-1 Met hod for continuously producing a co

fabric jacket and coated fabric jacket pr omﬁ@ﬁﬂm@ﬁﬁm\m
a method of this type The present invention

a nmethod for continuously p[oguging a coated fapiot
jacket and a coated fabric jacket produced using a
nmet hod of this type. Coated fabric 'ackﬁis re used in
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anti-pol|ution barrages. This type j.acket conprises
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" one or"two faces. The coating is constituted by at :
prodased oneinayermethedbbér tbisbyyae. | east one | ayer of

plastics material. The jacket is produced by

superinposing the two |ayers of coated fabric and by
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areé produced in this manner have a i sadvant age whi ch
infhasalsis priacipakby on fthat peadhcahgt hé orcemxregtlicon

| i nes between ﬁre two sheets, at the inner side of
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particularly when the jacket is subjected to shearing

stress, wth the result that the | evels of mechanica
Thperfypeanfejafcket comprises at least one tubular zone and

is constituted by two sheets of fabric which are covered with
a coating on one or two faces. The coating is constituted by
at least one layer of rubber or by at least one layer of
plastics material. The.jacket is produced by superimposing
the two layers of coated fabric and by joining together the
two sheets in at least two longitudinal and paréllel zones
which are separated by at least one non-joined zoné in order

to produce at least one longitudinal tube.

However, jackets which are produced in this manner have a
disadvantage which consists principally in that each of the
connection lines between the two sheets, at the inner side of
the tube, constitutes a zone of reduced resistance,
particularly when the jacket is subjected to shearing stress,
with the result that the levels of mechanical performance are

not identical over the whole of the tube produced.

In order to produce jackets of this type, another method is

also known which consists in producing a woven textile strip
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not identical over the whole of the tube produced. In

order to produce jackets of this type, another nethod

is also known which consists in producing a woven

textile strip whi ch is conpgsed of warp threads and

a weft thread and which is covered wth a coating on
east _one
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isaesvioepediby passkmgnghenweft Eﬁ%ﬁﬁ%ﬁﬂtdﬁrﬁﬂéﬂﬂéces
between the warp threads of the | ower sheet and

thereefnately between the warp threads of the upper
sheet and by passing, at one side and the other of
t he longitudinal zone, the weft thread alternately
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In this case, however, connecticn lines at the inner side of
the tube(s) constitute discharge zones for the air contained
in these tube(s) in such a manner that they progressively

deflate.

The object of the invention is to overcome these
disadvantages by providirg a method for continuously
producing a coated fabric jacket comprising at least one tube
which is gas-tight, and a coated fabric jacket produced using

a method of this type.

The invention therefore relates to a method for continuously
producing a coated fabric jacket which comprises at least one
gas-tight tube and which is formed from two superimposed
sheets of coated fabric formed by warp threads and weft
threads, or a coated non-woven fabric, characterised in that
- from at least one other sheet of fabric comprising a
coating on one face, at least two strips of fabric formed by

warp threads and weft threads are cut having a specific width



produci ng a coated fabric jacket which conprises at

| east one gas-tight tube and which is fornmed fromtwo
superi nposed sheets of coated fabric formed by warp
threads and weft threads, or a2 coat ed non-woven
fabric, characterised in that “- fromat |east one

ot her sheet of fabric conprisi coating on one
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hal f-faces covered wth the adhesive material "one onto
haltthefaaiheroveret derth othet adheshvsemsterpsli pnehento the
folded state,. - _each of the folded strips is
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- s tdoning theasepatraiboniki nengfthhenhahf,- riaees tof tne
~each of the strips facing each other in order to
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first sheet and the two, sheets are joined together by
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agent, and - the tube is inflated in order to depl oy
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sheets are joined together by adhesively-bonding those sheets
in the connection zones which are not covered with the anti-
adhesive agent, and
- the tube is inflated in order to deploy the two half-faces
of each of the strips which forms, at the inner side of the
tube in the region of each joint of the two sheets, an angled
connection which ensures the mechanical properties and the

sealing.

