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(57) ABSTRACT 

A ?ocked transfer is produced by applying a release agent to 
a release sheet, and then applying the ?ocking to a release 
agent. Unlike the traditional method, a binder and thermo 
plastic hot melt ?lm is applied to the back of the ?ock. The 
transfer, Which is essentially release sheet, is then applied to 
a substrate, such as item of clothing, a rubber pad, etc., by 
positioning a sheet of thermoplastic hot melt ?lm on the 
substrate; placing the transfer on the hot melt With the ?ock in 
contact With the hot melt ?lm, and applying heat and pressure. 
The heat melts the thermoplastic hot melt ?lm to bind the 
?ock to the substrate and binds the ?ocking together. This 
method reduces the cost involved in producing ?ocked 
articles, especially for articles produced on a continuous 
basis. 
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FLOCKED TRANSFER AND ARTICLE OF 
MANUFACTURE INCLUDING THE 

APPLICATION OF THE TRANSFER BY 
THERMOPLASTIC POLYMER FILM 

CROSS-REFERENCE TO RELATED 
APPLICATION 

[0001] The present application is a continuation of US. 
patent application Ser. No. 10/455,575, ?led Jun. 4, 2003, of 
the same title, Which is a divisional patent application of US. 
patent application Ser. No. 09/ 735,72 1, ?led Dec. 13, 2000 of 
the same title, Which is a continuation-in-part patent applica 
tion of US. patent application Ser. No. 09/621,830, ?led Jul. 
24, 2000 entitled “FLOCKED TRANSFER AND ARTICLE 
OF MANUFACTURE INCLUDING THE FLOCKED 
TRANSFER”, each of Which is incorporated in its entirety by 
this reference. 

STATEMENT REGARDING FEDERALLY 
SPONSORED RESEARCH DEVELOPMENT 

[0002] N/A 

BACKGROUND OF THE INVENTION 

[0003] This invention relates to ?ocked transfers, and, in 
particular to an improved method incorporating thermoplas 
tic polymer ?lm, in the making of the ?ocked transfer, Which 
can reduce the cost and time required of producing transfers 
by a signi?cant amount. 
[0004] Heretofore, ?ocked transfers have generally been 
produced by applying a release agent to a release sheet. The 
?ocking is applied to the release sheet in the desired pattern. 
A binder and a permanent hot melt adhesive are applied to the 
back of the ?ocking, and the transfer is alloWed to dry. The 
binder is required to hold the ?ocking in the desired pattern. 
The hot melt adhesive, Which is applied to the transfer as a 
poWder, is used to adhere the transfer to a substrate, such as an 
article of clothing, a rubber pad, etc. The transfer is applied to 
the substrate by placing the transfer on the substrate With the 
dried hot melt adhesive in contact With the substrate. Heat, 
such as from an iron, is then applied to the release sheet. The 
heat melts the hot melt adhesive, to cause hot melt adhesive to 
?oW into intimate contact With the substrate, forming a 
mechanical or physical adhesion With the substrate. The 
release agent then alloWs the release sheet to be removed from 
the transfer, leaving the ?ocking exposed on the substrate. 
[0005] This traditional method has Worked Well for years. 
HoWever, the method can be improved upon to reduce the cost 
of producing the transfer, and hence, the cost of the item 
containing the transfer. 
[0006] In my co-pending application, I have described the 
usage of a thermoset ?lm in lieu of the bond and poWder for 
adhesion, Which ?lm, When subject to heat, adheres to the 
substrate, functions as an inherence for the ?ock. This current 
invention adds further enhancements to this process, by 
alloWing the application andusage of a thermoplastic ?lm, for 
adherence of the ?ock transfer. 

