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The present invention relates to the manu-

- facture of collars of the type having a fold-
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over top comprising a plurality of plies.

CollaIIJ's of the soft oxp semi—sgft t)Ppe hav-
ing multiple ply fold-over tops may be con-
veniently divided into two distinct classes
from the standpoint of the method employed
in manufacture. The first class may be iden-
tified as the machine-turned collar, and the
second class the hand-turned collar.

In the manufacture of the machine-turned

collar the facing plies of the top are folded -

along their edges, and are disposed in regis-
try with one another with the edges inturned
and facing; an interliner is ordinarily dis-
posed between the plies and the collar is
then stitched by a single marginal line of

stitching,  Subsequent operations do not

change this relation of the several plies.

In the manufacture of the hand-turned
collar, the same three plies are superimposed
in registry with one another, the two facing
plies being arranged together, and the inter-
liner inijtially forming a third and outer
ply. The three plies are then stitched to-
gether by a marginal line of stitching which
extends along one longitudinal edge and the
two transverse edges. Where the longitudi-
nal and transverse lines of stitching meet,
the collar points are formed. The collar is
then turned inside out, ordinarily by a man-
ual operation, with the result that the inter-
liner is disposed between the two facing plies
and edges of all three plies are inturned,
thereby concealing the stitching. "Thereafter
a second marginal line of exposed stitching
is run paralleling the concealed longitudinal
and transverse lines of stitching, thus form-
ing a completed top which is ready for at-
tachment to the band. : .

The present invention relates primarily to
this second class of collars which involves
the turning operation after the three plies
are stitcheg together. . _

Although by far the greater portion of
collars now manufacturegr are of the hand-
turned type, a serious objection to this type
of collar nas been the lack of uniformity in
the shape of the collar points formed where
the ‘longitudinal and transverse lines of

stitching meet. By “point”, I mean not
merely the exact juncturée of the transverse
and circumferential edges, but also the aresa
between and along these edges adjacent their
juncture. Since these lines of stitching are
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spaced somewhat from the edges of the plies, -

the subsequent inturning operation provides
a surplus of material at the points, thus ren-
dering the same objectionablgf bulky. More-
over, since the arrangement of the surplus
material at these points has been dependent
upon the uniformity in width of the mate-

Tial between the line of stitching and the

edge, and the accuracy of the operator in
turning the collar, this surplus material is
not uniformlv distributed in points of dif-
ferent collars or even in the points of the
same collar. Consequently, the subsequent
pressing operation. does not provide points
which are uniformly shaped, due to the fact
that the points are not given and held to pre-
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determined contour before the pressure and -

heat are applied.

Since the points of the fold-over top are
the most conspicuous portions of a collar,
they are the portions of the collar to which
those experienced in the trade primarily di-

rect their attention in determining quality

and salability of the article.
An object of the present invention is to

_provide an improved method for the manu-

facture of collars which will uniformly dis-
tribute the excess or bulking material at the
collar points and produce points of predeter-
mined and uniform shape. . ‘

A further object of the invention is to pro-
vide means for retaining the shape produced
by this method even after laundering opera-
tions which are necessary after the collar has
become soiled. ‘

Although the method may be practiced en-
tirely by manual operations, I prefer to em-
ploy in connection with certain steps a ma-
chine of the character disciosed in my co-
pending application, Serial No. 474,590, filed
August 11, 1930.

The invention also relates to the collar
produced by the method and an object is to
provide a collar having uniform or matched
points of predetermined shape which will be
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retained substantially throughout the life of
the collar. : .

In the accompanying drawing which illus-
trates certain steps in the method,

Figure 1is a plan view showing the several
top plies cut and stitched together along one
longitudinal edge and the two transverse

.edges of the top.

igure 2 is a cross sectional view on the
line 2—2 of Figure 1. :
Fiﬁure 3 is a fragmentary plan view show-
the collar after i1t has been turned. .
igure 4 is a cross sectional view on the
line 4—4 of Figure 8. )
Figure 5 is a. fragmentary view showing
the former die inserted and with a part of
the same together with portions of the top
ply and interliner broken away on the line
5—5 of Figure 6. ‘
Figure 6 is a sectional view on substantial-
1y the line 6—6 of Figure 5, -
Figure 7 is a plan view illustrating a por-

tion of the step employed in shaping the

. and with the stitching and free ed

points. :

Figure 8 is a fragmentary view showing a
means for pressing and shaping the point.

