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14 Claims. (Cl. 2S—72) 

The present invention relates to a method for producing 
a fabric having a deep, soft, ?eecelike surface on one or 
both faces thereof and to the products resulting from 
such method. More particularly, the invention relates 
to a method for treating particular types of tufted fabrics 
to produce fabrics having a deep, soft, ?eecelike surface 
or surfaces which bear a resemblance to animal furs, 
both in appearance and in heat-insulating properties. 

It has heretofore been known to produce fabrics hav 
ing a deep, soft, ?eecelike surface by a knitting process. 
This knitting process requires expensive and complex 
equipment which has a very low production rate, with 
the result that the fabrics so produced are quite expensive. 
The present invention contemplates the production of 
such fabrics on readily available and inexpensive equip 
ment having a high rate of production, thereby enabling 
the fabrics to be produced at low cost. 
The method of the invention can be brie?y described 

as including the steps of tufting loop pile in a backing 
fabric to produce pile loops on one face of the backing 
fabric and then pulling individual ?bers or components 
from the yarns or strands forming the pile loops. The 
yarns or strands used to form the pile loops may be spun 
yarns in which the ?bers have staple lengths several 
times the height of the pile loops or may be tow of con 
tinuous ?laments. In either event, the individual ?bers 
or ?laments of the yarns or strands must be free to move 
relative to each other and relative to the backing fabric 
to permit the pulling action to be carried out. If the 
pulling action is carried out on the loop pile face of 
the fabric, the pile loops will disappear and be replaced 
by a ?eecelike surface of individual twist-free ?bers of 
random lengths several times the original height of the 
pile loops. When the pulling action is carried out on 
the opposite face of the tufted fabric, the portions of 
the pile yarns or strands between the loops are not 
destroyed but are concealed by a ?eecelike surface of 
individual ?bers. The pulling action may be carried out 
on both surfaces of the tufted fabric, thereby producing 
a fabric having a ?eecelike surface on both faces. 
A primary object of the invention is to provide a 

method for rapidly and economically producing a fabric 
having a deep, soft, ?eecelike surface on one or both 
faces thereof. Another object of the invention is to 
provide a fabric having a deep, soft, ?eecelike surface 
on one or both faces thereof which can be sold at low 
cost. Still another object of the invention is to produce 
a fabric having a deep, soft, ?eecelike surface on one 
face thereof and a loop pile surface on the other face 
thereof. 

Other objects and advantages of the invention are 
pointed out in the following detailed description which 
has reference to the accompanying drawings, wherein: 
FIGURE 1 is a diagrammatic, enlarged, longitudinal 

sectional view of a tufted fabric suitable for use in the 
practice of the invention; 
FIGURE 2 is a diagrammatic longitudinal sectional 

view of the fabric shown in FIGURE 1 and showing an 
intermediate stage in the pulling of ?bers or components 
from the pile loop surface of the fabric; 
FIGURE 3 is a view similar to FIGURE 2 but illustrat 
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2 
ing the fabric after the completion of the pulling of 
?bers or components from the pile loop surface of the 
fabric and after the subsequent addition of a coating 
of binder material to the opposite face of the fabric; 
FIGURE 4 is a longitudinal sectional view of the fabric 

illustrated in FIGURE 1 after ?bers or components of 
the pile yarns or strands have been pulled from the face 
of the fabric opposite the pile 100p face thereof; 
FIGURE 5 is a longitudinal sectional view of the 

fabric shown in FIGURE 1 after ?bers or components 
have been pulled from the pile yarns or strands on both 
faces of the tufted fabric; 
FIGURES 6, 7, 8 and 9 are enlarged, diagrammatic, 

longitudinal sectional views illustrating the manner in 
which typical ?bers or components can be pulled from 
a tufted fabric. 

