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9 Claims. 
There is today a large outlet for and sale of 

tubular rugs which are machine made rugs which 
are imitations of hand-made hooked or rag rugs. 
In order to meet competition, which is largely 
foreign, in this field, it is necessary to produce 
rugs which can be sold cheaply, which means that 
there must be a high degree of efficiency in the 
rugS and that the materials which go into the 
rugs be extremely reasonable or cheap of price. 
These tubular rugs are fabricated from braided 

tubes which are filled or stuffed with a Woolen 
filler and these tubes are wound or coiled to 
make a finished rug of the desired configuration, 
which is usually, although not necessarily, of a 
round or oval shape. 
The primary object of the present invention is 

the provision of a novel and improved rug of the 
type commonly referred to as tubular rugs. 
Another object of the invention comprises a 

novel and improved apparatus and method of 
producing tubular rugs including the filler there 
for. 
The objects and improved results of the present 

invention Will appear in more detail in the follow 
ing detailed description. 

In the drawings: 
Fig. 1 is a diagrammatic plan view of the ap 

paratus utilized in practicing the present method 
and in producing the present inhproved filler. 

Fig. 2 is a view in side elevation of the ap 
paratus appearing in Fig. 1 of the drawings. 

Fig. 3 is a schematic perspective view, partly 
in vertical section, illustrating: the apparatus 
for carrying out an important step of the im 
proved method. 

Fig. 4 is a fragmentary View in side elevation, a 
portion thereof appearing in vertical section of 
the drive means for the rubbing aprons illus 
trated in Fig. 3 of the drawings. 

Fig. 5 is a diagrammatic view illustrating one 
method of training the filler material through 
the rubbing aprons. 

Fig. 6 is a diagrammatic view illustrating a 
different Way of training the filler material 
through the rubbing aprons. 

Fig. 7 is a diagrammatic view illustrating a 
still further manner of training the filler material 
through the rubbing aprons. 

Fig. 8 is a perspective view of a roll of the in 
proved rug filler. 

Fig. 9 is a detailed perspective view illustrat 
ing the braided tubing and the improved rug 
filler therein. 

Fig. 10 is a plan view of a tubular rug filled With 
the present improved rug filling material. . 

(CI, 28-1) 
The manufacture of a cheap material to be used 

as a filler or stuffing has been long practiced but 
as Will be hereinafter pointed out, such material 
in the form in which it is today manufactured, 
and which is generally referred to as roving, is 
not Suitable for use as a filler in tubular rugs. 
Having reference now to Figs. 1 and 2 of the 

drawings, A represents a feed box, B the breaker, 
C the finisher, and D the first condenser. The 
apparatus thus far described is the more or less 
Conventional apparatus today utilized in the 
manufacture of roving. Due to the fact that a 
filler or the filling material must be cheap of 
manufacture it is composed of short length fibres, 
preferably and usually woolen, which is the ordi 
narily discarded material resulting from other 
textile operations. This short length fibre to 
gether with a few other fibres of longer length 
are fed to the feed box and pass through the 
breaker and the finisher and to the first con 
denser in the form of a Web which is composed of 
loosely clinging short fibres and the few longer 
length fibreS. In the first condenser D this Web 
bing is cut longitudinally into what can be well 
termed Strips and these strips are subjected to a 
rubbing action as they pass between one or more 
pairs of endless belts or tapes and are discharged 
from the first condenser in the form of a plurality 
of Strands E and F. Each of these longer length 
Strands is composed of a plurality of the quite 
closely adhering short fibres and due to this fact 
the inherent nature of these strands is that they 
have practically no strength to withstand any 
pull or tension. If a tension is placed upon these 
Strands they are broken. 

In the apparatus illustrated in Figs. 1 and 2 of 
the drawings the Strands are illustrated as passing 
through an upper Set of rubbing aprons or tapes 
G. and a lower similar set H. With the result that 
the strands E and F are discharging from the 
first condenser on an upper level and a lower level, 
as is clearly apparent in Fig. 2 of the drawings. 
In ordinary practice the strands E and F are 

carried to a jack roll or Some other like winding 
mechanism and Wound thereupon for shipment 
and future use. 
The present invention has to do with a further 

treatment of the rowing or strands E and FSO as 
to make a suitable filler material for the tubes 
of a tubular rug. Actual tests and trials have. 
proven the inadequacy of the roving as it is dis 
charged from the first condenser for use as a 
filler for these rugs. In Fig. 10 of the drawings a 
tubular rug is designated as an entirety by J and 

...it Will be seen that it is made up of a. tube K. By 
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2 
reference to Fig. 9 of the drawings it will be seen 
that the tube of which the rug is composed com 
prises a braided covering I, which is of a tubular 
form. So as to make the rugs of a pleasing ap 
pearance the material going into the braided tube 
is usually of different colors so as to form some 
sort of color design. 

