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This invention relates generally to textile articles and 
methods of manufacturing the same. 

It is an object of this invention to provide one-piece 
textile articles having double-thicknesses or layers of a 
knitted ‘fabric consisting of a stretch Nylon base and un 
even loops of cotton or other absorbent yarn projecting 
from its face to present a shaggy appearance and effective 
moisture absorbing characteristics. 

Another object is to provide one-piece textile articles 
of the described character useable as a bath towel, par 
ticularly for infants, or as a cape, mattress cover or laun 
dry bag. 

Still another object is to provide a method of produc 
ing one-piece, multi-use textile article-s of the described 
character from a ?attened tube of textile fabric in a man 
ner to avoid any waste whatsoever of the fabric. 
A further object is to provide a hooded bath towel 

formed of double thicknesses or layers of a pile or terry 
cloth fabric of the described character, and wherein the 
stitched or sewed seams of the article, particularly in the 
portion thereof forming the hood, are hidden or disposed 
between the layers of fabric so as to avoid the appearance 
of rough edges that might cause irritation when the 
hooded bath towel is used on infants. 

In accordance with an aspect of this invention, hooded 
bath towels, capes, or sleeping bags, or the like are formed 
from blanks cut from a ?attened tube of a knitted looped 
pile or terry cloth fabric having a base of stretch Nylon 
yarn appearing at the inside of the tube and cotton or 
other absorbent loops extending from the base at the outer 
surface of the tube. Each blank consists of a generally 
rectangular body portion in which the double thicknesses 
or layers of fabric are joined together along the opposite 
side edges, and a hood de?ning portion extending cen 
trally from one end of the body portion. The hood is 
formed by diagonally fol-ding over and sewing together 
corner areas of the hood de?ning portion, while the re 
maining free edges of the two layers of fabric in the hood 
de?ning portion and along the adjacent end of the body 
de?ning portion are also sewed together. As the ?attened 
tube comes from the knitting machine, the Nylon yarn is 
on the inside and the pile fabric is on the outside of the 
tube. After a blank is cut from the tube, it is inverted 
or turned inside out and sewed as above mentioned and 
is then again inverted so that the sewed seams and the 
Nylon base of the fabric layers are at the inside, that is, 
between the two layers of fabric, and the cotton or other 
absorbent loops appear at the outer faces or surfaces of 
both layers of fabric. 
The blanks for forming hooded bath towels, capes or 

the like in accordance with the invention may be cut from 
a ?attened tube of fabric with the hood de?ning portions 
of the several blanks extending in the same direction. In 
that case, the material of the ?attened tube at the opposite 
sides of each hood de?ning portion of a blank may be 
conveniently formed into a wash cloth and a bib, respec 
tively, intended for sale, as a set, with the hooded bath 
towel, thereby to avoid any waste whatsoever of the ma 
terial of the ?attened tube. 

However, in accordance with a preferred method em 
bodying this invention, the blanks are derived from the 
?attened tube of fabric by cutting the latter along ?rst 
and second, alternately arranged lines extending there 
across, with each ?rst line being substantially straight 
and each second line having an offset central portion, 
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so that the portion of the cut tube between each second 
line and an adjacent straight ?rst line consists of a gen 
erally rectangular body de?ning portion having a hood 
de?ning portion extending centrally from one end there 
of, while the portion of the tube between said second line 
and the other adjacent ?rst line consists of a generally 
rectangular body de?ning portion and two hood de?ning 
portions extending from an end edge of the body de?ning 
portion at the opposite sides of the latter and adapted 
to occupy those spaces on the ?attened tube at the op 
posite sides of the central hood de?ning portion of the 
?rst mentioned portion of the cut tube. Thus, all of the 
material of the ?attened tube is included in said out 
portions thereof, and each portion having two hood de 
?ning portions, when opened and refolded along the 
longitudinal medial line of the body de?ning portions 
of the two layers of fabric thereof is identical with each 
portion originally having a single hood de?ning portion 
located centrally at one end. 
The above, and other objects, features and advantages 

of the invention, will be apparent in the following de 
tailed description of illustrative embodiments thereof 
which is to be read in connection with the accompanying 
drawings forming a part hereof, and wherein: 
FIG. 1 is a plan view of a ?attened tube of fabric and 

illustrating the manner in which the same is cut to pro 
vide blanks for forming hooded bath towels, capes or 
the like in accordance with a preferred method embody 
ing the invention; 
FIG. 2 is a plan view of one of the blanks provided 

by cutting the ?attened tube as indicated in FIG. 1 ; 
FIG. 3 is a view similar to that of FIG. 2, but showing 

the article after a further stage in the manufacture 
thereof; 
FIG. 4 is a plan view of a completed textile article 

formed from the blank of FIG. 2; 
FIG. 5 is a plan view of a ?attened tube of textile 