Referring ?rst to FIGURE 1, the tufted fabric in 
cludes a backing fabric 10 which may be a woven or 
non-woven fabric. We prefer to use for the backing 
fabric 10 a tightly woven fabric such as sateen. The 
construction of the yarns or strands 11 used in the tuft 
ing operation is important to the success of the inven 
tion and will be described in greater detail hereinafter. 
Although only one tufting yarn or strand 11 is illustrated 
in the drawings, it will be understood that a large number 
of such yarns or strands are used to tuft a plurality of 
parallel rows of pile loops longitudinally of the backing 
fabric 10. Any conventional multiple-needle tufting 
machine can be used for this purpose. As seen in 
FIGURE 1, the tufting operation places longitudinally 
spaced portions 12 of the yarns or strands on one face 
(which may be termed the opposite face) of the backing 
fabric 10. Intermediate portions 13 of the tufting yarns 
or strands form pile loops 14 on the other face of the 
backing fabric 10. 
The yarns or strands 11 may be spun yarns or may be 

tow of continuous ?laments collected in loose rope-like 
form with or without de?nite twist. The use of yarns 
spun from staple ?bers of synthetic material is preferred. 
Plied yarns or multiple ends of single yarns may be used. 
To produce a fabric having the presently preferred char 
acteristics, it is essential that the staple ?bers of the spun 
yarns have a staple length of at least three and preferably 
at least seven or eight times the height of the pile loops 
14; in other words, it is essential that the staple ?bers 
be of sufficient length to extend from one loop through 
at least one portion 12 into at least one and preferably 
into two or more adjacent loops. It is also essential 
to the success of the invention that the staple ?bers of 
the spun yarns be capable of individual movement rela 
tive to each other and relative to the backing fabric 10 
when the individual ?bers are pulled. This latter result 
is achieved by using the minimum twist in the spun yarns 
consistent with proper handling of the yarns in the 
tufting operation. A twist multiplier of not more than 
about ?ve and preferably less is preferred. In the event 
tow is used as the tufting strands 11, it is important to 
the production of the presently preferred fabric that the 
tow be of high denier and be composed of a large num 
ber of ?laments; that is, the denier of the tow should be 
at least 1,300. Good results have been obtained by the 
use of tow of 4,000 to 5,000 denier and composed of 200 
or more ?laments. The individual ?laments of the tow 
are movable relative to each other and relative to the 
backing fabric 10. 
FIGURE 2 illustrates the tufted fabric of FIGURE 1 

during an intermediate stage in the practice of the method 
of the invention. In that ?gure the tufting strands 11 
may be considered to be spun yarns. A substantial 
number of ?bers of the spun yarns are shown as having 
been pulled to random lengths from the pile loops 14. 
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These,v pulled ?bers are indicated by the reference nu 
meral 15. It will be seen that at least some of the pulled 
?bers 15 extend from the pile loops 14 a distance greater 
than the height of those, pile loops. This length of the 
pulled ?bers 15 derives from the fact that the pulled 
?bers have been pulled longitudinally of the yarns, not 
only from the pile loops from which they extend, but 
also through a portion 12 from at least one adjacent 
loop. In other words, when a particular ?ber is pulled 
from any one loop, a portion of the length of the pulled 
?ber is robbed from at least one adjacent pile loop. 
The pulling of the ?bers 15 from the pile loops 14 can 

