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This invention relates to undersocks or foot covers 
and to methods of manufacturing the same. 

Undersocks or foot covers are conventionally made 
from woven fabric blanks and sometimes from knitted 
semi-?nished products of composite constructions which 
have a number of seams whereby, for example, the front 
top part of the foot cover is connected to the base thereof 
and the latter is joined at its rear edge. Known methods 
of manufacture thus involve certain surplus steps and 
costs particularly for sewing, and the ?nished article gen 
erally has pronounced seams and requires sewn-in rubber 
elements in the form of a tape. 

It is an object of the invention to provide an improved 
method of manufacturing undersocks or foot covers. In 
one respect, methods of the invention are characterized 
in that a seamless tube is formed which consists of a 
continuous sequence of tubular elements each of which 
corresponds to an undersock or foot cover and each of 
which consists essentially of a rim having an intergrated 
rubber thread and a body. Surplus courses followed by 
separating courses are interposed between the individual 
tube elements so that the individual tube elements can 
be separated, the courses being concatenated and then 
closed off or hemmed so that each foot cover is ?nished 
at its lower end by a seam of relatively high stretch 
ability. 
Such undersocks or foot covers may be manufactured 

most advantageously by the use of mass production tech 
niques at relatively low cost. They have no seam other 
than the highly stretchable almost imperceptible seam 
indicated above. The upper rim of the product is very 
?at and has an excellent elasticity. 

Illustrative embodiments of undersocks or foot covers 
made according to the invention will next be described 
and are diagrammatically illustrated in the accompanying 
drawing in which: 

FIG. 1 shows a portion of a continuous seamless hose 
including elements of an article of manufacture provided 
in accordance with the invention; 

FIG. 2 illustrates a semi-?nished foot cover; 
FIGS. 3 and 4 each show a ?nished foot cover; 
FIG. 4a illustrates a detail in enlarged scale; and 
FIG. 5 shows a foot cover forming an end product of 

the method of the invention. 
In the drawing, seamless tube 1 consists of periodically 

recurring hose elements each of which corresponds to 
one foot cover. Each hose element consists essentially 
of three sections, namely a rim 2, a body 3 and a sur 
plus course 4. The seamless tube 1 may be made on a 
conventional machine and suitable for this purpose would 
be, for example, a single-roller, double-roller or circular 
knitting machine the operation of which requires only 
a special setting of a conventional control drum or the 
like. During the knitting of the rim 2, a rubber thread 
5 is incorporated or inserted in the yarn by means of a 
conventional rubber feeding device as is known for hosiery 
machines. This rubber thread is inserted in the manner 
of a woven fabric (FIG. 4a) such that the rubber thread 
lies substantially along the periphery of the rim and trans 
versely of the knitting direction. The rubber thread can 
be wound with the same tension as the other threads, 
so that when the tube is withdrawn from the machine, 
the resilience of the rubber thread causes reduction in 
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the diameter of the rim portion 2 as seen in FIG. 2. Rim 
2 in the illustrated embodiment has a length of about 1 
cm. At the transition from the rim 2 to the body 3', the 
rubber thread is omitted and knitting of the hose is con 
tinued. The length of this body depends on the material 
used and may be, for example, about 4-6 ems. After 
the body 3 has been formed in the desired length, the 
knitting yarn‘ for the foot cover is suitably replaced by 
a cheaper yarn with which the knitting is continued, for 
example, for about 2 centimeters to form surplus courses 
4. These surplus courses 4 are followed by separating 
courses 7 (and, if desired, break threads 8) to de?ne 
the limit of an individual hose element which will be 
subsequently used to make a foot cover. This is followed 
by the starting edge for a new element. I 
The seamless tube 1, which is collected, for example, 

