 200, to cause to the yarn feeder 10 to stop
guiding to the right side as reaching the front knitting nee-
dle E, as shown by the weaving process 4-1. Next, the
yarn feeder 10 switches to guide the continuous cord
material 100 to the left side to cause the continuous cord
material 100 to be folded, and causes the carriage oper-
ation direction 30 to again move to the left side along with
the operation direction of the yarn feeder 10. Further, the
left-directed weaving pressing pieces De, Cd, Bc and Ab
are controlled to sequentially press the continuous cord
material 100 downwards into the woven sack interlayer
200. When about to sequentially press downwards, be-
fore sequentially passing the right-directed weaving
pressing pieces eE, dD, cC and bB, the left-directed
weaving pressing pieces De, Cd, Bc and Ab sequentially
lift the right-directed weaving pressing pieces eE, dD, cC
and bB that then disengage from the continuous cord
material 100. When the yarn feeder 10 reaches the back
knitting needle a, the yarn feeder 10 stops guiding to the
left side, as shown by the weaving process 4-2. Next, the
yarn feeder 10 switches to guide the continuous cord
material 100 to the right side to cause the continuous
cord material 100 to be folded, and causes the carriage
operation direction 30 to move to the right side along with
the operation direction of the yarn feeder 10. Further, the
right-directed weaving pressing pieces aA, bB, cC, dD
and eE are controlled to sequentially press the continu-
ous cord material 100 downwards into the woven sack
interlayer 200. When about to sequentially press down-
wards, before sequentially passing the left-directed
weaving pressing pieces Ab, Bc, Cd and De, the right-
directed weaving pressing pieces aA, bB, cC, dD and eE
sequentially lift the left-directed weaving pressing pieces
Ab, Bc, Cd and De that then disengage from the contin-
uous cord material 100. When the yarn feeder 10 reaches
the front knitting needle E, the yarn feeder 10 stops guid-
ing to the right side, as shown by the weaving process
4-3. Similarly, the yarn feeder 10 may keep guiding the
continuous cord material 100 back and forth to the left
and right sides, such that the continuous cord material
100 is continually pressed downwards to become
stacked in the woven sack interlayer 200, until the thick-
ness currently required by the shape of the woven sack
interlayer 200 is achieved, i.e., equivalently till the
number predetermined by the operator is reached, as

shown by the weaving process 4-n. Again referring to
Fig. 5, after weaving is again performed along the car-
riage operation direction 30 to the right side, the first face
yarn 21 and the second face yarn 22 are together se-
quentially stitched by the back knitting needle a and the
front knitting needle A to form loops. The front knitting
needles B, C and D and the back knitting needles b, c d
and e are then controlled to sequentially stitch the first
face yarn 21 and the second face yarn 22 separately to
form loops. Next, from the front knitting needle E to the
back knitting needle f, the first face yarn 21 and the sec-
ond face yarn 22 are again together stitched to form
loops, as shown by the weaving process 5 in Fig. 5. At
this point, the woven sack interlayer 200 is fully shaped.
Referring to Fig. 9, similarly, the front knitting needles A
to E and the back knitting needles a to f are controlled to
stop weaving, and the yarn feeder 10 is caused to again
guide and feed the continuous cord material 100 and to
guide from the left side to the right side above the loops
formed in the weaving process 5, such that the carriage
operation direction 30 moves to the right side along with
the operation direction of the yarn feeder 10. Further, the
right-directed weaving pressing pieces bB, cC, dD and
eE are controlled to sequentially press the continuous
cord material 100 downwards into the woven sack inter-
layer 200, to cause to the yarn feeder 10 to stop guiding
to the right side as reaching the front knitting needle E,
as shown by the weaving process 5-1. Next, the yarn
feeder 10 switches to guide the continuous cord material
100 to the left side to cause the continuous cord material
100 to be folded, and causes the carriage operation di-
rection 30 to move to the left side along with the operation
direction of the yarn feeder 10. Further, the left-directed
weaving pressing pieces De, Cd, Bc and Ab are control-
led to sequentially press the continuous cord material
100 downwards into the woven sack interlayer 200.
When about to sequentially press downwards, before se-
quentially passing the right-directed weaving pressing
pieces eE, dD, cC and bB, the left-directed weaving
pressing pieces De, Cd, Bc and Ab sequentially lift the
right-directed weaving pressing pieces eE, dD, cC and
bB that then disengage from the continuous cord material
100. When the yarn feeder 10 reaches the back knitting
needle a, the yarn feeder 10 stops guiding to the left side,
as shown by the weaving process 5-2. Similarly, the yarn
feeder 10 may keep guiding the continuous cord material
100 back and forth to the left and right sides, such that
the continuous cord material 100 is continually pressed
downwards to become stacked in the woven sack inter-
layer 200, until the thickness currently required by the
shape of the woven sack interlayer 200 is achieved, i.e.,
equivalently till the number predetermined by the oper-
ator is reached, as shown by the weaving process 5-n.
