;e3e; ) 8<X6T] _ 1 _ 21 Novenber 2003 Label and method for producing-it The
invention relates to a | abel according to the preanble of claiml and to a
nmet hod for producing such 5 | abels. As is known, the | abels are woven in
the formof bands in a broad fabric conmposed of fusible yarns, a repeat
bei ng provided for each band. The broad fabric consists 10 of a backing
fabric consisting of warp threads, a ground weft and o | fts
which are led over the entire web breadth and which fo%%ﬁ%ﬁ%ﬁf@y% t he
| abel . The bands are subsequently cut out of the textile web in the form of
strips running ighdehe swar RedBodi f@ﬁtr_%lqgamnbggitr | ongi tudi nal side, the
backi ng fabric and the enbroldery wefts being severed. If a thermal cutting
device is used for this purpose, the fusion of the backing fabric and of
t he enbroi dery W8fe thrveatdsomi veslatiese to tde labewn hardraimd r scwghthesi on
20 edges which gl a@n% U ¢k ,apd unpleasant nJehgur ol $hewscanyetsbpn of a
| abel known frorﬂ%gg 9302246. The | abel has, as is customary, a Qquadrangul ar
shape with Iéngi L%al sides 1 and narrow 25 sides 2. The |abel consists
of the backing fabric 3 and enbroi dery wefts which, in one region of the
| abel , produce adigungsuch that fhece is L,B,8ACHLCRRE 2B AdgE RbnRCKI Ng
fabric on the narrow sides. The | abel is woven In such a way that the warp
threads 4 run 30at aPTA9 afdPiHe FRTROIH AsT8Sth EhsVRTRR y2t §EPRRT
| ongi tudi nal si desiny efrot-hidebabet. edbie bamndi tTHH nado=’i dedrdak tbeskabel are
cut by a thermal_ cutti | ce. b ' fapri he gl dery
wefts are tﬁgreﬁyfcf%selgg%]g%g hgra,bysag tﬁg%é{%elr%bsltogrg\?%r fﬁt3| ond(%dge£6 i's
35 formed. The |ERRdadEStdidRG ©F EpgrdderyswebFaetnoftt AES ndfRoR¥ ST des
(only one fold idHeusdrtaired)wets GidmitH end ugiiah efigen Ga i Siduee. of Nthéi s
prior art, to avahdy - rRe- Rl.fovenher 2003 k0e. updesisabl.g fusl om,gdges,
the fusion edge I's nachined by a pressing andror v brati ng_Ut ool " for
noncutting shapi®R¥ktitki sebeiiny thboroimt ehssvelppHurureing Hot thef ¥28Png t he
\C,iﬁ'Si i ed effa@,t% cﬁrEférei&arreoﬁr ollahemi Sl@h@ﬁy&ﬂdfaﬂss%iidﬁﬂ FEh_é—ObaaﬁixZ§3, in
ichit isre red to_a el ess taQ experinment at.the fusion edges
(colum 1, 1i ne?affltco %rif? Eﬁﬁsteérgo ,Oléieggrrp"f?%c;ést e%e}r%? h& VF§E§OSt ul af ed,
wher eby the | abdiherrglaraigrivgucéeride als wosstaderneiihict. prrpesd i r ske et hod
stage, a semi -fimisskadoBr @duchawkthgar gwiti ¢ o tadicial windeiasdyWyt b
greater breadthtis produced. In a secori_? net hod st age %he segi -ffi ni shed
product is fol déd &F Fhé &g o The™ 15 nSI°Br At H ahd boRaRdTHERSRi vel v
15 on the réér sidges Shdchhaatabedry sthiddusmdatedglieasaingure 2 and is fol ded
on the longitudinal sides in order to cover the fusion edge 6. This | abel
may al so be provided with eBd folds 7. The label is fag%htengg on the narrow
sides, so that tH&YEngitt udPRYP sRde¥ei5t¥he Yo it d act W't h*tRAB skin
and an article o G3orBrAg. Thies slaleelshobdsl, hawe asissof tusincretige asa
possible, sot haiuatd%nghﬁhel Eh%e%ﬂﬁ'f&lé:ﬁﬂﬁnﬁﬁegiﬂl@% 50 %8ah QPﬁw' n
order to avoid danage fo ghe article of clothing and _places_ on the human
body where f£rictI@F occures LAPSE 6PERtstDd it &3Kiiag fabricpioppded, in
EP- A-0 389 793, dmbrprideirge weftal dwiohch heihalele | npeghoh odseclon flhbelyee
longi tudinal sidasdiad ng Ehgfusbannedgsandan the 941 sl dee S0nApart
fromthe conplicated and costly production, 1t is also considered a
di sadvant age t h&3Feh&ea?3rkiie dfPHic 19 PR kRAEEPabFides unThe ¢pkel
| ongi t udi nal di riectwevemf ihhendcabed aag tddacnuiirer watpt ReSeads fd Xxedn so
t hat | abel s,gan rQduc o] [ S ific gualj n 5 that, for
f ol di ng, thg%I aﬁ%%aﬁégqt.oaefgde \%éeﬁ'}%afg aﬁglgérﬁ(#sl nlgs%éﬁl p}vg Sgtl?}v.vitt%_{:ré?ger
di mensi ons. The ¥@i9dithgivplt Heidesngl t wfi nhhesilgdedavi Hee t Henpasiéianedge
forned by sides of the label are cut by a thermal cutting device.
The backing fabric and the embroidery wefts are thereby
fused together, so that the disturbing fusion edge 6 is
35 formed. The label according to figure 1 is folded on

