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METHOD FOR PRODUCING PANTY HOSE 

This invention relates generally to the method and 
apparatus for producing panty hose and more particu 
larly to the performance of the everting, inspecting, toe 
seaming, slitting and seaming together of a pair of ho 
siery blanks by a single operator. 
The usual practice in producing panty hose is to knit 

seamless tubular hosiery blanks in right-side-out condi 
tion, transport the knit blanks to a ?rst sewing operator 
where the blanks are everted, inspected and the toe 
ends are closed by a seaming operation, and then trans 
port the closed toe hosiery blanks to another operator 
where the upper ends are slit in a longitudinal direction 
and the slit edges of pairs of hosiery blanks are seamed 
together, with or without crotch patches or connecting 
panels, to complete the production of the panty hose. 
This usual method of producing panty hose requires 
unnecessary handling operations, thereby increasing 
production cost, and also increases the likelihood of 
forming picks and snags in the panty hose. 
With the foregoing in mind, it is an object of the pres 

ent invention to provide a method and apparatus for 
producing panty hose wherein the slitting of the hosiery 
blanks and seaming together of adjacent hosiery blanks 
is performed immediately following the usual everting, 
inspecting and toe seaming operation and by the same 
operator to thereby reduce the amount of handling re 
quired for the production of panty hose. 

In accordane with the present invention, the method 
of producing the panty hose includes knitting pairs of 
seamless tubular blanks in right-side-out condition, 
drawing the panty forming end of a ?rst hosiery blank 
up and over a tubular inspection form to evert the 
blank while engaging the panty forming end of the 
blank with a heated wire slitter which is ?xed on the 
outside of the tubular form to longitudinally slit the ?rst 
blank a predetermined distance from the end thereof as 
the panty forming end of the ?rst blank is drawn up the 
outside of the tubular form to a predetermined location 
on the form. The toe end of the ?rst blank is then sewn 
to close the same and this blank is turned back to right 
side-out condition while it is removed from the form. 
These steps are then performed on a second tubular ho 
siery blank and the two blanks are joined together by 
seaming the corresponding edges of the slits to form the 
panty portion of the garment. 
The apparatus for everting, inspecting and slitting tu 

bular hosiery blanks is positioned immediately adjacent 
a sewing machine and includes an elongated tubular 
form having an open free end with a suction source 
connected to the other end of the tubular form for 
drawing air inwardly through the open end and along 
the length of the form. A heated wire slitter is sup 
ported on one side of the tubular form and a predeter 
mined distance from the open end thereof. The heated 
wire slitter comprises a pair of guide plates extending 
longitudinally of the tubular form and including por 
tions tapering outwardly and away from the open end 
of the tubular form so that the upper end of a hosiery 
blank is slit as it is drawn upwardly on the form and 
along the outwardly tapering portions of the guide 
plates to engage the heated wire slitter and slit the ho 
siery blank. 
Other objects and advantages will appear as the de~ 

scription proceeds when taken in connection with the 
accompanying drawings, in which 
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FIG. 1 is an isometric view of the everting, inspecting 
and slitting apparatus of the present invention and illus 
trating a fragmentary portion of the supporting table 
and sewing machine supported adjacent the open free 
end thereof; 
FIG. 2 is an enlarged view of the upper end of the ap 

paratus shown in FIG. 1 and illustrating the manner in 
which the upper end of a hosiery blank is slit by the 
heated wire slitter as it is drawn up onto the tubular, 
form to the proper position; 
FIG. 3 is a fragmentary isometric view of the appara 

tus illustrating the manner in which the toe end of the 
stocking is closed while a portion of the slit end of the 
hosiery blank is maintained on the tubular form; 
FIG. 4 is a perspective view of the upper end of a 

panty hose, illustrating the manner in which the slit 
edges of two adjacent hosiery blanks are seamed to 
gether to complete the panty portion thereof; and 
FIG. 5 is an enlarged isometric view, with parts bro 

