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This invention relates to a process for manufacturing 
articles of clothing or like articles which includes ar 
ranging base fabric on a suitably shaped support, apply 
ing a ?owable coating material to said fabric, and heat 
ing said coating material with the fabric in position on 
the support, the coating material and heating conditions 
being so chosen and arranged that the coating material 
becomes converted into a coherent coating on the base 
fabric. 
The invention is a division of co-pending application 

Serial No. 708,101, now U.S. Patent No. 3,004,516, is 
sued October 17, 1961, which is made part hereof by 
reference. 
The present invention comprises a process 'of the type 

described wherein the wall of the said support at those 
parts over which the said conversion takes place is of 
thin metal. By the expression “thin metal” as used herein 
is meant metal which has a thickness great enough for 
adequate strength of the support but not greater than 
four millimeters. Preferably the said thin metal parts 
of the Wall of the support are ‘of substantially uniform 
thickness. According ‘to a further feature the thickness 
of the said parts of the support is not greater than two 
and a quarter millimeters at any point. 

In an important application of the invention the coating 
material comprises plasticized polyvinyl chloride. If de 
sired, the base fabric may be prefashioned into the ap 
proximate shape of the required article before it is ar 
ranged on the support and has the coating material ap 
plied to it. Where the article is a glove or other article 
of clothing the inner layer (i.e. the base fabric) may ad 
vantageously be made of wool or other ?exible absorptive 
material. In many cases it is desirable that the coating 
material shall penetrate into the inner layer but shall not 
penetrate right through to the inner surface. The attain 
rnent of this result can be assisted by arranging that the 
heating conditions are such as to raise the temperature 
of the coating material suddenly up to or above the tem 
perature necessary for conversion. For example with a 
coating material of polyvinyl chloride (PVC) the article 
for heat treatment may be introduced suddenly into an 
oven at a temperature of from 350° F. to 450° F. 
Among the advantages resulting from more rapid and 

even conversion when using a thin-Walled metal support 
is that, for a given amount of, for example, PVC in the 
coating, a greater thickness of PVC is obtainable above 
the fabric surface. This enables a thinner fabric to be 
used without reduction in any of the essential qualities 
of the glove. This means a further saving in cost. 
The preferred method of producing articles of pro 

tective clothing can be economically carried out in con 
tinuous manner, and for this purpose a machine may be 
used which consists essentially of an endless conveyor 
means secured to which, in transverse parallel rows, are 
a plurality of supports and a dipping tank, a draining 
trough, an oven, and a cooler through which, when the 
conveyor is moving, the supports are caused to pass suc 
cessively and continuously. The cooler is provided to 
cool down the hot supports with the articles (e.g. gloves) 
mounted daereon, as they come from the oven, to a tem 
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perature which is suitable for stripping off the articles. 
It has been found that with ceramic supports another 
cooler has been necessary just before ‘dipping in order 
to ensure that the supports which are still warm if the 
conveyor circuit is kept to reasonable dimensions, do 

1 not raise the temperature of the substance in the dipping 

10 

15 

20 

25 

30 

40 

45 

50 

55 

60 

tank too much. Such a “secondary” cooler has been 
found unnecessary with thin-walled metal supports since 
they cool down themselves suf?ciently rapidly. 
A further advantage can be obtained when using a 

thin~walled metal support as compared with a ceramic 
support. It has been the practice to toughen at least a 
part of the surface of a ceramic support in order to pre 
vent the fabric base from being ‘displaced during and 
after the coating steps, where this step is carried out with 
the support downwardly directed. When making gloves, 
for example, and applying the coating by dipping, with 
the ?ngers pointing downwards, it has been usual to 
toughen the wrist or gauntlet part of the support since 
otherwise the weight of the coating material has tended 
to cause slipping of the base fabric on the support. Al 
though slipping has been prevented thereby, dii?culties 
have arisen because the rough part of the support has 
made it difficult to ?t the base fabric on the support. The 
base fabric has usually had to be carefully shaped to ?t 
the support, and even so the operative ?tting the base 
fabric on the support has often experienced soreness of 
the ?ngers due to repeated contact with the roughened 
surface. When using a thin-walled metal support with 
a similarly roughened part it has been found, surprisingly, 
that with many fabrics, such difficulties have not been 
experienced in ?tting the base fabric over the support. 
This has been so marked that in some cases it has been 
found possible to simplify the shape of the base fabric 
with consequent saving in material and time. 
The invention will now be described further, by way 

of example, With reference to the accompanying drawings, 
in which: 

FIG. 1 is a perspective view of a support for a glove; 
and 
FIG. 2 is a diagrammatic view of a system adapted for 

the practice of the invention. 
The support new described is intended to be used for 

the manufacture by the preferred method of righthand 
gloves having a long gauntlet. Only a right hand support 
is described, but a left hand support is made in like man 
ner. 

In use as shown in FIG. 2 the supports 20 are mounted 
in parallel rows transversely of an endless conveyor by 
bolts 14a passing through a mounting bar into the screwed 
bushes 14» of the support base which is arranged to con 
vey them continuously and successively through a dipping 
tank 21, over a draining trough 22, through an oven 
23, and through a cooler 24. After passing out from 
the cooler 24 ?nished gloves are stripped from the sup 
ports 20 and new fabric bases ?tted thereto. These pass, 
whilst supported on the supports 20, into the dipping tank 
21, which contains PVC paste, and then, after excess 
paste has drained into the trough 22, through the oven 23 
which is maintained at a temperature of approximately 
380° F. to elfect conversion of the PVC paste, into a 
coherent coating on the base fabric. 
We claim: 
1. A process of making particles of clothing of absorp 

tive fabric coated on one side only with a coherent layer 
of a synthetic coating which comprise-s providing a thin 
hollow metal support having the form of said article, said 
support having a uniform thickness throughout, ?tting a 
formed fabric article over said support, said fabric being 
absorptive and free from coatings and from impregnants, 
applying to the outer surface of the article a paste of a 
synthetic coating material, the consistency of the paste 
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at ambient temperature being such that the coating mate 
rial can be applied without it penetrating completely 
through the fabric, then suddenly introducing the article 
on said support into a chamber at a temperature substan 
tially above the normal conversion temperature of said 
material, whereby heat penetration occurs from both in 
side and outside of said support to obtain rapid setting of 
said material without substantial further penetration of 
the fabric by said material, and said article is rapidly and 
uniformly heated to give a uniform converted layer over 
the outer surface of the fabric. 

2. A process according to claim 1 in which said mate 
rial is a polyvinyl chloride which has been plasticized. 

3. A process according to claim 1 in which the tempera 
ture is about 356-450“ F. 

4. A process according to claim 1 in which said sup 
port is of uniform thickness, said thickness being not over 
4 millimeters. 
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5. A process according to claim 1 in which said article 
is a glove. 
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