In the manufacture of the filled tubes the row 
ing is carried to a braider or braiding machine 
designated at W Which braids the tubular cow 
ering thereon. The roving is usually fed to the 
braider from a spool but it can be led directly 
to the braiding machine. When the roving on a 
Sp00l is fed therefrom to the braiding machine 
this of course places upon the rowing or strands 
a certain amount of tension, but most important 
of all is the fact that in the braiding machine 
the rowing is subjected to a considerable tension 
With the result that rowing as it comes from the 
first condenser ID cannot be carried to the braid 
ing machine and a braided cover braided there 
on because the roving will break under the ten 
Sion to which it is subjected during this oper 
ation. Repeated trials have proven this to be 
true and have proven that the rowing as it comes 
from the first condenser cannot be successfully 
utilized as a filler for the tubes. 

I recognize that it might occur to someone to 
take a plurality of the roving strands E and F 
and twist them together in a single strand with 
the idea of feeding the twisted strand to a braider 
to have a tubular covering braided thereon. A 
practice of this kind however is not successful 
and not desirable for at least two major reasons. 
The first reason is that the plurality of roving 
Strands thus twisted together provide what 
might be termed one large strand, but due to the 
twist given to each strand of roving it has been 
found that in the braider the strands are picked 
up by the braiding machine and are pulled 
through the braided cover thus making an un 
Sightly finished tubing and at the same time 
making a tubing which rather than being sym 
metrical throughout its length is knotty and un 
even. An additional and other major objection 
is that when a plurality of roving strands are 
tWisted together in the above mentioned manner 
it results in the use of a greater amount of row 
ing material to each foot of tubing and this in 
turn means that the cost of the tubing with its 
filler will be prohibitive of sale in the close price 
competition heretofore mentioned. 
A still further objection to the twisting method 

and an objection which can well be termed a 
major One, is that a rug made up of a tubing 
With twisted filler is a hard rug in that there is 
little or no give or resiliency to the filler due to 
its having previously been twisted. Tubular rugs 
made up with a twisted filler are undesirable and 
the rug manufacturers will not accept a filler of 
this nature. 

Recognizing that the roving as it comes from 
the first condenser in the usual and generally 
practiced manner of manufacture is not suitable 
as a filler for tubular rugs, and recognizing that 
twisting a plurality of strands of roving together 
is also objectionable and not acceptacle in the 
trade, I have devised the present improved 
method of producing an acceptable filler and pro 
ducing as a new article of manufacture both a 
novel tubular rug and a filler particularly suited 
and adapted as a filler for a tubular rug. 
Inasmuch as the method of producing a sin 

gle strand of rowing as it comes from the first 
condenser is well understood by those skilled in 

2,163,337 
the art, further description of this portion of 
the apparatus is considered unnecessary and a 
description will now be given of the additional 
apparatus and the additional steps utilized and 
followed in the practice of my invention. 
With the aforementioned Well known appa 

ratus for producing single strands of roving I 
utilize a second condenser M and a spool rack N. 
The second condenser can be of identical con 

struction as the first condenser although it need 
not necessarily be so. In the drawings the Second 
condenser is sufficiently illustrated in Figs. 3 
and 4 to enable those skilled in the art to Well 
understand its construction and operation. By 
reference to these particular figures of the dra W 
ings it will be seen that there are two pair of 
upper rubbing aprons and two pair of lower 
rubbing aprons disposed in substantial alignment 
with the upper aprons. One pair of upper aprons 
is designated as an entirety by P and the other 
by Q while the lower pair are designated as R. 
and S. Each of these rubbing aprons comprises 
an endless belt or tape O trained over a plu 
rality of driven tubular shafts . These shafts 
extend transverse the condenser and have their 
ends suitably supported in the end Wall housing 
2 of the condenser. By any suitable means (not 
shown) at the opposite side of the condenser to 
that appearing in Fig. 4, the shafts f l are ro 
tated so as to impart a rotary motion to the 
endless belts or tapes fo. In addition to this 
rotary motion an oscillating motion longitudinal 
of each of the belts or aprons is imparted by 
suitable eccentrics 3 mounted on a vertically 
disposed shaft 4 which is driven by a belt 5 , 

