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-1- METHOD FOR MAKI NG A TEXTI LE COATI NG AND TEXTI LE
COATI NG TECHNI CAL FI ELD The present invention
concerns a nmethod for making a textile coating, and
such a 5 textile coating, which may in particular be
a floor covering, a wall covering or a trim carpet

bkt BRRR REARINE SRS DA ¥ Splre i Giline

TXINC - CoC/AXCT T

fibrous web and in particular 10 froma vel our

fibrous web, which is a web that has been needled in
TECHNICALFHRIMer that a part of its thickness is forned

essentially.of joined |oops. . The fibres of such | 00

or | GIerRenT SRl Eacrl & Bahed ebtakii e euBiscctafins 3t such a
te)fdﬂbcd&)aﬁﬁ% vihibl @fayaihepdridigart v Agboardveridpys WAl thddring or a trim

interlinked. 15 When manufacturing the coating, the

cappes [forghe parsengsr ermparerent of p ypltielgnat ed with an  aqueous
solution of |atex. Then the whole is subjected to
drying, the function of which is to renove the water
PhiommARThi S sol ution until the | atex crosslinks, but
whi ch involves the .drawbacks, of requiring sizeable
equf prigrivndadndse teelils gorgdigsfromg nepdled fibjaus gweba@dblééwmcular

rrd t l.at: ax;f [ j ' t
A LAy 505 B RS AR e s
parootttedhickmsatih fommeed espialliatfejoinies loops. tHer fimeh agtsuch a loop

and its presence in the textile coat,. i s..detrimental
orfighaty LgLiiendpiared Hacth s op g I8 IR el waIietatned and
thh Oy atiNesinlhgiteddr anbacks than that of requiring a

drying " phase. In particular, it entails the pollution

of considerable quantities of water the

degopt am nation of which requires .a dedi cated. .
our Pog R AR HE el tedfon R T ot & e pargenagpd with an
aquBdM@SolRIdh of itk MEHeAtRNAAGIR 1§ QtljSoteB3Q dringethaMphdtioniof which is
I's al so known from docunment DE 197 37 864 to nmke a
totresapy¢ ghe water from this solution until the latex crosslinks, but which involves the

drawbacks of requiring sizeable equipment and of being costly.

Once drying has been carried out, the latex forms bridges which link the fibres of

the web with one another, in the area located beneath the loops.

Latex is non-thermoplastic and its presence in the textile coating is detrimental to

recycling of the latter.

Using a latex solution involves other drawbacks than that of requiring a drying
phase. In particular, it entails the pollution of considerable quantities of water the
decontamination of which requires a dedicated purification installation, which entails

substantial investments and maintenance costs.

For example, it is also known from document DE 197 37 864 to make a textile
coating by coating the underside of a web of fibres with a coating which can be deposited

in molten form before subsequently solidifying by cooling. This coating may also come
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coating by coating the underside of a web of fibres
Wi th a coating which can be deposited in nolten form
bef ore subsequently solidifying by cooling. This
coating may also cone -2- froma powder or a
heat-neltable filmwhich is not caused to nelt until

it has heen osi ¢ nder si de qof the web, .In
iy PEBECor & JRR RGO T WHAEHS 96 <Breeq e Mgh ribisches been
déﬁ@ﬁlt(ﬂl St SAddrhiast eYvde ﬁh@&'h%&es?éd%ﬂﬁé bhese ﬁrQiei%‘?de of the web

obtained, in particular in ternms o di rensi onal
dass abt aliCtvg/ samfacwbiy awichanicad prapesresdo bt obtagededut pariecular in terms of

PTI.ON OF ON At | east one
G SRR Y bl e oS PREPTIS B nanat act ar e
of a textile coating, wthout it entailing a
deterioration of certain nechanical properties of said

_I&QBHHIQJQEEHE&&XEHIEE%@cord|ng to the invention, this
?g;t?é:altst b c?oﬁ&'t %Yﬁl% 1R¥en‘i"8ﬁ”s9t Jupﬁ &%h@%nﬁﬁcm?@gf Q%xale coating,

e coa rom a es conprirsing are
withae it eatdilingsd daémamah sﬁafecuaﬁh mécelamamlcbroperﬁémﬂsafdaeﬁﬂe coating.
the first area being a cohesion area in which the
fibres of the web are integrated into a tight
ent g ' :
e A R
testele canatnwﬁemam/dndﬁ ﬁigemvcﬁnpmng hecar faret a dirst afeat tueecoih& area and

th ckne b until said front f
Bvh Strec Qepirb bearbelpb sbesin died 55 iy tali iteg ofidhe web are
in gffﬁéd]ﬁlttd) R4 Tgﬂjt @ﬁﬁﬁgl&néﬁtq{ﬁdlhg thd€ iR eﬁ‘lfd WhicE s Rlcated on only a

| east one o front and rear faces bears a
pdvten Oﬁ’élletﬂablk@smﬁ\ﬂhe mebbthedeeondtan¢asexperiieg gvebianetber pagtion of the

od {. f.fib [ h I
thieRhE SO ER ot PR sdid T R i ey soPoP R ftel P iy
Ch) b gpfdiingdan aitérneamseecttio fiekl b thy webipPhiichGit R@&tane of the front
then 20 d) the binder is left to cure or caused to

anglyfieds. fapes Deass p dgamelsiplppewiery|byndernthts pavedesy berdaais ingjoduced
ingJ tﬁlg tV\}’elo Gf fﬁlo%s 1n%a?lﬁ§ ﬂ{aglﬁéreﬁ t(% g&hc@f?tmg kdid led@ldgt ﬁﬁ&l Q%a then

esion ar een exp ected
t h)?tlﬂlbﬁt&feﬂﬁtdaﬂ@d teheditbyi smippliy@igtheanuthesh di sperse the
mq} (glnde over the entire thickness of the
Xthe|tgn 515018 {9 Fge of GAYSREIRSMW Nt that it is known,
for exanpl e, from docunent WD 99/22920, that a
simlar alternating electric field could be utilized
eflf was foued,ysutispely, shahthe albgyextewudectric field concentrates the powdery

binder in the cohesion area. Rather it would have been expected that the alternating
electric field would disperse the powdery binder over the entire thickness of the textile
coating, to the extent that it is known, for example, from document WO 99/22920, that a
similar alternating electric field could be utilized effectively to perform homogeneous

impregnation of a fibrous layer with powder.