the narrow sides (only one fold illustrated), so that

the fusion edge 6 is free. In this prior art, to avoid




- 3 - 21 Novenber 2003 the fused ground wefts and enbroidery wefts |eads to
very thick and unconfortable nmargins on the |abels. If, in addition, an end
fold is provided, the |abel consists of four layers in this region, and
this is 5 unacceptable to the user and the wearer. If, as described in

EP- A-0 546 485, the textile web is severed by neans of a nechanical cutting
devi ce and a nunber of |ongitudinal threads are renove the 1

separating point by mechanical nmeans, a friz2nged edge i21?%?¢ﬂﬁbQﬁ%qﬂﬁe

| ongi tudi nal side of the label. It is considered a disadvantage that a
mar gi n consi sting of backing fabric nust |ikew se be provided in order to
formthe fringed gdge, s 1&%%5 farsfoldin egheth&pe%u%Qogas Pg be; gnven
as a semn - flnlshe pro Uct Wieh | ar ger di nens and a speci al “outl ay
necessary |r1cncmﬁchkﬁqinbﬁt%eprﬁﬁﬁg@E éﬁ@éﬁrlHléﬁﬂﬁ%ﬁﬁwﬁ?Qﬁtﬁ%rcﬂﬁﬁrlcated
production nEthO@ut@Mﬁgfﬁﬁapiﬁ@adWﬂﬁkag&nm@ tihatof-dntbesilengbtudisnal 1

t hreads nay cone Ioos&ia 0 fr ge egg so that the | abel becones
usel ess or unS|g%?? dl%ﬁo %e d ?or & ‘production of |abels have

t he di sadvantsages that t he foldlng of t he | ongi tudi nal side 25 necessitates

a higher outlay tiet 84hs Qio@ﬁélﬁsié{eabgadhagreﬁéléﬁtbmprﬁcausesaof?%he
di nrensi ons of the sem -fini shed

the, weawing bre e_yeavi ng
machine is utiliZ&d” blﬁn* o éﬁ??% od exdent™or = %h%re%' %ggﬁgbgtﬁggly
| arge armount of Wast®us3m Regeisnveniion Ls lxn%md%ﬁ‘¥b5¥%nedwsﬁﬁﬁ§ Fhe

obj ect on which é&@i NV ORefSodased ﬁo%tmalt@ar ow&leaféb@bethe Th'abe@bl ect
is achi eved, accor e. invention s_of t |n%g

features of M aiAfq. P??AW% fHund, tgﬁrﬁ??%¥n8?§ho$ha¥n Eﬁe | 81g |gud|na
4 21 Novenber 208Bags dea beem:g—%:mm’@eﬂ pncansvewdghy at elttthelqmﬁuﬂhﬂeéds and