be rapidly and economically accomplished by the use of 
one or more nappers. Nappers are well-known for prick 
ing the threads, ‘commonly the ?lling, of woven fabrics 
to raise a nap.’ Conventional planetary nappers, either 
single-action or double-action, may be used in the prac 
tice of the invention. A napper of the type known as a 
box napper can also be used. A box napper consists of 
a large cylinder having on its surface longitudinally ex 
tending and peripherally spaced strips of bent-knee napper 
wire or clothing. The fabric to be napped engages the 
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surface of the large cylinder of the box napper with the V 
fabric moving in the same direction that the cylinder is 
rotating. The cylinder has a surface speedrof several 
times the rate of travel of the fabric. Box nappers have 
heretofore been used primarily to put a wave or ripple in 
the nap on a fabric which had previously been napped on 
a planetary napper. 
the box napper can be used alone. Alternatively, it is 
possible to use first one type of napper and then another; 
In any event, in practicing the present invention the tufted 
fabric'is usually passed through the napper or nappers a 
plurality of times. For example, the tufted fabric can be 
run from one'to four times through a planetary napper 
and then run from one to four times through a box 
napper. In other instances a single run of the fabric 
through either type of napper will be found su?icient to 
produce the desired e?ect. > 
' FIGURE 3 illustrates the tufted fabric‘ of FIGURE 1 
after the ?ber pulling action on the loop pile face of the 
backing fabric has been completed so ‘as to produce a 
preferred fabric. It will be seen that the loops 14 have 
entirely'disappeared and’ have been replaced by the ?bers 
15 of random lengths which form a deep, soft, ?eecelike 
surface. The opposite face of the backing fabric and the 
portions 12 of the pile yarns are shown in FIGURE 3 as 
having been covered with a coating 16 of a binder mate 
rial'such as latex. The use of the binder‘ material is op 
tional, but when used it serves to bond the portions 12 of 
the pile yarns to the backing fabric 10. It is essential, 
however, that the pulling of the ?bers as described above 
be accomplished before the coating 16 is applied. 'If the 
coating 16 were applied before the pulling of the ?bers, 
the ?bers would not be free to move individually relative 
to each other and relative to the backing fabric and the 
desired pulling action could not be accomplished. ' i 

' The‘ pulling action described above removes any twist 
ing of the ?bers 15 about themselves and those ?bers ex 
tend to random lengths from the face of the backing fabric 
in a manner to resemble the hairs of animal fur. ' The 
average length of the ?bers '15 of the fabric of FIGURE 3 
is substantially greater than and often’as’much as three to 
ten ‘or more times the original height of the pile loops 14. 
As shown in FIGURE 3, the fabric includes a plurality of 
discrete" lengths 12 of spun yarns which lie against one 
face of the backing fabric 10. ‘ The ends 12a of the dis— 
crete lengths‘ 12, i.e. the transition Zones between the body 
of lengths 12 and free ?bers 15, extend throngh'the back; 
ing fabric'to’the‘other’face thereof. However, these' dis 
crete lengths 12 of spun yarns, ‘in the preferred fabric, 
are composed of ?bers at least about six times and prefer 
ably at least about ten times the discrete lengths 12, with 
the free ends 15 of those ?bers extending individually in 
twist-free, i.e. no longertwisted in strandform, condition 
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4 
to random lengths from each end of the discrete 
lengths 12. 
FIGURE 4 illustrates the tufted fabric of FIGURE 1 

after ?bers have been pulled from the longitudinally 
spaced portions 12 of the pile yarns on the opposite face 
of the backing fabric. This pulling action can be per 
formed by subjecting the opposite face of the fabric to 
the action of nappers as described above. Since the in 
dividual ?bers are free to move relative to each other and 
relative to the backing fabric 10, the ?bers can be pulled 
longitudinally of the yarns through the longitudinally 
spaced portions 12 and through the loops 14 to form the 
twist-free ?bers 17 which extend at random lengths from 
the opposite face of the backing fabric 10. This proce 
dure results in a fabric having a pile loop surface on a 
?rst face thereof and a deep, soft, ?eecelike surface on 
the opposite face thereof. The portions 12 of the yarns 
11 are not completely destroyed but are concealed by the 
?bers 17 which have an average length greater than the 
height of the loops 14. ' . ' 

It is possible to pull ?bers from both faces of the tufted 
fabric of FIGURE 1. Such a fabric is illustrated inFIG 
URE 5. It is preferable to ?rst pull ?bers from the por-. 
tions 12 of the pile yarns on the opposite face of the back 
ing fabric 10 to provide the random length ?bers 17 and 
to then pull ?bers from the pile loops 14 on the other 
face of the backing fabric to provide the random length 
?bers 15. This procedure results in a fabric, having a 
deep, soft, fleecelike surface on both faces. , 
vFIGURE 6 diagrammatically illustrates" one counter 

pile roller 18 of a double-action napper and its relation 
ship to the tufted fabric. The roller 18 is provided with 
napper wire or clothing consisting of a large number of 
bent-knee napper wires 19, only one being shown in the 
drawing. The counter pile'roller 18 rotates in the direc 
tion of the arrow 20 while the tufted fabric moves in the 
direction of the arrow 21. V ' , , 