Now it is a desideratum that the upper portion of the coating, that is, the second area,

should contain as little binder as possible.
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i mpregnation of a fibrous [ayer with powder. Now it is
a desideratumthat the upper portion of the coating,
that is, the second area, 30 should contain as little
bi nder as possible. The methad described above does
not enploy the fornmation of any solution and no
in | S, requjr It, ma nt ed nmeans, af
he gk AFEDECtinve ot hobembli thy EYutggpf gny Solution and no
dr‘y Liahd bt ttﬁh%"be@%ﬁl&ﬁ&rﬁéd 8y h%n?@ﬁglsfgﬂﬁic@nﬂl)ﬁgﬁéller sized and
ution. 5 1In dition, the above-defined
lessrr@swuamlafg@ tblfrm of fn@talla‘gmf handiibg lilatgx salethon. r espect to
the quantity of binder in the textile coating and the
| ocation of this binder. This |ocation nay be altered
byn afdition NBe bbevd dFme@mathod had the ddonateyobbfighaiy flgibility with
dep03|ted and/ or by adjusting the proportion og this
rewgytye HUGHIEY oﬂ@pé@‘ 1pé}@p ﬁtll@rg@amg;@ddge {ogatiopepthis binder. This

oERTRREECkULBE SURTELNG Al B IFLY pRLINSL AR, foosicd
arldiordsr adjidtinizrthé peopoetvradSihidppedets battet depasasd derme face of the
tinme of the  web between the el ectrodes, theigettin

wethroomprEsdswish thenguantigy gt pewesiy dun dFH%%té o) 188 tofsy %@ce of the
wherRREGkibh ©f Mﬁ‘@&%l'ﬂﬁﬁ kifeSwe altsgﬂ l?é&l%sﬂdgnce time of the
particular on its granul ometry, o eni er of
wethdetvedenf thor esctamds,t the sbetmg pyraofetaald nhebﬁeldSproduced by these
eousl t he heat - tab der is nore

Adv
el%%‘é)gﬁ eafiﬂe(jlﬁéi CPWé?tﬁBﬁfcg é'flncp 1y Rartll‘%&l,ar&ng@ gg@nulometry,

arfordh@uédi&" §Mhbe Rab BbRs aE&)EheQTéﬁﬂBJ & sald@etneat - mel t abl e
bi nder nmay be a binder that is neltable at a first

tenperature and thernosettable at a second tenperature
IQ/S]{;%%%)%B ephﬁslﬁat @eliag)heg}éﬁér 1ts EIE)cF“re égﬁc{/ﬁi%ﬁg npthel’moptfastlc binder.
It ﬁ@iW@l@@Q))é' SMe differl te@EkeFor atangeXthe MRgi-Meliblé@ binder may be a
m xture of said 20 substances. The fibres of the web

bigdes thatviarmeigblss pyfingaigapsratre god yhasmosaiiable aig sgcond temperature
hig&ry rg pt¥11seﬂ St t@m@gﬂaﬁ_ﬁg LGy e%nﬁ@oyﬁg@eﬂgat%flelﬁlbf@ YHEE can be a

substance
pdlydalisne, Thepohghopdeneal esq)omrmrl ae ehokf eresint oki dsixafre of said
m xed fibres. 25 Advantageously, between the stages a)
SURFANSS. the net hod conprises a stage in which: b) at
| east a portion of the powdery binder that may be
present in the second area of
The fibres of the web are advantageously made of a polymer, such as a

polypropylene, a polyester, a polyamide or a mixture of said substances. They may also

be cellulose fibres. The web can also comprise different kinds of mixed fibres.

Advantageously, between the stages a) and c), the method comprises a stage in which:
b) at least a portion of the powdery binder that may be present in the second area of

the web is removed by subjecting the front face of this web to a cleaning operation.

Advantageously, between the stages a) and c), the method comprises a stage in which:
b’) a portion of the powdery binder is removed by subjecting the rear face of the web

to a cleaning operation, such as cleaning by extraction or brushing.
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the web is renoved by subjecting the front face of

this web to a cl eaning operation. 30 Advant ageously,

bet ween the stages a) and c), the method conprises a

stage in which: Db') a portign of the powdery binder

is renoved by subjectlng the rear face of the web to

a cl eanin uch as cl.eanin extractl on

o AT e Doagipin PHGED fof Y L OpBRNERY O Gidns ghemical
dngPsifods.e of pomders of different chem ca

conp03|t|ons Advant ageously, the nmethod conprises a

stage in which the rear face is coated with a 5

c tajnin [ lers. urt her. ohject of the )

et PeRoR Ut rigeed torfier Ag b RPARE Kon i hidhated with o
c&ﬁmgb&ﬁaﬁmg&nﬁnmhlch conprises a rear face, a first