Again referring to Fig. 5, after weaving is again performed
along the carriage operation direction 30 to the left side,
the first face yarn 21 and the second face yarn 22 are
together sequentially stitched by the back knitting needle
f, the front knitting needle E and the back knitting needle
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e to form loops. The front knitting needles D, C and B
and the back knitting needles d and c are then controlled
to sequentially stitch the first face yarn 21 and the second
face yarn 22 separately to form loops. Next, from the
back knitting needle b, the front knitting needle A to the
back knitting a, the first face yarn 21 and the second face
yarn 22 are again together sequentially stitched to form
loops, as shown by the weaving process 6 in Fig. 5. At
this point, the woven sack interlayer 200 is narrowed and
to be soon sealed. Referring to Fig. 10, at this point, the
front knitting needles A to E and the back knitting needles
a to f are controlled to stop weaving, and the yarn feeder
10 is caused to again guide and feed the continuous cord
material 100 and to guide from the left side to the right
side above the loops formed in the weaving process 6,
such that the carriage operation direction 30 moves to
the right side along with the operation direction of the
yarn feeder 10. Further, the right-directed weaving press-
ing pieces bB, cC and dD are controlled to sequentially
press the continuous cord material 100 downwards into
the woven sack interlayer 200, to cause to the yarn feeder
10 to stop guiding to the right side as reaching the back
knitting needle e, as shown by the weaving process 6-1.
Next, the yarn feeder 10 switches to guide the continuous
cord material 100 to the left side to cause the continuous
cord material 100 to be folded, and causes the carriage
operation direction 30 to again move to the left side along
with the operation direction of the yarn feeder 10. Further,
the left-directed weaving pressing pieces De, Cd and Bc
are controlled to sequentially press the continuous cord
material 100 downwards into the woven sack interlayer
200. When about to sequentially press downwards, be-
fore sequentially passing the right-directed weaving
pressing pieces dD, cC and bB, the left-directed weaving
pressing pieces De, Cd and Bc sequentially lift the right-
directed weaving pressing pieces dD, cC and bB that
then disengage from the continuous cord material 100.
When the yarn feeder 10 reaches the back knitting needle
b, the yarn feeder 10 stops guiding to the left side, as
shown by the weaving process 6-2. Similarly, the yarn
feeder 10 may keep guiding the continuous cord material
100 back and forth to the left and right sides, such that
the continuous cord material 100 is continually pressed
downwards to become stacked in the woven sack inter-
layer 200, until the thickness currently required by the
shape of the woven sack interlayer 200 is achieved, i.e.,
equivalently till the number predetermined by the oper-
ator is reached, as shown by the weaving process 6-n.
However, preferably, the thread diameter of the contin-
uous cord material 100 is greater than four times of the
thread diameter of the first face yarn 21 or the second
face yarn 22. It should be noted that, in the weaving proc-
ess 6-n, the yarn feeder 10 at the end guides the contin-
uous cord material 100 to the right side (or the continuous
cord material 100 may be guided to the left side), and
guides the continuous cord material 100 towards the front
needle bed or the back needle bed to depart the double-
sided fabric. After departing the double-sided fabric, the

continuous cord material 100 may also stay in the double-
sided fabric, and be again guided and fed in when another
woven sack interlayer 200 is to be formed. Again referring
to Fig. 5, after the continuous cord material 100 departs
the double-sided fabric, weaving is again performed
along the carriage operation direction 30 to the right side,
the front knitting needles A to E and the back knitting
needles a to f sequentially stitch the first face yarn 21
and the second face yarn 22 together to form loops, and
a seal of the woven sack interlayer 200 is then formed,
as shown by the weaving process 7 in Fig. 5 and the
planar section schematic diagram along the direction X-
X in Fig. 4. Next, weaving is again performed along the
carriage operation direction 30 to the left side, and the
front knitting needles E to A and the back knitting needles
f to a sequentially stitch the first face yarn 21 and the
second face yarn 22 together to form loops, as shown
by the weaving process 8 in Fig. 5 and the planar section
schematic diagram along the direction X-X in Fig. 4.