BRIEF SUMMARY OF THE INVENTION 

[0007] In accordance With the invention, generally stated, a 
?ocked transfer of the present invention is produced by apply 
ing a release agent to a release sheet, and then applying the 
?ocking to the release agent. Unlike the traditional method, a 
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binder and adhesive are not applied to the ends of the ?ock, 
but rather, a thermoplastic polymer ?lm is used in lieu thereof. 
[0008] To form an article of manufacture With the ?ocked 
transfer, a hot melt ?lm (in the form of a sheet are cut to shape) 
is positioned on the substrate to Which the transfer is to be 
applied. The hot melt is preferably a blank or blank ?lm, but 
can be any thermoplastic type of polymer ?lm. The ?ock With 
the release adhesive and the release sheet (i.e., the transfer) is 
then placed on the sheet of hot melt ?lm With the release sheet 
up, so that the ?ocking is in contact With the hot melt ?lm. 
Heat is then applied to the transfer. The heat melts the hot melt 
?lm, and secures the ?ock to the substrate. Because the ?lm is 
thermoplastic, even if it is subsequently subjected to heat, 
beloW a particular temperature, it Will not remelt, nor become 
tacky, and hence, there is no risk of the ?bers becoming 
matted doWn in any of this type of adhesive, Which Would 
otherWise ruin the plush pile effect. It is knoWn that there is a 
enhanced adhesion With thermoplastic materials, because the 
thermoplastic materials Will cross-attach, and thereby adhere 
the ?ock ?bers to it, Which may become chemically attached 
thereto. Through the usage of this invention, the ?nished ?ock 
surface is more plush, soft, because more of the ?ber is 
exposed and extends upWardly out of the adhesive, than With 
the screen-printed latex, as currently used. Also, this affords 
better soil release during Washing or cleaning because of less 
?ber/ adhesive entanglement occurs With the ?ock, during 
application. 
[0009] The use of a thermoplastic type of ?lm for achieving 
adherence of a transfer to a surface, can be done either before 
or after the heat transferring operation, or Where the heat 
transfer is produced. The thermoplastic ?lm can be brought 
into the process at either stage, With respect to the manufac 
ture of the transfer. It is most practical to combine the hot melt 
?lm before the heat transfer is fabricated, so it is combined in 
a convenient and portable manner, Which operation Was not 
possible With the previous type of application, for the ther 
moset ?lm, because once the thermoset ?lm Was heated, it 
sets, and cannot be reheated. 
[0010] In addition, it is possible to use a tWo-part thermo 
plastic type of ?lm, such as commonly available in the indus 
try, having different properties on each side in terms of, for 
example, melting point, and viscosity of structure. In this 
Way, one can use a higher melting point holt melt ?lm, of 
thermoplastic material, on the side that attaches to the ?ock 
?bers, so that the transfer is initially put together With higher 
heat in order to set the ?bers in place, and then subsequently 
during application of the transfer to a textile, it may be done 
at a loWer temperature to activate the hot melt on the substrate 
side While not hot enough to remelt the ?lm holding the ?ock 
in place. Also, the hot melt holding the ?ock can be a very 
high viscosity, that is, it Will not ?oW much When melted, in 
order to keep the ?bers in place and not mat them together, 
While the ?lm on the substrate side could be a loWer viscosity 
type of ?lm, that Will readily ?oW so it Will penetrate and 
establish a good mechanical adhesion of the transfer or grid to 
any substrate upon Which the transfer is applied. 
[0011] Thus, it is an object of this invention to provide for 
the development of a ?ock, that may be temporarily adhered 
onto a release ?lm carrier, fabricated of a thermoplastic ?lm. 
And, it is a further object that the hold melt ?lm may be used 
as an intermediate layer, to attach the ?bers to the substrate, 
When developing the transfer initially. 

BRIEF DESCRIPTION OF THE SEVERAL 
VIEWS OF THE DRAWINGS 

[0012] FIG. 1 is a cross-sectional vieW ofa prior art ?ock 
transfer; 
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[0013] FIG. 2 is a cross-sectional vieW ofa ?ock transfer of 
the present invention; 
[0014] FIG. 3 is an exploded vieW of the transfer, a hot melt 
sheet, and a substrate used to make an article of manufacture; 
[0015] FIG. 4 is a cross-sectional vieW of an article of 
manufacture using the transfer of the present invention, shoW 
ing a part of the transfer applied to part of the substrate and a 
part of the transfer and hot melt ?lm spaced from the sub 
strate; and 
[0016] FIG. 5 is a schematic drawing of a process for con 
tinuously producing articles of manufacture, such as mouse 
pads, coasters, transfers for application to clothing, etc. 
[0017] Corresponding reference numerals Will used 
throughout the several vieWs of the draWings. 