In the description of the production of the fabrics of 
FIGURES 2V to 5 it has been assumed that the backing 
fabric was tufted with spun yarns. It has been indicated 
above that it is also possible to use tow composedof a 
large number of continuous ?laments with or_ without 
de?nite twist. When using such tow during the tufting 
operation, it is necessary for the subsequent pulling opera 
tion to not only pull the ?laments from the pile loops but 
also to break the ?laments into random lengths. The 
breaking of the ?laments results from‘ pulling the ?la 
ments until enough tension is applied to cause breakage. 
' Referring again to FIGURE‘ 6, there' is shown in dot 
dash lines the outline of loops which have been formed 
in the backing fabric 10 by the use of_ tow. Those loops 
are designated by the reference numeral 22 and the longi 
tudinally spaced portions of the tow on the opposite face 
of the backing‘fabric are designated by the reference 
numeral 23. A single ?lament of the tow is shown in 
full lines in FIGURE 6 and is designated by the refer? 
ence numeral 24. ' Referring now to FIGURE 7, it‘ will 
be seen that inv pulling the ?lament 24 that ?lament has 
been broken at the points 25 and 26 and that individual 
random'lengths 27, 28'and 729 of the ?lament have been 
pulled from loops 22. ' The positions which‘the random 
lengths 27, 28 and'29 originally occupied'in the loops 22 
are’ indicated by dotted lines in‘ FIGURE 7. The 
foregoing is a typical action which occurs when produc 
ing the'fabric of FIGURE 3 from a tufted fabric which 
has been tufted with towl I i ‘ ' I *7 R i ' 

A somewhat similar action occurs in producing the 
fabric of FIGURE 4 from a tufted fabric’which has been 
tufted with tow. Referring to FIGURE 8, a ?lament 30 
has been broken at the points 31 and 32' and the random 
lengths 33', 34,v 35 and-36 of the ?lament 30 have been 
pulled from the tow. The positions which‘ the random 
lengths 33,734, 35 and 36 originally occupied in the tow 
are indicated by dotted lines. ' ' ' " . 

FIGURE, 9 illustrates an example of. what happens to 

n 
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one ?lament when producing the fabric of FIGURE 5 
from a tufted fabric which has been tufted with tow. A 
?lament 37 has been broken at the points 38 and 39. A 
random length 40 of the ?lament 37 has been pulled from 
one face of the fabric and a random length 41 has been 
pulled from the other face of the fabric. It will be seen 
that the random lengths 40 and 41 are integral. The posi— 
tions which those lengths originally occupied in the tow 
are indicated by dotted lines. 
The use of spun yarns for tufting the backing fabric 

is preferred. To produce a preferred fabric product, the 
spun yarns must be composed of ?bers at least three times 
and preferably at least seven or eight times the height 
of the pile loops. We prefer to use yarns spun from ?bers 
of staple length at least one and one-half inches and pref 
erably from two and one-half inches to three inches. The 
height of the pile loops 14 may range from one-quarter 
inch or less to about three-quarters of an inch. Generally 
speaking, the very coarse spun yarns will give the best 
results. Excellent results have been obtained by the use 
of .75/1 yarns having a twist multiplier of 3.66. Excel 
lent results have also been obtained by the use of 1.15/1 
spun yarns having a twist multiplier of 4.08. When using 
the latter yarns it has been found preferable to feed two 
yarn ends to each needle of the tufting machine. 