The eccentrics 3 are suitably con or the like. 
nected to the shafts by a linkage 6. 
When the second condenser is in operation it 

will be apparent from the description thus far 
given that the belts or aprons 0 are being ro 
tated and at the same time are being OScillated 
longitudinally. 
By reference to Figs. 1 and 3 of the drawings 

it will be seen that a plurality of roving Strands 
as they come from the first condenser are guided 
through suitable guide pins fl or the like and 
led between the two upper sets of rubbing aprons 
P and Q. Due to the motion imparted to these 
rubbing aprons these plurality of Strands come 
out from the far side of the rubbing apron Q in 
the form of a single strand T which is made up 
of a plurality of roving strands which have been 
caused to tenaciously adhere to One another. 
This strand T which is to constitute the filler 
for the rug and upon which the tubular cover 
ing is to be braided, is led down Wardly and then 
forwardly and OutWardly through the lower set 
of rubbing aprons S and is then either wound 
upon a suitable stub roll 8 which roll is driven 
through reason of the frictional engagement of 
the strand T with a main jack roll 9 mounted 
for rotation in the spool rack N or where the 
manufacture of the filler and rug is a contin 
uous operation the strand T is led directly to 
the braiding machine W. 

Suitable power means (not shown) well under 
stood in the art, is provided for rotating the main 
jack spool 9 and through suitable linkage 20 
driven off the jack Spool a bar 2 is caused to 
reciprocate. This bar 2 is provided with a guide 
eye 22 through which the strand 7 is led prior to 
going onto the spool. 8 with the result that the 
filler is wound upon the spool in the particular 
fashion illustrated in Figs, 3 and 8 of the draw 
ings. A spool or ball of filler material is givens 
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2,168,887 
the general designating character W and by ref 
erence to Fig. 8 of the drawings it will be seen 
that when it comes time to unwind the ball for 
feeding the same to the braiding machine that 
it is unwound from the center as designated at 23, 

In treating the individual strands of roving in 
the second condenser in the manner just de 
Scribed the filler strand T has peculiar charac 
teristics. The treatment of the strands in the 
rubbing aprons does not in any way twist the 
Strands but merely forms a plurality of the row 
ing strands into what might be Well termed a 
Single piece of filler in which the individual 
Strands all lie in substantially parallelism one 
With the other. This I have illustrated in Fig. 9 
Of the dra WingS Where it Will be seen that the 
individual Strands a, b, c, and d, etc. making 
up the filler are not tWisted in respect to One an 
other but lie in parallelism. Actually these 
strands are closely adhering to one another due to 
the rubbing action to which they have been sub 
jected. In Fig. 9 of the dra Wings the strands are 
slightly exaggerated and spaces are illustrated as 
being between them, but in the filler itself there 
is no space between the strands but they are in 
actuality in close cohesion. 
The braiding machine W is of any conventional 

well known type and needs no specific descrip 
tion. This machine braids about the Strand T a 
tubular covering such as described and illustrated 
in Fig. 9 of the drawings. The resultant filled 
tube is very pliable and can be coiled to form a 
rug as is clearly illustrated in Fig. 10 of the draw 
1gS. 
With a filler of the type illustrated by T the 

objectionable feature of the braiding machine 
possibly picking up one of the strands of rowing 
making up the filler is obviated; a greater length 
of filler can be manufactured from a lesser 
amount of roving due to the untwisted condition 
of the roving; the filler is resilient and pliant so 
that the rug will not be hard but will have give to 
it, but most important Of all the filler made up 
of the plurality of strands treated by this rubbing 
action which has caused the strands to adhere, 
now has Sufficient strength to withstand the ten 
Sion to Which it is necessarily Subjected in its 
passage through the braiding machine. 
So far as an aWare no one has ever treated 

rowing in the manner which I have described, 
nor has anyone ever produced a satisfactory 
filler for tubular rugs in which the tube comprises 
a braided covering which is braided over the 
filler as it passes through a braiding machine. 

It is to be of course recognized that the roving 
strands E and F as they come from the upper 
and lower levels of the first condenser can be 
trained in different manners through the rubbing 
aprons of the Second condenser. In FigS. 1 and 
2 of the drawings all of the rowing strands com 
ing through the first condenser are illustrated 
as being led or guided first through the two upper 
sets of rubbing aprons in the second condenser 
and this is also true of the illustration in FigS. 3 
and 5 of the drawings. 
An optional method of treating the rowing 

strands in the second condenser is illustrated in 
Fig. 6 of the drawings where those strands E 
coming from the upper level of the first con 
denser are shown as passing straight through the 
upper rubbing aprons P and Q. While the strands 
E from the IOWer level of the first condenser are 
shown as passing through the pair of rubbing 
aprons R of the lower set of aprons in the Sec 
ond condenser and then joining the strand E and 

3 
passing Outwardly through the second set of upper 
rubbing aprons Q of the second condenser. 