area, a second area and a front face, the first area

being a cohesion area in which the web fibres are

t
ﬁrg{h@} Stgeétr})tfcflﬁeamtv&%ocagq Q}%ﬂg gﬁ%ﬂl aclogn F%ln% an\g/FlS ?ﬁlﬁg of fibres

an‘dhwkilklﬂ esmpiidestarearials, a vkt drea, ta%c@tﬁk:awajaraf @ﬁoﬁﬁ(faeé] dBe first area

over anpot her portloqbof t he thckness of the we
eét%géo ¢SIQN arep rI%tWhé? gl’e ‘{\jﬁl{ ifi Te$ ATH 1qtpg)rmedflg@ea tlght entanglement
[ 1 f e
IRk 1L ARl DEIER i2 LR o e p Hord GFoREE ik s 8P the web,
whidmlrhueisscemd ara@xendn dva apothbap@tion eﬁthelthlnlknasgo@ab dvebpatmve said
to the rear. face of the web, t ropoy t
DAt AR ST g et Taltpe Siflnhks s D hesged with each
otR& Al |sovkentiutdd e Bidr fiRE @real WRich MBhphiRed ARoKOER] aldurface area
is thought that prior to the invention of the nethod
linkedig prad catsotpetheirpanvface nbthekwelwrthe poeporitorobf héat-nzelfableghinder in

) ' f. h | f
refO Rt e bR BRb s AR un i B edbr o of
binder in the core of said first area or, at Ieast

howto 20 obtain it in a manner that is sinp
edion dhaueht thatpsing o thstinyentiea of ey methpé defined; arb@ée,tlwas not known

c&; op 85ttainoe{] }o%er E)?&;orﬁﬂ B?H(l:a? fn? lﬁgﬁrblh&r 11? ltl?et é&f’ahé%{:etgrog the first

br es ace
aréa, Slm?dldttﬁfn tquleapriopyrtioh obbmdarlnahmcche oé n@pﬂ ﬂy@ droal drh@Uéast, how to
S|gn|f|cantl redu0|ﬂg t he robuystness of the textile
ol iR, m%ﬁ%wawaélm & andigeaneael groush nogt e inpgagtigal.
savings. In addition, a sub-layer such as a coating
can cover the lower face of the web. It is easier to
mekeeithe adiperteont of hdaenreiable foarder of r¢limeonvebthie flibrés s lower in the
rear facikcont I ns
surface area than in the core, a smaller quantity of binder can be employed without
significantly reducing the robustness of the textile coating, which has the advantage of
resulting in savings. In addition, a sub-layer such as a coating can cover the lower face of
the web. It is easier to make it adhere to the rear face of the web if this rear face contains
little binder. In the absence of a sub-layer, the rear face of the web also forms the rear

face of the coating.

The heat-meltable binder is advantageous in that it can be melted again by means of
further heating of the textile coating, after which this coating can be shaped by

compression between two forming blocks.
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little binder. In the absence of a sub-layer, the rear
face of the web also forns the rear face of the
coating. 30 The heat-neltabl e binder is advantageous
in that it can be nelted agaisn by nmeans of further
heating of the textile coating, after which this

F ettt ENE Raplna EGWRLEDg: (FHBISTAN of a method o

dgRal hpgeresults fromthe |nplenentat|on of a nethod as
defi ned above. SUMVARY DESCRI PTI ON OF THE FI GURES 5
The invention will be clearly understood by reading
ows, Wwhich is provided
fd with reference to the

at t"ﬂféﬁﬂderﬂfoﬂ%ﬂ]@ﬁe cle‘dﬂy @RdbRodds: readink GHE GeskripSioR that follows,
schematic view of a carpet manufacturing installation

whigh acpiovidad celelylin ay pEetampde endivith gefierpgce tavibe pgached slsawings,
whilh &6 quance with the invention; 10 - figure 2 is a
SC R I'c and partial view, in cross section, of a
needl figunedbis hrsolemanteividw oh e canpsﬁ mhﬂﬁatm@h@mﬂathdn in accordance
figure, % nmakes carpets; - é&re 3is. a V|eM/ﬁnangous
to fi YitPdhInyeYiIo8LBHRS %\ﬁlemd et idgtsdancs yath the ysRien;
the f [
trans¥g&%gﬁfgﬁg?ﬁég&ngﬁéﬁggﬁ62?6?%Qﬁﬁgg#ﬁg?a f%?%ghho ¢b from
f|guramﬁmthénmmHMQur@mAmusﬁgumubmmhnahqgﬂys to flgures
2 and_3, structure car pet

AR g g a
accor HEWE \H i‘h"l?vﬁémf‘ §2%t 1% glé{ﬁdz ﬁ? §hewy a*bynt?ﬂ’ée iate stage in
i nst alyhhi 18 ﬁ@fousf\b&u&aﬁ%uré noid e fB@REGeh trQﬁsformatlon into
figure 2. POSSI BLE EVB MENT OF THE | NVENTI ON 2
Fi gur thekamigbingthemsiabigtien dfafigwwe 11 f or manuf act uri ng
texti

|
ver REERl & IR hntBIRS L8 il andoy g Mo MR Shoture of o

I Nventirpé. infgccoRiAnbe wiethel ihOAtfongaide pebdutdte bywahe 3ndtdllation of
initially dry, that is, not inpregnated. it is mnade

up of léweﬂn@mﬁh%@éledW|®ﬁ%F@| ntertw ned and thus
forma tight entangl enent 5

POSSIBLE EMBODIMENT OF THE INVENTION

Figure 1 shows an installation 1 for manufacturing textile coatings or carpets 2 from

a velour needled web 3, using a method in accordance with the invention.

