
1244 407          thetic plastics material. The underface of quisite
bonding. The foam layer 3' may, as             the layer 2' is provided
with  an adhesive  pointed out before, consist of thermoplastic
backing 2', for example, simply in the form  foam material and can thus be
thought of as             of a coating of adhesive tiaterial 2a' ap-     a
latently adhesive material which will effect           plied onto this
underface. It is readily evi-  bonding of the layers 4' and 2' at the
afore-  70   dent that a great variety of adhesives will be mentioned zones
7' if it subjected to suffi-     suitable for the purposes at hand. Thus,
ciently elevated temperature for the foam             there are latent
adhesives which must in material of the layer 3' to become activated,
some way be activated, and there are active   that is to enter into a bond
with the mate-             adhesives which are constantly in activated 2'
and 4'. The pressure and          state. A detailed description of these
ad-       applicant of elevated tmperatures result             hesives is
not believed necessary because   in melting of the foam of the layer 3'
along             they are very well known to those skilled in the zones 7'
and the foam thus bonds the      the art. It evident, however, that if the
layers 2' and 4' together. It will be appreci-           layer or coating
2d consists of an actove ad-    ated that if one or both of the layers 2'
and             hesive, it must be protected until the time    4' consist
of a textile material the melted             of use of the applique
article. Therefore,  foam  will partly penetrate into the inter-
FIGS. 10 and 11 show a layer 1' of so-called    stices in such material
whereas, if one or       "release paper" applied over the coating 2d.  both
of the layers 2' and 4' consist of syn-           20 The term "release
paper" is conventional in  thetic plastics material, the mayerial of these
this field and is not necessarily limited to a   layers 2' and 4' may
itself partly melt and             laye of paper but rather identifiesa
material bond eith the material of the layer 3'.             which so
adheres to the coating 2a' of ad-      In any case, the resultant applique
article             hesive material as to protect the coating     5' is
surrounded by the severed remaiming           25 but can be readily peeled
off without damag-    portions of the ;ayers 2', 3' and 4' and com-
ing the coating 2d, thereby exposing the   prises depressed zones 7' and
raised zones              latter and readying it for application of the
between these depressed zones, so that the              applique article to
a desired.            article 5' constitutes a foam-filled resilient
Coming now to FIF. 12, there is illus-   three-dimensional applique aricle
on which           30 trated the next-following step in the con-      the
numeral "1" is outline by the zone 7d'    version of the multi-layed blanks
of FIGS.         In the illustrated embodiment, the release              10
and 11 into an adhesive applique article    paper has not been severed
along the sever-              The sames reference numerals as in FIGS.
ing line 8' so that the applique article re-   10 and 11 apply also in FIG.
12. However,  mains, as shown in FIG. 13, adhesively at-          in FIG.
12 have shown that the layers 2',  tached to its release layer or release
paper 100              3' and 4' have been severed along the border   1'
which latter retains its original dimen-          line 8' which is inwardly
spaced from the  sions. FIG. 14, a section on the line XIV-
edges of the layers 2', 3' and 4' and which,  XIV of FIG. 13, shows this
quite clearly. It              in the illstrated embodiments along
will be appreciated, of course, that it is pos-           40 the design
outline 6' just outwardly ad-    sible to sever the release layer l' at the
same 105               jacent thereto. Evidently, the border line 8'
time as the layers 2', 3' and 4' are severed,           which may also be
thought of as the sever-   and also along the severing line 8'. How-
ing line, could be directly coincident with  ever, it is generally desirabe
to take the ap-              the outline 6' or be located inwardly thereof.
proach shown in FIGS. 13' and 14 because,            45 In the illustrated
embodientit is assumed  when the release paper 1' projects laterally 4
that in the finished applique article it is de-     beyond the applique
article 5', it can be               sired to have the outline 6' which may
be  more readily peeled off by bending it away               printed or
otherwise applied) visible.        from the underside of the applique
article.                 In addition to severing of layer 2', 3'    The
embodiment illustrated in FIG. 15 is         50 and 4' alonf the sewering
line 8' selected somewhat different from the preceding em- 115
portions of the cover layer 4 have also been also been   bodiment FIG. 15
is a section analogous to           bonded to corresponding portions of the
the one shown in FIG.14. The layers are base layer 2' across the
corresponding inter-   again identified with the same reference
posed portions of the foam layer 3'. In FIG. numerals. However, in the
embodiment of            12 these selected portions are in form of  FIG. 15
the numeral "l"  appears raised,  120               narrow zones 7' located
inwardly and ex-     whereas the remainder of the applique, art-
tending along the outline 6', as well as           icle is depressed below
the level of the               zones 7a located inwardly and extending
numeral "1". According the areas 7' in               along the outline of
the numeral "1". This which selected portions of the layers 2'and
bonding is accomplished by pressing the    4' are bonded togaher are
considerably lar- 125                selected portions (zones 7) of the
layers 4'  ger than the narrow zones identified with re-                and
2' together and thereby reducing the  ference numeral 7 in FIGS. 10-14 and
in                thickness of the interposed foam layer 3', or  clude the
entire of surface area of the layer                more particularly of the
portions     4' with the release of the raised sur-             65 of the
foam layer 3', and effecting the re-     face portion of the layer 4'
correspondig to 130          6.