DESCRIPTION OF THE PREFERRED 
EMBODIMENT 

[0018] The folloWing detailed description illustrates the 
invention by Way of example, and not by Way of limitation. 
This description Will enable one skilled in the art to make and 
use the invention, including What is presently believed is the 
best mode of carrying out the invention. A prior art ?ock 
transfer 101 is shoWn in FIG. 1. As is knoWn, such transfers 
include a dimensionally stable release sheet 103, to Which a 
conventional ?ock transfer release adhesive 105 is applied in 
a pattern Which corresponds to the overall image to be 
?ocked. The ?ock 107 is then electrostatically coated to the 
release sheet 105. A binder adhesive 109 is applied to the 
exposed ends of the ?ock to bind the ?ock together as a unit. 
Lastly, a hot melt adhesive 111 is applied. The transfer is then 
alloWed to dry. The transfer is applied to a substrate, as is 
knoWn, by positioning the transfer on a substrate, such as a 
shirt, coat, or other item of clothing, With the hot melt adhe 
sive in contact With the substrate, and applying to the transfer. 
The heat activates the hot melt adhesive to adhere the transfer 
to the substrate. This process is described in my prior patent 
U.S. Pat. No. 4,810,549, as Well as in my co-pending appli 
cation, Ser. No. 09/548,839, ?ledApr. 13, 2000, both ofWhich 
are incorporated herein by reference. 
[0019] In addition, I have described a similar transfer to that 
of this current invention, utiliZing a thermosetting ?lm, in my 
application having Ser. No. 09/621,830, ?led on Jul. 24, 2000. 
The contents of that application are incorporated herein by 
reference. 
[0020] A ?ocked transfer 1 of the present invention is 
shoWn in FIG. 2. The transfer 1 of the present invention 
includes a release sheet 3, to Which a conventional release 
agent 5, such as a Wax, or other binder, has been applied. The 
release agent is applied to the sheet in the shape of a pattern of 
the ?ocking. Flocking 7 is then applied to the release agent, 
and hence, to the release sheet, to form the transfer. The 
?ocking 7 is applied, for example, in the manner as described 
in my previous patent and applications, Which are incorpo 
rated herein by reference. Unlike the prior art processes, the 
transfer 1 is made Without the use of a binder adhesive or hot 
melt adhesive. As is discussed beloW, a thermoplastic ?lm is 
used to adhere the transfer to a substrate. 

[0021] An article of manufacture, such as an item of cloth 
ing having a transfer 1 applied thereto, or a mouse pad, 
coaster, or any other numerous items having a ?ocked sur 
face, can be manufactured in accordance With this invention 
and is easily produced using the transfer 1. Referring to FIGS. 
2-5, the article of manufacture 11 is produced by positioning 
a hot melt sheet 13, betWeen a substrate 15 and the ?ocked 
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release sheet. The hot melt sheet is, for example, a sheet of 
thermoplastic polymer, comprising polyesters, and Which is 
available from Bostik. The hot melt sheet can also be made 
from a thermoplastic polyurethane. Any other thermoplastic 
?lm should also Work Well. The substrate 15 can be item of 
clothing, a rubber pad (as for example, for producing a mouse 
pad or coaster), etc. The hot melt sheet can be precut to 
correspond to the shape of the transfer. The transfer 1 is then 
positioned on the hot melt sheet With the ?ock 7 against the 
hot melt sheet 13. Heat is applied to the transfer through the 
release sheet to activate the hot melt sheet. The hot melt sheet 
then acts to both bind the ?ock 7 together and to generally 
permanently adhere the ?ock 7 to the substrate 15. Preferably, 
to assemble the article, the ?ocked release sheet, the thermo 
plastic ?lm, and the substrate are brought together and passed 
through a heat laminating press Where the three parts are 
subject to a temperature of about 300° F. to 350° F. (generally 
in excess of 150° C.) and pressure (about 40-50 psi) for about 
30 seconds. It has been found that a medium-to-?rm pressure 
has been most advantageous in providing for assembly of this 
type of plush ?ocked transfer. The pressure and heat Will 
cause the hot melt to adhere to the ?ock and the substrate. 
Additionally, the hot melt ?lm Will physically adhere or cure, 
to give a strong attachment of the ?ock to the substrate. 

