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ABSTRACT OF THE DISCLOSURE 

Process for fastening a tensioned elastic band to a 
textile sheet by fusion bonds or welds at least at the ends 
of the band and preferably at uniformly spaced spots 
throughout the entire extent of the band. The band or 
textile sheet may be provided with a thermoplastic syn 
thetic material to improve the fusion bonding or welding. 
The fusion bonding may provide the only connection of 
the band with the textile sheet and overlapping sections 
of the textile sheet may be bonded together with the band 
ends therebetween to form a garment or the like with a 
closed loop. An edge portion of the sheet may be provided 
with inwardly extending notches having therein pins on 
a curved path holding the tensioned band in the curved 
path prior to the fusion bonding. 

BACKGROUND OF THE INVENTION 

Elastic bands or similar elastically resilient components 
serve the purpose of pulling the textile article together, 
for example, for bringing it in close contact with the body, 
or for obtaining a tightly contacting joint at the waistband, 
sleeve band, or leg band. 

It has been known to provide the articles of clothing, 
for the purpose of fastening elastic bands, with hem 
stitches through which the rubber band is pulled, the ends 
of this band being connected with each other by sewing 
or also be welding. For this purpose, the elastic bands 
must ?rst be introduced into the hemstitch. This represents 
a separate and time-consuming operating step, which is 
still considerably lengthened in case of curved hemstitch. 
Furthermore, the connecting of the ends of the elastic 
bands always constitutes an additional process step, which 
step has to be conducted separately. It is furthermore con 
ventional to sew an elastic band to the edge of an article 
of clothing. Since the elastic band must be attached to the 
article of clothing in the tensioned condition, special meas 
ures must be taken for the sewing operation; however, 
there will always be the di?iculty of having to attach the 
elastic band, along the seam line provided, uniformly with 
the required tension. Particular difficulties are encountered 
with sewing the rubber bands along a curved line. Finally, 
each elastic band must be sewn to the garment by itself, 
each sewing operation representing a certain consumption 
of time. This expenditure in work and time has a particu 
larly unfavorable effect in case of garments, particularly 
articles of underwear, including lingerie, that are dis 
carded after being used once or a few times only and thus 
must be inexpensive. 

SUMMARY OF THE INVENTION 

Consequently, the invention is based on the problem of 
simplifying the attachment of elastic bands to garments, 
particularly articles of clothing. 

This problem is solved, in accordance with the inven 
tion, by spot-welding the elastic bands, with the aid of 
a welding medium, in the tensioned condition, at least 
the ends thereof, to the cut-to-size fabric. 
A particularly simple fastening of the elastic bands to 

10 

20 

N) CA 

30 

35 

40 

45 

50 

55 

60 

65 

1 3,560,292 
Patented Feb. 2, 1971 'ice 
2 

the garment results, in accordance with a further embodi 
ment of the invention, from the provision of weldable 
elastic bands, which bands are mixed (combined), coated, 
or intertwined with thermoplastics. 

BRIEF DESCRIPTION OF THE DRAWING 

Further objects, features and advantages of the present 
invention will become more clear from the following de~ 
scription of the drawing, wherein: 

FIG. 1 is a plan view of a cut-to-size pattern of an 
article of clothing with the elastic bands fused thereon in 
the tensioned condition; 
FIG. 2 shows the ?nished article of clothing in the as 

sembled condition; 
FIG. 3 is a top view of an elastic band arranged in a 

curved manner, on an enlarged scale; and 
FIG. 4 is a partial view of an article of clothing with 

the elastic band applied thereon, in the non-tensioned 
condition. 