[0019] Fig. 11 to Fig. 15 show a partial planar structural
schematic diagram, a diagram of partial weaving proc-
esses, and diagrams of weaving processes of pressing
in the continuous cord material according to a second
preferred embodiment of the present invention. Referring
to Fig. 12, when the flat bed knitting machine applied in
the present invention starts weaving along a carriage op-
eration direction 30 to the right side as shown by the
weaving process 1, the front knitting needles A to E and
the back knitting needles a to f sequentially stitch the face
yarn 20 (including a first face yarn 21 and a second face
yarn 22) to form loops. After weaving is next performed
along the carriage operation direction 30 to the left side,
the first face yarn 21 and the second face yarn 22 are
together sequentially stitched by the back knitting needle
f, the front knitting needle E and the back knitting needle
e. The front knitting needles D, C and B and the back
knitting needles d and c are then controlled to sequen-
tially stitch the first face yarn 21 and the second face yarn
22 separately to form loops. Next, from the back knitting
needle b, the front knitting needle A to the back knitting
needle a, the first face yarn 21 and the second face yarn
22 are again together stitched to form loops, as shown
by the weaving process 2 in Fig. 12. At this point, an initial
weaving process of a woven sack interlayer 200 has be-
gun. After weaving is again performed along the carriage
operation direction 30 to the right side, the first face yarn
21 and the second face yarn 22 are together sequentially
stitched by the back knitting needle a, the front knitting
needle A and the back knitting needle e to form loops.
The front knitting needles B, C and D and the back knitting
needles c and d are then controlled to sequentially stitch
the first face yarn 21 and the second face yarn 22 sep-
arately to form loops. Next, from the back knitting needle
e, the front knitting needle E to the back knitting needle
f, the first face yarn 21 and the second face yarn 22 are
again together stitched to form loops, as shown by the
weaving process 3 in Fig. 12. At this point, the woven
sack interlayer 200 gradually expands. After weaving is
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again performed along the carriage operation direction
30 to the left side, the first face yarn 21 and the second
face yarn 22 are sequentially stitched together by the
back knitting f, the front knitting needle E and the back
knitting needle e. Next, the front knitting needles D, C
and B and the back knitting needles d and c are controlled
to sequentially stitch the first face yarn 21 and the second
face yarn 22 separated to form loops. From the back
knitting needle b, the front knitting needle A to the back
knitting needle a, the first face yarn 21 and the second
face yarn 22 are again together stitched to form loops,
as shown by the weaving process 4 in Fig. 12. At this
point, the woven sack interlayer 200 is substantially
formed. Referring to Fig. 13, the front knitting needles A
to E and the back knitting needles a to f are controlled to
stop weaving, and the yarn feeder 10 is caused to guide
and feed a continuous cord material 100 from between
the front knitting needles A and B of the front needle bed
and to guide from the left side to the right side above the
loops formed in the weaving process 4, such that the
carriage operation direction 30 moves to the right side
along with the operation direction of the yarn feeder 10.
Further, the right-directed weaving pressing pieces bB,
cC and dD are controlled to sequentially press the con-
tinuous cord material 100 downwards into the substan-
tially formed woven sack interlayer 200, to cause the yarn
feeder 10 to stop guiding to the right side as reaching the
back knitting needle e, as shown by the weaving process
4-1. Next, the yarn feeder 10 switches to guide the con-
tinuous cord material 100 to the left side to cause the
continuous cord material 100 to be folded, and causes
the carriage operation direction 30 to move to the left
side along with the operation direction of the yarn feeder
10. Further, the left-directed weaving pressing pieces De,
Cd and Bc are controlled to sequentially press the con-
tinuous cord material 100 downwards into the woven
sack interlayer 200. When about to sequentially press
downwards, before sequentially passing the right-direct-
ed weaving pressing pieces dD, cC and bB, the left-di-
rected weaving pressing pieces De, Cd and Bc sequen-
tially lift the right-directed weaving pressing pieces dD,
cC and bB that then disengage from the continuous cord
material 100. When the yarn feeder 10 reaches the back
knitting needle b, the yarn feeder 10 stops guiding to the
left side, as shown by the weaving process 4-2. Similarly,
the yarn feeder 10 may keep guiding the continuous cord
material 100 back and forth to the left and right sides,
such that the continuous cord material 100 is continually
pressed downwards to become stacked in the woven
sack interlayer 200, until the thickness currently required
by the shape of the woven sack interlayer 200 is
achieved, i.e., equivalently till the number predetermined
by the operator is reached, as shown by the weaving
process 4-n (where n is a predetermined number greater
than 2). It should be noted that, at this point, the shape
of the woven sack interlayer 200 is substantially formed
and so the woven sack interlayer 200 has a larger space
for accommodating the continuous cord material 100.

