
March 5, 1957 F. T. CAMPAGNA ETAL 2,783,474 
FIBROUS AND ABSORBENT PERSPIRATION PADS 

Filed June 22, 1954 

' / / ~ ' INVENTOR 
fkarz/z 7} Cam '1 m 

B 



(Ma i In 

2,783,474 
FIBROUS AND ABSQRBENT PERSPIRATION PADS 

Frank "I. Campagna, Riverside, Charles M. Foggett, Nor 
walk, and Wiliiarn H. Lehmberg, Riverside, Conn., as 
signors to American Felt Company, Glenviile, Mass, 
in corporation of Massachusetts 

Application June 22, 1954, Serial No. 438,416 

3 Claims. (Cl. 2-171) 

This invention relates to an improved type of absorb 
ent, ?brous perspiration pad for industrial, sports, or 
other use, and to the method of making the same. 
One of the objects of the invention is to provide a po 

rous, absorbent perspiration pad adapted to be worn on 
the forehead or inside hat bands, helmets, and the like, 
to absorb excessive perspiration. 
Another object of the invention is to provide such an 

absorbent, porous perspiration pad which will be com 
fortable for the wearer and attractive in appearance so 
that it may be worn by men and women when engaged in 
various sports, such as tennis, golf, skiing, and the like, 
without discomfort and without detraction from the per 
sonal appearance of ‘the wearer. 
Another object of the invention is to provide such 

porous, absorbent perspiration pads or sweatbands at 
such a low cost that they may be be discarded after being 
worn one or more times without undue expense to the 
wearer. 

Another object of our invention is to provide a po 
rous, absorbent sweatband which, although inexpensive to 
make, will have sufficient strength to resist substantial 
tearing strains and other rugged use without tearing and 
without destruction of its absorbent qualities. 

Various other objects and advantages of our invention 
will appear as this description proceeds. 
We have discovered that a loose, ?brous or felt-like 

body with or without reinforcing woven textiles can be 
formed into a porous, absorbent sweatband for use by 
industrial workers, in sports or for general use, which 
has new and improved features over sweatbands fabri 
cated from other materials or by other methods. 

In the manufacture of our improved sweatbands card 
ed batts of textile ?bers are formed into a homogeneous 
body consisting of intermingled thermoplastic binder ? 
bers or admixtures of such thermoplastic ?bers with 
non-binder ?bers which have been specially selected or 
pre-treated for a high rate of moisture absorbency. The 
binder ?bers may consist of synthetic or man-made ?bers 
which, by reason of their thermoplastic properties, may 
be caused to fuse or partially fuse under application of 
heat and pressure. Such ?bers may be extruded from 
resins or solutions of resins of plasticized cellulose ace 
tate, copolymers of vinyl chloride and vinyl acetate, vinyl 
idene chloride, polyethylene or other similar thermoplas~ 
tic materials. 
The percentage of thermoplastic ?bers used may vary 

from ?fteen to twenty percent of the carded batt to one 
hundred percent of its total and the percentage used 
regulates the stiffness and strength of the supporting areas 
of the sweatband after activation under heat and pres— 
sure. When non-binder ?bers arerused these may be 
cotton, viscose, ?ax or other natural or man-made ?bers 
which are preferably selected to have a high rate of per 
spiration absorbency. In addition to the carded batt of 
loose ?bers, Woven covering layers of various textile ma 
terials, such as cheesecloth, terrycloth, or the like, may 
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be provided. The carded batt or the covering layers 
may be dyed or colored to give a more attractive appear 
ance. 

The carded batt, with or without a covering layer or 
layers and including sufficient intermingled thermoplas 
tic binder ?bers to fuse and bind the edges of the sweat 
band together, is formed, into the ?nal sweatband by sub 
jecting certain edge areas of the batt to pressure between 
flat surfaces at the temperature necessary to cause the 
thermoplastic binder ?bers to fuse to the proper density. 
Generally these temperatures fall within a range of 250° 
F. to 350° F. although they may be lower or higher 
depending on the ?bers used. 
The resulting sweatband has a loose, porous absorbent 

interior, with strong fused edges and ends. By virtue 
of the'fact that tthe ?bers in the fused edge also extend 
into and connect with the porous interior, there is no 
tendency of the fused edge and the porous interior to 
separate even when the ?bers are subjected to the weak 
ening effect of perspiration, and the fused ends provide 
strong points for the attachment of fastening means for 
the sweatbands. 

Referring now to the drawings which illustrate a typi 
cal form of construction, which may of course be varied 
according to width and length or contour depending on 
the requirements desired for the sweatband: 

Fig. 1 is a plan view of a completed sweatband. 
Fig. 2 is a partial cross-sectional view showing the 

porous center and the compressed and fused peripheral 
area of a sweatband made without the use of support 
ing woven cloth. 

