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of a heavier yarn or of a plurality of yarns to 
provide adequate reinforcement and strength in 
these latter parts. As the knitting progresses 
into the fashioned ankle portion 8 of the stock 
ing fabric and approaches the upper limits of 
the high splice heel reinforcements 5-5, three 
carriers are thrown into operation, one of which 
lays the body silkalong the entire bank of needles 
employed in the knitting operation while the 
remaining two operate successively to lay the 
reinforcing yarn along so much of the needles 
as are employed to knit the said high splice heel 
reinforcementS. 
Up to this point, the knitting of the stocking 

in accordance with the present method is the 
same as and follows the well-known established 
practice. In accordance with this latter practice, 
when the knitting reached the point where the 
high splice joined the heel pockettabsat approxi 
mately the lines 6-6 of Figure 2, the further 
knitting of the central or non-reinforced part of 
the stocking web was interrupted, the knitting 
being continued from that point on to form Only 
the opposed reinforced heel tabs, which latter 
projected below the horizontal line along which 
the stocking leg was subsequently transferred to 
the needles of the footing machine. 
According to the present method, there is no 

interruption in the knitting of the sheer or non 
reinforced part of the stocking, the leg pOrtion 
0 and the instep portion T being knit in a 

single, continuous operation so that there is no 
line of demarcation between these portions. 
Also, simultaneously as the instep portion T is 
being knitted, the reinforced sole portions 8–8 
are knitted as well as the reinforced toe por 
tions 9-9. It will be understood, of course, 
that in knitting the fiat web fabric shown in 
Figure 2, the operation is much the same as in 
knitting the leg of a stocking, the reinforced 
parts being formed by extra carriers whichlay 
the reinforcing yarn along the needles in the 
manner Well understood in the art. As the knit 
ting progresses well into the sole part of the 
stocking foot, the narrowing mechanisms of the 
machine are operated to further shape the 
stocking blank, fashioning sutures 20-20 being 
located in the reinforced toe parts of the stock 
ing blank as shown in Figure 2. By the proper 
adjustment of the stops for the several carriers, 
the shape of the reinforced areas of the blank 
may be varied as desired, that shown in Figure 2 
being representative of a typical stocking blank 
constructed in accordance with the present in 
vention. It will be understood, of course, that 
the knitting of the blank. proceeds in the usual 
manner with the successive courses interlooped, 
each course extending transversely of the web 
from selvage edge to selvage edge thereof. \Dur 
sing the operation of knitting the flat web shown 

' in Figure 2, provision is made for the necessary 
subsequent joinder thereto of the lower heel 
tabs (see elements 2-2 of Figures 3, 4and5) 
and for this purpose loose courses 6-6 (see 
Figure 6)areinterposedin the opposed reinforced 
parts of the web, these loose courses being coinci 
dent with the lines 6-6 (see Figure 2). These 
loose courses are relatively few in number, say 
2 or 3 courses, and in addition are knit of the 
basic silk or yarn of the stocking, that is, with 
out reinforcement, the reinforcement yarn car 
riers being thrown out of operation during the 
knitting of these loose courses. 
With the web knit as hereinbefore described 

and as shown in Figure 2, it is transferred by 
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means of a transfer bar to a second flat-bed 
knitting machine, known as a heeling machine, 
on which the above-mentioned heel tabs 2-2 
are knitted as extensions of the Originally fabri 
cated Web. These heel tabs 2-2 spring from 
the loose courses 6–6a and extend for what 
ever length or number of interlooped courses 
is predetermined to be proper. Actually, the 
tabs are of a length (the dimension being meas 
ured wale-wise) not less than the transverse 
width of its associated loose course or courses 6. 
When the heel tabs 2–2 have been knit as 

integral extensions to the main stocking web, the 
resultant structure is as shown in Figure 3 and 
following the renoval of this structure from the 
heeling machine (in Which both of the heel tabs 
are simultaneously knit), the stocking blank is 
transferred to a circular looping machine upOn 
the needles of which are transferred the loose 
knit, non-reinforced loops of the courses 6–86' 
of the fabric shown in Figure 3. . The loose 
courses 63-6a so transferred to the looping 
machine needles are preferably those immediately 
adjacent the close-knit reinforced courses of the 
sole portions 8-8 and when such transfer has 
been effected the sole portions. 8-8 are severed 
at opposite sides thereof immediately in advance 
of each of the said loose courses 63-6, as in 
dicated at 22-22 in Figure 4, With the Web 
severed at the opposite sides thereof, as at 22-22, 
a resultant structure is obtained in which the 
heel tabs 2-2 may each be extended as pro 
longations of the heel parts 5-5, at the 
same time that there is provided the freely ds 
posed edges 23-23 which are, of course, not sel 
Vaged. 