According to other features of the invention:

- the fabric of each sheet is covered with the coating on one
face,

- the fabric of each sheet is covered with the coating on the
two faces,

- the coating i1s constituted by at least one layer of rubber

or by at least one layer of plastics material,



connection whi ch ensures the nechanical properties and
the sealing. According to other features of the

invention: - the fabric of each sheet is covered with
the coating on one face, - the fabric of each sheet
is covered with the coating on% e two faces, - the

coating is constituted by at |east one layer of rubber
- Yrebyiningeadt ecanb Ea;lelﬁdostmi@s,tuocsthmtf@rﬁsi sheett hies
fixing of each folded strip.to,the first she
o g e DR B g BRBE EnG B ldgn P RS G Tand By eat ing
ea@@agbpgedegeblgqlded strip, - the fixing of each
folded strip to the first sheet is Dbrought about by
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fisheetlseesuch as, for exanple, an infusible film a

powder or a dispersion, or a solution of
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warp threads of the two strips extend parallel wth
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- the warp threads of the two sheets extend parallel with the
longitudinal axis of the corresponding sheet and the weft
threads extend perpendicularly relative to the warp threads,
- the warp threads of the two strips extend parallel with the
longitudinal axis of the corfeéponding strip and the weft
threads extend perpendicularly relative to the warp threads,
- the warp threads of the first sheet are inclined relative
to the longitudinal axis of that first sheet and the weft
threads of the first sheet extend perpendicularly relative to
the warp threads, and after the second sheet is pressed on
the first sheet, the warp threads of the second sheet are
inclined relative to the longitudinal axis of that second
sheet in a direction counter to the direction of inclination
cf the warp threads of the first sheet, and the weft threads
of the second sheet extend perpendicularly relative to the
warp threads of that second sheet, an

- the warp threads and the weft threads of the two strips are
arranged in an identical manner to the warp threads and the

weft threads of the first sheet, before the strips are folded.



threads extend perpendicularly relative to the warp
threads, - the warp threads of the first sheet are
inclined relative to the longitudinal axis of that
first sheet and the weft threads of the first sheet
extend perpendicularly relativeé to the warp threads,
and after the second sheet is pressed on the first
Theheatrenthenwaipot teéads soft ct e ecot Eﬂhﬁﬂceﬂaﬁket
inclined relative to the |ongitudipal axis of that
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H{ bﬂgblg gbgn of the warp threads of the first
mes éet g the weft threads of the second sheet

ext end perpendicularly relative to the warp threads

of that second eet, and t marp t hr eads
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threads of the first sheet, before the strips are

zofigbded. The invention also relates to a coated fabric
jacket, characterised in that it is produced using
the nethod nentioned above. According to another
Théeﬁbulter@fs thel anwemnttizges tdfe weatiedrerftalsn ovj Brked
onprises n tubular zgnes and n+l connection zones.

ap?ﬁécﬁééﬁﬁlr §§Og‘n&k§d\ﬁ§r¥tlé>g’és“%f0@t9r%r%ﬁ'ﬁré?ﬁrl GV I Pperay of
exgﬂeﬁgc'aﬂbe%lftﬁometf %en%]el Q:\M %edeaz% 6%1 rbrél!! Vﬁ(ﬁ‘s byln which:
wa ce'to the

exanple and with referen appende
- #@igwrrgs, lﬁnawhmﬁhmatlcFlm@r¥pbab;u¥:mﬂ&ynuﬁcan embodlment

t f nb di ted fab
I TRt LRIt B R e e L
meﬁﬁobhﬁcb6¥@ﬁhb0&o Lh%lg%W%h%ldhfiSChenHth

erspective view of the various elenments formng the
Fagwéﬁ acdér @i e atie i megRestive view of the various

elements forming the jacket according to the invention,

- Figures 3 to 6 are schematic cross-sections showing the
various steps of the method for producing the jacket
according to the invention,

~ Figure 7 is a schematic, perspective view showing a first
arrangement of the warp threads and the weft threads of the
two sheets and the two strips forming the jacket produced
using the method according to the invention,

- Figure 8 is a schematic, perspective view showing a second
arrangement of the warp threads and the weft threads of the
two sheets and the two strips forming the jacket produced
using the method according to the invention, and

- Figure 9 is a schematic view of a portion of a jacket

produced with the arrangement according to Figure 8.