"fabric, similar to that in FIG. 1, but illustrating another 
pattern of lines along which such ?attened tube can be 
cut to provide blanks for producing the textile article of 
FIG. 4; 

FIGS. 6 and 7 are plan views of additional textile arti 
cles formed from the material of the ?attened tube in 
FIG. 5; 

FIG. 8 is a plan view of a ?attened tube of textile fabric 
and illustrating the manner in which the same may be 
cut to provide blanks similar to that in 'FIG. 2, but with 
each rblank having a modi?ed con?guration; 
FIG. 9 is a view similar to that of FIG. 3, but show 

ing the corresponding inter-mediate stage of manufacture 
of a cape-like garment from the blank cut in accordance 
with FIG. 8; 

FIG. 10 is a plan view similar to that of FIG. 4, but 
showing a cape-like ‘garment or article produced from the 
folded and sewed blank of FIG. 9; 
FIG. 11 is a perspective view illustrating the cape-like 

garment or article of FIG. 10‘ as the same appears when 
worn; and 

FIG. 12 is a sectional view taken along the line 12—12 
on FIG. 4 and showing the pile or terry cloth fabric of 
the type from which textile articles are to be formed in 
accordance with this invention. 

Referring to the drawings in detail and initially to FIG. 
2 thereof, it will be seen that a blank 10' for forming a 
textile article in accordance with the present invention 
includes two superposed layers 12 and 14 of textile fabric 
integrally joined together along the opposite side or lon 
gitudinal edges 16 of a generally rectangular body de?n 
ing portion 18. A relatively smaller, also generally rec 
tangular hood de?ning portion 20 extends centrally from 
one end edge of body de?ning portion 18. The width w 
of hood de?ning portion 20 is preferably approximately 
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one-half the width W of body de?ning portion 18 for rea 
sons that will appear hereinafter. 
The two superposed layers 12 and 14 of blank 10 are 

free of each other along the opposite end edges 28 and 
3b of body de?ning port-ion =18 and along the end edge 
24 and side edges 26 of hood de?ning portion 29. In 
manufacturing an article from the blank if}, corner areas 
of hood de?ning portion 20‘ are folded along fold lines 22 
(FIG. 2) which diverge from the center of end edge 24, 
each at approximately 45 degrees to end edge 24 so that 
the two halves of end edge 24‘ meet along the center of 
the hood de?ning portion, as at 24a on FIG. 3, while side 
edges 26 of hood de?ning portion 20- are brought into 
laterally extending aligned relationship, as at 26a on FIG. 
3. The blank is. then inverted or turned inside out and 
halves of the end edge 24 of the hood de?ning portion 
meeting at 24a are stitched together, and the two super~ 
posed layers of fabric are also stitched together at the 
free edges ‘26a thereof extending along the hood de?ning 
portion 20a of the folded blank and also along the con 
tiguous end edge 28:: of the body de?ning portion 13a, 
preferably with an overcast or blind stitch, as illustrated 
in FIG. 3. vFinally, the folded and sewed blank 10a of 
FIG. 3 is inverted or turned inside out to provide the 
textile article 1% of ‘FIG. 4 in which the stitches form 
ing the central seam 24b of the hood Ztlb and the stitches 
joining together the two layers 12]) and 14b of fabric 
along the edges 26b of the hood and along the end edge 
28b of the body 18b are all disposed internally, that is, 
between layers ‘12b and 14b so as to avoid the presence 
of any rough or bulky edges at the outside of the textile 
article 10b. 
When the textile article 1012 is to be used as a bath 