Fig. 7 illustrates a still further optional form 
of leading the rowing through the second con 
denser and here it will be seen that the strands E 
from the upper level of the first condenser pass 
straight through the upper rubbing aprons P and 
Q of the Second condenser while the strands F. 
in the lower level of the first condenser pass 
through the lower sets of aprons R, and S of the 
Second condenser. 

I have found that the strands of roving will 
Withstand Such a very Small amount of tension 
Or pull that it is highly desirable to drive all of 
the mechanism constituting the finisher C, the 
first condenser D and second condenser M from 
a Common drive so that the apparatus Will be 
Synchronized and not have any tendency to sub 
ject the roving strands to any appreciable amount 
of tension which of necessity would result if syn 
Chronism were not assured. 
To those skilled in the art it will be recognized 

that the problem of providing a filler for the use 
intended cannot be solved by attempting to spin 
the roving strands because the strands or roving 
do not have Sufficient strength to withstand a 
Spinning or twisting operation. 
The method and apparatus which I have de 

Vised results in the production of a novel and 
improved tubular rug which is extremely cheap of 
manufacture and has the numerous attributes 
hereinbefore pointed out. 
The method and apparatus which I have de 

Vised results in the production of a rug filler 
having all the attributes desirable to a material 
intended for this use. 

Having thus described my improved method, 
the apparatus utilized in practicing the same, 
and the improved article resulting from the prac 
tice of the method, the invention is to be limited 
Only within the Scope of the hereinafter appended 
claims. 

I claim: 
1. As a new article of manufacture, a piece 

of filling material consisting of a plurality of row 
ing Strands each of which is composed of a plu 
Itality of short length fibres, said roving strands 
lying in parallelism. With one another and adher 
ing to One another to constitute a single general 
Strand, and a tubular covering for said filler. 

2. The improved method of producing a tu 
bular rug, consisting of providing a plurality of 
individual roving strands composed in the major 
part of a plurality of short length fibres held to 
gether by a rubbing action imparted to them, 
grouping a plurality of Said roving strands and 
subjecting said group of strands to a rubbing 
action and continuing said rubbing action until 
the individual roving strands have closely ad 
hered to One another to form a single strand 
composed of a plurality of said individual roving 
strands disposed in parallelism with one another, 
providing a yieldable tubular cover for said single 
strand coiling said covered strand to form a rug 
of the desired shape and size, and securing the 
adjacent ConVolutions of Said coil together. 

3. As a new article of manufacture, a piece of 
filling material consisting of a plurality of roving 
strands each of which is composed of a plurality 
of short length fibres, said roving strands lying 
in parallelism. With One another and adhering to 
one another to constitute a single general strand, 
and a tubular braided COVer therefor. 

4. As a new article of manufacture, a rug com 
prising, a yieldable coiled tube, a filler in said 
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4. 
tube composed of a plurality of rowing strands 
which have been caused to adhere to one another, 
said strands being disposed in parallelism to one 
another, and means Securing the convolutions of 
said tube together. 

5. As a new article of manufacture, a rug com 
prising, a braided coiled tube, a filler in said tube 
composed of a plurality of rowing strands which 
have been caused to adhere to one another, said 
strands being disposed in parallelism to one an 
other, and means Securing the convolutions of 
Said tube together. 

6. As a new article of manufacture, a piece of 
filling material consisting of a plurality of row 
ing strands, said strands being disposed in par 
allelism with and adhering to one another to 
constitute a single general strand, and a tubular 
covering for said general filler Strand. 

7. As a new article of manufacture, a piece of 
filling material consisting of a plurality of roving 
strands, said strands being disposed in paral 
lelism. With and adhering to One another to con 
stitute a single general strand, and a flexible 
braided covering for said general filler strand. 

2,163,387 
8. The improved method of producing a rug, 

consisting in providing a plurality of individual 
rowing Strands, grouping a plurality of Said 
Strands and subjecting said group to a rubbing 
action which will result in the formation of a 
Single general Strand the individual Strands of 
Which lie in parallelism. With and closely adhere 
to one another, providing a tubular cover for 
said general strand, coiling said covered strand 
to form a rug of the desired shape and Size, and 
Securing the convolutions of said coil together. 

9. The improved method of producing a rug, 
consisting in providing a plurality of individual 
roving strands, grouping a plurality of Said 
strands and subjecting said group to a rubbing. 
action which Will result in the formation of a 
single general strand the individual Strands of 
which lie in parallelism. With and closely adhere 
to one another, braiding a tubular cover on Said 
general strand, coiling said Covered Stand to 
form a rug of the desired shape and size, and 
securing the convolutions of said Coil together. 

MORRIS GOLDSTEIN. 
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