Figure 1 is a schematic, perspective illustration of an

example of a jacket which is generally designated 1.



Figures 3 to 6 are schematic cross-sections show ng
the various steps of the nethod for producing the
jacket according to the invention, - Figure 7 is a
schematic, perspective view show ng a first
arrangenment of the warp threads and the weft threads
of the two heets and the two strips formng the
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the arrangenent according to Figure 8 Figure 1 is a

schemati c, perspect|ve illustration of an exanpl e of
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conposed of a plurality of parallel tubular zones 2
whi ch are separated fromeach other by a connection
Inzonegulelei2ngcsiay Itdre thicknesses of the various elements

which form the jacket 1 have deliberately been enlarged in

order to facilitate understanding.

The jacket 1 is composed of a first sheet 10 which comprises
a woven or non-woven fabric 11 which is produced from
polyamide or polyester fibres or from other fibres. The
fabric 11 is formed by warp threads lla and weft threads 11b
(Figures 7 and 8). This woven fabric 11 is covered on at
least one of the faces thereof and, in the embodiment
illustrated in the Figures, on each of the faces thereof,

with a layer 12 of a coating.

An adhesive 1s deposited between the fabric 11 and the
coating 12 in order to produce a good level of adhesion
between these two elements. The deposit of this adhesive is

carried out, for example, on a coating machine and the



In Figures 2 to 6, the thicknesses of the various

el ements which formthe jacket 1 have deliberately

been enlarged in order to facilitate understandi ng.

The jacket 1 is conposed of a fjrst sheet 10 which

conprises a woven or non-woven fabric 11 which is

roduced from polyamde or polyester fipres. or_fr _
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woven fabric 11 is covered on at [|east one of the

faces thereof and, in the enbodinent illustrated in
t he Fi res,. on-.each of the, faces thereof ith.a ., .
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fibres. The woven fabric 21 is forned %y war p threads
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deposited between the fabric 21 and the coating 22 in
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fabric 21 and the coating 22.

The coating 12 and 22 deposited on the fabric 11 and 21 is
constituted by at least one layer of rubber or at least one
layer of plastics material. The deposit of the coating layers
12 and 22 on each fabric 11 and 21 is carried out in
conventional manner by means of coating, by means of

calendering or by means of extrusion.

The jacket 1 also comprises two strips 15 and 25,
respectively, which are cut out from at least one other

fabric sheet which is not illustrated.

The strip 15 comprises a fabric 16 which is covered on one of
the faces thereof with a coating 17 which is formed by a
layer of rubber or a layer of plastics material. The face of
the fabric 16 opposite that comprising the coating 17 is

covered with an adhesive material 18. In a similar manner,



formul ated to produce a good | evel of adhesion between
the fabric 21 and the coating 22. The coating 12 and
22 deposited on the fabric 11 and 21 is constituted
by at | east one | ayer of rubberg or at |east one |ayer
of plastics material. The deposit of the coating
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formed by a |ayer of rubber or a |layer of plastics

material. The face of the fabric 16 opposite that
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material 18. In a simlar manner, the strip 25 is
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face of the fabric 26 opposite that conprising the

coating 27 is covered with an adhesive material 28.
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retain those strips 15 and 25 in a folded state, as
arshéwiepnlpngatedinally to the first sheet 10 by positioning
the separation line 15A and 25A of the half-faces of each of
the strips 15 and 25 facing each other in order to determine
at least one zone A for forming a tube 2, as shown in Figure
4. The distance which separates the two folded strips 15 and

25 is a function of the diameter of the tube 2 to be produced.

If the level of adhesion is sufficient between the coating 12
of the sheet 10 and the coating 17 and 27 of the strips 15
and 25, which 1s in particular the case for a coating which
is constituted by a layer of rubber, the folded strips 15 and
25 are fixed to the first sheet 10 by applying a slight

pressure and by heating each folded strip.

However, 1f the level of adhesion is not sufficient, which is
the case for coatings which are formed by a layer of plastics
material, points of adhesive are deposited between each

folded strip 15 and 25 and the first sheet 10.