As can be seen from figure 2, the web 3 is initially dry, that is, not impregnated. It is
made up of polymer fibres 4 which are intertwined and thus form a tight entanglement 5§
located on only a portion of the thickness 6 of the web 3. The entanglement S holds the
fibres 4 and is located beneath another portion 7 of said thickness 6. The fibres 4 are
generally independent of one another in said other portion 7, where they form loops 9 and
which extends up to one of the two principal faces 8A and 8B of the web 3, that is, its
face 8A which is intended to form the upper part or front face of the carpet 2, the face 8B

being intended to form its lower part or rear face.
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25 located on only a portion of the thickness 6 of the
web 3. The entanglenent 5 holds the fibres 4 and is

| ocat ed beneath another portion 7 of said thickness 6.
The fibres 4 are generally igndependent of one another
in said other portion 7, where they formloops 9 and

whi ch, ext en to . one of the two principal [faces 8A

andhgES SHTTHE B G Ht  OMprise 1P A SR B Bssinte it is a
veldUreRd@dd tbf PfoWe'i/é}e tIPRE 3RR%Y eMibik ro?dﬁha P%@dlﬂg tﬂlﬁﬁ is, it may

carpet 2, the face SB 30 being intended fo formit
mﬁ@maﬂbpart or rear face. -6- In the exanple shown, the

web 3 conprises loops 9 on its face 8A, since it is a

vel our needl ed web. However, the web 3 may exhibit

or dAigey etBLPbindGo tnballatich 1] b foH¥r 1006f RebVElRKels Powards an

At the entry point to installation 1, a roller 10 of
inpsegnation dedees 1t antlieglireghion syrphaligadby die areaw Fan fipurg b Upstream
oftﬁ’l?s ﬂhe%rﬁgﬁ @ﬂt(ﬁe\(/fg@o%fgg%ﬁ;s e}n%%e%sg&{tﬁWy Cfnﬁslfnggf Q I}eat meltable
pcﬁ&ﬁa@ﬁﬂaht&lef )lzcmfalswﬁtdhn@a@falﬁ beadin nalet abh®re pdweésy in partlcular

bhi nder 12 and may al so_contain one or
flyjdiging agldeives,is agmiﬂf&@%? ong pfjihgimsim csa&ﬁwéé? of e web 3. This

blﬁ@e{)' K ad%n&foa | naxgélta%f%em%hgl &Jﬁ&&smglﬁteg?gnné%%tgh fghSWer than

Is 10 is made of a
thmad)fe:he ﬁlbra&hbis st tate g meteper at usprinkding aleerce tiBasgnclirbaived with

the fi s 4. f rate is nmetered by a
thﬁﬁ#ﬂﬁRﬁ? t@%VF%élﬂglgiﬁ%ﬁ?@H1zed with the feed speed
of the web 3 in the F direction. The inpregnation
device 11 conprises two opposite el ectrodes 14 and 15
whildte impeegnatiomydeveseal 1| sonprirssaetvandpattakleetrodes 1draad 15 which are

an her bet,we bear i
e DRI s AR sl b BRRRE Cher s 2SS LRHL pearing the
dRdene ®hdehem amesaletl@%m&s Ny anél 1IBCEriecaté rbeﬂva:ewrth&h anSalternating
applied to the web 3 and the powder of binder 12 at

clechic §aevhiphis appid & Weeral Tanios PeREepfvitintey 1Biah ey same time.
Tl’iﬁ% Cf{e?d Bﬁﬂ% E t \%J&;etrg ﬁrﬂl%r tlalt%ﬁ@e%éﬁat? tlnttoht%e\/fﬁllgkr%?ss of &he web 3,

udi ng angl e
insludipgi iwtan gls wntahglatnehhs al vas aBb i fognd Gsuepresixigly, cthat ﬂiedalternatmg

prodyced bet n the electrodes 14 and 15 concentrate
elggipc 56\%9@0@5 ﬁef&een ihe é@ct@aiﬁa 14 anch by pupreniates § P§M’@ﬁfy binder

lzaat'@ﬂf@ﬁtaﬁg]éﬁlentag 1np&{ch'aorﬂa17n69fth2& hg Weo37 JfhiGe {Nbp r:”eﬁleﬂ'ﬁbres

contain vittually no powdery binder 12, which
catheegn dlietuatlyine powdery b1nder 12, which is a desideratum.

Likewise preferably, the electrodes are plane and parallel to each other. However, in
some cases, it may be advantageous to use electrodes having a different shape and/or
which are not parallel to one another. These electrodes may in particular be like those

described in the document WO 2005/038123.

At the exit point of the impregnation device 11, an extractor 16 subjects the face §A
to extraction, that is, a cleaning operation intended to remove any grains of binder 12
located in portion 7 of the web 3. This aspiration may optionally be eliminated by being

replaced by brushing. The structure of the web 3 immediately after the extractor 16 can be
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Li kew se preferably, the el ectrodes are plane and
parallel to each other. However, in 25 sone cases, it
may be advantageous to use el ectrodes having a

di fferent shape and/or which are not parallel to one
anot her. These electrodes may in particular be |ike

t hos described in the docunment WO 2005/038123. At )
Seph A RRYTE S pyPeie lfo%anthﬁéewgmetéﬁ ROV dRIcEd? {sconggptrated mainly at
thE¥htaROERENIP subj ects the face 8A 30 to extraction