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configuration of numeral "1". Reference  shaped or bubble-shaped
configuration with-        numeral 3a' in FIG. 15 shows how the por-  in
the confines of the circumferentially com-        tions of the layer 3'
which are intermediate  plete zone. Of course, these bubbles can only
the thus bonded portions of the layers 2'  be small so as to be able to
resist subse-     5 and 4', have been compressed and melted to  quent
collapse when the gas cools and con- 70       provide the desired bonding,
whereas the re-  tracts. If the top layer is transparent, the       mainder
of the foam layer 3', that is the  filler, or spacing layer or material may
be       portion thereof which is interposed between  selected with a view
towards its visual       the non-bonded portions of the layers 2' and
effects; its particles, if it consists of such,    10 4', retains its
original thickness and thus  may be coloured and/or shiny or the like, 75
constitutes padding for the raised three-di-  and the bubble filled or
partially filled with       mensional numeral "1" which is, accord-  and
the bubble filled or partially filled with       ingly foam filled as
visible in FIG. 15.    some of these entrapped particles will have
The wide range of applicability of the em-  the appearance of a sequin
15 bodiments in FIGS. 10-15 is obvious and re-   Coming, finally, to FIG.
16 there is dia- 80       quires no elaboration. By way of example it
grammatically illustrated an apparatus for       need merely be suggested
that adhesive ap-  carrying out the method according to the
pliqu[err] articles may be provided in the form  invention. Reference
numeral 60 identi-       of "stick-on" patches for garments, in the  fies a
mould platen to  which a heat-   20 form of adhesive signs or adhesive
advertis-  ing  platen 61  of known  construction 85       ing stickers in
the form of decorative panels  is connected  by  means of screws 73
to be affixed to furniture or the like, as wall-  of analogous  elements.
The  construc-       paper having foam-filled, resilient three-di-  tion of
the heating platen 61 may be       mensional characteristics, and in any
other  conventional, as can be the manner of sup-   25 variety of
applications which will offer them- plying heat thereto, for example the
platen 90       selves to those conversant with the art.   61 may be
electrically heated and connected         The applique articles can be
provided on  with a source of electrical energy.      any suitable
supports, such as garments,    The underface or downwardly directed
yardgoods or wall coverings. As shown in  face 62 of the mould platen 60 is
provided   30 FIGS. 10-15 they can also be provided in  with a downwardly
extending projection 65 95      the form of an adhesive patches for
affixing  having a sharp edge 63 and, located above      to virtually any
desired surface. The layers  the edge 63, a flat face 64. A substantially
in the various embodiments can consist of  vertical edge face 68 extends
upwardly from      a variety of different materials, and syn-  the sharp
edge 63 to the underface 62 of the   35 thetic plastics materials other
than vinyl  mould platen 60. An inclined edge face 69 100      plastics may
be used. Also, the foam mate-  extends from the sharp edge 63 to the flat
rial of which the filler layer may consist  face 64. The distance between
the lower-      may be any one of many suitable synthetic  most point of
the sharp edge 63 and the flat      plastics foams and can be replaced with
a  face 64 is preferably smaller than the com-   40 fibrous sliver of
natural or synthetic fibers,  bined thickness of the layers 3 and 4 which
e.g. Dynel (Registered Trade Mark). The  are located on the support 2 which
in turn      great number of different possibilities con-  rests on a work
tables or. the like 75. The      cerning the provision of printed, painted,
width of the flat face 64 as seen in a plane      embossed or otherwise
provided design por-  parallel to the general plane of the under  45 tions,
the use of different colours on different  face 62, may  advantageously  be
great 110      layers, and the use of surface textures of  enough so as to
cover at least a portion of      different layers as well as the use of
light-  the outer contour line of the applique de-      refracting
characteristics to create a host of  sign which it is desired to produce.
different effects by their provision has been  Located within the
projections 65 are pro- 50 suggested already.