The top (Fig. 1) is of conventional out-
line, having longitudinal or circumferential-
ly extending edges 10, 11, transverse edges
12 and points P, the longitudinal edge 10
being the free or lower edge and the edge
11 -the part which is ordinarily inserted in
and stitched to the band.

The top is formed by a plurality of plies
which, after being cut, are superimposed with
- their edges registering. These plies are

stitched together in the relation shown in
Figure 2, so that the two outer plies 13, 14
are disposed face to face and the interliner
15 is exposed. The stitching 16 parallels the
free edge 10 and the two transverse edges 12
and is slightly spaced from these edges.

The top is then turned inside out, ordi-
narily by a manual operation, so that the
plies assume the relation shown in Figures
3 and 4, namely with the interliner:15 dis-
posed between the two facing plies 13, 14
s 17 of
all the plies inturned at one side of the inter-
liner and concealed. v

.This turning operation forms at the points
P a surplus o% material which heretofore it

has been customary simply to flatten in a

pressing operation. It has been impossible

to produce by this procedure points which -

are of definitely predetermined shape and

‘absolutely matched or uniform. The simple

turning operation heretofore employed leaves
the surplus or bulking material to arrange

itself within the points and a mere pressing

of these points does not change the position

- of or distribute this material, but merely flat-
tens the points and compresses the material.
Aside from the necessity for positively ar-

ranging the material within the points in a
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uniform manner, the other variable factors

entering into the production of the points
make it more difficult to match the same or

obtain a uniform shaping. These factors be--

ing the variation in the area of the fabric

between the lines of stitching and the edges:
of the plies and the variation of the turning

or infolding of the edges in the hand-turning
operation. ' .

For the purpose of producing points in
which the surplus material is properly dis-
tributed, which are of predetermined and

70

uniform shape or contour and which will re-

tain this shape at least until the collar is

Iaundered, I propose to internally distribute.

this material and internally shape or give

80

contouf to the points. For this purpose I -

may insert within each point after the collar
has been turned (Fig. 3) a former die 18
having edges 19, 20 and a sharp peint 21,
which will fit into the point P of the collar.
This die is preferably. of thin flexible con-
struction (Fig. 8) and is inserted at the side
of the interliner opposite that which faces
the inturned edge 17. The collar point and
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die are then disposed in a recess or external -

die which may be positioned upon a bed 22
and has upstanding walls 23, 24 paralleling
the edges 19, 20 of the die 18,

With the two dies thus interfitted, the walls
of the outer die and the edges of the inner
die are relatively advanced for the purpose

of exerting external shaping presstre against.

the edges (transverse and circumferential)
of the collar at its point area, thereby shap-
ing the collar point. Although I refer to
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the abutting relation of the external die walls -

with the edges of the collar as effecting an
external pressure, it will be understood, of
course, that by “pressure” I mean simply an
abutting relation which produces the shaping

shaping effect be considered as produced by

movement of the inner die or by movement .

of the outer dies toward the inner die. This
relative movement of the dies will impart a
definite and predetermined shape to the col-
lar. - The surplus material formed by the
turning operation and which bulks the collar
point, 1s distributed by the operator when in-

_serting the die 18 and also by the relative

movement of the dies, since the frictional en-
gagement of the under surface of the collar
with the top surface of the bed 22 as the dies
are relatively moved will tend to advance the
inner die 18 toward the point of the collar
and effect a proper distribution of the excess
material. This movement of the die into the
collar will result in the desired contour or
shape which is imparted to the point by the

two converging edges of the die which fol-
‘low, res

ctively, the transverse and circum-

ferential edges of the collar point. .
The method also contemplates the applica-

tion of heat and pressure to the surfaces of
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_ desired, it being immaterial whether the
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the collar
described.