by the enbroidery; yefind h\npadsglb@atr& Hanged jat Lﬁ"ogl'u%te@ncﬁnf hOBetBAd
| ongi tudi nal sides, and with ducti gn beln arri ut |n£%§§ % Iest
f

possi bl e 5 way, Peehed i Skage: oﬁ heSTon ot gaad| &g
| abel is soft andhskmargrmendlyhandlwearmmgadohf@mﬂ|h9mdﬁﬁwaﬁa¢sappﬂEC|ably

because the gut gdog, @rlo@&c%chy tsnehggowggemeiéslme@arﬂéaal iy fgulkEows.

The cut edges can be covere narrow si de being, 10 fol ded,, wth the
result that the Papef i§ ﬁﬁﬂﬁﬁ@rOPnﬁPSVéﬁngSFHQen?%e $8¢% thr BRASTr HR
parallel to the b@m@rtuﬂuﬂaEusude oédgde d abahisa Lab&ébr mappedrsanceei s

achi eved over th§ d@&‘%&&f { te ﬁffxtlﬁg Labe %Or QOAUSE, thes cefds Uhr eads

cover the rear stde uni e production of |abels is

characteri zed, aﬁ@%ﬁ%Wnﬁlﬂésthéxin%@#ﬁléﬁe ByPrHEUdePRhi g FeSat bir E876f
claim2. 20 Jhe fntd h%nﬁhﬂ%ﬂge&wlmmmcb&aradmﬁ\tﬂ@ f ndansiely.t he

met hod accordi ng.f o thedénVﬁn&ignhgvg 38 Q§E§ESH Egggh Fﬂ%%h%lgf so

different length and Bread are woven weavl
machi nes. Label sthft hths %FW&Q%QBQﬁeGééﬁhééﬁ Eéehﬁvﬁ#?%ﬁ§Q§)Q9\M99F Rgd

breadth of about ih16r&m &9 4l @almxéga spathe agpunt1 ®foasice- eguasid The

weft density in the backlng fabrlc ca sel ect ed. so . t.hat Wi-t h
si mul at ed weaves? T%ﬁ%% g8 EFo g nb?§ here frlcfld% pBOES. Mk
25 order to achieve thisg, it is proposed in

EP-A-0 389 793, to provide a fold on the label in each
case on the free longitudinal sides having the fusion

edge and on the narrow side.

30 Apart from the complicated and costly production, it is
also considered a disadvantage that the warp threads of
the backing fabric run in the longitudinal direction of
the label and the number of these is fixed, so that
labels can be produced only in a specific guality, and

35 that, for folding, the label has to be woven as a semi-
finished product with larger dimensions. The folding of
the longitudinal side having the fusion edge formed by




21 Novenber 2003 - 4a on the sane type of weaving nmachine. Label with a
weave repeat can be woven up to a weaving breadth of about 115 cm so that
on small anount of waste 5 occurs. The weft . density in the backing fabric

can be sel ected

at

| abel s with sinmulated weaves, such as are produced on

t he sane weaving machine. In the marginal region of the strips, the
enbroi dery threads can be renoved, so thatsthe end 10 |.d becone
2oy eeE0de

thin. An apparatus for carrying out the nmethod is char
features of claim17.

yeeRet

15 The invention is explained below with reference to

the acconpanying.graw003 Lol R0 10Nr &l shpws a,dfy.eer digensional

illustration of

a ver sl on

ure shows

version of the |&bel Hekdy dinsy WDGTOF“FEQHFéble Tﬂéfimﬂr@‘ PrsdiRs lgbels. If,
t hr ee- di mensi onainl Iéatsittrla;tri on z@f and5 ¥81&1 005 0 @rdwiRid, aceoikdi nghko the

i nvention; figur

Ver si on of t he Ia%n

e

- three dlnen5|ona |Ilustrat|on %i @hnndlfled

accordlnﬁufo]ﬁﬁﬁiﬁ% thy %lon “Ih6wn i i gure 3"