towel or sleeping bag, particularly for infants, the fabric 
layers thereof are formed of a pile or terry cloth fabric, 
preferably of the type disclosed in my co-pending appli 
cation for the United States Letters Patent, Serial No. 
16,810, ?led March 22, 1960. As described in detail in 
that application, such fabric is knitted in tubular form 
on a standard knitting machine set, in the conventional 
manner, for the knitting of a looped pile or terry cloth 
fabric, and is knitted with a base of stretch Nylon yarn 
so as to be capable of stretching in both the transverse 
and longitudinal directions, and with uneven loops of 
cotton or other absorbent yarn extending from the base 
to present a shaggy appearance and to ensure highly ef 
fective absorption of water or ‘other moisture. The de 
scribed tubular knit looped pile or terry cloth fabric is 
received from the knitting machine with the ‘Nylon base 
at the inside of the tube, and with the loops of cotton or ‘ 
other absorbent yarn extending from the outer surface 
of the tube. Thus, when such a tube of knitted looped 
pile or terry cloth fabric is ?attened and the blank 10 
of FIG. 2 is cut therefrom, the absorbent loops of the 
fabric extend from the outer surfaces of the superposed 
layers 12 and 14. However, to provide blind stitching or 
seams, the blank is turned inside out and then sewed as 
above mentioned. The blank is then folded right side 
out i.e. with the loop-ed pile or terry cloth L on the outside 
to provide the article llil‘b of FIG. 4‘ with the absorbent 
loops L of the fabric ‘at the outer or exposed surfaces of 
the two superposed layer-s 12b and 14b, while the rela 
tively ?at Nylon bases B of the layers are at the confront 
ing surfaces thereof (FIG. 12). 
When the textile article 1% is to ‘be employed exclu~ 

sively as a bath towel or sleeping bag, particularly for 
infants, the edges of the layers 12b and 14b along the end 
38b of body portion 1812 can be permanently secured to 
gether preferably by overstitching (not shown). When 
used as a bath towel or sleeping bag, the infant is placed 
on body 181) of the article it? with the head of the infant 
in hood 20b, and the sides of body 18b are wrapped 
around the infant’s body while the bottom of body 1312 
is folded upwardly over the infant’s feet. 

By reason of the highly absorbent character of the 
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looped pile or terry cloth fabric preferably employed in 
manufacturing the described bath towel or article 10b 
the infant wrapped in the latter can be dried merely by 
a patting action, thereby avoiding irritation of the infant’s 
tender skin. However, if it is desired to dry by a rubbing 
action, the double thicknesses or two layers 12b and 14b 
of the article 13b makes it possible for the pile face of 
the layer 12b in contact with the infant’s body to remain 
relatively stationary while the Nylon inner or confront 
ing faces of layers 12b and ‘14b move relative to each 
other to expedite the drying action. The air space be 
tween layers 12b and 14b also aids in drying, particularly 
by reason of the fact that the Nylon yarn forming the 
base of each of the layers 12b and 14b retains heat. 

If desired, the opposite longitudinal or side edges 16b 
of the body 13b of a bath towel or article 10b may have 
interengageable or complementary fastening members 32, 
for example, Snappers or buttons and button holes, pro 
vided at spaced apart locations therealong so that the 
body 18b can be held in its closed or wrapped condition 
around the infant’s body. 

Further, if the layers 12b and ‘14b are not permanently 
secured together along the end 3841), the article 1% can 
then have alternative use as a mattress cover or laundry 
bag. When such alternative use is desired, the edges of 
layers 12b and 14b along end 39b are bound, as at 34, 
and provided with Snappers or other complementary 
fasteners 35 by which end 3% can be releasably closed. 
Thus, a mattress can be inserted between ‘layers 12b and 
14b of the article 19b and retained in the body portion 
1.811 by closing of the fasteners 36. In this case, the 
hood Ztlb is folded under the mattress ‘at the bottom end 
of the crib. Alternatively, the article ldb can be em 
ployed as a laundry bag for diapers or the like, with the 
‘hood Zttb disposed at the lower end of such bag. 

in accordance with a preferred method embodying the 
invention, a number of blanks identical to that illus 
trated in ‘FIG. 2 are obtained by cutting a ?attened tube 
38 of the described tubular knit fabric in the manner 
illustrated in FIG. 1. More speci?cally, the double thick 
nesses or layers of fabric of the ?attened tube 38, which 
are integrally joined together at the folded longitudinal 
or side edges 4%, are out along a number of spaced apart, 
alternately arranged straight lines 42 and contoured lines 
44- extending across the ?attened tube. Each line 44 dis 
posed bet-ween two lines 42 includes opposite end parts 
46, each extending from a side edge 40 approximately 
one-quarter of the distance across the folded tube, and a 
central part 43 offset relative to the end part 46 and ex 
tending across approximately one-half the width of the 
folded tube with its ends being joined to the inner ends 
of par-ts 46 by intermediate parts 5i} extending in the 
longitudinal direction of the tube. Further, the succes 
sive lines 42 and 4-4 are spaced apart so that the distance 
L1 from the central part 48 of each contoured line 44 
to one of the adjacent straight lines 42‘ is substantially 
equal to the distance L2 from the end parts 46 of the 
same line 44 to the other adjacent straight line 472. 