In manufacturing a similar product by using tow to 
tuft the backing fabric, the tow should be of at least 1,300 
and preferably 4,000 to 5,000 denier or more and should 
be preferably composed of at least 150 ?laments. In the 
preferred fabrics, irrespective of whether spun yarns or 
tow are used as the tufting strands, the unit size of the 
strands should be equivalent to 4s (cotton count) or 
coarser and the twist multiplier should not exceed about 
?ve. As many as four ends of such strands may be fed 
to each needle of the tufting machine. 
The gauge of the pile loops (distance between adja 

cent longitudinal rows of pile loops), the height of the 
pile loops and the number of loops per inch in each longi 
tudinal row having a bearing on the quality of the prod 
uct which is obtained. Good results have been obtained 
with gauges from one-eighth to three-sixteenths of an 
inch, and with pile heights of from ?ve-sixteenths to three 
quarters of an inch and with four and one-quarter to nine 
loops per inch in each longitudinal row. In general, better 
fabrics appear to be obtained with narrower gauges and 
with greater numbers of loops per inch in the longitudinal 
rows. 

Nylon (either polyamide ?ber or polyamine-caprolac 
tum ?ber), modi?ed acrylonitrile ?ber (Verel), acetate 
rayon and other synthetic ?bers may be used, either in 
the form of spun yarns or as tow. 
The following speci?c examples of typical fabrics pro 

duced in accordance with the invention will be helpful 
to a complete understanding thereof. 

Example I 

Pile yarns of size .75/1 spun from modi?ed acrylonitrile 
(Verel) ?bers of 16 denier, two and one-half inch staple, 
were tufted in a sateen backing fabric to form pile loops 
of a height of ?ve-sixteenths of an inch, with the distance 
between longitudinal rows of loops (gauge) being one 
eighth of an inch and there being six loops per inch longi 
tudinally of each row. The ?bers were pulled by sub 
jecting the pile loop face of the fabric to the action of 
a box napper, the fabric making four passes through the 
napper. There resulted a fabric in which the pile loops 
had substantially completely disappeared and been re 
placed by individual ?bers of random lengths of as much 
as two inches or more. The fabric bore a resemblance 
in appearance and texture to animal fur. This fabric is 
diagrammatically illustrated in FIGURE 3 of the draw 
ings. 

Example II 

Tow of 4,000 denier (consisting of 200 ?laments of 20 
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denier each) of acetate yarn was tufted through a sateen 
backing fabric to produce loops of a height of ?ve-six~ 
teenths of an inch. The distance (gauge) between longi 
tudinal rows of loops was one-eighth of an inch and there 
were six loops per inch in each longitudinal row. The 
individual ?laments in the loops were then pulled and the 
?laments broken by running the tufted fabric through a 
box napper as outlined in Example I. The pile loops 
completely disappeared and were replaced by individual 
?bers of lengths up to three inches. There appeared to 
be considerably greater variation in the lengths of the 
?eece forming ?bers of this fabric as compared to the 
?bers of the fabric of Example I. The fabric of Exemple 
I. The fabric of Example II also bore a resemblance to 
animal fur. 
The fabric illustrated in FIGURE 3 is particularly suit 

able for use as a rug or carpet. This fabric also can be 
used as imitation fur for outer-wear clothing and can be 
used as interlining and as lining for coats and jackets. 
The fabric of FIGURE 3 can also be used for mop heads, 
dust tool covers, buffing covers for polishing, and many 
other uses. 
The fabric of FIGURE 4 can be used as a reversible 

rug. It is also contemplated that this fabric can be pro 
duced from low cost backing fabric and by the use of in 
expensive tufting yarn to provide a carpet pad or underlay. 
The fabric illustrated in FIGURE 5 can be used for 

the purposes outlined above and for any other purpose 
in which it is desirable to have a soft, ?eecelike surface 
on both faces of the fabric. 
The fleece of any of the fabrics can be sheared in any 

conventional manner to obtain uniform height of the 
?eecelike surface. 
We have illustrated and described exemplary embodi 

ments of our invention to enable those skilled in the 
art to understand and practice the same. It will be un 
derstood that various modi?cations may be utilized with 
out departing from the broader scope of the invention 
which is de?ned by the following claims. 

This application is a division of our co-pending patent 
application S.N. 694,316, ?led November 4, 1957, now 
U.S. Patent No. 3,034,194. 