[0022] The basic premise of this application in utiliZing a 
thermoplastic ?lm Which Will semi-cure, after heat has been 
used to apply the transfer to a substrate, is that after heat 
application, if the temperature of the transfer does not rise to 
a particular heat level, it should not remelt again. In other 
Words, the object is to use a hot melt ?lm Which has a melting 
point signi?cantly high enough, so that When the transfer is 
applied through heat, it Will adhere to the substrate, but that 
When the transfer and the substrate to Which it is applied is not 
exposed to excessive heat, it Will not remelt, even through the 
polymer ?lm is thermoplastic, and for all practical purposes, 
in actual usage, the ?lm Will not remelt since it does not see 
those high temperatures again. In other Words, if the melting 
point of the thermoplastic ?lm is 350° E, and the top tem 
perature that the ?ocked ?nished product Will encounter, for 
example sunlight in a hot car, is only 250° F, then there is not 
a problem associated With the fact that the ?lm is a thermo 
plastic and therefore can theoretically melt again, but only if 
it encounters those excessive temperatures. 
[0023] Another attribute of the use of a thermoplastic ?lm is 
that in the event one desires to remove the ?ocked transfer 
from, for example, an item of clothing, subjecting the transfer 
to those elevated temperatures, again, Will alloW the ?ock to 
be removed, if that is a need of the oWner. 

[0024] Articles, such as mouse pads or coasters, in Which 
the entire top surface of the article is covered With the ?ocking 
can be produced on a continuous basis, as shoWn in 

[0025] FIGS. 3 and 5. Rolls 21, 23 and 25, of the ?ocked 
release sheet 1, the thermoplastic hot melt ?lm 13, and the 
substrate 15, are provided. The three parts are brought 
together at a lamination station 33. Rollers can be provided in 
front of the station 33 so that the three elements are adjacent 
each other as they enter the lamination station. In the lamina 
tion station, heat and pressure are applied to the three sheets 
(the ?ocked release sheet, the hot melt ?lm, and the substrate) 
to melt the hot melt ?lm. The melted hot melt ?lm Will then 
cure or cross-link, as noted above, to adhere the ?ock to the 
substrate. A Web 35 exits the laminating station. The Web 35 
is then alloWed to cool. The Web 35 is ultimately directed to a 
cutting station Where it is cut into individual articles. Once the 
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Web 35 is cooled, it can be directed immediately to a cutting 
station (after the sheet 35 cools), or it can be Wound up on an 
uptake roller to be cut into individual articles at a later time, or 
at a different location. At the cutting station, the release sheet 
is removed from the ?ock and gathered on a take-up roll or is 
otherWise disposed of. After the release sheet has been 
removed from the ?ock, the substrate With ?ock adhered 
thereto is cut to form the articles 11. It is also likely that one 
could remove the release liner either before or after the die 
cutting procedure. As shoWn in FIG. 3, a fringe material 50 
can be applied to peripheral edges of the ?ocked release sheet 
1 or substrate 15 during this manufacturing process. 
[0026] Preferably the release sheet is ?ocked and supplied 
in roll form as shoWn in FIG. 5. HoWever, the ?ocking of the 
release sheet could be made part of the process. 