in a container, may comprise any desired number of hose 
elements and is removed from the machine after a pre~ 
determined number of hose elements such as, perhaps, 
one hundred, have been completed. Then the hose ele 
ments can be manually separated from the seamless tube 
to obtain the semi-?nished foot covers 9, one of which 
is shown in FIG. 2. The separation is effected by cut 
ting the hose at the separating courses and pulling out 
the separating thread. The top part of the foot cover 
terminated with the star-ting rim 6 is now ?nished. Next 
the semi-?nished foot cover 9 must be closed at its lower 
end spaced from the rim 2. For this reason it is cast onto 
needles at the surplus courses 4 on a circular or ?at link 
ing machine of known type. This machine suitably cuts 
off the surplus courses 4, brushes off the cut surface and 
closes off the course applied to said needles. By this seam 
10 (closing seam, machine seam or the like), the foot 
cover is ?nished at its lower end and assumes a form 
which is pocket or bag-like. 
The material for the parts 2 and 3 of the hose ele 

ments may consist of stretch yarn, crimped yarn, or 
cotton or wool yarn and the like. FIG. 3 shows the 
shape of a foot cover made from cotton whereas ‘FIG. 
‘4 shows a foot cover made from crimped yarn. Mixed 
crimped and ply yarns or any other known combination 
of yarns may be used. The use of crimped yarn has 
the advantage that the foot cover can be manufactured 
in uniform size for all foot sizes. Since the surplus 
courses 4 are cut off, they are preferably made from cheap 
material such as cotton. 
The seamless hose is conventionally knitted so as to 

be extremely elastic and extensible because the diameter 
of the tube 1 is preferably matched to that of the lower 
calf of the leg whereas the end product, which is the ?n 
ished foot cover, must accommodate the size of the foot. 
The desired result thus can be achieved only with a very 
high stretchability and elasticity which insures at the same 
time a good hugging of the foot by the foot cover. 

FIG. 5 shows a foot cover in use. The rubber threads 
5 incorporated in the rim 2 avoids local constriction as 
would result from the use of a rubber tape. This is 
favored by the fact that the rim of the foot cover ac 
cording to the invention is relatively wide without being 
thick. The single seam 10 integrates with the knit courses 
and does not protrude when the foot cover is worn. It 
is also highly stretchable as is particularly important in 
the use of the cover and the stretchability of the foot 
cover is not adversely affected by this scam. 
Compared to the foot covers made according to known 

processes, the foot covers made by the method of the 
invention can be manufactured efficiently and at low cost. 
Further, they insure a good ?t with a soft, resilient pres 
sure. *Owing to the method of manufacture from a seam 
less hose, as has been described hereinbefore, they com 
pletely avoid irritating the foot. 
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What is claimed is: 
1. A method of manufacturing a plurality of foot cov 

ers consisting of a continuous sequence of tubular hose 
elements, comprising the steps of 

knitting continuously'a seamless tubular hose, 
forming alternately during said knitting step three dis 

tinct symmetrical portions, ?rst, a rim including rub 
ber threads, second, a body and third, surplus courses 
between the end of said body and the start of the 
next rim, each of said three distinct portions, respec 
tively, being of the same knitting structure through 
out its entire length and throughout its entire pe 
riphery, I ' 

cutting oil said surplus courses, and 
forming a stretchable seam at the end of said body 

opposite said rim entirely across said tubular hose. 

2. A knitted tubular hose for the manufacture of a 
plurality of, foot covers, including 

a seamless tube comprised alternately of a rim and of 
a body of greater axial length than said rim, 

said rim including at least some rubber threads, 
said rim and said body, each, respectively, consisting 

of the same knitting structure throughout it axial 
, length and throughout its entire periphery, and 
a surplus course disposed between said rim and the 
body adjacent thereto, a transverse seam formed at 
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the end of said body opposite said rim and a break 
thread disposed between said rim, and the surplus 
course adjacent thereto. 

3. A knitted foot cover comprising 
a seamless tubular rim including at least some rubber 

threads, I, 
said’ rim being adapted to form an opening for a foot 

entry, 
a seamless tubular body having an axial length greater 

than that of said rim and connected with said rim, 
said rim and said body, each, respectively, consisting 

of the same knitting structure throughout its entire 
axial length and throughout its entire periphery, and 

a seam formed at the end ofsaid body opposite said rim, 
to form asymmetrical pouch-like body, and 
said body being adapted to function as tip, sole and 

heel portions of said foot cover. > ~ > 
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