that is, a cleaning operation intended to renove any

grai ns of binder | ocated in portion 7 of the web

12
ety BR A R-ERYAPh GO oBRE b I3 S Basumoty of

hedt tdiREHihabaldér ab i@ melthEh&sbipccthe veb® paBesiRtwden t$&EPress rollers
in figure 3, where it can be seen that the powdery
2hi nder 12 is concentrated nmainly at the entangl enent
5. Downstream of the extractor 16 is |ocated a hot-air
oven 17, in which a supply of 5 heat causes the
bi r@lese ifl Rast passadl through elieepiessrolles 202 bhe3wpias de suthedtse®na cooling
two press rollers 20. Once it has passe thro%%E t he
aifysgamy gl | qxpsllesp fronh dngepr 3 PLITLY %@tneaz 8023 e@plYHgh causes

| - l{bedEr | ;
soﬂﬁfﬁéﬂéfg’?tgﬁgﬁfvﬁﬁféh GhE "ML ﬁfaP/iaﬂm %Eaéo!oiexi %{d tc?]netrlbute to

nozzl es causes 10 so Ification
sobidifadtetio 2f thteimdzr | B STIRY cemy ewdns cause wmablselidificadion without the

contripute to salidification of the binder 12.. Th .
s b a0 Sk peecb AT df RS peonDlA torbiat sotind OF the binder 12
toRfIeSARG s dvire cooling air stream2l. It is also

possible to allow cooling of the binder 12 to take

place on its own. 15 After solidification of the

bi nder 12...the 3. far t ext i,l coati n. which js, .

oLt PRkt plRE T2 s SEb B BrEO S A e ¢qng MehiZh i cur
InBXRNPlaBcHPAVD by Thaifs RBUE tHerkaMbleshe@hpet 2 can be seen

in figure 4, ere it can be seen that only very

little or no binder 12 is | ocated at the | oops 9.

Bridge ' i t [ 4 \M

anoiRarr gt hER Ehplez chftbe s0 Iy AR 47 gt Wbl b 3Fen that only

verh éittlecaps Wnde 12hie Iscatedi a1 dies 1oops 9 Bridises pebinder Théink the fibres 4
proportion by weight of binder 12 in relation to the )

with Bheanofhe) 4 ¥f@semtwg}%t P RNEKASOWRHOy K61 %490%9 forfge remainder

offid @%}glﬁm% pRop¥REEby RNt bEBInkYr 17 1 [R1BbRROFHlel fFed & varies in

grea
the thickness direction, at the entanglement S. More specifically, this proportion is greater

at a core 25 of the entanglement 5 than at a surface area 26 which borders on said core 25

at the opposite end of the portion 7 and defines the lower face 8B of the carpet 2.

The low proportion of binder 12 in the surface area 26 can be ascertained visually
on the lower face 8B. It can also be verified by measurements. These measurements can
be based on a comparison by thermal analysis of the melt enthalpy of the fibres 4 alone
and the melt enthalpy of the sample to be evaluated, for a melting of only the fibres 4
present in this sample, excluding its binder 12. From this comparison, the proportion by
weight of fibres 4 in the sample is deduced and therefore that of binder 12. The sample is
prepared by grinding carried out in such a manner as to leave only that which has to be

measured and to remove the remainder. For example, the sample prepared to measure the
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at a core 25 of the entanglenent 5 than at a surface
area 26 which borders on said core 25 at the opposite
end of the portion 7 and defines the | ower face 8B of
the carpet 2. 25 The | ow progortion of binder 12 in
the surface area 26 can be ascertained visually on

the lower face. 8B. It.can also be verified b .
A PR e HBES BB e D ToMb T aEh by erigding of the
pSREPRLhS AR BYe 3er mal anal ysis of the nmelt enthal py of

the fibres 4 alone and the nelt enthal py of the

sanple to be evaluated, for a nelting of only the

fibres 4 resent jn this, sa .. excluding .j.t

bi rydpacsel RO AR U Bt B a8 SERaHEMT Rl g fores of he
caY‘%ét ghtha@thefdalpes cén bordchi@egsanpl e i's deduced and

therefore that of binder 12. The sanple is prepared

by grinding carried out in such a manner as to |eave

onl y&vé%ﬁexﬂé@%? (H’ acgq;r)ée? P adl® Lf{sfﬁ% ﬁl‘gdmteﬁlga e(qre%l(ﬁbetdh fbove are

remai nder . rexanple, the's e°prepared to nmeasure
propesed & whatabtlowy of binder 12 in the surface area 26

results froma renoval by grinding of the portion 7

and the core 25. A heat-neltable binder 12 can be

chgsemvipigt(is conpatible with the fibres of the 5

carbér_§6_rkat the carpet 2 can be recycled. Severa

exdnphissexampteartipetvel Imade abyelusi mgdiet eproditch ockighing 600g/m” and

descri bed above are roposed . in what follows. 1
e RVPLET R DR ERANGIE0 e BB ke & TYpisup ores 4 of 6.5
dieead! ®ek RIdodaCheVBiagBionPol0PRBL 1Re aRFHinithAN B8tathing no binder.

t hi ckness of approximately 6 hm It consisted of a

m xture of fibres 4 of 6.5 dtex, 17 dtex and 150

o BenBBe RecdiRitd A IS5 it Siheiist ¥ B Rayea ot he
rafROd Yot it @A’he Wb GNB¥RSe B@hg MebRbrabd h@is wel, 6t Whs B@sent in the

g/nm2 on the web 3. Before being incorporated in this
foggief ajpowiss hyiegs e granplonaiey offloy i ta B0y 8 isrcomuysraiglized by the

I A 3 . DOV
oY e R B R RPN R R R e 10 0 e
reference 1300/ 20. 20 Inpregnation of the web 3 by the

owdery binder 12 was carried out. in the device , ,
P Impreygnatlon ot[ the web 3 by the powdery ﬁalnder 12 was carried out in the device

11 fitted with flat electrodes 14 and 15. The alternating electric field produced between
these electrodes 14 and 15 had a value of 2 kV/mm and a frequency of 50 Hz. The web 3
containing the powdery binder 12 had an alternating electric field applied to it for 20 sec..
It was then placed for more than 2 min. in the oven 17 set at a temperature higher than the

melting temperature of the binder and lower than the melting temperature of the fibres.