ken away, of the slitting device removed from the tubu 
lar form. _ 

The everting, inspecting and slitting apparatus in 
cludes an elongate tubular form 10 having an open free 
end 11 (FIG. 1). The other end portion of the form 10 
is suitably supported in-spaced relationship above a 
work table 12 by means of a support block 13. The 
other end of the tubular form 10 is suitably connected 
to a convenient suction source, not shown, so that air 
is drawn inwardly through the open free end 11 and 
along the length of the tubular form 10 to create suc 
tion currents therein. A conventional sewing machine 
14 is supported on the work table 12 and in spaced 
apart relationship adjacent the free end 11 of the tubu 
lar form 10. This sewing machine 14 may be of any 
conventional type and is preferably of the type which 
is adapted to form an overedged seam and which is pro 
vided with a trimmer for cutting away the excess mate~ 
rial just prior to the overedge seam being formed. 
A heated hot wire slitter, broadly indicated at 15, is 

supported on one side of the tubular form 10 and is po 
sitioned a predetermined distance from the open free 
end 11. The heated wire slitter 15 includes a pair of 
guide plates extending longitudinally of the elongate 
tubular form 10 and having portions 16, 17 tapering ’ 
outwardly and away from the open end 11 of the tubu 
lar form (FIG. 5). A spacer plate 18 maintains the for 
ward ends of the guide plates in spaced apart relation 
ship and a spacer block 19 extends across and between 
the rear ends of the guide plates 16, 17. Upper and 
lower guard portions 20, 21 extend parallel with the 
tube 10 and are joined to the outwardly tapering por 
tions 16, 17 to de?ne slots therebetween. 
As best illustrated in FIG. 5, the heated wire, indi 

cated at 23, is U-shaped and the legs thereof extend 
into and are supported in the spacer block 19. Electric 
wires 24, 25 are connected to the legs of the U-shaped 
heated wire 23 and are suitably connected to any 
source of electrical energy, not shown. The medial por 
tion of the U-shaped heated wire 23 extends across and 
between the slots in the guide plates so that the heated 
wire , is protected from engagement by the operator. 
When the upper end of a hosiery blank is drawn up the 
tubular form 10, it is guided up the outwardly tapering 
portions l6, 17 of the guide plates and into engagement 
with the transversely extending medial portion of the 
wire 23 so that the fabric is slit. Slots 26 are provided 
in the guide plates and a band 27 extends through the 
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slots and around the tubular form to maintain the 
heated wire slitter 15 in the desired longitudinal posi 
tion on the form 10. A guide band‘or mark 28 is pro 
vided near the end of the form 10 as an indication to 
the operator where the upper end of the hosiery blank 
50 is to be drawn in order to provide the desired length 
of slit in one side of the tubular hosiery blank. 

METHOD OF OPERATION 

The method of producing panty hose in accordance 
with the present invention includes knitting seamless 
tubular hosiery blanks in right-side-out‘condition with 
one end of each blank being adapted to form the toe 
and the other end being adapted to form'one-half the 
panty portion and ‘one-half of the waist opening of the 
panty hose. As is well-known, hosiery blanks are usu 
ally produced by a hosiery knitting machine with both 
ends open and it is the usual custom to employ a ?ne 
denier yarn in knitting the leg portion and to employ a 
heavier denier yarn in the upper portion of the hosiery 
blank which is adapted to form the panty portion of the 
panty hose. The sheer legs of the hosiery blank are indi 
cated at 30 in FIG. 4 and the heavier denier panty por 
tion is indicated at 31. If desired, a turned welt waist 
band portion, indicated at 32 in FIG. 4, may be formed 
on the knitting machine. 
The knit hosiery blanks are placed near the sewing 