3. The strips 15 and 25 whi ch have been folded in this
manner are fixed longitudinally to the first sheet 10
by positioning the separation |ine 15A and 25A of the
hal f-faces of each of the strgps 15 and 25 facing
each other in order to determne at |east one zone A
for formng a tube 2, as shown in Figure 4. The

di stance which separates the two folded strips 15 and

In dhd Szénd UNCHH DEh of st hecdt agebetwebnt Reet BR@aZ QA HE 1ines
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is the case for coatings which are orne
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agéﬁﬁs anti - adhesi ve agent 30 nust be conpletely
inconpatible with the coating deposited on the sheets

10 and 20, and it nust not nelt at the assenbly

tenperatures for the tw sheets 10 and_20, as will be
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The two sheets 1C and 20 are jocined together by means of
adhesion in the connection zonres B located at one side and
the other of the zone A for forming a tube 2, that is to say,
in the zones which are not covered with the anti-adhesive
agent 30. This adhesion is brought about by pressing and

simultanecusly heating the two sheets 10 and 20.

Heating allows, in the case of a coating constituted by
rubber, it to be vulcanised and, in the case of a coating
constituted by a plastics material, them to be melted. The
pressure supplies the cohesion and adhesion between the
fabric, the coating of the sheets 10 and 20 and the strips 15
and 25. That operation is carried out continuocusly on a
machine comprising one or more rollers which are heated and

provided with jacks in order to bring about the pressure.



The two sheets 10 and 20 are then assenbl ed by

pressing the second sheet 20 on the face of the first

sheet 10 which is provided with folded strips 15 and

25, as shown by Figure S. The.two sheets 1C and 20

are joined together by neans of " adhesion in the

connection zones H | ocated at one side and  the other
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each join the two sheets 10 and 20, an angl ed

theohnketi on ensuring the nechanical properties and the
sealing, as shown in Figure 6. Consequently, each
joint between the two sheets 10 and 20 is reinforced
Inbyigustsi p eaasi,t uhilRg tar angradLcannecdi oneé and 26 of the

sheets 10 and 20 and the strips 15 and 25 have been
illustrated and the spacing between the warp threads and the
weft threads of those fabrics has deliberately been enlarged

in order to facilitate understanding.

According to a first embodiment illustrated in Figure 7, the
warp threads 1lla of the fabric 11 of the sheet 10 extend
parallel with the longitudinal axis of that sheet 10 and the
weft threads 1llb extend perpendicularly relative to the warp
threads lla. Similarly, the warp threads 2la of the fabric 21
of the sheet 20 extend parallel with the longitudinal axis of
that sheet 20 and the weft threads 21b extend perpendicularly
relative to the warp threads 2la. In a similar manner, the
warp threads l6a and 26a of the fabrics 16 and 26 of the
strips 15 and 25, respectively, extend parallel with the
longitudinal axis of those strips 15 and 25 whilst the weft



| ocated i nside the tube, which provides assenblies
which w thstand shearing and, consequently, which
have | evel s of nechani cal performance which are
i dentical over the whole of the tube. In Figures 7
and 8, only the fabrics 11, 21, 16 and 26 of the

ve peen

ST I SRy Tt SﬂPg B R et L Eadso the

wadpdthheaquefilgat Bneads0f thgse-dalyies has
del i berately been enlarged in order to facilitate

understandlng Accordlng to a first enbodinent
illustra Figure 7, .the rn thre la of
Int bhiRe SRbe8nERG  SbE So e Befthl 6 §58 nb0%na 20
anloBgi-t gdi nal zax SSOfaﬂeh&btac&he‘QimﬂéQ: and 4 f&bﬂ@étreferred to
threads 1l b _extend perpendicularly relative to the

asygEpaighteddsetfatasirgid-arly, the warp threads 2la of
the fabric 21 of the sheet 20 extend parallel with
the longitudinal axis of that sheet 20 and the weft
Owlhgeads t2&b aexbtengedmpertperfdittid ardnp treleaddyveadd the weft
In a _simlar manner, the warp

