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The invention relates to a textile for linings and a 

method of manufacturing same. 

It relates more particularly to textiles for lining 

garment fronts, shirt and blouse necks, ~hirt and dress 

fronts, co-garment fronts, reinforcements or covers 

therefor, or garment fronts. 

These products are intended-to give to the textile 

or fabrics on which they are fixed and to the clothes the 

feel, flexibility and pliancy which they do not have by 

themselves. 

Textiles are already known. for linings incorporating 

a non-woven textile layer. For example, according to the 

patent FR-A-2 233 496, a web is described comprising at 

least ·one .layer of non-wG>ven and non oriented fibres and 

at least one layer- of pdditional fibres having a high 

degree of orientation. These layers are sewn together by 

synthetic-· threads and coating thereof for forming a heat­

bonding textile product is envisaged. 

The technique of bonding a non-woven layer by fluid 

jet is also known. In this technique, fibres are fed in 

the form of a layer in front of nozzles producing high . 

pressure fluid jets. These jets cause tangling of the 

fibres which improves or gives cohesion to the layer., It 

is known that the number and properties of fluid jets 

determine the properties of the resulting non-woven layer .. 

The patent FR-A-2 339 697 (ASAHI) relates to a 
r . 

composite material comprising-a layer of ~oven or knitted 

material and a non-woven layer whose individual fibres 

penetrate inside the preceding -layer. The association of 

the non-woven layer with the woven or knitted layer is 

achieved by means of a fluid jet and this association is 

possibly preceded by the formation of the non-woven 

material also by fluid jet. This composite materia.l is 

mainly intended to se:cve as base for manufacturing 
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artificial leather. It may form a substrate having high 
flexibility and strength whose internal structure is 
closer to that of natural leather than that of a 
conventional tYI>e non-woven material. 

The German patent application -DE-A-2 828 · 394 
( MITSIBISHI RAYON co. LTD_. ) relates to the manufacture of 
a material formed of a basic textile and a material with 
short fibres formed at least partially of natural fibres. 
The basic textile and the short fibre material are 
associated by the partial penetration of short fibres in 
the gaps of the network formed by the basic textile. The 
desir~d objective is to give a natural appearance to a 
product formed from a base which is not so. 

Furthermore, ~he document DE-A-~ 956 605 (RADUNER) 
relates to a heat-bonding lining covered with a spot 
co~ting. 

The association of a knitted or woven textile -
support and a non-wovep layer for forming a heat-bonding 
textile for linings has numerous advantages. 

The support gives the textiles good cohesion, .good 
pliancy and make it unstretchable at least in one 
directio~. The non-woven layer contributes to giving it a 
particular volume and surface f~el. 

However, the practical formation of .:this type of 
product presents difficulties which make high speed 
manufacture difficult and contributes to giving such 
products a high price which up to now has slowed down 
their spread. The problem of the invention is therefore to 
provide a new product comprising a kr~tted or woven 
textile support and at least one non-woven layer whose 
manufacture may be reliable, relatively simple and 
inexpensive. 

For this, the invention relates to a textile- for 
linings of the type comprising a knitted or woven textile 
support and at least one non-woven layer .. 

According to the invention, the non-woven layer or 
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layers are bonded to the knitted or woven textile support 

by fluid jet needling. 

The invention also relates to . a method of 

manufacturing a textile for linings of the type in which 

at least one non woven textile layer and a knitted. or 
woven textile support advancing continuou~ly at .. the same 

speed are placed in contact. 

According to the invention, the non woven textil.e 

layer or layers are bonded by fluid jet to the knitted 

textile support, the water is extracted and the textile 

· v obtained is· dried, and is then subjected to finishing 

operations. 

The invention will be described in greater detail. 

with reference to the figures in which : 

Figure 1 shows schematically the textile of the 
inyention seen in section; 

Figure 2 is a schematic representation of the 

textile of the invention with a thermo-adhesive layer seen 

in section:· 

Figure 3 is a representation of the different steps 

of the manufacturing method according to the i~vention. 
The textile for linings comprises a knitted or woven 

\. __ ) textile support 1 and at least one non-woven layer 2. It 
may possibly comprise a thermo-adhesive coating J.ayer 3. 