Thus, the predetermined value n may be in a larger value,
which is also determined according to the thickness of
the continuous cord material 100, till the required thick-
ness is achieved. Again referring to Fig. 12, after weaving
is again performed along the carriage operation direction
30 to the right side, the first face yarn 21 and the second
face yarn 22 are together sequentially stitched by the
back knitting needle a, the front knitting needle A and the
back knitting needle e to form loops. The front knitting
needles B, C and D and the back knitting needles c and
d are then controlled to sequentially stitch the first face
yarn 21 and the second face yarn 22 separately to form
loops. Next, from the back knitting needle e, the front
knitting needle E to the back knitting needle f, the first
face yarn 21 and the second face yarn 22 are again to-
gether stitched to form loops, as shown by the weaving
process 5. At this point, the woven sack interlayer 200
formed continues to expand. Referring to Fig. 14, simi-
larly, the front knitting needles A to E and the back knitting
needles a to f are controlled to stop weaving, and the
yarn feeder 10 is caused to again guide and feed the
continuous cord material 100 and to guide from the left
side to the right side above the loops formed in the weav-
ing process 5, such that the carriage operation direction
30 moves to the right side along with the operation direc-
tion of the yarn feeder 10. Further, the right-directed
weaving pressing pieces bB, cC and dD are controlled
to sequentially press the continuous cord material 100
downwards into the woven sack interlayer 200, to cause
to the yarn feeder 10 to stop guiding to the right side as
reaching the back knitting needle e, as shown by the
weaving process 5-1. Next, the yarn feeder 10 switches
to guide the continuous cord material 100 to the left side
to cause the continuous cord material 100 to be folded,
and causes the carriage operation direction 30 to move
to the left side along with the operation direction of the
yarn feeder 10. Further, the left-directed weaving press-
ing pieces De, Cd and Bc are controlled to sequentially
press the continuous cord material 100 downwards into
the woven sack interlayer 200. When about to sequen-
tially press downwards, before sequentially passing the
right-directed weaving pressing pieces dD, cC and bB,
the left-directed weaving pressing pieces De, Cd and Bc
sequentially lift the right-directed weaving pressing piec-
es dD, cC and bB that then disengage from the continu-
ous cord material 100. When the yarn feeder 10 reaches
the back knitting needle b, the yarn feeder 10 stops guid-
ing to the left side, as shown by the weaving process 5-2.
Similarly, the yarn feeder 10 may keep guiding the con-
tinuous cord material 100 back and forth to the left and
right sides, such that the continuous cord material 100
is continually pressed downwards to become stacked in
the woven sack interlayer 200, until the thickness cur-
rently required by the shape of the woven sack interlayer
200 is achieved, i.e., equivalently till the number prede-
termined by the operator is reached, as shown by the
weaving process 5-n. Again referring to Fig. 12, after
weaving is again performed along the carriage operation
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direction 30 to the left side, the first face yarn 21 and the
second face yarn 22 are together sequentially stitched
by the back knitting needle f, the front knitting needle E
and the back knitting needle e to form loops. The front
knitting needles D, C and B and the back knitting needles
d and c are then controlled to sequentially stitch the first
face yarn 21 and the second face yarn 22 separately to
form loops. Next, from the back knitting needle b, the
front knitting needle A to the back knitting a, the first face
yarn 21 and the second face yarn 22 are again together
sequentially stitched to form loops, as shown by the
weaving process 6. At this point, the woven sack inter-
layer 200 is about to be sealed. Referring to Fig. 15, at
this point, the front knitting needles A to E and the back
knitting needles a to f are controlled to stop weaving, and
the yarn feeder 10 is caused to again guide and feed the
continuous cord material 100 and to guide from the left
side to the right side above the loops formed in the weav-
ing process 6, such that the carriage operation direction
30 moves to the right side along with the operation direc-
tion of the yarn feeder 10. Further, the right-directed
weaving pressing pieces bB, cC and dD are controlled
to sequentially press the continuous cord material 100
downwards into the woven sack interlayer 200, to cause