figure 5 shovis aundgesptdibensicotbe npensandttiben weagest her versi on of the
| abel according to the invention; 35 figure 6 shows a section along the

line VIT_-VI inf

shows a figure 5

10

15

20

25

30

35

severed by means of a mechanlcal cutting device and a
number of Ilongitudinal threads are removed at the
separating point by mechanical means, a fringed edge is
formed on the longitudinal side of the label. It is
considered a disadvantage that a margin consisting of
backing fabric must likewigse be provided in order to
form the fringed edge, sc that, for folding, the label
has to be woven as a semi-finished product with larger
dimensicons and a special outlay is necessary in order
to form the fringed edge. In addition to the
complicated producticon method, another disadvantage is
that further longitudinal threads may come loose at the
fringed edge, so that the label becomes useless or

unsightly.

The known method for the production of labels have the
disadvantages that the folding of the longitudinal side
riecessitates a higher outlay in terms of adhesive
bonding, and that, because of the dimensions of the
semi-finished product, the weaving breadth of the
weaving machine is utilized to only a restricted extent

or there is a relatively large amount of waste.

The invention is intended to remedy this. The object on
which the invention is based is to improve a label.

This object is achieved, according to the invention, by

means of the defining features of claim 1.

It was found, surprisingly, that, by the longitudinal

ig?fe%5%q§ra g%igg{ﬁﬁgéyé 5462 ngovener 2903, o> figure 7



section along the line VII-VII in section along the line VITI-VIIIl in 10 15
20 25 30 35 figure 9 shows a side view of the | abel according to figure 5
with and without a folded narrow side; figure 10 shows a side view of a
nodi fied version of the |abel according to figure 5 with and without a

fol ded narrow side; figure 11 shows a diagrammtic illustration of a nethod
for the production of the |abel) and figurg 12 shows a21q§€I|C@éi f the
| abel according to the invention. Figure 3 shows a | abél Wéﬁh t he
invention, fromthe illustration of which the difference fromthe known

| abel according Logfi ggﬁﬁgr ]ar%'aﬁgédastxra%%%gée]ﬁg t\gart%réjl ﬁQE# Q,, 2nd wef t

di rection can be seen I's _explained | owi ng
description with3FfRy ehlte ?%P??tﬂﬁ@%;WFQR)Q?reFﬁé P&BQB ﬁ5§an§§d|§t a
customary, a quadistwpdear Shape WMHWtluhgmmmmﬂhdeddxﬂuytudaﬂ@l sndhs 1

and two fol dabl onsi Ki ric 11
and of a pIuraI?? 46@%§§ %@gi Jy¢?§§€ mﬁ Qﬁ %Bé % m%l?%% Qﬁ

| abel , produce aW?YguF%esGEH £Rae &nnéﬁﬁ|FQP¢ﬂ9ﬂdﬁ§c@FW@1ﬁ&§FPél §1§Pesent
on the | ongi t udi aal tsaredesab@nd iwhi ebf axanti eddrnfa:lférﬂag/r ngndraRReRias t he

e S oGk T ARy 2Bty e

threads 4 run transverse 6 and

| ongi t udi nal S|dQIQd¥ﬁ€@r|Ylébelsrpwédnaﬁﬁ&ﬁ §ﬁﬁ%SV1rQqa¥bWeﬁBebr2®€3 - 6

\?\,h of ht hﬁ Igbel Mﬁ@h%@ﬂi ee%glés byaﬁhbeeeaaére@rt bﬂznﬁhée\ﬁb%@o{lﬂa\é@_dé cbetingﬂge at
ich the in ic and t he_enbr oi t oat i t he

rear side o?ﬁﬁheg?ég ’ are%Fusqa? aeﬁggrong % W%? %Fﬁaif&fﬁeggrgﬁ?ﬁe

| abel may be fol deeirered -heSHzee olsi desti thaeddes tucavarallel fugi Sheedge.