The textile support 1 is of the same type as the 
fabrics usually used in the lining field. _It may be made 
with synthetic fibres, for example polyester or polyam;de. 

or else natural or artificial fibres. 
This support is woven or prefe~ably_knitted. It has 

a contexture and comprises threads of sizes adapted to the 

desired aims (pliancy, flexibility, elasticity, strength). 
It is for example formed of a woven knitted fabric with a 
long weft. 

The non woven layer or layers 2 are formed in a way 
known per se. They may be formed preferably of synthetic, 

artificial or natural carded fibres, which are oriented or 
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not, chosen as a function of the volume and of the feel of 

the textile complex which they are to form. The size of 

the fibres may vary from 0.3 decitex for light linings up 

to 10 to 15 decitex for heavy liningsr for example for 

garment fronts. 

The layer of fibres may undergo beforehand pre­

needling, heat-bonding or any other "pre-bonding". 

The non-woven fibres may also be replaced by 

directly extruded synthetic non-woven filaments. 

The non-woven layer or layers 2 are bonded to the 

·knitted or woven textile support 1 by fluid jet needling. 

Thus,_ by the effect of the jets, some fibres of the non­

woven layer are tangled in the support fabric and provide 

the connection between the non-woven layer or layers 2 and 

the textile support 1. 

Fluid jet needling also provides cohesion of the 

whole of the non-woven layer 2. 

The textile support 1 may be associated with two 

non-woven layers 2a, b. each situated on one of its sides. 

The textile support 1 is then inserted between two ·non­

woven layers 2 to which it gives particular properti·es 

(pliancy, stretch control, strength,. etc ••. ). 

It is also possible to associate several non-woven 

layers 2 on the same side of the textile support· 1, the 
.. 

whole of the layers ·then being associated together and 

associated with the textile support 1 by fluid jet 

needling. 

The textile may comprise a thermo-adhesive coating 

layer 3, preferably formed by spot c~~ting using for 

example an etching cylinder of the silk-screen printing 

type. The thermoplastic polymers used for this purpose may 

be polyethylenes, polyamides, modified vinyl acetates, 

polyesters, etc ••. 

The properties of the textile result from the 

combination of the properties of its dif f.erent components. 

Thus, for forming garment fronts, a pliant textile support 
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is used to which the non-woven fibre layer or layers 
confer a volume and surface feel. For garment front 
coverings, as textile support 1 ·a mesh pattern or warp 
weave and deformable weft are used associated with very 
voluminous non-woven fibre layers 2. 

Reinforcement heat-bonding textiles ~ay be· obtained 
by using as textile support more or less thick and more or 
less resiLient mesh which will be associated with one or 
more layers of extruded filaments or fibres 2 (Spun bond; 
Melt.blown) which are not woven. In the latter case, the 
layers of fibres 2 will have as main functions to fill up 
the gaps between the threads of the textile support ~, 

namely to close the contexture qf this textile. That will 
eliminate flow of the thermo-adhesive coating during heat• 
bonding to garments and give a volume to the heat-bonding 

· pr.oduct. 

To m~nufacture a composite textile for linings, at 
least one non-woven textile layer 2 and a knitted or woven 
textile support 1 advancing continuously at the· same speed 
are placed in contact 11. Then the non woven textile layer 
or layers is bonded 12 by fluid jet to the knitted or 
woven textile support 1, the residual water 13· is removed 
and the textile obtained is dried. 

Then it is subjected to finishing operations 26.· 
Then, possibly, a thermo-adhesive layer 27 is deposited •. 

Generally, the non-woven textile layer 2 is brought 
on to a conveyor 21. However, when it is pre-needled, .. it . 
m~y be · brought by itself wi_thout being supported by ··a 

t1 conveyor. 

The textile support 1 has . generally been 
manufactured previously and is stored. The non-woven layer 
2 and support 1 are placed · in contact at the level of 
rollers 23 and 24. An assembly of nozzles 12 then subjects 
the non-woven layer 2 to an assembly of fluid jets which 

cause·tangling of f~bres in the non-woven layer 2 and in 
the support textile 1 providing simultaneously cohesion of 
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the non-woven layer 2 and engagement on support 1. The 
non-woven textile layer 2 now associated with support 1 is 
dried in enclosure 25, then subjected at 26 to the 
finishing operations. Coating may be provided at 27. The 
product obtained is then stored at 28. The different 
drying 25, finishing 2' and coating 27 operation~ are not 
described in detail, each being known per se. Intermediate 
storage of the textile may be provided · between these 

.. 
different phases or even during one or some of them. 