to the yarn feeder 10 to stop guiding to the right side as
reaching the back knitting needle e, as shown by the
weaving process 6-1. Next, the yarn feeder 10 switches
to guide the continuous cord material 100 to the left side
to cause the continuous cord material 100 to be folded,
and causes the carriage operation direction 30 to again
move to the left side along with the operation direction
of the yarn feeder 10. Further, the left-directed weaving
pressing pieces De, Cd and Bc are controlled to sequen-
tially press the continuous cord material 100 downwards
into the woven sack interlayer 200. When about to se-
quentially press downwards, before sequentially passing
the right-directed weaving pressing pieces dD, cC and
bB, the left-directed weaving pressing pieces De, Cd and
Bc sequentially lift the right-directed weaving pressing
pieces dD, cC and bB that then disengage from the con-
tinuous cord material 100. When the yarn feeder 10
reaches the back knitting needle b, the yarn feeder 10
stops guiding to the left side, as shown by the weaving
process 6-2. Similarly, the yarn feeder 10 may keep guid-
ing the continuous cord material 100 back and forth to
the left and right sides, such that the continuous cord
material 100 is continually pressed downwards to be-
come stacked in the woven sack interlayer 200, until the
thickness currently required by the shape of the woven
sack interlayer 200 is achieved, i.e., equivalently till the
number predetermined by the operator is reached, as
shown by the weaving process 6-n. In the weaving proc-
ess 6-n, the yarn feeder 10 at the end guides the contin-
uous cord material 100 to the right side (or the continuous
cord material 100 may be guided to the left side), and
the continuous cord material 100 is guided towards the
front needle bed or the back needle bed to depart the
double-sided fabric. After departing the double-sided fab-

ric, the continuous cord material 100 may also stay in the
double-sided fabric, and be again guided and fed in when
another woven sack interlayer 200 is to be formed. Again
referring to Fig. 12, after the continuous cord material
100 departs the double-sided fabric, weaving is again
performed along the carriage operation direction 30 to
the right side, the front knitting needles A to E and the
back knitting needles a to f sequentially stitch the first
face yarn 21 and the second face yarn 22 together to
form loops, and a seal of the woven sack interlayer 200
is formed, as shown by the weaving process 7 in Fig. 11
and Fig. 12. Next, weaving is again performed along the
carriage operation direction 30 to the left side, and the
front knitting needles E to A and the back knitting needles
f to a sequentially stitch the first face yarn 21 and the
second face yarn 22 together to form loops, as shown
by the weaving process 8 in Fig. 11 and Fig. 12. It should
be noted that, in the second preferred embodiment of the
present invention, the weaving processes 4-1, 4-2 to 4-
n and the weaving processes 5-1, 5-2 to 5-n may be
omitted, and the continuous cord material 100 may be
guided by the yarn feeder 10 from the left side to the right
side above the loops stitched by the weaving process 6
to directly perform the weaving processes 6-1, 6-2 to 6-
n. Thus, the continuous cord material 100 is caused to
continually pressed downwards to become stacked in
the woven sack interlayer 200 until the thickness required
by the shape of the woven sack interlayer 200 is
achieved.
[0020] Fig. 16 to Fig. 21 show a partial planar structural
schematic diagram, a planar section diagram along a di-
rection Y-Y, a diagram of partial weaving processes, and
diagrams of weaving processes of pressing a continuous
cord material according to a third preferred embodiment
of the present invention. It is clearly seen from Fig. 18 as
well as Fig. 16 and Fig. 17 that, when the flat bed knitting
machine applied in the present invention starts weaving
along a carriage operation direction 30 to the right side
as shown by the weaving process 1 in Fig. 18, the front
knitting needles A to E and the back knitting needles a
to f sequentially stitch a face yarn 20 to form loops. After
weaving is next performed along the carriage operation
direction 30 to the left side, the face yarn 20 is sequentially
stitched by the back knitting needle f, the front knitting
needle E and the back knitting needle e to form loops.
Only the front knitting needles D, C and B, but not the
back knitting needles d and c, are then controlled stitch
the face yarn 20 to form loops. Next, the face yarn 20 is
sequentially stitched by the back knitting needle b, the
front knitting needle A and the back knitting needle a to
form loops, as shown by the weaving process 2 in Fig.