Thereafter, and While the said edges 23-23 
are still: engaged by the needles of the looping 
machine, the inner edges 24-2Ä of the heel 
tabs are also transferred Or topped onto the 
looper needles so that the edges 23–23 and the 
edges 24-24 are intimately and coincidentally 
related, whereupon they may be looped together 
upon operation of the looping machine to form. 
the blank of Figure 5. 
By properly relating the heel tabs 2-2 to 

the cut edges 23-23 of the stocking blank so 
that said latter edges are respectively coin 
Cided or brought into alinement with the inner 
edges 24–24 of the heel tabs, they maybe looped 
or otherwise joined together along the lines 
25–25 to render the blank complete and ready 
to be seamed along the selvage edges thereof to 
form the stocking of Figure 1. It will be appar 
ent that the severed.edge 23 of the fabric, ex 
.tending as it does course-wise of the fabric, 
gives or stretches sufficiently to match the lin 
ear dimension of the inner edge 24 of the heel 
tab and it is further to be noted that when the 
edges 23 and 24 have been properly looped to 
gether, as at 25, the line of juncture appears no 
more noticeable than the ordinary suture line 
presentin stockings of conventional construction, 

It will be observed from the foregoing that 
with the exception of the heel pocket tabs 2-2 
the entire stocking fabric is knitted in the form 
of a flat fashioned web\upon the conventional 
full-fashioned flat-bed knitting machine of the 
legger type, the knitting of the fabric being ef 
fected in a continuous operation Without ne 
cessitating removal of the fabric from the ma 
chine until after it has been completely fabri 
cated. To produce the blank of Figure 2, no 
structural changes are required in the knitting 
machine, it being only necessary to make those 
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2,180,593 
ordinary adjustments of the carrier stops, the 
narrowing and other associated mechanisms to 
provide the necessary shape to and reinforce 
ments in the stocking web. These adjustments 
are such as are within the capacity of any skilled 
operator to make. 

It will be understood, of course, that the inven 
tion is susceptible of various changes from time 
to time Without departing from the real spirit 
or general principles thereof and it is accord 
ingly intended to claim the same broadly, as well 
as specifically, as indicated by the appended 
claims. 
Vhat is claimed as new and useful is: 
1. A full-fashioned stocking blank knitted in 

the form of a flat web having opposed selvedged 
edges and including non-reinforced leg and in 
step fabrics and reinforced high splice heel, sole 
and toe fabrics, the main body yarn of said non 
reinforced leg and instep fabrics being extended 
throughout every course of said reinforced fab 
rics, said high splice heel and sole fabrics being 
split to accommodate therein separately knitted 
reinforced heel pocket tabs, the edges of said 
sole fabrics along the lines of said splits being 
formed of loose courses knitted of said body yarn 
in continuous extensions of the corresponding 
plain knit courses of the non-reinforced instep 
fabric, and separately knitted reinforced heel 
pocket tabs dispOsed at opposite sides of said Web 
and interposed between the proximate edges of 
the said high splice heel and sole fabrics, the 
inner selvedge edges of said heel tabs being re 
Spectively secured to the non-reinforced loose 
COurses in said sole fabrics. 

2. A method of manufacturing full-fashioned 
hosiery which Consists in knitting on a conven 

tional full-fashioned flat bed legger machine a 
stocking blank in the form of a flat web and 
having opposed selvedged edges and including 
reinforced toe, sole and high splice heel parts, 
the latter being knitted substantially in the forn 
of a U, the knitted area within the U-shaped 
reinforced area constituting the instep of the 
stocking and being plain knitted in continuation 
of the plain knitted leg portion of the stocking, 
the body yarn of which said leg and instep pOr 
tions are plain knitted being extended into and 
through the reinforced areas disposed upOn oppo 
site sides of the instep portion; in knitting ex 
Clusively of said body yarn loose courses in said 
last-mentioned reinforced areas along lines de 
fining the lower edges of said high splice heel 
parts; in knitting heel tab extensions upon the 
opposite side parts of said reinforced U, said 
extensions being joined to the blank along said 
line defining the lower edges of said high Splice 
heel parts and immediately above said non-rein 
forced loose courses; in so severing the blank 
in Said last-mentioned reinforced areas along 
courses downwardly removed from said line of 
juncture of said heel tabs to said blank as to 
leave intact one or more of said loosely knit 
courses; in angularly relating said heel tabs to 
the free severed edges of the blank so as to render 
the inner selvedge edges of the heel tabs coinci 
dent with the said loose courses along the severed 
edges of the blank; and in looping said coincident 
edges together to provide a blank ready to be 
longitudinally seamed to form a completed 
stocking. s 

JACK KUGELMIAN. 
JOSEPH EARNEST GARRETT. 
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