In order to produce a textile for linings comprising 
··q non-woven layer- .2a on each side of the knitted textile 
support 1, a second layer 2b may be brought on to a 
conveyor 2lb and placed in contact with the textile 
support l_by means of rollers 23 and 24. A second set of 
nozzles 12b is then situated in the path of the textile 
after the first set 

-face of the textile. 

12a and so as to act on the other 

In order to associate several non-woven textile 
layers 2 on the same side of the textile support 1, a 
second layer 2c may be brought by conveyor 21.c in contact 
with the first layer 2a and the set of nozzles 12 then 
provides simultaneously connection of the non-woven layers 
together · and connection of these layers to the textile 
support 1. Similarly, different configura~ions may be 
achi~ved by associating a variable number of non-woven 
layers ·2, either all situated on the same side of support 
1, which then requires only one set of nozzles 12 
producing fluid jets, or situated on each side of the 
textile support 1, which then requir~s two sets of 
needling nozzles 12a and 12b placed respectively on each 
side.of the composite textile. 

This method of manufacture makes it possible to 
obtain fabrics for linings having varying qualities of 
pliancy, volume and feel depending on the properties of 
the different components. These fabrics may receive a 
thermo-adhesive layer. 
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1. Fabric covering textile fiber of the type comprising. : 

• a knitted or woven textile support (1), 

• at· least one nonwoven lap (2), 

5 wherein certain 'fibers of the nonwoven ·laps (2) are 

interlocked in the knitted or woven textile support (1) by 

means of fluid jet needling. 

2 • Fabric covering textile fiber according to claim 1, 

wherein the nonwoven laps (2) are preneedled. 
'\.._/ 10 · 3. Fabric covering textile fiber according to claim 1 or 

2, wherein- it comprises at least two nonwoven laps (2a, .. b) each 

situated on one side of the textile support. 

4. Fabric covering textile fiber according to any one of 

claims 1 to 3, wherein it comprises several nonwoven laps C2a, 

15 c) on· at least one of the sides of the textil~ support Cl). 

20 

5. Fabric covering ·textile fiber according-to any one of 

claims 1 to 4, wherein the textile support (1) is a knitted 

fabric. 

6. Fabric cove,:ing textile fiber acco.rdinq to claim 5, 

wherein the textile support (1) is ~ picked knitting fabric. 

7. Fabric covering textile fiber according to any one of 

claims 1 to 4, wherein the textile support Cll is woven. 

8. Fabric covering textile fiber according. to any one of 

claims 1 to 7, wherein it comprises a thermoadhesive· coating 

25 layer. 
9. Method for producing a fabric cove~ing textile fibei_ in 

which : 
~ 

at least one nonwoven textile 1.ip formed of carded 

fibers is placed in contact with a knitted or woven textile 

JO support moving forwards continuously at the same speed, 

wherein 
• the nonwoven textile lap(s) ls/are linked by means of a 

fluid jet to the knitted or woven support ; 
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. the water is extracted and the textile fiber obtained is 
dried ; 

. the textile fiber undergoes finishing operations. 
10. Method for producing a fabric covering textile fiber 

5 according to claim 9, wherein a first nonwoven t~xtile lap is 
pl~ced in contact and linked· by means of a fluid jet to one 
first side of the textile support and then a second nonwoven 
textile lap is placed in contact and linked by means of a fluid 
jet to the second side of the textile support. 

\_,J 10 11. Method f"or producing a fabric covering textile fiber 
according to claim 9, wherein two nonwoven textile laps are 
placed in contact with the textile support and at the same time 

! 

15 
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the two laps are linked by means of a fluid jet to the textile 
suppor:-t. 

12. Method for producing a fabric covering textile fiber 
·according to claim 9, wherein a first nonwoven lap is place~.J.n 
contact with. the textile support and a second nonwoven lap with 
the first and wherein the two laps and the textile support are 
linked by means of a fluid jet. 

13. Method for producing a fabric covering textile fibe:c 
accordi~g to any one .of claims 10 to 13, wherein a 
thermoadhesive layer is laid down after finishing. 