marg threag % %
thi ARSI 68 ataPIe5 0Pkt FE T TS 16 A 5 ¢ e strips
155hhEPS515+aRd 1215, (&N e%F’%ﬂm‘ﬁ@Jg‘:’*tk@“%é@rﬁl se}ai%t Nafter

t he Iongltudlnal aX|s of those strips 15 and
inphetsont heemsfit inedl, tawr eddsirilGn dhidR6h bxtend

perpendicularly relative to the warp threads 16a and

26a, respectively. In this enbodinent, the fabrics

Actoeraing ttbeaslaeebsldl@m@dilmnta&dusigﬂméé aNd2PuAL s, the
each fornmed by a fabric referred to as stra

ght
watRr BRASPABr 12 Of g et & e carldamderféint forfr&mesm@mp 10 are
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axis of that first sheet 10 and the weft threads 1lb of the
fabric 11 of the first sheet 10 extend perpendicularly

relative to the Warp threads 1lia.

After the second sheet 21 has been pressed on the first sheet
10, however, the warp threads 2la of the fabric 21 of that
second sheet 20 are inclined through an angle -o relative to
the longitudinal axis of that second sheet 20, that is to say,
in a direction counter to the direction of inclination of the
warp threads 11 of the first sheet 10 whilst the weft threads
21b of the second sheet 20 extend perpendicularly relative to

the warp threads 21la of the second sheet 20.

The warp threads 1l6a and 26a and the weft threads 16b and Z26b
of the fabrics 16 and 26 of the strips 15 and 25 are arranged
in an identical manner to the warp threads 1lla and the weft

threads 11lb of the fabric 11 of the first sheet 10. Thus, the



15 and 25, the tube(s) 2 formng the jacket 1 is/are,
after inflation, rectilinear, as shown in Figure 1.
According to a second enbodi nent illustrated in Figure
8, the warp threads 1la of thefabric 11 of the first
sheet 10 are inclined through an angle +a relative to
the L tudi of that first sheet,10 and the
waggs t r%eadgéi1 Cﬁy%e g?ra{[br‘?% Aot the” %%?sahgheet
loﬂaﬁleiﬁt@ﬁ@lp%&ﬂ@ﬁ@ﬂ?lﬂk@ |dbrxfeeég?6rﬁdfﬁm%os*&f'§p Was Por 25 .
reads |la. After the second sheet 21 has been
pressed on the first sheet 10, however, the warp
e f. the faprjc 21 of that Cc nd sheet 20
neLREoRHY BhEiRe, At aitr LG ne 70 5 PEEY ot F ghrd enreads

1 6Iaoagblt Q@ianahdaxire ofeﬂﬂwaihr&ecmdl &heatd 2@6btds1:at thé {8wer
in a direction counter to the direction of

haﬂﬁcﬁtﬁéﬂ &R VEF tife SamE pruRnERIe . &F the Ya¥RttRheeds 1la
0, phi t Rre S heet 20
anéx%@%d&ggﬁpgﬁelcﬁfarl§)?e atlv%ﬁge e %ﬁ?gg?irgadarp
th2&adef lthe asec @rich @h&Bthﬁke'Nufu%ﬂnxéimﬁaﬂsol@@daﬂdb of the
26a ﬁ q th wef%lthre ds 16b and 26b of the fabrics
UPRBLafiglse s W PSR P DB aiyel e He ER

thi-dgnki cak mRRNend Qe wardy dreads, A 1a,angh d be @@f t
threads 11b of the fabric 11 of the first sheet 10.

Thus, the - 12 warp threads 16a and 26a forn1an angl e

G1v nm%B%5%Q§e£§5ﬂ&Itl&%'%ﬂoﬁglszﬂggﬂggﬁg @ P% % weft

ter t he strlp

thfreladed thiee twae styheads thkba aik 26a kae@l/ﬁzh@e wedtter
t hreads 16b and 26b of the lower half-strip have the

in§AAE 18P ahgENEREPEs OfEhé Wy rhrddad M 1 ankh ¢ hee wef t
threads =1b of the sheet 10 and those warp threads

16a and 26a and those weft threads 16b and 26b of the
The diameter of the torus produced in this manner is adjusted

in accordance with the value of the angle «a. That angie o has

a value from greater than 0° to 45°.