Having thus described our invention, we claim: 
1. A method for producing a fabric, which method 

comprises furnishing to a tufting zone a plurality of spun 
yarns each made up of ?bers capable of being moved 
longitudinally of the yarn with respect to each other, 
tufting a backing fabric in said zone with said yarns to 
form longitudinal rows of pile loops projecting from one 
face of said backing fabric to heights no greater than 
about one-third of the average length of the ?bers in 
said yarns, pulling portions of the ?bers from the pile 
loops to rob lengths of such ?bers from adjacent pile loops 
in the same longitudinal row and continuing said pulling 
action until at least a substantial number of ?ber ends 
have been pulled from the pile loops and any remaining 
pile loop portions have been substantially concealed by 
the ?ber end portions pulled from the pile yarns. 

2. A method for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of spun 
yarns each made up of ?bers capable of being moved 
longitudinally of the yarn with respect to each other, tuft 
ing a backing fabric in said zone with said yarns by 
inserting pile loops through said backing fabric at points 
spaced apart longitudinally from each other distances no 
greater than about one-sixth of the average length of the 
?bers in said yarns to form longitudinal rows of pile 
loops, pulling portions of the ?bers from the pile loops 
to rob lengths of such ?bers from adjacent pile loops in 
the same longitudinal row and continuing said pulling 
action until at least a substantial number of ?ber ends 
have been pulled from the pile loops and any remaining 
pile loop portions have been substantially concealed by 
the ?ber end portions pulled from the pile yarns. 
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3. A method for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of spun 
yarns each made up of ?bers capable of being moved 
longitudinally of the yarn with respect to each other, tuft 
ing a backing fabric in said zone with said yarns to form 
longitudinal rows of pile loops [projecting from one face 
of said backing fabric to heights no greater than about 
one-seventh of the average length of the ?bers in said 
yarns, pulling portions of the ?bers from the pile loops 
to rob lengths of such ?bers from adjacent pile loops in 
the same longitudinal row and continuing said pulling 
action until at least av substantial number of ?ber ends 
have been pulled from the pile loops and any remaining 
pile-loop portions have been substantially concealed by 
the ?ber end portions pulled from the pile yarns. 

4, Airmethod for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of spun 
yarns each made up of ?bers capable of being moved 
longitudinally of the yarn with respect to each other, tuft 
ing a backing fabric in said zone with said yarns by 
inserting pile loops through said backing fabric at points 
spaced apart longitudinally from each other distances no 
greater than about one-tenth of the average length of the 
?bers in said yarns to form longitudinal rows of pile 
loops, pulling portions of the ?bers from the pile loops 
to rob'lengths of such ?bers from adjacent pile loops in 
the same longitudinal row and continuing said pulling 
action until at least a substantial number of ?ber ends 
have been pulled from the pile loops and any remaining 
pile loop portions have been substantially concealed by 
the ?ber‘ end portions pulled from the pile yarns. 

5. A method for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of spun 
yarns each made up' of ?bers capable of being moved 
longitudinally of the yarn with'respect to each other, tuft 
ing a backing fabric in said zone with said yarns by 
inserting pile loops through said backing fabric at points 
spaced apart longitudinally from each other distances no 
greater than about one-sixth of the average length of the 
?bers in said yarns to form longitudinal rows of pile 
loops projecting from one face of said backing fabric 
to heights no greater than about one-third of the average 
length of the ?bers in said yarns, pulling portions of the 
?bers'from the pile loops to rob lengths of such ?bers 
fromv adjacent pile loops in the same longitudinal row, 
continuing said pulling action until at least a substantial 
number of ?ber ends have been pulled from the pile loops 
and any remaining pile loop portions have been substan 
tially concealed by the ?ber end portions pulled from the 
pile yarns, and then shearing the surface of the fabric 
containing said pulled ?ber end portions. 