DETAILED DESCRIPTION OF THE 
DRAWING 

FIG. 1 shows a cut-to-size piece of fabric 1 of an article 
of clothing, illustrated, as an example, in the form of baby 

. pants, made of a textile sheet of cellulose or the like. This 
piece 1 is provided in the upper half with lateral extensions 
or edge portions 1' with respect to the lower half, which 
extensions can be folded along bending lines a. Elastic 
bands 2 are placed on the piece of material 1 proximate 
and in parallel with the upper and lower edges thereof; 
these elastic bands are held in the tensioned condition at 
their projecting ends by means of any desired clamping 
or holding devices, which may be conventional per se. 
The elastic bands 2 are preferably mixed or intermixed 
with fusible thermoplastic synthetic materials and thus 
are weldable. The weldability can also be achieved by 
coating the surface of the cut-to-size material 1 with 
thermoplastics in the zone of the elastic bands 2, or by 
admixing to the elastic band 2 a welding agent in the 
form of a coating or a thread of thermoplastic synthetic 
materials. The thread can be simply added to the elastic 
band 2, or it can also be intertwined therewith. During 
the welding step, the elastic bands 2 are spot-welded or 
fusion bonded at their ends by appropriate tools to the 
cut-to-size material 1 positioned therebeneath at points 
3 by means of heat and pressure. Depending upon the 
purpose of utility of the article of clothing, one or more 
point-like welding connections 3' can be provided between 
the two welding spots 3 at the ends. 
The cut-to-size material 1 rests on a supporting base 4 

equipped with the clamping devices. In order to be able 
to fasten the elastic bands 2 also along a curved line on 
the cut material 1, the supporting base 4 is provided with 
a row of needles or pins 5 arranged along the seam 
line produced on the material. The needles or pins 5 can 
penetrate the cut-to-size material *1, or contact the edge 
thereof. If the elastic band 2 is to be overlapped by por 
tions of the cut material 1, incisions or notches 6 are pro— 
vided from the outside in this material. In the inner apex 
of these incisions, respectively one needle or pin 5 is 
arranged (FIG. 3). The elastic band 2 is placed around 
the needles or pins 5 and likewise fastened under tension 
at its ends to the supporting plate 4. It can be seen that, 
by an appropriate arrangement of the needles and pins 5 
on the supporting plate 4, any desired curved seam can 
be provided in the manner of a polygon. Suitably, the 
elastic band 2 is connected with the cut-to-size material 
1 at least at each indentation 6 'by one welding spot 3', 
but preferably by two welding spots 3' positioned on both 
sides of the indentation (FIG. 3). 
The welding tool (not shown) comprises a number of 

welding devices corresponding to the number and position 
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of the welding spots provided, so that all welding spots 
3 and 3' are produced by a single welding operation. 

After the welding process for fastening the elastic bands 
2, a stencil 7 is placed on the material in such a manner 
that the lateral edges thereof are positioned along the 
bending edges a and the lower edge along a further bend 
ing edge b. Thereafter, the extensions 1’ are folded in 
wardly and the lower portion of the cut-to-size material 1 
is folded over in the upward direction, so that the external 
regions of this portion are congruent with the extensions 
1’ (FIG. 2). 

In a further welding step, the congruent portions'are 
now connected with each other in the region of the exten 
sions 1’, if desired 'with the addition of a welding agent. 
In this connection, the ends of the elastic bands 2 can be 
positioned on top of each other or side-by-side and thus 
be welded together. In this manner, a shear seam capable 
of absorbing great forces is produced as the side seam. 
Of course, each elastic band 2 must remain in the ten 
sioned condition until the last welding step has been 
accomplished. After the welding spots have cooled off, 
the preliminary tensioning can be released and the pro 
jecting ends of theelastic band can be severed. The elastic 
bands 2 can be provided. in a hem, but they can also be 
merely placed on top of the cut material 1 and welded 
together with this material. In the latter case, the provi 
sion of an appropriate number of welding spots 3’ pre 
vents the displacement of the elastic band 2. At the same 
time, a particularly inexpensive type of garment is pro 
duced, since the production of the hemstitching is elimi 
nated, and the cut-to-size piece can be kept correspond 
ingly smaller. 
The cut-to—size material 1 can be made of natural or 