In this manner, fabric used for the sheets 10 and 20 and for
the strips 15 and 25 is, in this last embodiment, formed by a

fabric referred to as bias fabric.

The method according to the invention is used in the
production, for example, of inflatable tubes intended for
constructing pneumatic structures, such as, for example, life
rafts, pneumatic boats, flexible reservoirs or floating anti-
pollution barrages, and more generally all devices using’

inflatable and cylindrical developed shapes.

This method allows the production of a coated fabric jacket
comprising n tubular zones forming tubes and n+l connection

zones. A cutting operation carried out continuously in the



upper half-strip have the same arrangenent as the warp
threads 21a and the weft threads 21b of the sheet 20.
G ven the orientation of those warp threads and those
weft threads, the tube(s) 2_of sthe jacket 1 has/have,
after inflation, the shape of a torus, as shown in
Figure 9. The di ter of the torus produced in this
COTRAIGOR 523 Bt LHOME nt AEc H 06 wkeh SEHe Frdiee oft
neddes le a. That angle a has a value fromgreater
t han to 45. In this manner, fabric used for the
sheets 10 and 20 and for the strips 15 and 25 is, in
this last enbodinment, formed by a fabric referred to
as bias fabric. The nethod according to the invention
Is used in the production, for exanple, of inflatable
tubes intended for constructing pneumatic structures,
such as, for exanple, life rafts, pneumatic boats,
flexible reservoirs or floating anti- pollution
barrages, and nore generally all devices using
i nfl atabl e and cylindrical devel oped shapes. This
nmet hod al |l ows the production of a coated fabric jacket
conprising n tubular zones form ng tubes and n+l
connection zones. A cutting operation carried out
continuously in the - 13 connection zones allows the
tubes to be separated, if necessary. - 14 CLAI M 1.
Met hod for continuously producing a coated fabric
jacket (1) which conprises at |east one gas-tight
tube (2) and which is fornmed fromtwo superi nposed
sheets (10; 20) of coated



fabric (11; 21) fornmed by warp threads (1l1la; 21a) and
weft threads (11b; 21b), or a coated non-woven
fabric, characterised in that: - fromat |east one
other sheet of fabric conpr|5|f% coating on one
face, at least two strips (15;°25) of fabric (16; 26)
formed by warp threads (16a; 26a) and weft threads
(16b: 26b) are cut havi ngC&AdPécific width and a
l ength which is substantially equal to the I ength of
the tube (2) to be produced, - an adhesive materia
1. ME&ho2B)fdrs atepasitec bn phedfacegof ceathdofabhéc jacket
strips (15; 25) opposite that covered w
c&@HQHJQQPPr%%% aPejaeéf'-'hsﬁ'ofopcl%eg%&%rFia%t‘.thuEES) j gand which

is Q) |} dp: Ry gl%éjfﬂgpoQé/§rsE¥\QtE‘al fotages eQV@agqed

wth the adhesive material (1 one onto
fabatikwer( nhv(ﬁkkﬂfdxm¢dnbﬂrw&h@sbhstadps (157 225) andtheft
f ol ded stat%% - each of the folded strip is

Ch SR (ka4 1 G S tTOT W PPSTYEHERL TE05) Chy

chaResidd oHdyy therseparation |ine (15a; 25a) of the
hal f-faces of each of the strips élS 25) facing each
- foameret il orderon®d deter nsrecht of ehabroReCoBREIFAPT &

coa&qrgsrl%egarfé"nbf%ég) ‘at P@a@@tfw?ﬂe sta g g?gnt 2% laf' Fabric

‘zone ‘and on fhe first
16S,h@€ﬁ (fdy)mexd it ai weexh biett needs t hechwo2 cafj acentvestcr it;hseads

; - the second sheet (20) is pressed on_th
16f(q'r52t6@he¢éfe (46) TN e T CheBt & (10 £56) Sargncth which

s{éﬁ éél re&&éla@99§h¥ei¥n$9ﬂdbEQtBB°§§b§hQQtSto be
10; 20) 1 n the connection -

produced,

- an adhesive material (18; 28) is deposited on the face cf
each of the strips (15; 25) opposite that covered with the
coating (17; 27),