It ‘Will be apparent that each portion 52 of ?attened 
tube 38 between a contoured line 44 and the adjacent 
straight line 42 which is furthest removed from the cen 
tral part 43 of line 44. has a con?guration similar to that 
of the blank 19 described previously in connection with 
PEG. 2, while the portion 54 of the flattened tube 313 at 
the other side of the line 44, that is, between the latter 
and the adjacent straight line 42 which is relatively close 
to the central part 48 of line at, has a body de?ning por 
tion 56 and two hood de?ning portions 58 each con 
?ned by parts 46 and 5d‘ of the line 44 and by the adja 
cent folded side edge 4%] of the flattened tube. 

After ?attened tube 38 has been out along the alter 
nately ‘arranged lines 42.‘ and 44, as indicated in FIG. 1, 
each of the portions 54 thus derived from the ?attened 
tube 33 is opened and refolded about the longitudinal 
medial lines 6% of the two layers of the tube. The longi 
tudinal medial lines of} of each refolded tube portion 54 
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form the ‘folded side edges of the refolded blank, as at 16 
on FIG. 2, while the hood de?ning portions 58 are then 
superposed on each other in the ‘refolded blank to corre 
spond to the hood ‘de?ning portion 261 of FIG. 2. Thus, 
the tube 38, when out along the lines indicated on FIG. 1, 
yields a plurality of portions 52 immediately corresponding 
to the blank 101 of FIG. 2 and also a plurality of portions 
54 which can be refolded so as to be also identical with 
the blank it}. It is of importance to note that the blanks 
formed from portions 52 and 54 cut from the ?attened 
tube 38 in the manner indicated above are constituted by 
all the material of the ?attened tube, thereby to avoid 
any waste whatsoever. Accordingly, the preferred 
method embodying the invention provides the most ef? 
cient and economical utilization of the knitted starting 
material. 

Referring now to FIG. 5, it will be seen that a plurality 
of blanks having the con?guration shown in FIG. 2 may 
also be obtained from a ?attened tube 62 of the de 
scribed knitted fabric by cutting the tube 62 along a plu 
rality of spaced apart straight lines 64 extending laterally 
across the tube, and further cutting the tube along short 
lines 66 parallel to each line 64 and extending from the 
‘folded side or longitudinal edges of the ?attened tube 62 
approximately one-quarter across the width thereof and 
along lines 68. extending in the longitudinal direction of 
the tube from the inner ends of the lines 66 to the adja 
cent line 64». 

Cutting of the ?attened tube 62 along the above de 
scribed lines produces a plurality of blanks 7!)‘ each cor 
responding to the blank 1t} illustrated in FIG. 2 and hav 
ing a body de?ning portion 72 and a hood de?ning por 
tion '74. The material of the ?attened tube 62 remaining 
at the opposite sides of the hood de?ning portion 74 of 
each blank 755‘, as at '76 and 718, respectively, can be un 
folded to provide a wash cloth 76a (FIG. 6) with bound 
edges 8%)‘, and a bib 18a (FIG. 7) having three bound 
edges 82 and a tape 84 sewed along the remaining edge. 
Thus, each hooded bath towel or article It?!) (FIG. 4) 
formed from ‘a blank 70 cut from ?attened tube 62 in 
the manner indicated in FIG. 5 can be sold, as a set, with 
a wash cloth 76a and a bib 78a so that, in this case also, 
all of the material of the ?attened tube is usefully 
employed. 

Although the blank 10 of FIG. 2 has a hood de?ning 
portion 2% of rectangular con?guration de?ned by the 
central part 43 and the intermediate parts 50 extending 
at right angles to each other in the contoured line 44 
along which the tube 38 is cut in FIG. 1, it is to be noted 
that the con?guration of the contoured lines along which 
the tube is cut can be modi?ed. Thus, as shown in FIG. 
8, each contoured line 44a corresponding to the line 44 
of FIG. 1 includes end parts 46a which are curved, and 
an oppositely curved central part 48:: having its ends con 
nected to the inner ends of the end parts 46a by inter 
mediate parts 56a extending generally in the longitudinal 
direction of the tube 38a but converging slightly in the 
direction toward the central part 48a. The various parts 
of each line 44a are shaped and dimensioned so that the 
zones or areas 58a de?ned between the end parts 46a 
and intermediate parts 56a and the adjacent folded side 
edges of the ?attened tube are each equal to one-half of 
the area or zone defined between the central part 48a 
and the intermediate parts 59a connected to the opposite 
ends thereof, whereby the section 54a cut from the 
?attened tube 38a, when opened and refolded about the 
original longitudinal medial lines 6011, will correspond 
exactly to the section 52a cut from the tube. 
Each section 52a cut from the ?attened tube 38a, and 