A carpet 2 obtained according to this example 1 was subjected to the Lisson test as
defined by the EN 1963 standard from the year 1997. Following this test, a determination
by visual evaluation of the level of defibration of carpet 2 was performed and gave a
value of 3/5 in the machine direction, that is, in the direction of arrow F in figure 1, and a
value of 3/5 in the transverse direction, that is, in the direction perpendicular to the

machine direction.



10

15

20

25

30

11 fitted with flat electrodes 14 and 15. The
alternating electric field produced between these

el ectrodes 14 and 15 had a value of 2 kV/mm and a
frequency of 50 Hz. The web _3 _ containing the powdery
bi nder 12 had an alternati ng electric field applied to

r 20 se s th | aced for re than, 2
i oo i e san 1965 BE et 1Biiidbistaipe Aghao dstgmined and
gév@ea SRUERIFtISND JRTREHRL HaBhif dilsudl peeh @mek bPWe o/m® in the
than the nelting tenperature of the fibres. A carpe% 2
trglsverbhéidectiosor ding to this exanple 1 was subjected to
the Lisson test as defined by the EN 1963 standard
fromthe year 1997. Following this test, a

det®iertafRt 2 BAJ albxvétag,sdtﬂlckﬁé@'o‘ﬂ 8toh@NTRS prb@ﬂl'oﬁ\éfE'blr@fer 12 over its
defi bration of carpet per formed and gave a 30

enfig¢ thackaressayas ﬁwlua’q@i ﬁta%%ﬁ%éa.\/dwméht boihe aigae-mentioped mgdhod and
n f
o SRSy BA AN, b by LNy iBegof o fl 1 B et
mﬂﬁﬁlﬁﬁﬂ defotd e fice &th @hatmﬁg‘t@)ﬁltlmlébaﬂ:lkr(ﬁ‘?hﬂpﬁﬂZ geteraffplat ﬂ)SM;LfI?ﬂlce area
t he Lisson test the we t oss of the_carpet was .
26, g el apdin %y \@%Etg%y (hgsrae gretlpgl # C@Pﬁizbq ‘#Zf’dtlﬁ@ from this
(S
AL 8 3T B R e 28 oS B8y the core 28
Thiki shkenids be afontparath withether sgmoe theasurefmebtisnohede id evexcond carpet,

it entire thickness S ed .at 29. 5% by wei ght .
e T et oA TOReR THRLABANGALE PHG' Bhgiypanat s B using a
lafRasikispent s of nelt enthal py. The proportion of

binder 12 in the last mllinetre before the face 8B,

that is, on the back of carpet 2, generally at its

9% b
ST 5 R o e R R R e lor e S B8 Ruated
24.1%% Wr aRht lbﬁ Rh@hbdienieditiohdd inlethbiE abdl bl @@Iﬁ)l(?‘lﬁgi n2fsWwelents of
| ower than t in the core 25. This shoul

be )
melp gprhnlen The FHOP%O% ahatoran sy lastenillimetirief tBe second eyinet before its
' il iz '
lo%fe pa%g tge}ﬂg?) ﬁé%%ﬁgﬁ)ﬁtlﬁl%g@oﬁ@?a@@'% g\é\ﬁpah?ﬂ&} &{tsles)'(d% 'bg)givelght by
thsezhmé method15 The proportion of latex in the entire
t hi ckness of this second carpet was eval uated at
26. 7% by wei ght by the above-nentioned nethod and by

emghexMg peasurenents of  nelt enthal py. The
proportion of latex in the last mllinetre of the

sedonlds exempee theshoreevabtBand the same binder 12 were used as in example 1.
This binder 12 was sprinkled at the rate of 120 g/m” on the web 3.

Impregnation of the web 3 by the powdery binder 12 was carried out in the device
11 fitted with flat electrodes 14 and 15. The alternating electric field produced between
these electrodes 14 and 15 had a value of 2 kV/mm and a frequency of 50 Hz. The web 3
containing the powdery binder 12 had an alternating electric field applied to it for 20 sec..
It was then placed for more than 2 min. in the oven 17 set at a temperature higher than the

melting temperature of the binder and lower than the melting temperature of the fibres.
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| ower face, that is, on the back of this second
carpet, was evaluated at 35.0% by weight by the sane
nmet hod. 20 EXAMPLE 2 In this exanple the same web 3
and the sanme binder 12 were_ygsed as in exanple 1.
Thi s binder 12 was sprinkled at the rate of 120 g/ n2