18. At this point, an initial weaving process of a woven
sack interlayer 200 has begun. After weaving is again
performed along the carriage operation direction 30 to
the right side, the face yarn 20 is sequentially stitched by
the back knitting needle a, the front knitting needle A and
the back knitting needle e to form loops. Only the back
knitting needles c and d, but not the front knitting needle
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B, C and D, are then controlled to sequentially stitch the
face yarn 20 to form loops. Next, from the back knitting
needle e, the front knitting needle E to the back knitting
needle E, the face yarn 20 is sequentially stitched to form
loops, as shown by the weaving process 3 in Fig. 18. At
this point, the woven sack interlayer 200 gradually ex-
pands. After weaving is again performed along the car-
riage operation direction 30 to the left side, the face yarn
20 is sequentially stitched by the back knitting needle f,
the front knitting needle E and the back knitting needle
e to form loops. Only the front knitting needles D, C and
B, but not the back knitting needles d and c, are then
controlled to sequentially stitch the face yarn 20 to form
loops. Next, the face yarn 20 is sequentially stitched by
the back knitting needle b, the front knitting needle A and
the back knitting needle a to form loops, as shown by the
weaving process 4 in Fig. 18. At this point, the woven
sack interlayer 200 is substantially formed. Referring to
Fig. 19, at this point, the front knitting needles A to E and
the back knitting needles a to f are controlled to stop
weaving, and the yarn feeder 10 is caused to guide and
feed the continuous cord material 100 from between the
front knitting needles A and B of the front needle bed and
to guide from the left side to the right side above the loops
formed in the weaving process 4, such that the carriage
operation direction 30 moves to the right side along with
the operation direction of the yarn feeder 10. Further, the
right-directed weaving pressing pieces bB, cC and dD
are controlled to sequentially press the continuous cord
material 100 downwards into the initially formed woven
sack interlayer 200, to cause the yarn feeder 10 to stop
guiding to the right side as reaching the back knitting
needle e, as shown by the weaving process 4-1. It should
be noted that, the thread diameter of the continuous cord
material 100 is preferably greater than four times of the
thread diameter of the face yarn 20. Next, the yarn feeder
10 switches to guide the continuous cord material 100 to
the left side to cause the continuous cord material 100
to be folded, and causes the carriage operation direction
30 to move to the left side along with the operation direc-
tion of the yarn feeder 10. Further, the left-directed weav-
ing pressing pieces De, Cd and Bc are controlled to se-
quentially press the continuous cord material 100 down-
wards into the woven sack interlayer 200. When about
to sequentially press downwards, before sequentially
passing the right-directed weaving pressing pieces dD,
cC and bB, the left-directed weaving pressing pieces De,
Cd and Bc sequentially lift the right-directed weaving
pressing pieces dD, cC and bB that then disengage from
the continuous cord material 100. When the yarn feeder
10 reaches the back knitting needle b, the yarn feeder
10 stops guiding to the left side, as shown by the weaving
process 4-2. Similarly, the yarn feeder 10 may keep guid-
ing the continuous cord material 100 back and forth to
the left and right sides, such that the continuous cord
material 100 is continually pressed downwards to be-
come stacked in the woven sack interlayer 200, until the
thickness currently required by the shape of the woven

sack interlayer 200 is achieved, i.e., equivalently till the
number predetermined by the operator is reached (where
n is a predetermined value greater than 2), as shown by
the weaving process 5-n. It should be noted that, at this
point, the woven sack interlayer 200 is substantially
formed, and so the woven sack interlayer 200 has a larger
space for accommodating the continuous cord material
100. Thus, the predetermined value n may be in a larger
value, which is also determined according to the thick-
ness of the continuous cord material 100, till the required
thickness is achieved. Again referring to Fig. 18, after
weaving is again performed along the carriage operation
direction 30 to the right side, the face yarn 20 is sequen-
tially stitched by the back knitting needle a, the front knit-
ting needle A and the back knitting needle e to form loops.
Next, only the back knitting needles c and d, but not the
front knitting needles B, C and D, are controlled to se-
quentially stitch the face yarn 20 to form loops. The back
knitting needle e, the front knitting needle E to the back
knitting needle f then stitch the face yarn 20 to form loops,
as shown by the weaving process 5. At this point, the
formed woven sack interlayer 200 continues to expand.
Referring to Fig. 20, similarly, the front knitting needles
A to E and the back knitting needles a to f are controlled
to stop weaving, and the yarn feeder 10 is caused to
again guide and feed the continuous cord material 100
and to guide from the left side to the right side above the
loops formed in the weaving process 5, such that the
carriage operation direction 30 moves to the right side
along with the operation direction of the yarn feeder 10.
Further, the right-directed weaving pressing pieces bB,
cC and dD are controlled to sequentially press the con-
tinuous cord material 100 downwards into the woven
sack interlayer 200, to cause to the yarn feeder 10 to stop
guiding to the right side as reaching the back knitting
needle e, as shown by the weaving process 5-1. Next,
the yarn feeder 10 switches to guide the continuous cord
material 100 to the left side to cause the continuous cord
material 100 to be folded, and causes the carriage oper-
ation direction 30 to move to the left side along with the
operation direction of the yarn feeder 10. Further, the left-
directed weaving pressing pieces De, Cd and Bc are con-
trolled to sequentially press the continuous cord material
100 downwards into the woven sack interlayer 200.