each section 54a, when refolded, as described above, 
constitutes a blank 110 (FIG. 9) generally similar to the 
blank It) of FIG. 2, with the exception of the shape of the 
hood forming portion thereof, indicated in broken lines 
at 120. The blank 110 includes two superposed layers 
112 and 114 integrally joined along the opposite side 
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edges 116 of its body de?ning portion 118, and the hood 
de?ning portion 12% extending centrally from one end of 
portion 118. 
As previously described in connection with FIG. 3 of 

the drawings, the blank 110 of FIG. 9 may be formed 
into a cape~like garment by folding both layers of its 
hood de?ning portion ‘120 so as to bring together the 
halves of its end edge 1.24, as at 124a on FIG. 9, where 
upon such meeting halves of the edge 124 are sewed 
together, as are the free edges of the two layers of fabric 
along the remaining edges 126a of the hood de?ning 
portion and the contiguous end edge 128a of the body 
de?ning portion 118. After the described folding and 
sewing of the blank 110, the latter is inverted or turned 
inside out so that the stitches at 124a, 126a and 123a 
are disposed internally to provide a neat and smooth 
appearance to the hood 1243b and to the body 118b of 
the garment 11% (FIG. 10). The garment 11Gb is 
completed by a relatively narrow binding 130 secured 
along one longitudinal edge of the body 118b, a rela 
tively wider binding 132 secured along the opposite longi 
tudinal or side edge of the body, and cooperating fasten 
ing means 134-, for example, buttons and button-holes, 
as shown, or snap fasteners, provided on the bindings 
130 and 132 which are intended to overlap at the front 
of the garment, as in FIG. 11. 

In order to provide the desired outwardly ?aring con 
figuration to the cape-like garment 110b, the latter is 
preferably formed of a stretch material, for example, the 
described textile fabric having a base of stretch Nylon 
yarn and a face of cotton yarn loops, and a binding 136 
of relatively non-stretchable fabric is sewed along the 
bottom edge of the body 1181) of the garment while 
such bottom edge is laterally stretched as illustrated in 
FIG. 10. 

It will be apparent that cape-like garments when pro 
duced from blanks cut from a ?attened tube, as in FIG. 
8, fully utilize the material of the ?attened tube without 
any waste whatsoever. 
Although illustrative embodiments of the invention 

have been described in detail herein with referenec to the 
accompanying drawings, it is to be understood that the in 
vention is not limited to those precise embodiments, and 
that various changes and modi?cations may be effected 
therein without departing from the scope or spirit of the 
invention, except as de?ned in the appended claims. 
What is claimed is: 
1. A method of producing hooded textile articles com 

prising ?attening a tube of textile fabric to provide two 
superposed layers of fabric joined together at the op 
posite folded side edges of the ?attened tube, cutting 
both of said layers along a plurality of spaced apart, 
alternately arranged straight and contoured lines extend 
ing across the ?attened tube, each of said contoured lines 
including end parts extending from said folded side edges 
and a central part offset relative to said end parts and 
joined to the latter 'by parts extending substantially in‘ 
the longitudinal direction of said tube, the distance be 
tween said central part of each contoured line and one 
of the adjacent straight lines being substantially equal to 
the distance between said end parts of the contoured 
line and the other of said adjacent straight lines so that 
the portion of the ?attened tube between said contoured 
line and said one adjacent straight line forms a ?rst blank 
having a body de?ning portion and a hood de?ning por 
tion extending centrally from one end thereof, opening ~ 
the portion of the ?attened tube between said contoured 
line and said other adjacent straight line, refolding the 
opened portion of the ?attened tube about the longi 
tudinal medial lines of said layers of the latter to form 
a second blank substantially the same as said ?rst blank, 
folding over corner areas of said hood de?ning portion 
of each blank to bring halves of the end edge of the lat 
ter into abutment with each other, and sewing together 
the abutting halves of said end edge and said layers along 
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the remaining edges of said hood de?ning portion and. 
the adjacent end edge ‘of said body de?ning portion to 
form from each blank a hooded article of two layers of 
said fabric which are permanently joined together at least 
along the edges of the hood, the adjacent end of the body 
portion and the sides of the latter. 

2. A method as in claim 1; wherein said textile fabric 
is a knitted terry cloth having a base forming ‘one surface 
of said tube and looped pile at the other surface of 
said tube; and further comprising the step of turning 
inside out the sewed blank so that the sewed seams are 
disposed. in the interior between said layers of fabric 
and said looped pile appears at the outer surfaces of 
said layers. 
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