Although this pressing may be applied by
hand, in Figure 8, there is shown a portion of

point, while it is being shaped, as

an apparatus described in my copending ap-

plication, above identified, and in this appli-

~ cation there is shown only so much of the

10

15

20

26

30

same as is necessary to explain clearly the
pressing and shaping operation.

As will be observed, the die 18 is disposed
directly above the bed 22 and beneath a
bead 25. The head and bed are provided
with electrical heating means 26 and the col-
lar point disposed on the die 18 between the
head and bed is pressed by means of upward
movement of the bed 22, this upward move-
ment being opposed by the head which is held
in the horizontal position by means of an
arm 27 supported in any suitable manner
{(not shown) and engaging a block 28 on the
top surface of the head. Upon release of up-
ward pressure against the bed, the latter may
be lowered and by moving the arm 27 from
the position shown in Figure 8, the head may
be permitted to rise by rocking movement
of the shaft 28 which forms a pivotal mount-
ing for the head and to which it is secured
by the depending arm 29. Further descrip-
tion of this mechanism is thought unneces-
sary in view of the fact that it constitutes no

part of the present invention and is referred-

to in this application merely for the purpose

. of explaining a suitable mechanism for heat-
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ing and pressing the collar, while it is being
shaped by ‘the internal and external dies.

It has been found that collar points shaped
in the manner described will be matched and
will retain this shape until laundering.

It is possible to retain this shape after the
repeated laundering operations which are
necessary throughout the life of the collar
by applying, during the manufacturing ‘op-
eration and also preferably before the shap-
ing and pressing step, a waterproof stiffen-
ing material. This material is inserted be-
tween the plies at the point of the collar and
at the side of the interliner which faces the

inturned edges 17. The inturned edges form

at the points a space suitable for receivin
this material, since they separate the facing
ply 13 and the interliner. Moreover, the
material will serve to adhesively unite or in-

tegrate the several inturned edges and the -
interliner.

For accomplishing this result, I may em-
ploy a cellulose ester in a volatile solvent.
For example, celiulose acetate dissolved in
acetone or other suitable volatile solvent is a
suitabie material, since it will remain sub-
stantially unchanged through repeated
laundering operations. Cellulose binding
materials of this character are insoluble in
water and will adhere to the fabric in the
form of a flexible and washable stiffening
layer. The coating inserted in the collar

should be of & character which will penetrate
the fabric to a certain degree without ap-
pearing on the external surface of the outer
ply, so that the outside of the latter will
have its normal appearance. .
Instead of employing materials of this
character, I may use merely gum arabic which
may be applied in either powdered form or as
a paste. ' E
Such materials may be inserted in the collar
in any suitable manner, but should reach the
point P. “Referring to Figures 5 and 6, the
area at the point P is illustrated as contain-
ing a stiffening material 30 located between
the interliner 15 and the outer ply 13 im-
mediately adjacent the inturned edges 17.
After the material has been inserted and the
die 18 has been disposed in the collar at the
opposzite side of the interliner, the collar may
be subjected to the shaping and heating steps.
The die 18 is maintained in the collar and
within the external die until the material has
hardened sufficiently to retain the shape im-
parted by the dies; preferably the heat and
pressure is also continued unless the stiffen-
Ing material used is of a character which will
not harden while the heat is maintained. In
this event the heat is cut off and merely the
pressure continued until the material has
hardened sufficiently. Since ordinarily on
laundering operations will tend to modify the

.shape, it will be found that the collar may be

quickly removed from the dies and the stiffern-

tinuing the shaping and pressing steps until
the material hardens.

Obviously, numerous variations of the
- method described may be resorted to without

departing from the invention, the essential
characteristics of which are set forth in the
accompanying claims.