machine operator and panty hose are produced from 
pairs of the seamless tubular blanks at the single opera 
tor station illustrated in FIG. 1. The toe end of the first 
of the blanks is positioned adjacent the open end 11 of 
the tubular form 10 so that the toe end and a substan 
tial length of the ?rst blank is drawn into the tubular 
form by suction currents therein, as illustrated in FIG. 
1. The upper panty forming portion of the tubular 
blank is then drawn up and over the tubular form 10 to 
evert this first blank. As the upper end of the ?rst blank 
is drawn up the outside of the tubular form, it engages 
and rides up the tapered portions 16, 17 of the heated 
wire slitter l5 and the fabric is slit by the medial por 
tion of the U-shaped heated wire 23, as illustrated in 
FIG. 2. When the upper end of the blank reaches the 
indicator line or mark 28, the upper end of the hosiery 
blank has been slit to the desired length. While in this 
condition, the blank may be inspected for defects and 
the upper end of the hosiery blank is then moved down 
wardly on the form 10 to substantially the position 
shown in FIG. 3 and the operator proceeds to close the 
toe end of the hosiery blank by use of the sewing ma 
chine 14. The closed toe end of the hosiery blank is 
then permitted to be drawn into the form 10 so that the 
blank is turned back to right-side-out condition as the 
operator withdraws the hosiery blank out of the tubular 
form 10. 
A second hosiery blank is then everted, inspected, slit 

and the toe closed in the same manner as the ?rst 
blank. The operator then connects the corresponding 
slit edges of the two hosiery blanks ‘together by a seam 
ing operation, as by a U-shaped seam, indicated at 33 
in FIG. 4. The seam 33 extends from the rear of the gar 
ment at the waist opening downwardly, through the 
crotch of the garment and up the front to the waist 
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provide increased width in the desired portions of the 
panty of the panty hose. 

4 
Thus, the everting, ‘inspecting, slitting, toe closing 

and joining together of pairs of hosiery blanks is carried 
out at a single position and by a single operator to 
thereby reduce the number of handlings which are re 
quired of the stocking blanks in~the formation of panty 
hose. Further, the slitting-of the fabric by the heated 
wire 23 tends ,to fuse the yarn ends and aids in prevent 
ing runs and the like in the panty hose. Also, the con?g 
uration of the guide plates above. and below the heated 
wire 23 protect the operator from engagement with the 
heated wire as the upper end of the hosiery blank is 
drawn up onto the form 10. , 

In the drawings and speci?cation there has been se 
forth a preferred embodiment of the invention, and al 
though speci?c terms are employed, they are used in a 
generic and descriptive sense only and not for purposes 
of limitation. 
‘That which is claimed is: 
1. A method of producing panty hose which com 

prises the steps of 
a. knitting a pair of seamless tubular blanks in right 

side-out condition with one end of each‘v blank 
being adapted to form the toe end and the other 
end being adapted to form one-half the panty por 
tion, ' 

b. positioning the toe end of the'?rst of said blanks 
adjacent the open end of a tubular form so that the 
toe end and a substantial length of said first blank 
is drawn into said tubular form by suction currents 
therein, 

0. drawing the panty formingend of said ?rst blank 
up and over said tubular form to evert said ?rst 
blank while engaging the panty forming end of said 
?rst blank with a heated wire slitter ?xed on the 
outside of said tubular form to longitudinally slit 
said ?rst blank a predetermined distance from the 
end thereof as the panty forming ‘end of said ?rst 
blank is drawn up the outside of said, tubular form 
to a predetermined location, _ 

d. sewing the toe end of said ?rst blank to close the 
same, 

e. turning said first blank back to right-side-out con 
dition while removing the same from said tubular 
form, 

f. repeating steps (b) through (e) with a second tubu 
lar blank, and 

g. seaming together the corresponding edges of the 
slits in the panty forming ends of said ?rst and sec 
ond blanks to join the two blanks together and 
form the panty portion of the panty hose. 

2. A method of producing panty hose from a pair of 
tubular hosiery blanks with each blank having a toe 
portion at one end and a panty forming portion at the 
other end, said method comprising the steps of 

a. drawing the panty end of a ?rst hosiery blank up 
and over a tubular form with a heated wire slitter 
?xed on the outside of said tubular form to longitu 
dinally slit the blank a predetermined distance 
from the end thereof while the panty forming end 
of said blank is being drawn up the outside of said 
tubular form, moving the panty portion of said 
blank downwardly ‘along said tubular form and 
away from said slitter, 

b. slitting a second hosiery blank in the same manner 
set forth in step (a), and 

c. sewing the slit edges of the blanks together to form 
the panty portion of the panty hose. 
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