When about to sequentially press downwards, before se-
quentially passing the right-directed weaving pressing
pieces dD, cC and bB, the left-directed weaving pressing
pieces De, Cd and Bc sequentially lift the right-directed
weaving pressing pieces dD, cC and bB that then disen-
gage from the continuous cord material 100. When the
yarn feeder 10 reaches the back knitting needle b, the
yarn feeder 10 stops guiding to the left side, as shown
by the weaving process 5-2. Similarly, the yarn feeder
10 may keep guiding the continuous cord material 100
back and forth to the left and right sides, such that the
continuous cord material 100 is continually pressed
downwards to become stacked in the woven sack inter-
layer 200, until the thickness currently required by the
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shape of the woven sack interlayer 200 is achieved, i.e.,
equivalently till the number predetermined by the oper-
ator is reached, as shown by the weaving process 5-n.
Again referring to Fig. 18, after weaving is again per-
formed along the carriage operation direction 30 to the
left side, the face yarn 20 is sequentially stitched by the
back knitting needle f, the front knitting needle E and the
back knitting needle e to form loops. Next, only the front
knitting needles D, C and B, but not the back knitting
needles d and c, are controlled to sequentially stitch the
face yarn 20 to form loops. From the back knitting needle
b, the front knitting needle A to the back knitting needle
a, the face yarn 20 is again stitched to form loops, as
shown by the weaving process 6. At this point, the woven
sack interlayer 200 is about to be sealed. Referring to
Fig. 21, at this point, the front knitting needles A to E and
the back knitting needles a to f are controlled to stop
weaving, and the yarn feeder 10 is caused to again guide
and feed the continuous cord material 100 and to guide
from the left side to the right side above the loops formed
in the weaving process 6, such that the carriage operation
direction 30 moves to the right side along with the oper-
ation direction of the yarn feeder 10. Further, the right-
directed weaving pressing pieces bB, cC and dD are con-
trolled to sequentially press the continuous cord material
100 downwards into the woven sack interlayer 200, to
cause to the yarn feeder 10 to stop guiding to the right
side as reaching the back knitting needle e, as shown by
the weaving process 6-1. Next, the yarn feeder 10 switch-
es to guide the continuous cord material 100 to the left
side to cause the continuous cord material 100 to be fold-
ed, and causes the carriage operation direction 30 to
again move to the left side along with the operation di-
rection of the yarn feeder 10. Further, the left-directed
weaving pressing pieces De, Cd and Bc are controlled
to sequentially press the continuous cord material 100
downwards into the woven sack interlayer 200. When
about to sequentially press downwards, before sequen-
tially passing the right-directed weaving pressing pieces
dD, cC and bB, the left-directed weaving pressing pieces
De, Cd and Bc sequentially lift the right-directed weaving
pressing pieces dD, cC and bB that then disengage from
the continuous cord material 100. When the yarn feeder
10 reaches the back knitting needle b, the yarn feeder
10 stops guiding to the left side, as shown by the weaving
process 6-2. Similarly, the yarn feeder 10 may keep guid-
ing the continuous cord material 100 back and forth to
the left and right sides, such that the continuous cord
material 100 is continually pressed downwards to be-
come stacked in the woven sack interlayer 200, until the
thickness currently required by the shape of the woven
sack interlayer 200 is achieved, i.e., equivalently till the
number predetermined by the operator is reached, as
shown by the weaving process 6-n. In the weaving proc-
ess 6-n, the yarn feeder 10 at the end guides the contin-
uous cord material 100 to the right side (or the continuous
cord material 100 may be guided to the left side), and
the continuous cord material 100 is guided towards the

front needle bed or the back needle bed to depart the
double-sided fabric. After departing the double-sided fab-
ric, the continuous cord material 100 may also stay in the
double-sided fabric, and be again guided and fed in when
another woven sack interlayer 200 is to be formed. Again
referring to Fig. 18, after the continuous cord material
100 departs the double-sided fabric, weaving is again
performed along the carriage operation direction 30 to
the right side, the front knitting needles A to E and the
back knitting needles a to f sequentially stitch the face
yarn 20 to form loops, and a seal of the woven sack in-
terlayer 200 is formed, as shown by the weaving process
7 in Fig. 16 and Fig. 18. Next, weaving is again performed
along the carriage operation direction 30 to the left side,
and the front knitting needles E to A and the back knitting
needles f to a sequentially stitch the first face yarn 21
and the second face yarn 22 together to form loops, as
shown by the weaving process 8 in Fig. 11 and Fig. 12.
It should be noted that, in the third preferred embodiment
of the present invention, the weaving processes 4-1, 4-2
to 4-n, and the weaving processes 5-1, 5-2 to 5-n may
be omitted, and the continuous cord material 100 may
be guided by the yarn feeder 10 from the left side to the
right side above the loops stitched by the weaving proc-
ess 6 shown to directly perform the weaving processes
6-1, 6-2 to 6-n, as shown in Fig. 21. Thus, the continuous
cord material 100 is caused to continually pressed down-
wards to become stacked in the woven sack interlayer
200 until the thickness required by the shape of the woven
sack interlayer 200 is achieved.