[0027] To produce ?ocked articles, such as shirts, jackets, 
sports bags, etc., Which cannot be easily ?ocked on a continu 
ous basis, the hot melt sheet can be applied to the transfer 1 
prior to applying the transfer to the substrate. To do this, the 
thermoplastic hot melt ?lm is placed in contact With the ?ock 
of the transfer, and the transfer and release sheet are heated to 
a temperature at Which the thermoplastic hot melt ?lm 
becomes tacky, but beloW the temperature at Which the ther 
moplastic hot melt ?lm begins to cure or physically adhere. 
This Will adhere the thermoplastic hot melt ?lm to the transfer 
1 to form a transfer Which can later be applied to an article by 
positioning the transfer With the hot melt ?lm in position on 
the article (i.e., a piece of clothing) and applying heat and 
pressure to the transfer, for example, With an iron, su?icient to 
melt the hot melt ?lm, to cause the hot melt ?lm to someWhat 
cure or physically adhere, to adhere the ?ock, and secure to 
the clothing. 
[0028] The method eliminates tWo steps from the prior art 
method: (1 ). Application of the binder adhesive, and (2) appli 
cation, cleaning, sintering, and drying of the hot melt adhe 
sive. In a continuous process, the present method also elimi 
nates a station for applying the binder of hot melt adhesives as 
Well as a station for drying the completed transfer. Because 
the station is not needed to apply (i.e., print) the binder and hot 
melt adhesives are applied to the ?ocking as part of the 
transfer, the machinery required to produce the article 11 is 
much less expensive (both in actual cost and in maintenance 
cost). Additionally, because the binder adhesive and hot melt 
adhesive is not used, the cost of the article of manufacture is 
reasonably reduced. 
[0029] It is conceivable in the performance of the manufac 
ture of the transfer of this invention, that the thermoplastic 
?lm may be a dual laminated type of ?lm. For example, the 
upper surface may include a polyester type of ?lm, that may 
have a melting point at a higher temperature. The loWer ?lm, 
laminated thereto, may be a polyethylene type of ?lm, 
designed to have a loWer temperature melting point. Hence, 
When the ?ock is applied to the upper surface of the laminated 
?lm, it Will embed slightly into that ?lm When heated, and the 
?ock is electrostatically or otherWise applied, and While the 
bottom surface of the laminated ?lm may likeWise soften, 
once the transfer is cooled, all the ?lms Will become structur 
ally sound, once again, in a ?lm structure. Then, When a loWer 
heat is applied to the transfer, for application of the transfer to 
a textile, rubber, or other surface, as When the transfer is being 
applied, the bottom polyethylene or EVA ?lm Will slightly 
soften, or melt, to function as an adhesive, for application of 
the entire transfer to its supporting substrate or surface. This 
is an example as to hoW the thermoplastic ?lm(s) of this 
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invention can be used not only for constructing of the transfer, 
but to function in a dual manner to alloW for the application of 
the transfer to a shirt, bag, or other material, during its ?nal 
application. 
[0030] Another one of the advantages of utiliZation of ther 
moplastics, in the fabrication of ?ocked transfers, is that the 
binder adhesives previously used in the ?ocking process, 
typically contain an acrylic, or other materials, Which may be 
?ammable. Thermoplastics avoid that predicament. Further 
more, the thermoplastic type binder exhibits Wash fastness, 
and Will hold the ?ock in place even during severe Washing 
conditions. Furthermore, thermoplastic ?lms exhibit better 
elasticity, than can be obtained from the thermoset or other 
binder hot melt systems noW in use. In addition, the use of the 
?lm provides a thinner pro?le for the ?nished product, pro 
viding a less bulky type of ?ock transfer, both visually and 
structural Wise, When applied to a garment or other textiles. 
For example, ?ock transfers made in accordance With this 
invention can even be used upon sheer garment textiles. The 
usage of the thermoplastic ?lm of this invention, avoids the 
necessity for application of binders, as previously used, and 
Which contain formaldehyde or other undesired chemicals, as 
used in previous adhesives to achieve cross linking for ?ock 
ing purposes in the prior art. There are other miscellaneous 
?lm properties that are enhanced through the usage of ther 
moplastic ?lms, versus the usage of the binder-hot melt poW 
der combination, because there are ?lms that have perfor 
mance characteristics that cannot be obtained nor are they 
available for the binder-poWder systems. For example, adhe 
sions to leather, or other tough-to-stick-to-surfaces, that 
exhibit greater tensile strength, such as stretching that Will not 
split, can be better accommodated through the usage of ther 
moplastic ?lm. 
[0031] Variations or modi?cations to the subject matter of 
this invention may occur to those skilled in the art upon 
revieWing the invention as described herein. Such variations, 
if Within the scope of this invention, are intended to be encom 
passed Within the claims to issue upon the invention of this 
application. The description of the preferred embodiment, as 
shoWn in the draWings, is set forth for illustrative purposes 
only. 