Fig. 3 is a cross-sectional view in plan of the sweat 
band of Fig. 2 showing the use of a composite ?brous 
batt Without supporting Woven cloth, and showing the 
fused tab end punched for the attachment of a rubber 
headband. ' 

Fig. 4 is a cross-sectional view similar to Fig. 2 show 
ing the use of a supporting cloth on the top and bottom 
of the sweatband. , 

Fig. 5 is a cross-sectional view to show a composite 
of carded batt and supporting cloth as it is being sub 
jected to pressing at the peripheral area and cut from 
the web. The section of the sweatband shown is ap 
proximately indicated by the section line 5-5 in Fig. 1. 

Fig. 6 is a perspective view showing a sweatband ac 
cording to our invention as it is normally worn. 

In a preferred embodiment the sweatband was made 
from a carded batt consisting of twenty percent plasti 
cized cellulose acetate and eighty percent of bleached 
cotton ?bers. The carded batt was prepared in a loose, 
fluffy state and with a uniform structure weighing about 
six ounces per square yard. Before pressing, fusing and 
cutting the edges, a Woven fabric such as cheesecloth 
was used as a top and bottom covering for the loose 
carded batt. The above composition for the manufac 
ture of our improved sweatbands may be varied in many 
ways and is given only for the purpose of better illus 
trating the practice of our invention. 
A typical sweatband made by the process herein de 

scribed is illustrated in Fig. 1. As here illustrated, the 
sweatband 1 consists of a loose, ?brous, absorbent carded 
batt center 2 and a fused edge supporting area 3 which 
extends all around the sweatband 1 and provides the 
integral end tabs 4 having perforations 5 into which a 
tie, cord or elastic band 6 may be secured to hold the 
sweatband on the forehead. The sweatband illustrated 
in Fig. 1 is provided with a cheesecloth reinforcing cov 
ering 7 on one or both sides, which is shown as partly 
broken away in the, upper portion of Fig. ,1. ' 

,In this construction the. ?brous absorbent batt center 
2 is integrally connected to the fused edge 3' around the 



manent composite and ‘combined unit. 
means essential to‘ use the woven fabric, it serves as a 
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entire sweatband by virtue of the innumerable ?bers 
which extend from the fused edge into the loose center 
of the sweatbaud. In this manner a stronger bond be 
tween the absorbent center 2 and the. fused edge 3’ is 
‘formed than can be formed by stitching, sewing, or the 
like, and the fused edge 3' forms a strong boundary 
which resists tearing and acts to trap the perspiration be 
tween the forehead of the wearer and the sweatband. 
As illustrated in Fig. 6, due to the greater thickness 

of the loose absorbent center portion of. the sweatband, 
a space 8 is formed between the upper fused edge 3’ of 
the sweatband and the forehead of the wearer, so that 
perspiration falling from the forehead is trapped in this 
space or channel and readily absorbed into the loose 
?brous batt 2. The ?bers in the fused edge extending 
into the loose center portion of the sweatband act as a 
wick to more rapidly convey the perspiration into the 
loose center portion. At the same time, both the upper 
and lower fused edges 3’ are held spaced from the fore. 
head by the thicker center portion 2 so that any pressure 
of a hard layer on the forehead is avoided, no discomfort 
is encountered, and no indentation or other marks remain 
on the forehead when the sweatband is removed no mat 
ter how tightly it is secured to the head. 

Figs. 2 and 3 show a sweatband in which the loose 
absorbent carded batt center 2 is bounded by a fused 
edge 3, but in which no supporting cloth is used to form 
the outer layer of the sweatband. 

Fig. 4 shows a construction similar to Fig. 1 having 
supporting cloth 7 which may be cheesecloth, toweling, 
terrycloth, or the like, used for both sides of the sweat 
band. 

Fig. 5 shows atypical cross-section of a pressing, fus 
ing and cutting die used in the formation of our improved 
sweatband. The composite structure,~ comprising the 
carded batt 2 and the cloth layer 7, is shown as it being 
subjected to heat and pressure between heated platens 9 
and the ?at pressing bed 10 of the dies to form the fused 
peripheral area 3 including end tabs 4. The soft absorb 
ent center batt 2 and the covering top and bottom cheese 
cloth 7 are drawn into the press area and subjected to a 
pressure of about 500 p. s. i. at a temperature of 300° 
F. for approximately twenty seconds. During the press 
cycle the cutting edge 11 of the die automatically cuts 
out the completed sweatbands from the carded web and, 
on release of the pressure and raising of the top platen 
9 to which the dies are fastened, the entire skeleton of 
the batt together with the cut out sweatbands in multiple 
units may be moved forward so as to subject a new area 
of the composite starting material to the pressing and 
cutting cycle. While the formation of only one sweat 
band unit has been illustrated, it will he understood that 
multiple dies are used in production and a wide carded 
?brous batt is fed to the die table to provide a large pro 
duction of our improved sweatbands at a: low cost. 
The sweatband produced according to our invention 