~ each of the strips (15; 25) is folded in two by Zfolding
over two half-faces covered with the adhesive material (18;
28) one onto the other in order to retain those étrips (15;
25) in the folded state,

- each of the fclded strips (15; 25) is longitudinally fixed
to the first sheet (10) by positioning the separation line
(15a; 25a) of the half-faces of each of the strips (15; 25)
facing each other in order to determine at least one zone for
forming a tube (2),

- an anti-adhesive agent (30) is deposited in the zone and cn
the face of the first sheet (10) contained between the two
adjacent strips (15; 25),

- the second sheet (20) is pressed on the first sheet (10)
and the two sheets (10; 20) are joined together by

adhesively-bonding those sheets (10; 20) in the connection



zones which are not covered with the anti-adhesive
agent (30), and - the tube (2) is inflated in order
to deploy the two hal f- faces of each of the strips
(15; 25) which fornms, at the_ imner side of the tube
(2) in the region of each joint of the two sheets
(10; 20), an angl ed connection which ensures the

zonfe e al 37 oper t FRECRAE YhEDsERRi AGTizadMESRIE agent (30),

Cfccordlng to claiml, characterised in that the
abric (11; 21) of each sheet (10; 20) is covered with
- ﬂﬂﬁetmmatihg {42in223ted oneotdee. t8. duptlloyd téecdmdi g f-

to c , Characterised i th ric (1
Fadss GhIPATbet (105 SO3IFS (096 o) wAtH Pdotdisyt fitg LHe
indd2is2dd On the tueef agesindcnbbtbedoaceer diara tj%l@ﬁy of the
one of clains 1 to 3, characteriséd in that the

twaosteaiys (1207 220 16an2ehgiled conseictuad Wincit dnsastes the

e Ja r of ru r._5, thod_accarding to any one of
me%b ﬁ ?5o%er %%r%%?egggeaeai ‘f'Hat the coating (12;
22, 16 26) is constituted by at |east one |ayer of

plastics material. 6. Method according to any one of
2. (N%ﬁ@ﬁﬂ]9@%Pﬂdln%h5@aéiéimséd Fﬁaﬁﬁ§ﬁeﬁﬁéeﬁ|%ﬁn§h§¢ the

fargﬁfé‘ Lfi deﬁ’l fpeééf shabt § 20t heof)i st c%%%teo( 1@1;}4 %he
roug abou y applyrng a |ght pressure and
codtelntd ngl 2ach2f obdednst fape.7. Method according to any

one of clainse 1 to 3 or 5, characterised in that the
fixing of each folded strip (15; 25) to the first

3. Sheetod 102chbsabrouebt cahomt 1by cadhasivelivedbandiddht the
each folded strip to the first sheet. - 16
fabric (11; 21) of each sheet (10; 20) is covered with the

coating (12; 22) on the two faces.

4. Method according tc any one of claims 1 to 3,
characterised in that the coating (12; 22, 16; 26) is

constituted by at least one layer of rubber.

5. Method according tc any one of claims 1 to 3,
characterised in that the ccating (12; 22, 16; 26) is

constituted by at least one layer of plastics material.

6. Method according to any one of claims 1 to 4,
characterised in that the fixing of each folded strip (15; 25)
to the first sheet (10) is brought about by applying a sliight

pressure and by heating each folded strip.

7. Method according tc any one of claims 1 to 3 or 5,
characterised in that the fixing of each folded strip (15; 25)
to the first sheet (10) is brought about by adhesively-
bonding each folded strip to the first sheet.