1-23. (canceled) 
24. An article, comprising: 
(a) a ?ocked release sheet, comprising ?ock ?bers, a 

release sheet, a release adhesive adhered to the release 
sheet, and a plurality of ?ock ?bers, With the ?ock ?bers 
being adhered to the release sheet by the release adhe 
sive; and 

(b) the plurality of ?ock ?bers in contact With a pre-formed, 
solid, and self-supporting dual laminated ?lm having 
?rst and second portions, With the ?ock ?bers being 
substantially perpendicular to an adjacent surface of the 
pre-formed, solid, and self-supporting dual laminated 
?lm and the ?ock ?bers being positioned betWeen the 
release sheet and release adhesive one hand and the 
pre-formed, solid, and self-supporting dual laminated 
?lm on the other, Wherein the ?ock ?bers are positioned 
on the ?rst portion. 

25. The article of claim 24, Wherein the ?rst and second 
portions have differing chemical compositions. 

26. The article of claim 25, Wherein the ?rst and second 
portions comprise thermoplastics. 

27. The article of claim 24, Wherein the ?rst and second 
portions have differing properties. 
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28. The article of claim 27, wherein the ?rst and second 
portions have differing melting points. 

29. The article of claim 28, Wherein the second portion is in 
contact With a substrate and Wherein the ?rst portion has a 
higher melting point than the second portion. 

30. The article of claim 27, Wherein the ?rst and second 
portions have differing viscosities. 

31. The article of claim 30, Wherein the ?rst portion is in 
contact With the ?ock ?bers and Wherein the second portion is 
in contact With a substrate and Wherein the ?rst portion has a 
higher viscosity than the second portion. 

32. The article of claim 24, Wherein the ?rst portion com 
prises a polyurethane and Wherein at least most of the ?ock is 
in direct contact With the ?rst portion. 

33. The article of claim 24, Wherein the second portion is in 
contact With a substrate. 

34. The article of claim 24, Wherein there is no binder 
adhesive in contact With the pre-formed, solid, and self-sup 
porting dual laminated adhesive ?lm. 

35. The article of claim 24, Wherein at least most of the 
?ock is in direct contact With the ?rst portion. 

36. The article of claim 24, Wherein the second portion 
comprises a polyurethane and Wherein the second portion is 
in contact With a substrate. 

37. The article of claim 24, Wherein the ?rst and second 
portion comprise polyurethanes and Wherein the ?rst and 
second portions differ in one or both of melting points and 
viscosities. 
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38. The article of claim 37, Wherein the ?rst and second 
portions differ in one or both of properties and chemical 
composition. 

39. An article of manufacture, comprising: 
(a) a release sheet; 
(b) a release adhesive deposited on the release sheet; 
(c) ?ock ?bers, a ?rst surface of the ?bers being adhered to 

the release adhesive; and 
(d) a thermoplastic tWo-part adhesive layer adhered to a 

second surface of the ?bers, a ?rst part of the adhesive 
layer having at least one different property from a sec 
ond part of the adhesive layer, Wherein the ?rst part of 
the adhesive layer is in contact With the second surface of 
the ?bers. 

40. The article of claim 39, Wherein the different property 
is chemical composition. 

41. The article of claim 39, Wherein the ?rst and second 
parts have differing melting points. 

42. The article of claim 41, Wherein the ?rst part has a 
higher melting point than the second part. 

43. The article of claim 39, Wherein the ?rst and second 
parts have differing viscosities. 

44. The article of claim 43, Wherein the ?rst part has a 
higher viscosity than the second part. 

* * * * * 