jection 67 having flat edge faces 66 and sub- 115        A further
advantageous possibilty is to  stantially vertical side faces 70. It will
be     use a material defining pockets of entrapped  appreciated that the
flat faces 64 provide in     gas for the padding layer. Such mate-
operation of the apparatus the narrow cir-     rial need  not be
continuous; instead,  cumferential zones of connection between the  55 the
layer  may be  discontinuous  and  top and bottom layers, as identified in
the     consist  of  a  plurality  of  individual  preceding Figures, and
that the edge faces     small  particles. Bonding  of  the  top  66 provide
the narrow  connected zones     and bottom layers to one another at least
which are located inwardly of the circum-     along a circumferentially
complete zone and  ferential zones of connection. It should be  60 in the
presence of heat will then result in  noted that'the general plane of the
edge 125     expansion of the gas during the bonding as  faces 66 is
located upwardly of the lower-     a result of the applied heat; if the top
layer  most point of the sharp edges 63, and in the     consists of a
thermoplastic material, the ex- illustrated embodiment is shown to coincide
panding gas will blow the softened material  with the general planes of the
flat faces 64. 65 of the top layer upwardly into a dome-  The connecting
member 72, here illustrated 130
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7                 as being rod-shaped, connects the mold con-  material
becomes plastically deformable and                sisting of the joined
platens 60 and 61, with  distended in a direction away from said sup-
a suitable moving means 74, the arrow as-  port material in response to
expansion of                sociated with the member 72 indicating by  the
air in said pockets resulting from applic-             5 its double-headed
configuration that the  ation of said heat to said layer of thermo- 70
moving means is operative for moving the  plastic sheet material.
mould downwardly towards the work table    3. A  method as defined in Claim
2,                75 as well as upwardly away therefrom so  wherein the
padding material layer consists                as to permit removal of the
completed ap-  of particulate material.             10 pliqu[err] article.
4. A  method as defined in Claim  1, 75                  When the mould is
moved downwardly  wherein said padding material consists of
towards an assembly as illustrated on the  synthetic plastics foam
material.                work table 75 and here consisting of the sup-
5. A  method as defined in Claim  1,                port 2, the foam layer
3 and the layer of  wherein said padding material consists of
15 sheet material 4, the sharp edges 63 will ini-  fibrous sliver.
80                tially sever at least the layers 4 and 3 and   6. A
method as defined in any preced-                may also sever the support
2 if the distance  ing Claim, wherein said layer of sheet mate-
between the lowermost point of the respect-  ial consists of synthetic
plastics material                ive sharp edges and the flat faces 64 are
7. A method as defined in any preceding             20 such as to permit
this. The flat faces 64 and  Claim, said padding material layer being 85
66 simultaneously press portions of corres-  superimposed upon one side of
said support                ponding width of thelayer 4 against the layer
material layer; and further comprising the                3 and thereby
against the support 2. The  step of providing an adhesive backing on the
platen 60 and thereby its projections 65 and  other side of said support
material layer for             25 67, are heated by the heating platen 61
and  enabling adhesive affixing of the completed 90                contact
of the faces 64 and 66 with the layer  applique article to a desired
surface.                4 serves to transmit heat therethrough to the    8.
A method as defined in Claim 7, said                layer 3 which collapses
a zone correspond-  adhesive backing being actively adhesive;
ing substantially to the width of the faces  and further comprising the
step of applying             30 64 and 66 and serves to adhere the layer to
a peel-off sheet over said backing to thereby 95                the support
2 in these zones.               protect said adhesive backing until the
time                                                             of use.
WHAT WE CLAIM IS:                            9. A method as defined in
Claim  1 or                   1. A method of making an applique art-  any
one of Claims 4 to 8, wherein said lat-             35 icle comprisingthe
steps of superimposing a  ently adhesive material is thermoplastic 100
compressible resilient padding material layer material; and wherein the
step of activating                 onto a support material layer;
superimpos- said latently adhesive material comprises                 ing
upon said padding material a sheet mate-  subjecting said thermoplastic
material to ele-                 rial layer, at least one of said materials
be-  vated temperature so selected as to effect             40 ing latently
adhesive; severing at least the  at least partial melting of said latently
ad- 105                 sheet material layer along a contour line of
hesive material in said selected zones where-                 a desired
design; and simultaneously press-  by the thus melted material bonds with
the                 ing the sheet material layer against the sup-  other
materials or re-solidifying.                 port material layer at
selected zones inwardly    10. A method of making an appliqu[err] art-
45 of said contour line so as to compress the  icle substantially as herein
described with 110 padding material layer at said selected zones  reference
to the accompanying drawings                 whereby there is substantially
no padding    11. An appliqu[err] article comprising a
material in said zones, activating the latently support material layer, a
layer of compress-                 adhesive material in said zones whilst
effect-  ible resilient padding material including air              50 ing