DOMERPEE Aifained sOHRUTEE) IS HREAIE Prvaiubipelilce Herhisson tet as
defﬂnEEl el (i EN lf%@”staﬁhﬁ@tffdi’ﬂjﬁl% vedr 80Ud EStowi *ﬂg Rk L&Y, rhadété?ﬁnnatlon

electric field produced betvieen these el éctrodes
b}amsu'cilsewa,hxatlan \@élthﬁelewfal of Waflhratiemdf @arpete? u@sqgcrbfmﬁd) and gave a

tai nin er ad..an
vilifs o S S rlen R AR P e S RET A i GRLaSH
30 I't was then placed for nore than 2 min. in the oven
17 set at a tenperature higher than the nelting
t eripdlogtng @edfissopdessi the é?feléw dogsoifethe wraer 1 meas ﬁbptdeﬁ'@mmed and

gatvgrgj%dlﬁg %&‘63602{ ﬁ%ﬁg III ltlper ﬁl%blgne ]ereAtl d%}h?éj %)ﬁ'SQ%d g/m” in the

according to I's exanpl'e 3 was su

trddss@enditesibnas defined by the EN 1963 standard from
the year 1997. Following this test, a determ nation
by vi sual evaluation of the |evel of defibration of

caqggghﬁ?@p§ perforned and gave a value of 4/5 in the

machi ne direction, and a value of 3/5 in the
tr sInshae lesainpileﬂdaet\wbrﬁ whs E@Elloor/meeglddhmnl;wsmnnwt:@tng §¥0g/m’. Its

of t car et. 2 o determ
il B sy sty G it EP s DG ek HBUIOr SEbRgr and had a

deang ogevaditse of 54.3) g/M in the transverse
direction. 10 EXAMPLE 3 In this exanple, the web 3 was

a vel our needl ed non-woven, weighing 5509/ nR. Its

fibres.4 ich initial cant bi_nder, 2
wer derhitler 02 56 Yosion el WitaP 3o aBHhErT of B etk o/m’ on
thd %eE@B@fdﬁ@Bém% ZcoBsorabd BRBKYWEES iinwadiesdht Wethe form of a powder
sprinkl ed at the rate of 150 g/ n2 on
having a granulometry of 0 um to 100 pm and is commercialized by the company

BAKELITE (GERMANY) under the reference 6171TP.

Impregnation of the web 3 by the powdery binder 12 was carried out in the device
11 fitted with flat electrodes 14 and 15. The alternating electric field produced between
these electrodes 14 and 15 had a value of 3 kV/mm and a frequency of 50 Hz. The web 3
containing the powdery binder 12 had an alternating electric field applied to it for 20 sec..
It was then placed for more than 2 min. in the oven 17 set at a temperature higher than the

melting temperature of the binder and lower than the melting temperature of the fibres.

A carpet 2 obtained according to this example 2 was subjected to the Taber test.
After this test, a determination by visual evaluation of the abrasion resistance of the carpet

2 was performed and gave a value of 3/4.



10

15

the web 3. Before being incorporated in this web 3, it
was present in the formof a powder having a

granul onetry of Omto 100 mand is comercialized by

t he conpany BAKELI TE ( GERVA under the reference
6171 TP. 20 Inpregnation of the web 3 by the powdery

bi s carried out in the device 11 fitted
Wi {Mect rodes 14 and 15. The alternating
el gﬁttlﬁi's zefrﬁ;ﬁls thenRAUCDD REL WRans it &&%ﬁ)l@k.e‘:t rodes 14

and 15 had a value of 3 kV/nm and a frequency of 50
Hz. The web 3 containing the powdery binder 12 had an

o RIRARR L SCha ol 8BRSl 800 S 1 v

in8&bortedaint tAIXPOERBUTtBVAY gHasunt ihaR foh@ ofSa MekthidEntaining 20% by
tenperature of the binder and ower than the neltin
weighipfregpayrdsr eemmgeeiglizpd by thecommepe B AKIFR L ((dERMANY) under the

r.di 0 j I ' e t;he.
PSR VA il PR BLVIPIAT G B g TP S v
ingssa{NdBL)iequalad 120bandbrgasiuiomdtgsssa amce 200 (trheTlesiqi@ TP 2powder
s perfornmed and gave a value of 3/4. 30 EXAVMPLE 4 In
hadrs gragylampine of e B d0wdh 3 was used as in exanple 3.
The binder 12 was sprinkled at the rate of 140 g/ nR on
the web 3. Before it was 5 incorporated in this web
3, lintpregmstiqur eSehatwabnd bhehd prwdeary bender 2 was caortaiunimthe device

% by . i ght of a po 0 rcialized.by the
1Bk el cERAG: (TRqaieriange sfetis Bt dradupsd petween
thdeCk] &A%UBY 118U hf 2 RaIROLY PLOPVLENR PRUSIRhcENSMHZAThe web 3

melt flow index (MFlI) equal to 120 and a grianul onetry
copfaiing the Roaleny bimfer 126tlapanpkternatng electrisditldapplied to it for 20 sec..

ranul ornetr.y of mio.100. m 10 r ation of,the
1 8 AN B0 B b 4 it v e B ARG B ARPhefi than the
mélgvi €é@npetdrufe dfttdbindldriantll@berahacthe astesngl@ mpotkd of tHedibres.

alternating electric field produced between these

el ectrodes 14 and 15 had a value of 3 kV/mm and a

frequency of 50 Hz. The web 3 containing the powdery

bi nder 12 had an alternating electric field applied to

it for 20 sec.. 15 It was then placed for nore than 2

mn. in the oven 17 set at a tenperature hi gher than

t he
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nmelting tenperature of the binder and | ower than the
melting tenperature of the fibres. - 12- CLAIMS 1. A
nmet hod for naking a textile coating (2) froma web (3)
of fibres conprising a rear_fl?(_:e (8B), a first area
(5), a second area (7) and a front face (8A), the

first area being 5 a cohe rea in which the
fibres (4) of the web (3) Megrated into a tight

ent angl ement (5) holding these fibres (4) and which is
| ocated on only a portion of the thickness (n%hOf the
wdb A( @pthod Her sekingd: wrla c(om)lng@)eim{n rgwoly €¥) efi rh@pomprlsmg a