6. A method for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of spun 
yarns each made up of ?bers capable of being moved 
longitudinally of the yarn with respect to each other, tuft 
inga backing fabric in said zone with said yarns to form 
longitudinal rows of pile loops projecting from one face 
of said backing fabric to heights no greater than about 
one-third of the average length of the ?bers in said yarns, 
pulling portions of the ?bers from the pile loops to rob 
lengths of ‘such ?bers from adjacent pile loops in the same 
longitudinal row, continuing said pulling action until at‘ 
least a substantial number of ?ber ends have been pulled 
from the pile loops and any remaining pile loop portions 
have been substantially concealed by the ?ber end portions 
pulled from the pile yarns, and thereafter covering the 
other face of said backing fabric with a coating of binder 
material. 

7. A method for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of spun 
yarns of a unit size not ?ner than about 4s (cotton count) 
having a twist multiplier not more than about ?ve and 
being made up of ?bers capable of being moved longi 
tudinally of the yarn with respect to each other, tufting 
a backing fabric in said zone with said yarns to form 
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l 8 
longitudinal rows of pile loops projecting from one face 
of said backing fabric to heights no greater than‘ about’ 
one-third of the average length of the ?bers in said yarns, 
pulling portions of the ?bers from the pile loops to rob' 
lengths of such ?bers from adjacent pile loops in the 
same longitudinal row and continuing said pulling action 
until at least a substantial number of ?ber ends have been 
pulled from the pile loops and any remaining pile loop 
portions have been substantially concealed by the ?ber 
end portions pulled from the pile yarns, at least a sub 
stantial number of which pulled ?ber end portions project 
to a distance from the backing fabric substantially greater 
than twice the original height of said loops. 

8. A method for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of spun 
yarns each made up of ?bers capable of being moved 
longitudinally of the yarn with respect to each other, tuft 
ing a backing fabric in said zone with said yarns by 
inserting pile loops through said backing fabric at points " 
spaced apart longitudinally from each other distances no 
greater than about one~sixth of the average length of the 
?bers in said yarns to form longitudinal rows of pile 
loops projecting from one face of said backing fabric to 
heights no greater than about one-third of the average 
length of the ?bers in said yarns with portions of said 
yarns between the loops lying on the other face of the 
backing fabric, pulling portions of the ?bers from the 
portions of the pile yarns on said other face of the back 
ing fabric to rob lengths of such ?bers from adjacent pile 
loops in the same longitudinal row and continuing said 
pulling action until at least a substantial number of ?ber 
ends have been pulled from the pile yarns and any re; 
maining pile yarn portions on said other face of the 
backing fabric have been substantially concealed by the 
?ber end portions pulled from the pile yarns, at least some 
of which pulled ?ber end portions project from said yarn 
portions on said other face‘of the backing fabric a distance 
greater than the height of said pile loops. 

9. A method for producing a fabric, which method 
comprises furnishing to a tufting zoneta plurality of spun 
yarns each made up of fibers capable of being moved‘ 
longitudinally of the yarn with respect ‘to each other, 
tufting a backing fabric in said zone with said yarns 'to' 
form longitudinal rows of pile loops projecting from one 
face of said backing fabric to heights no greater than 
about one-third of the average length of the fibers in 
said yarns with portions of said yarns between said loops 
being disposed on the other face of the backing fabric, 
pulling portions of the fibers from the portions of the 
pile yarns on said other face of the backing fabric to 
rob lengths of such fibers from adjacent pile loops in the 
same longitudinal row, continuing said pulling action un 
til at least a substantial number of ?ber ends have been 
pulled from the pile yarns and any remaining pile yarn 
portions on said other face of the backing fabric have 
been substantially concealed by the ?ber end portions 
pulled from the pile yarns, pulling portions of the ?bers 
from the pile loops to rob lengths of such ?bers from 
adjacent pile loops in the same longitudinal row and‘ 
continuing the last-mentioned pulling action until at least 
a substantial number of ?ber ends have been pulled from 
the pile loops and any remaining pile loop portions have 
been substantially concealed by the ?ber end portions 
pulled from the pile yarns. 