8. Method accordifig to any one of the preceding
clains, characterised in that the anti-adhesive agent
(30) is constituted by a product which is

i nconpatible with the coating glg; 22) of the sheets
(10; 20), such as, for exanple an infusible film a
powder or a dispersion, or a solution of

anti-adhesive agent. 9. Method according to any one of

t h r d
3. MRS CRAAE I8 ond 18R BHET L RS oL By M 2 ins,
chaMndﬂEﬁm&eduﬁncﬁv&teﬂbMAahtaﬂadhadhe3|mgeagenBO (36)

i s broug about % greSS|n and si nmul tan
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Coéglﬁ$eﬁﬂfqug n@fCﬁ@é”§mee€gara@teﬁb§edsthtQ@t E@% example,
warp t reads (11a; 21a) of the fabrics (11;

an tivef usu shebt sm( 19, pe@jieexvend gasabkehonmﬁph Eh@olutlon of
| .ongi.t udi nal _axis of the correspondi ng sheet (10; 20)

an%ﬂﬂ#ﬂﬁﬁeﬁ%ﬁt 2¢%teads (11b; 21b) extend perpendicul arly
relative to the warp threads (1lla; 2l1la). 11. Mt hod
according to any one of the preceding clains,

9. dtrlrhrd eaveeEding t hat 2R Heonar pft ﬁhéa@gefzfsiafgzeé)al@fs

chggge (f%éﬁgfiﬁlghage%hgga 85&&@ é%r% Q%% % ets 20)

e l'ongrtu |na axis o
1ncxﬂéeapmmﬂlmglsmrape(ﬂst 2byeraddwtihe wmtu—bmm@adye agent
16b; 26b) extend perpendicularly relative to the
rp° U QBT (AU 284) PT 55 1REL RBd é&%#&laﬁ&%la‘(ny‘eatlng
théng%égtghe preceding clainms, characterised in that
after inflation the tube (2) is rectilinear. - 17
13. Method according to any one of clainms 1 to 9,

10. Method according to any one of the preceding claims,
characterised in that the warp threads (lla; 2la) of the
fabrics (11; 21) of the two sheets (10; 20) extend parallel
With the longitudinal axis c¢f the corresponding sheet (10; ZOf
and the weft threads (lib; 21b) extend perpendicularly

relative to the warp threads {lla; 2l1la).

11. Method according to any one of the preceding claims,
characterised in that the warp threads (1l6a; 26a) of the
fabrics (16; 26) of the two strips (15; 25) extend parallel
with the longitudinal axis of the corresponding strip (15; 25)
and the weft threads (léb; 26b) extend perpendicularly
relative to the warp threads (16a; 26a).

12. Method according to any one of the preceding claims,
characterised in that after inflation the tube (2) is

rectilinear.



characterised in that the warp threads (11a) of the
fabric (11) of the first sheet (10) are inclined
relative to the longitudinal axis of that first sheet
(10) and the weft threads (Lih)y af the first sheet
(10) extend perpendicularly relative to the war p

threads . (11 that after t eet
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he warp threads (16a; 26a) and the weft threads
waXdobhrety o62leéhecfabhecsapiéc Zeﬁ ObftWQGHMEQﬂﬂd[Eﬁeee (20)

15; 25 re arranged inp _an.identical manner to
arbatie TrbedtetrE ol 9ang FRE WEPOLtHGAdS (i) O Wi second
shéétst2oshegt a(dDyechbebar ectife et HbPENEl %1 12t IMTE of
fol ded. 15. Method according to any one of clains 1 to

inglinatgeniaf thparvasPechsedadsn (LRat &ft &he dfirmy oheet (10),
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ric jacket aracterised
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recedlﬁf Coat ed fabrlcojacket accordi ng
thi@A<t ai T ds, OEhaP%Ete?FQB& sPRethdt %'t conprises n

t ubul ar zones and n+1 connecti on zones.

14. Method according to any one of claims 1 to 9 or 13,
characterised in that the warp threads (16a; 26a) and the
weft threads (16éb; 26b) of the fabrics (16; 26) of the two
strips (15; 25) are arrangec in an identical manner to the
warp threads (lla) and the weft threads (ilb) of the first
sheet (10), before the strips (15; 25) are folded.

15. Method according to any one of claims 1 to 9, 13 or 14,
characterised in that after inflation, the tube (2) has the

form of a torus.

16. Coated fabric jacket, characterised in that it is
produced using the method according to any one of the

preceding claims.

17. Coated fabric jacket according to claim 16, characterised

in that it comprises n tubular zones and n+l connection zones.