TR S 5800 AR P PR st s i

a CORRidrSefea Bt QARG tHR Wbies N4) 17 @p \béfo Q@P'ai?@ 'ﬂﬂ Vﬁ@ted into a tight
alternating electric field to the web

entanglamant ¢5)ololding these dipresatd améavhlela@e@cqtsdxonsn@ aﬁ@ﬁﬁt@ of the

thgbkng (6??%;1%:3\%/9? u%/eggrl) %1%% (%Eg)z‘wn({ﬁ% ?V&o&?{% rportlon of the
th(ck)lessi{é) aiSthEGVebO@() Gmtlr ali® fivat thcoi(SWe rchal(adt21)1z@1t intth& it comprises

first ga (5), then c) the binder (12) is caused to
SI3HEP €0 BY8uppl yi ng heat, then 15 d) the binder (12) is

lclgalf)%tan@i'ﬁ%eanoarlteﬁﬁHﬁ%gleEQic 1§ to fhe \b@)t q)f IR ag'lg%t bfe of the

) aracteri z In that t evveb sanee
frw&kan(i&):ar f&cesl\&StPh(&iB)d!Bamrajihaq; mdtabprmrpfoutdee(IZ) this powdery

bifig D datadicRhim§ IRE REb TS| AP faied )3 4580 PRiARiraR said binder

(1B) attthe fifRafea@sPRichi on of the powdery binder (12) that
nmay be present in the second area (7) of the web (3)

i ) therbovded (13 iseupesctoimelt yhapbhyomg hdagdhken( 8A) of this
£ 25 4. Met hod
aae sk BRI B R hai g o1 i e,

characterized in that between the st ages a) and c)

it conprises a stage in which; b portion of th
pawiEtipdriceridingite ¢ éndv@wrwrszaé Jnaathar rﬁlge WPhslSraé}fﬁdlﬁé@@b ).
(8B) of the web (3) to a cleaning operation. 30 5.

Met hod according to any one of the preceding cl ai s,

c hamedtiograczadinigno ahabnd bfthe preceding claims, characterized in that between

the stages a) and c), it comprises a stage in which:
b) at least a portion of the powdery binder (12) that may be present in the second area
(7) of the web (3) is removed by subjecting the front face (8A) of this web (3) to a

cleaning operation.

4. Method according to any one of the preceding claims, characterized in that between
the stages a) and c), it comprises a stage in which:
b’) a portion of the powdery binder is removed by subjecting the rear face (8B) of the

web (3) to a cleaning operation.

5. Method according to any one of the preceding claims, characterized in that the

powdery binder (12) is a mixture of powders of different chemical compositions.
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powdery binder (12) is a mxture of powders of

di fferent chem cal conpositions. -13- 6. Method

according to any one of the preceding clains,

characterized in that it conpgises a stage in which

the rear face is coated with a coatlng contalnlng

fillers. 7. t hod accordi to any .of th

oo Mo AEGCITAG 10 H a1, BF Fope ArePFALph Afaimp R aglizeg in that it

coMpristd2 stﬁg’é"ﬁex{zlylclml{éqﬁér fhdedk cbﬁe@%ﬁ%‘ﬂoﬁ@ﬁgf@od‘[ﬁmﬁg Fllef.
manner that the proportion of this binder (12)
relation to the fibres (4) is lower in a surface area

6 f the f h i
{ R etfodPorfin %5 &Y 855 6he alelfnt fiaftuf, itabEediBuf. in stage
a)aﬂegao( by bintekg 2§ & édeerttdéd fagreh (a&Bhnref thdd ehe/\@k@péﬁbon of this

. Textile coating resulting fromthe use of
bipdaride) naelerion tythedibaes,(4 ielopfer tthe surficeceen (3§) ef therﬁerst area (5)
) d
th%gp & 0{1 235'8 379111(?11 é@g ﬁgs?f raé%g; S?Jh:ohl%(lg%) fndoIVPfc'hbtglg %u1(f4c)e area (20)
hﬂékoﬂ&rsﬁdﬁndBBDeﬁﬂkRMmdﬂﬁ a front face (8A), the
first area being a cohesion area in which the fibres
(4) of the web (3) are |ntegrated into a tight

ergt %Qﬂ &R in r# ﬁésuﬂﬁ%dﬁ&g thQ?é ablh@t‘ﬁﬁ %):ccﬂﬁﬁilgv\’g' 2912 3 of the

ocate on orly a portion o he t hi ckness
preteelingebla{@y and hempeisimgda arveé)a(3()7x)xh1ekt1errdadegof)\ﬁeres (4) and which

TR 4Py G GBS aa5e (it rcondatear Ty pd fia fak) (BA). the
ﬁﬁéh%@ B¥ind a BB&iorEkd aPhRicRItRIEB el LB)oflthdeb f3)%@§1tég}ﬁted into a

of the web with one another and is concentrated

tight enfanglsmentr @a hoBnanthiesshiires)i andswhick o lecqt%pnm@' aportion of

surface area. (26 [ t hi s he re
o 5SS B S oty Wt 7 Lt gin e BT b fon of the
thbﬂkﬁ@b@ [(6)X df2he Vb (B aidveRaidd0stted (3¢, fnkibELS oA fab@E%DﬁQ) whereby a
lower in the surface area (26) than in the core (25).
heat-meltable binder (12) links fibres (4) of the web with one another and is concentrated
in the first area (5) which comprises a core (25) and a surface area (26) linking this core
to the rear face (8B) of the web (3), the proportion of heat-meltable binder (12) in relation

to the fibres (4) being lower in the surface area (26) than in the core (25).