The | ongi tudi nal 1§1h§iﬂ§qd1fnatlh%1lj@bgk %échaﬁéﬁ Céﬁurhi&’f&rrﬂélﬁﬁe%ﬁ*a@r%\é' gg run

t hrough the backrn]%]t E%IC 11 atF have a ﬁ %E as  al r eady

nentioned, is adVa uSSF sbrt SRt k| |85dF9e R S}enéﬁcagsﬁade to

figures 9 and 10th©9wﬂﬁgameeedshom5¢rt¢kﬁInﬁaﬂ sddesiust §oofiln. backi ng fabric

11 and of aqurality o enbroidery wefts 12 which, in the region 15 13 of

t he | abel) produce a fi e and are tied in |ng nner on . the rear
side of the |abeft ™ Crgaf{?et & RFOPBFELE™ ‘ﬂ? L adfésCteliﬁléﬁge

shows a | abel, |anwWMdﬂngln@ EM@aumngnenbnolHﬁrwh@wﬂdﬁnnmhgaﬁ@amemaeedfon the
rear side in theciggﬁqp of the narrow 20 side, so that, in each case, a
portion 18 of the backing fabric 11 is free. These portions 18 are fol ded,
so that a very thin | abel is achieved. The nethod for producing the | abel

i s describedtel ow. 25 As shown in figure 11, to produce the |abels, in a

first step a broad fAbrige ﬁ21a(.(l)\fra1]i | Sl PacL b er hah {%ﬁ?cﬁ”BQU%QnsV\h' ch

has a nunber of ne to one anot her S woven
cont i nuousl y acc%ﬁcﬁhﬁ)W%?h?dréﬁéﬁFdéREehﬂr%@EOM%WeQQﬂQQmﬁﬁﬁ g Pe seen
in that labels of different length and breadth are

woven on the same type of weaving machines. Labels with
25 a weave repeat can be woven up to a weaving breadth of
about 115 ecm, so that only a small amount of waste
occurs. The weft density in the backing fabric can be

selected so that labels with simulated weaves, such as

taffeta, half-satin and satin,




30 breadth. The broad fabric 21 is woven by the wovenfabric technique with
warp threads 4 and ground wefts 5 for a backing fabric 11. and also with a
plurality of enbroidery wefts 12 (figure 8) for the figure) the enbroidery
wefts being woven in a region 13 of each 35 label. In a second step, the
broad fabric 21 is separated into a set of strips 25 Wich contain
transversely lying | abels 22 succeedi ng one anot her Ion
direction of the strips. For 21 Novenber 2003 separgﬁqgﬂ ?hg&%£
cutting device 26 is provided) which either is arranged on the weavi ng
machine or is a separate device. If the” btad fabric 21 is divided into
strips 25, the strips 25 are wound up for further 5 processing. If the
broad fabric 21 i's not divided |nto str|os the broad fgbric is wound onto
a cloth beam ( s dreat-@ih-o-] PR R g S BT - T T T 8¢ product
for the | abels. I{ ntﬁet hala{n@ st;f@e tchfe ﬁééﬂrﬁﬁg 25aahenéol dededis—tHetmarnr ow
sides (lacuna] a foldin D devi ce, of theskdBelB8EAH of
det erm ned aij?ﬁ¥§mﬁ?é%9 |ﬁ%no% tﬁe %abe 623-% ormed. EI I'tanequsly
with fol ding, tdietol 828 montion itdati xaHy-kRowatet IR Hei A t‘i"saeg The
f ol ded stri% 8 Eripared £d, y: TBansTo oRCchaai pakkihberfahkior caht kgsonic
7,

15 devi ces at_ the same w dth.of the o T=7 o QQE%r@ ned and
t he cut edgertﬁﬁﬁ o] g a[ e%%\%ltﬁn'@llabrlc aI—L%SIlﬁrwe 152%‘ th >

appl i cat i on of.u-_c:‘-- ----- p&int | RERSFIRIFET P f '%éﬁ“ﬁhrrow
sides to an art Afl rﬁetr.q{lméﬂg m%ﬁéwataﬁgtela‘tusa@ioeﬁ@ef liles smdermeat h
the | abel and the longitudinal .side haying t dmad I8 end2l
Novenber 2003 P%T%n?m%% 7 . Hfﬁ%ﬁxﬂcan'qh ﬁ%ﬁ&gi cut Iongltdﬁinal