the pressing step so that the said sheet spaces and superimposed on the
support 115                 material layer is adhered to and connected
material layer, and a sheet material layer                 with the support
material in said zones so  which is superimposed on the padding mate-
as to define a three-dimensional padded ap-  rial layer, said article
having zones with                 pliqu[err] design on said support
material layer. substantially no padding material including              55
2. A method as defined in Claim 1, the  air spaces at which zones the sheet
material 120                 support material and the sheet material be-
layer is adhered directly or via padding    ing gas impervious and the
sheet material material having substantially no air spaces
being thermoplastic and the padding mate-  to the support material layer,
at least one                 rial defining air containing pockets intermed-
of the materials serving as the adhesive, said              60 iate said
support material layer and said sheet  zones outlining a padded
appliqu[err] design 125                  material layer; and wherein the
step of  on the article.                  activating said latently adhesive
material    12. An appliqu[err] article as defined in
comprises applying heat to said layer of  Claim  11, wherein said padding
material                  thermoplastic sheet material in the region of
defines air containing pockets and wherein              65 said zones
whereby said thermoplastic sheet  said support material and said sheet
mate- 130    [err]        1 244407      rial are air-impervious with the
sheet mate-   25. An appliqu[err] article constructed sub- 55     rial
layer consisting of thermoplastic mates  stantially as hereinbefore
described and illus-     rial which is distended in a direction away
trated in the accompanying drawings.     from said support material owing
to the ex-    26. An apparatus for making an appliqd 5 pansion of the air
in said pockets and to the  article having a three-dimensional appliqu[err]
thermoplastic material becoming plastically  design from a laminar assembly
in which a 60     deformable in response to application of heat  padding
layer is sandwiched between a sup-     during adhering of the sheet
material layer  port layer and a sheet material layer with at     to the
support layer at said zones           least one of the materials being
latently ad- 10   13. An appliqu[err] article as defined in  hesive, and
wherein the apparatus includes a     Claim  12, wherein said padding
material  support for the assembly, a platen having at 65     layer is
particulate.                        least one projection facing said
support and     14. An appliqu[err] article as defined in  extending along
the contour lines of the de-     Claim  l1, wherein the sheet material
layer  sired appliqu[err] design, said platen being mov-  15 is resiliently
compressible.                able toward said support for pressing said
* :15. An appliqu[err] article as defined in  sheet material layer towards
said support 70     Claim  14, wherein . the padding material material
layer across said spacing material     layer consists of synthetic plastics
foam  layer at least in a zone corresponding to     material.
the outline of said projection, and activat- 20  16. An appliqu[err]
article as defined in  ing means for activating said latently ad-     Claim
14, wherein the padding material hesive material to thereby adhere said
layers 75     layer consists of a resiliently compressible  together in
said zone, characterized in that     fibrous web.
said projection has a substantially flat press-       17.   An appliqu[err]
article as defined in  ing face extending along'said contour line  25
Claim 14, 15, or 16, wherein said sheet  inwardly thereof and projecting
from  said    material is a synthetic plastics material.    platen by a
distance sufficient to compress 80            An appliqu[err] article as
defined in  said layers in said zone, and a cutting edge    Claim 17,
wherein said sheet material is at  extending along said contour line,
outwardly    least in part light transmissive.        of the pressing face
and projecting from. said  30 19. An appliqu[err] article as defined in
platen by a greater distance that the press-     Claim  17, wherein said
sheet material is at ing face so as to sever at least said sheet 85
least in part light refractive.             material layer at the same time
as said press-       20. An applique article as defined in  ing face
compresses said layers in said zone,     Claim  14, wherein said sheet
material is  said platen comprising additional projections  35 metallized
synthetic plastics material.    having substantially flat pressing faces
pro-       21. An appliqu[err] article as defined in  jecting from said
platen by a distance suffi- 90     any one of Claims 11 to 20 and further
com-  cient to compress said layers within the out-     prising a layer of
transparent latently ad- line of said contour line     hesive synthetic
plastics sheet material over-    27. An apparatus as defined in Claim 26;
40 lying said sheet material layer and adhered  wherein said activating
means comprises     thereto in said selected zones.             heating
means for heating at least said press- 95       22. An appliqu[err] article
as defined in   ing faces.     Claim 18, wherein at least one of said
layers    28. An apparatus for making an ap-     is provided with a
pictorial representation.  pliqu[err] article substantially as herein
before  45  23. An appliqu[err] article as defined in   described and
illustrated with reference to     Claim  18, wherein the sheet material
layer  the accompanying drawings.                 100     and/or the
padding material layer is pro-     vided with a design coordinated with
said     three-dimensional appliqu[err] design to present  50  in
conjunction therewith a predetermined  By: ERIC POTTER AND CLARKSON,
visual appearance to a viewer.     24.   An appliqu[err] article when manu-
Chartered Patent Agents,     factured according to the method of any one
of Claims 1 to 1O.                                Nottingham and London.
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