I claim: ,

1. In the manufacture of soft collars of
the fold-over multiple, stitched-ply type, the
improvement which consists in impregnating
with a stiffening material the points of the
fold-over top, and interiorly shaping the
stitched points before the stiffening material

g "has hardened and while applying heat and

pressure.
2. In the manufacture of soft collars of the
fold-over type, the improvement which con-

sists in impregnating with a stiffening ma-
‘terial the points of the fold-over top, in-

teriorly shaping the points and while the
latter are being shaped applying heat and
external pressure to said points. ‘ :
3. In the manufacture of soft collars of the
type having multiple ply fold-over top, the
improvement which consists in superimpos-
ing the several plies forming the top, stitch-
ing the same together along one longitudinal
and the transverse edges while leaving open
the other longitudinal edge which is to be

‘secured to the band, turning the top inside

o ,
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ing materia] allowed to harden without con-
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out, thereby inturning the stitched edges and
concealing the stitching, internally shaping -
the points and while the latter are being
shaped ‘applying heat and external pressure
to said points.

4. In the manufacture of soft collars of the

* type having a multiple ply fold-over top, the
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improvement which consists in superimpos-
ing the several plies forming the top, stitch-
ing the same together along one longitudinal

-and the transverse edges while leaving open

the other longitudinal edge which is to be
secured to the band, turning the top inside
out, thereby inturning the stitched edges and
concealing the stitching, internally shaping
the points, while the points are being shaped
applying heat and external pressure to the
points, and thereafter running a second line
of exposed stitching along said longitudinal
and transverse edges. ' '

5. In the manufacture of soft collars of the

- type having a multiple ply fold-over top, the

improvement which consists in superimpos-
ing the several plies forming the top, stitch-
ing the same together along one longitudinal
and two transverse edges while having free
the other longitudinal edge which is to be
secured to the band, turning the top inside
out thereby inturning the stitched edges and-
concealing the stitching, impregnating the
points with a stiffening material and interi-,
orly shaping the points while said material
is not hardened.

6. In the manufacture of soft collars of the
type having a multiple ply fold-over top, the

‘improvement which consists in superimpos-

ing the several plies forming the top, stitch-

~ing the same together along one longitudinal
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and two transverse edges while leaving free
the other longitudinal edge which is to be se-
cured to the band, turning the top inside out
thereby inturning the stitched edges and con-
cealing the stitching, impregnating with a
waterproof stiffening material the areas
where the transverse and longitudinal lines
of stitching meet and intériorly shaping the
points while said material is not hardened,
and while the latter are being shaped apply-
in% heat and external pressure to the points.
_%7. In the manufacture of soft collars of
the fold-over multiple, stitched-ply type, the
improvement which consists in impregnating
with a water resistant stiffening material the
points of the fold-over top, and interiorly
shaping the points before the stiffening ma-

terial has hardened.

8. In the manufacture of soft collars of
the type having a multiple ply fold-over top,
the improvements which consists in_super-
imposing the several plies forming the top,
stitchirig the same together along one longi-
tudinal and two transverse edges while leav-
ing free the other longitudinal edge which is
to be secured to the band, turning the top
inside out thereby .inturning the stitched
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edges and concealing the stitching, impreg-
nating with a stiffening material the areas
where the transverse longitudinal lines of

stitching meet, interiorly shaping the points °

while said material is not hardened, and
thereafter running a second line of stitching
along said stitchied edges. v

9. In the manufacture of soft collars of
the fold-over type, the improvement which
consists in impregnating with a stiffening

70 .

76

material the points of the fold-over .top by
internally shaping the points and while the

latter are being shaped applying heat and
external pressure, the pressure being applied
against both the surfaces and edges of the
collar.

10. In the manufacture of soft collars of
the type having a multiple ply fold-over top,

the improvement which consists in superim-

posing the several plies forming the top,
stitching the same together along one longi-
tudinal and the transverse edges while leav-
ing open the other longitudinal edge which is
to be secured to the band, turning the top
inside -out, thereby inturning the stitched
edges and concealing the stitching, internally
shaping the points and while the latter are
being shaped applying heat and pressure,
the pressure being applied against the sur-
faces and edges of the collar. '

11. In the manufacture of soft collars of
the type having a multiple ply fold-over top,
the improvement which consists in superim-

‘posing the several plies. forming. the top,

stitching the same together along one longi-
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tudinal and the transverse edges while leav- -

ing open the other longitudinal edge which is
to be secured to the band, turning the top
inside out, thereby inturning the stitched
edges and concealing the stitching, internal-
ly shaping the points and while the latter
are being shaped applying heat and pres-
sure, the pressure being applied against the