sides (1) amd wtdhd flodctaldse veaty thinow si des (2) runnrng 5 transversely to
t hese, by the woven-fabric technique, with a backing fabric (11) forned
fromat |east two warp threads and one _grou wef hr ) wth
a plurality of Bfbr GXRELFTRES t %ﬂ%eac&arrfi)n of FUSi blttehet hrﬁgghﬁgt e?ﬁ% f or
a 10 figure, chahacseréwziekd oyt e tfleetueﬁgrﬂtmlfm’lm si‘des are oriented
transversely to the warp threads and the enbroidery weft threads formng a
figure run parallel to and at,a di ance, fr i (1).
15 2. A method fBf Pﬂ‘ée’ﬁrb%ctﬁoﬁ’{giar%%el%ginaoswc a%l?ren%éfépérf@él n?éldgge br oad
fabric (21) of husbtbbenyineatrawiras ab wiihba backing fabric (11) being
produced fromat |east two warp threads (4) and one ground 20 weft thread
(5) and also frama plurality of enbroidery weft t h
figure, the brodd9¥adric %@Hﬁsbélﬁgp %ﬂﬁ%@ﬁ Oﬁ?ierﬁ%ga&%%gl % ﬁ%éﬁs of
cutting into a set of strv¢ssidb)ed h:gxowexﬂ-abelone anot her and havi ng
successive 25 labels (22), characterized in that the Iabels (22) in the
broad fabriC are oriented with their ggi%udinal.side éﬁgnsyggéf to
the warp threadéiguye 30 30°%Wfe ﬁetﬁﬁ@l 28| aiME§ A cldim 2, characteri zed
in that the broad fabric ascowierny docdiidivrg flo at | east one weave repeat.
4. The nmethod as clainmed in claim2 or 3, 35 characterized in that the
enbroi dery weft threads are renoved in the nar §|1f¥%é% f the:pagrow

si des. figure 3 shows a three-dimensi Rl oh 1%
25 version of a label according to the
invention;

figure 4 shows a three-dimensional illustration of a
modified version of the label accoxding to

30 the invention shown in figure 3;

figure 5 shows a three~dimensional illustration of
another version of the label according to the
invention;
35
figure 6 shows a section along the line VI-VI in

figure 5 on a larger scale;




21 Novenber 2003 5 10 5. The nethod as clainmed in one of clains 2 to 4,
characterized in that, after cutting) the strips (25) are folded in the
mar gi nal region (18) of the narrow sides, in order to produce | abels (22)
of predetermi ned length. 6. The nethod as clained in one of clains 2 to 5,
characterized in that the |abels (22) are singled out along their

| ongi tudinal side (1) by the cutting of the backing fali 11 i rder
to nrnrh,no |l ~hcl ¢ o,; Fh o r,rorloFcr nor i hrc~f72ﬂ|&9%ﬁﬁggiédbé)
INi/Niz/N:/N/Nt/N /ND NO$: ug6g$45 69T $$( $?NA@$9P?0 4
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dl: " !'>=845 =C a%i;ﬂga 7 @hows Qf gectiﬁﬁ Jié%g g%e lﬂ%ePpVII—éEI in
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for the production of the label, and

figure 12 shows an application of the label according
to the invention.
20
Figure 3 shows a label according te the invention, from
the i1llustration of which the difference from the known
label according to figures 1 and 2 as regardsg the warp
direction and weft direction can be seen clearly and
25 which is explained by the following description with

reference to figures 4 to B.

The label has, as is customary, a quadrangular shape
with two non-folded longitudinal sides 1 and two
30 foldable narxrow sides 2. The label consists of a
backing fabric 11 and of a plurality of embroidery
wefts 12 which, in a region 13 of the label, produce a
figure such that a margin 14 of backing fabric is
present on the longitudinal sides, and which are tied
35 in a floating manner on the rear side of the label. The
label is woven in such a way that the warxp threads 4.
run “ransversely to and the weft threads- 5 parallel to
the lengitudinal side 1 of the label. The narxow sides
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2 af the label which are cut by & thermal cutting
device have a cut edge at which the backing fabric 11
and the embroidery wefts 12 floating on the rear side
of the label are fused, a fusicn edge 15 being formed.
The label may be folded on the narrow gsides in order to
cover the fusion edge. The longitudinal sides of the
label which are cut by a cutting device run through the
backing fabric 11 and have a cut edge 16 which, as
already mentioned, i1is advantageously soft and skxin-
friendly.