10. A method for producing a fabric, which method’ 
comprises furnishing to a tufting zone a plurality of 
strands each made up of continuous ?laments capable 
of being moved longitudinally of the strand with respect 
to each other, tufting a backing fabric in said zone with 
said strands to form longitudinal rows of pile loops, pull 
ing portions of the ?laments from the pile loops to rob 
lengths of such ?laments from adjacent pile loops in the 
same longitudinal row and to break the ?laments, andv 
continuing said pulling action until at least a substantial 
number of broken ?lament ends have been pulled from 
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the pile loops and any remaining pile loop portions have 
been substantially concealed by the ?lament end portions 
pulled from the pile strands. 

11. A method for producing a tufted fabric having a 
deep, soft, ?eecelike surface, Which method comprises 
furnishing to a tufting zone a plurality of strands each 
made up of continuous ?laments capable of being moved 
longitudinally of the strand with respect to each other, 
tufting a backing fabric in said zone with said strands 
to form longitudinal rows of pile loops, pulling portions 
of the ?laments from the pile loops to rob lengths of such 
?laments from adjacent pile loops in the same longitudi 
nal row and to break the ?laments, continuing said pull 
ing action until at least a substantial number of broken 
?lament ends have been pulled from the pile loops and 
any remaining pile loop portions have been substantially 
concealed by the ?lament end portions pulled from the 
pile strands, and shearing the surface of the fabric con 
taining said pulled ?lament end portions. 

12. A method for producing a fabric, which method 
comprises furnishing to a tufting Zone a plurality of tows 
each made up of continuous ?laments capable of being 
moved longitudinally of the tow with respect to each 
other, tufting a backing fabric in said zone With said 
tows to form longitudinal rows of pile loops extending 
from one face of the backing fabric, pulling portions of 
the ?laments from the pile loops to rob lengths of such 
?laments from adjacent pile loops in the same longitudi 
nal row and to break the ?laments, continuing said pull 
ing action until at least a substantial number of broken 
?lament ends have been pulled from the pile loops and 
any remaining pile loop portions have been substantially 
concealed by the ?lament end portions pulled from the 
pile loops, and thereafter covering the other face of the 
backing fabric With a coating of binder material. 

13. A method for producing a fabric, which method 
comprises furnishing to a tufting zone a plurality of 
strands each made up of continuous ?laments capable 
of being moved longitudinally of the strand With respect 
to each other, tufting a backing fabric in said zone With 
said strands to form longitudinal rows of pile loops on 
one face of the backing fabric with portions of said 
strands between the loops lying on the other face of the 
backing fabric, pulling portions of the ?laments from 
the portions of the strands on said other face of the back 
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ing fabric to rob lengths of such ?laments from adjacent 
pile loops in the same longitudinal row and to break the 
?laments, and continuing said pulling action until at least 
a substantial number of broken ?lament ends have been 
pulled from the pile strands and any remaining pile 
strand portions on said other face of the backing fabric 
have been substantially concealed by the ?lament end 
portions pulled from the pile strands. 

14. A method for producing a fabric, Which method 
comprises furnishing to a tufting zone a plurality of 
strands each made up of continuous ?laments capable 
of being moved longitudinally of the strand With respect 
to each other, tufting a backing fabric in said zone with 
said strands to form longitudinal rows of pile loops on 
one face of the backing fabric with portions of said 
strands between the loops being disposed on the other 
face of the backing fabric, pulling portions of the ?la 
ments from the portions of the strands on said other 
face of the backing fabric to rob lengths of such ?laments 
from adjacent pile loops in the same longitudinal row 
and to break the ?laments, continuing said pulling action 
until at least a substantial number of broken ?lament 
ends have been pulled from the strands and any remain 
ing pile strand portions on said other face of the backing 
fabric have been substantially concealed by the ?lament 
end portions pulled from the pile strands, pulling portions 
of the ?laments from the pile loops to rob lengths of 
such ?laments from adjacent pile loops in the same longi 
tudinal row and to break the ?laments, and continuing 
the last-mentioned pulling action until at least a substan 
tial number of broken ?lament ends have been pulled 
from the pile loops and any remaining pile loop portions 
have been substantially concealed by the ?lament end 
portions pulled from the pile strands. 
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