105

surfaces and edges of the collar, and there-

after running a second line of exposed stitch-
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ing along said longitudinal and transverse .

edges. .
12. In the manufacture of soft collars of
the type having a multiple ply fold-over top,

-the improvement which consists in superim-.

posing the several plies forming the top,
stitching the same together along one longi-

tudinal and two transverse edges while leav-

ing free the other longitudinal edge which
is to be secured to the band, turning the top
inside out thereby inturning the stitched
edges and concealing the stitching, impreg-
nating’ with a stiffening material the areas
where the transverse and longitudinal lines
of stitching meet, while said material is not
hardened internally shaping the points and
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while the latter are being shaped applying

heat and external pressure, the pressure be-
ing applied against both the surfaces and
edges of the collar.
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13. In the manufacture of soft collars of
the type having a multiple ply fold-over top,
the improvement which consists in superim-
posing the several plies forming the top,
stitching the same together along one longi-

~ tudinal and two transverse edges, turning
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the top inside out, thereby inturning the
stitched edges and concealing the stitching,
interiorly shaping the points including the
adjacent longitudinal and transverse edges
and while shaping the same applying heat to
the points and exerting an external pressure
against said adjacent longitudinal and trans-
verse edges,

14. In the manufacture of soft collars of
the type having a multiple ply fold-over top,
the improvement which consists in superim-
posing the several plies forming the top,
stitching the same together along one longi-
tudinal and the transverse edges while leav-
ing open the other longitudinal edge which

1s to-be secured to the band, turning the top

inside out, thereby inturning the stitchec!
edges and concealing the stitching, internal-
ly and externally shaping the points by ex-
erting a rigid confining pressure along the
edges at the points between rigid surfaces
arranged internally and externally of the
points and while the latter are confined to
desired shape applying heat and external
pressure to said points. ‘ S

15. In the manufacture of soft collars of

the type having a multiple ply fold-over top,

the improvement which consists in superim-
posing the several plies forming the top,
stitching the same together along one longi-
tudinal and the transverse edges while leav-
ing open the other longitudinal edge which is
to be secured to the band, turning the top in-
side out, thereby inturning the stitched edges
and concealing the stitching internally shap-
ing the points, shaping the points by exter-
nally confining the edges of the collar at the
points, and while the latter are confined to
shape applying heat and external pressure
to said points.

16. In the manufacture of soft céliars of

 the type having a multiple ply fold-over top,
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the improvement which consists in superim-
posing the several . plies forming the top,
stitching the same together along one longi-
tudinal and the transverse edges while leav-

ing open the other longitudinal edge which °

is to be seéured to the band, turning the top
inside out, thereby inturning the stitched
edges and concealing the stitching, internally
shaping the points, externally confining the
points and while thé poinis are externally
confined to desired shape applying heat and
external pressure to the points, and there-
after running a second line of exposed stiteh-
ing along said longitudinal and transverse
edges.

T7. Tn the manufacture of soft collars of
the type having a multiple ply fold-over top,

5

the improvement which consists in superim-
posing the several plies forming the top,
stitching the same together along one longi-
tudinal and the transverse edges while leav-
ing open the other longitudinal edge which
is to be secured to the band, turning the top

_inside out, thereby inturning the stitched

edges and concealing the stitching, internally
shaping the points, externally shaping the

points and while the latter are being shaped
applying heat and pressure, the pressure ba-
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ing applied against the surfaces and edges 6%

the collar, and thereafter running & second

line of exposed stitching along said jongi-

tudinal and transverse edges.

the type having a multiple ply fold-over top,
the improvement which consists in superir-
posing the several plies forming the top,
stitching the same together along one longi-
tudinal and the transverse edges while legv-
ing open the other longitudinal edge which
is to be secured to the band, turning the top

‘80 :
18. In the manufacture of soft collars of =
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inside out, thereby inturning the stitched -

edges and concealing the stitching, internal-
ly shaping the points, shaping the points by
externally confining the edges and while the
latter are being shaped applying heat and
pressure, the pressure being appiied against
the surfaces, and thereafier ruaning & sec-
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ond line of exposed stitching along said lon-

gitudinal and transverse edges.