Reference is made to figqures 9 and 10. As figure 9
shows, the label congists of a backing fabric 11 and of
a plurality of embroidery wefts 12 which, in the region
13 of the label, produce a figure and are tied in a
floating manner on the rear side of the label, the
label being folded on the narrow sides. Figure 10 shows
a label, in which the £loating embroidery wefts 12 are
removed on the rear side in the region of the narrow
side, so that, in each case, a portion 18 of the
backing fabric 11 is free. These portions 18 are
folded, so that a very thin label is achieved.

The method for producing the label is described below.
As shown in figure 11, to produce the labels, in a
first step a broad fabric 21 of fusible thread material
is produced, which has a number of labels 22 lying next
to one another and which 1is woven continuously
according to a repeat extending over the weaving
breadth. The breoad fabric 21 is woven by the woven-
fabriec technique with warp threads 4 and ground wefts 5
for a backing fabric 11 and also with a plurality of
embroidery wefts 12 (figure 8) for the figure, the
embroidery wefts being woven in a region 13 of each
label. In a second step, the broad faoric 21 1is

separated ‘inte a set of strips 25 which contain.
transversely lying labels 22 succeeding one another in -
thke longitudinal  direction of the .strips. For

! kH9$g
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separation, a thermal cutting device 26 1is provided,
which either is arranged on the weaving machine or is a
separate device. If the broad fabric 21 is divided into
strips 2%, the strips 25 are wound up for further

5 processing. If the broad fabric 21 is not divided into
strips, the broad fabric 1is wound onto a cloth beam
(not illustrated). The strips 25 are a semi-finished
product for the labels. In a third step, the strips 25
are folded on the narrow sides [lacuna}l a folding

10 device, the length of the label being determined and
the narrow 2ide of the label being formed.
Simultaneously with folding, the folded portion is
fixed, krnown methods being used. The folded strips are
separated by means of mechanical, thermal or ultrasonic

15 devices 27, at the same time the width of the label
being determined and the cut edge running through the
backing fabric.

Figure 12 shows the application of the label. The label

20 is stitched with the folded narrow sides to an article
of clothing, so that the fusion edge iies underneath
the label and the longitudinal side having the soft
edge is free.
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Patent Claims

A label with non-folded cut longitudinal sides (1)
and with foldable cut narrow sides (2) running
transversely to these, by the woven-fabric
technique, with a backing fabric (11} formed £from
at least two warp threads {4} and one ground weft
thread (5) and with a plurality of embroidery weft
threads (12) of fusible thread material for a
figure, characterized in that the longitudinal
sides are oriented transversely to the warp
threads and the embroidery weft threads forming a
figure run parallel to and at a distance from the

longitudinal sides (1).

A method for the production of labels as claimed
in claim 1, a broad fabric {(21) of fusible thread
material with a backing fabric (11) being produced
from at least two warp threads (4) and one ground
weft thread (5) and alsco from a plurality of
enbroidery weft threads (12) for the figure, the
broad fabric (21) being separated, after weaving,
by means of cutting into a set of strips (25)
lying next to one another and having successive
labels (22), characterized in that the labels (22)
in the broad fabric are oriented with their
longitudinal side (1) transverse to the warp
threads (4).

The method as claimed in claim 2, characterized in
that the broad fabkric is woven according to at

least one weave repeat.

The method as claimed in c¢claim 2 ar 3,
characterized in that the embroidery weft threads
are removed in the marginal region of the narrow

gides.
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6. The method as claimed in one of c¢laims 2 to 5,
characterized in that the labels (22) are singled
10 out along their longitudinal side (1} by the
cutting of the backing fabric (11}, in order to
produce labels with a predetermined breadth.