synthetic materials. Furthermore, the expression “elastic 
band” is understood to comprise all elastically resilient 
components suitable for textile articles for the purpose of 
obtaining resiliency. Suitable textile materials for utiliz 
ing the process of this invention are all those goods, in 
the broadest sense, encompassed. by textile materials; how 
ever, the use of the present invention is particularly ad 
vantageous in case of garments, particularly articles of 
clothing. 
The advantages achieved by the present invention con 

sist, in particular, in that a textile article with elastic 
bands attached thereto can be manufactured in a few 
process steps. 
The process is furthermore well suited for the fully 

automated manufacturing process and consequently for 
large series production. Since garments, and articles of 
under-clothing, in particular, which are made of cellulose 
or the like are discarded after, if desired, one single utili 
zation, an article is obtained which can be cheaply manu 
factured and fully satis?es the normally present require 
ments (wear and tear, stresses). 
The preceding speci?cally illustrated examples of the 

method and apparatus have been shown in detail only for 
purposes of illustration; further modi?cations, variations 
and embodiments are contemplated within the spirit and 
scope of the present invention as de?ned- by the follow 
ing claims. 

I claim: 
1. A process for manufacturing articles made of textile 

materials, such as slips, baby pants, and the like, pro 
vided with rubber bands or similar elastic elements, which 
comprises, spreading out a one-piece, cut pattern in one 
plane on a supporting plate, adding one band-shaped or 
strip-shaped elastic element to at least some of the mar 
ginal zones of the closures of the article to be made, spot 
welding the elastic element, in a tensioned condition to 
the cut pattern lying therebeneath, folding one-half of the 
cut pattern forming the front or back of the textile article 
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over until it is disposed on the second half of the cut 
pattern, the lateral projections attached to the marginal 
zones of one of the halves of the cut pattern being folded 
over until they overlap the folded-over section of the cut 
pattern, and welding the lateral projections together with 
the folded over half of the cut pattern, thus closing off 
the closures of the article being made. 

2. The process of claim 1, wherein the elastic elements 
are spot-welded at, at least the ends thereof. 

3. The process of claim 1, wherein the elastic elements 
are mixed, intertwined or coated with a thermoplastic 
synthetic material. 

4. The process of claim 1, wherein the textile material 
is cellulose. 

5. The process of claim 1, wherein the article to be 
made is welded by coating the surface of the textile mate 
rial in the zone of the elastic element, with a thermo 
plastic synthetic material. 

6. The process of claim 1, wherein the elastic elements 
are spot-welded through the application of heat and pres 
sure. 

7. The process of calim 1, wherein in order to be able 
to fasten the elastic element along a curved line,'the sup 
porting plate is provided with a row of pins arranged 
along the seam line produced on the material and elastic 
element is placed around the pins and fastened, under 
tension, at its ends to the supporting plate. 

8. The process of claim 7, wherein the pins can pene 
trate the material or contact its edge. 

9. The process of claim 7, wherein when the elastic 
element is to be overlapped by portions of the cut mate 
rial, notches are cut in the periphery of the material and 
one pin is arranged in the respective inner apexes of these 
notches. 

10. The process of claim 9, wherein the elastic ele 
ment is connected to the material at, at least each notch 
by at least one welding spot. 

11. The process of claim 10, wherein two welding spots 
are positioned on both sides of the notch. 

12. The process of claim 1, wherein after the cut pat 
tern is folded, the ends of the elasticelements are posi 
tioned on top of each other or side-by-side and then 
Welded together to produce a shear seam capable of ab~ 
sorbing substantial forces. 

13. The process of claim 1, wherein after the welding 
spots have cooled off, the tensioning of the elastic ele 
ments can be released. 

' 14. The process of claim 1, wherein the lateral projec 
tions attached to the marginal zones of one of the halves 
of the cut pattern is folded over before folding one-half 
of the cut pattern forming the front or back of the article 
to be manufactured over until it is disposed on the second 
half of the cut pattern. 
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