[0021] As will become apparent to a person skilled in
the art, the present invention relates as well to a method
for producing a double-sided fabric stacked with a con-
tinuous cord material and forming a thickness in a woven
sack interlayer as outlined above, using a flat bed knitting
machine comprising a front needle bed, a back needle
bed and a loop presser bed, wherein the front needle bed
comprises a plurality of front knitting needles (A to E),
the back needle bed comprises a plurality of back knitting
needles (a to f) at corresponding positions staggered
from the plurality of front knitting needles (A to E), the
loop presser bed is disposed above the front needle bed
or the back needle bed, the loop presser bed comprises
a plurality of right-directed weaving pressing pieces (aA,
bB, cC, dD and eE) and a plurality of left-directed weaving
pressing pieces (Ef, De, Cd, Bc and Ab) correspondingly
alternately arranged in gaps of the plurality of front knit-
ting needles (A to E) and the plurality of back knitting
needles (a to f), respectively, wherein at least one woven
sack interlayer (200) of the double-sided fabric stacked
with a continuous cord material is formed from loops
stitched from the face yarn (20) by the plurality of front
knitting needles and the plurality of back knitting needles,
and at least one continuous cord material (100) of the
woven sack interlayer (200) is pressed into the woven
sack interlayer (200) by the right-directed weaving press-
ing pieces and the left-directed weaving pressing pieces
to become folded and stacked to form a thickness.
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[0022] Further embodiments of this method are set
forth above and subject-matter of the corresponding
product claims 2 to 6 claimed in the appended claims.

Claims

1. A double-sided fabric stacked with a continuous cord
material and forming a thickness in a woven sack
interlayer, the double-sided fabric being woven from
a face yarn (20) by a flat bed knitting machine com-
prising a front needle bed, a back needle bed and a
loop presser bed, the front needle bed comprising a
plurality of front knitting needles (A to E), the back
needle bed comprising a plurality of back knitting
needles (a to f) at corresponding positions staggered
from the plurality of front knitting needles (A to E),
the loop presser bed disposed above the front needle
bed or the back needle bed, the loop presser bed
comprising a plurality of right-directed weaving
pressing pieces (aA, bB, cC, dD and eE) and a plu-
rality of left-directed weaving pressing pieces (Ef,
De, Cd, Bc and Ab) correspondingly alternately ar-
ranged in gaps of the plurality of front knitting needles
(A to E) and the plurality of back knitting needles (a
to f), respectively, the double-sided fabric, stacked
with a continuous cord material and forming a thick-
ness in a woven sack interlayer being characterized
that:

the double-sided fabric further comprises at
least one woven sack interlayer (200) formed
from loops stitched from the face yarn (20) by
the plurality of front knitting needles and the plu-
rality of back knitting needles, and the woven
sack interlayer (200) comprises therein at least
one continuous cord material (100), which is
pressed into the woven sack interlayer (200) by
the right-directed weaving pressing pieces and
the left-directed weaving pressing pieces to be-
come folded and stacked to form a thickness.

2. The double-sided fabric stacked with a continuous
cord material and forming a thickness in a woven
sack interlayer of claim 1, wherein the continuous
cord material (100) is guided an fed in from the front
needle bed towards the double-sided fabric, and
guided towards the front needle bed to depart from
the double-sided fabric.

3. The double-sided fabric stacked with a continuous
cord material and forming a thickness in a woven
sack interlayer of claim 1, wherein the continuous
cord material (100) is guided an fed in from the front
needle bed towards the double-sided fabric, and
guided towards the back needle bed to depart from
the double-sided fabric.

4. The double-sided fabric stacked with a continuous
cord material and forming a thickness in a woven
sack interlayer of claim 1, wherein the continuous
cord material (100) is guided an fed in from the back
needle bed towards the double-sided fabric, and
guided towards the back needle bed to depart from
the double-sided fabric.

5. The double-sided fabric stacked with a continuous
cord material and forming a thickness in a woven
sack interlayer of claim 1, wherein the continuous
cord material (100) is guided an fed in from the back
needle bed towards the double-sided fabric, and
guided towards the front needle bed to depart from
the double-sided fabric.

6. The double-sided fabric stacked with a continuous
cord material and forming a thickness in a woven
sack interlayer of any of the preceding claims, where-
in a thread diameter of the continuous cord material
(100) is greater than a thread diameter of the face
yarn (20).
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