19. In the manufacture of soft coliars of
the type having a multiple ply fold-over top,
the improvement which consists in superim-
posing the several plies forming the top,
stitching the same together along one longi-

100

tudinal and the transverse edges while leav-

ing open the other longitudinal edge which
is to be secured.to the band, turning the top
inside out, thereby inturning the stitched
edges and concealing the stitching, internal-
Iy shaping the points, shaping the points by
confining the edges externally and internal-
ly and while the latter are being shaped ap-
plying heat and pressure, the pressure being
applied against the surfaces, and thereafier
running a second line ¢f exposed stitching
along said longitudinal and transverse edges.

20. In the manufacture of soft collars of
the type having a multipie ply fold-over top,
the improvement which consists in superim-
posing the- several plies forming the top,
stitching the same together along one longi-
tudinal and the transverse edges while leav-
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ing open the other Jongitudiral edge which

is to be secured to the band, turning the top
inside out, thereby inturning the stitched
edges and concealing the stitching, internal-
Iy shaping the points, shaping the poinis by
externally confining the edges and while the

and pressure, the pressure being applied
against the surfaces.
21. In the manufacture of soft collars of

latter are confined to shape applying hest .
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the fold-over type, the improvement which
consists in stitching together the several plies
forming the top, turning the top inside out
and thereafter shaping the points by exter-

while the latter are being shaped applying
I heat and external pressure. S

22. In the manufacture of soft collars of
the type having a fold-over top, the improved
method which consists in internally and ex-
ternally applying pressure against and con-
fining to a predetermined shape the edges
at the point of a preformed collar, and while
so confined applying heat and pressure to the
collar point within the confined area.

23. The method of shapin% the points of a
textile product such as a collar or cuff, com-

prising cloth plies edge-turned, said method -

comprising compressing the points between
substantially parallel surfaces arranged in-
ternally and externally of the points, and
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the type having-a multiple ply fold-over top,
the improvement which consists in superim-

posing the several -plies forming the top,. .

stitching the same together along one longi-
tudinal and the transverse edges while leav-
ing open the other longitudinal edge which
is to be secured to the band, turning the top
inside out, thereby inturning the  stitched
edges and concealing the stitching, and inter-
nally and externally shaping the points and
while the latter are being sha Elf) applyin,

heat and pressure, the pressure bein a,pplie§
against the surfaces and edges of the collar.

WALTER J. BEATTIE.

holding the turned edges firmly against sur- -

faces arranged internally and externally of
the points and disposed transversely of said
parallel surfaces to form the desired edge con-
tour during the compression.

24. The method of shaping the points of a
textile product, such as a collar or cuff, com-
prising cloth plies edge-turned, said method
comprising compressing the points between
substantially parallel surfaces arranged in-

ternally ang externally of the points, apply- -

ing heat tothe points during the compression,
and holding the turned edges to the desired
contour during the compression by confining
the same under pressure between surfaces ar-
ranged interna
points. :

25. The method of shaping the points of a
textile product such as a collar or cuff com-
prising cloth plies edge-turned, which method
comprises compressing the points between’

y and externally of the -

substantially parallel surfaces arranged in-

terno.ll& and externally of the points to con-
dense the points and forcing the edges there-
‘of against surfaces arranged internally and
ints and substantially
‘mormal to the parallel surfaces and delineat-
ing the contour each point is to assume.
26. The method of shapi

textile product such as a égﬁ

prisng Lo i

method comprises impacting and compress-
ing the points between substantially parallel
surfaces arrs internally and externall
of the points to condense the ed turneg

portions of the points, restraining the turned-

. m-

edges between rigid surfaces arranged
ternall

pressing thereof for shaping these and

edy and externally of the pointsto s well -
defined contour during impacting and com- -
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the points of &
ar or cuff com-
cloth plies edge-turned, which -
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" applying heat during these operations to |

cause the edges” permanently to assume the
desired contour. pe e o

21, In the manufacture of soft collars of
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