as herein described has numerous advantages which make 
for considerable improvement over sweatbands produced 
from conventional materials and by conventional means. 
The simplicity of structure and fabrication eliminates any 
hand assembly, such as sewing or other assembly opera 
tion. As a consequence, ‘the sweatband unit made by the 
process of this invention may be produced with consid 
erable savings, permitting the article to fall within the 
category of a throw-away item after being used one or 
more times. . 

A feature of the invention is that the thermoplastic 
binder ?ber content of the center portion, as represented 
by the loose, ?brous, absorbent carded batt, is su?iciently 
adhesive when activated to fusing temperatures and pres 
sure to hold the cheesecloth or other type of protecting 
or reinforcing fabric in place and thereby form a per 
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reinforcement for the structure as well as to prevent any 
lint from the center absorbent ?bers from coming into 
contact with the forehead during use. 
A further feature of the sweatband as produced ac 

cording to our invention is that the underside of the 
center of the unit presents a soft surface which becomes 
the contact area to the forehead when worn. This char 
acteristic, together with the narrow and thinly pressed 
portion of the periphery, makes an ideal contact with the 
forehead and improves considerably the pickup of pro 
fuse perspiration which normally occurs in certain occu 
pational and sports activities at elevated temperatures or 
with extreme exertion. 
Another important feature of the sweatband is that 

the fused tab area, especially when reinforcing cheese 
cloth is used in the assembly, is of a high tensile strength 
and will resist any tearing out under normal use of the 
elastic band or other securing means which is fastened in 
the punched hole automatically provided for this pur 
pose. The same strength feature permits the use of 
snap fasteners as well in the tab area for making ad 
justable head sizes and when produced as described here 
in there is no chance of failure of the fastening means 
or of the sweatband once it has been properly produced. 

All of these features provide an absorbent sweatband 
having low cost, high strength, high perspiration absorb 
ency, comfort and generally improved clearance and 
other characteristics over other commercial types of ma 
terials. 

While We have described several preferred embodi 
ments of our invention, it will be understood that other 
embodiments may be produced and that various changes 
may be made in the embodiments described without de 
parting from the spirit of our invention or the scope of 
the following claims. 
We claim: 
1. As a product of manufacture, a perspiration pad of 

elongated rectangular shape, adapted to be worn on the 
forehead, having a loose, ?brous, absorbent center por 
tion composed of carded textile ?bers containing suf?— 
cient thermoplastic ?bers to fuse all the ?bers together 
when heated to the fusion temperature for the thermo 
plastic ?bers, a woven fabric layer over said loose center 
portion, a fused edge around the entire periphery of said 
center portion, ?bers extending from said fused edge into 
said loose center portion and integral fused securing tabs 
at each end of said pad, said fused edge and securing 
tabs being formed by fusing the ?bers and the fabric 
layer together around the periphery of said pad. 

2. As a product of manufacture, a perspiration pad of 
elongated rectangular shape having a loose, ?brous, ab 
sorbent center portion composed of carded textile ?bers, 
containing su?icient thermoplastic material therein to fuse 
all the ?bers together when heated to the fusion tem 
perature of the thermoplastic material and a fused com 
pressed supporting area around the entire periphery of 
said loose absorbent center portion composed of said 
?bers fused together, said fused area being de?ned by 
upper and lower edges merging into fused securing tabs 
at each end of said perspiration pad, ?bers extending 
from said fused compressed edge into the loose center 
portion integrally connecting said center portion with said 
fused compressed edge and said fused securing tabs, said 
securing tabs being integrally connected with said fused 
edge and said loose center portion. 

3. As a product of manufacture, a perspiration pad of 
elongated rectangular shape, adapted to be worn on the 
forehead, having a loose, ?brous, absorbent center por 
tion composed of carded textile ?bers containing sul? 
cient thermoplastic ?bers to fuse all the ?bers together 
when heated to the fusion temperature for the thermo 
plastic ?bers, a fused edge around the entire periphery 
of said center portionmerging into integrally fused se 
curing tabs atfeach end of said perspiration pad, ?bers 
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extending from said fused edge into said loose center 
portion, said fused edge and securing tabs being formed 
by fusing the ?bers together around the periphery of said 
pad. 
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