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METHOD OF PREPARING SAID RIBBED TICK (71)   We, [err]    down comprising a
top sheet and a bottom SELSKAB, of Gittervej, Frihavnen, DK-2100  sheet
which are connected at their edges, Copenhagen [err], Denmark, a company
organ-  the sheets being formed of a gas permeable ized under the rules of
Denmark, do hereby  textile material, and at least one partition 5 declare
the invention, for which we pray  wall of a textile material which
intercon- 55 that a patent may be granted to us, and the  nects said top
sheet and bottom sheet, said method by which it is to be performed, to be
partition wall being connected to the inner particularly described in and
by the follow-  surfaces of the top and bottom sheets by ing statement: -
means of a layer of a thermoplastic material 10   This invention relates to
a ribbed tick and  located between the adjoining portions of 60 more
particularly a ribbed tick for an eider-  the top sheet and the partition
wall and a down, a feather-bed or a pillow, said ribbed  separate layer of
the thermoplastic material tick comprising a top sheet and a bottom
located between the adjoining portions of sheet which are connected at
their edges  the bottom sheet and the partition wall, the 15 and at least
one partition wall which is con-  layers of thermoplastic material forming
65 nected to said top sheet and bottom sheet  welded seams with the top and
bottom respectively, so as to form ducts extending  sheets. from one end of
the tick to the other.     By using a welded seam to connect the In prior
art ribbed ticks of this type the  partition wall to the top and bottom
sheets 20 said partition walls are made from a woven  respectively, instead
of folding said sheets 70 textile material and are sewn to inwardly  and
sewing the folds and the partition wall extending folds of the top sheet
and bottom  together, the production of ticks can be sheet, respectively.
greatly simplified and the production time A serious drawback of such prior
art ticks  can be considerably reduced. Thus, the time 25 is that the
production is both difficult and  for producing a typical ribbed tick for
an  75 labour consuming. Furthermore, when using  eiderdown having 7 ducts
can be reduced patterned top and bottom sheets, the patterns  from about 17
minutes to 0.5 minutes. tend to be broken, when the above-men-
Furthermore, by attaching the partition tioned folds for the attachment of
the ribbons  walls to the inner sides only of the top and 30 are formed.
bottom sheets, the patterns which may be  80 In order to solve this problem
it has been  provided thereon are not broken. Finally, attempted to cut the
textile materials from   whether the top and/or bottom sheets are which the
top and bottom sheets are made  provided with a pattern or not, no material
into strips so that these can be sewn together  is wasted, because the
folds of the prior art 35 to form said folds while obtaining an un-  ticks
are avoided.                      85 broken pattern. These precautions,
however,    The ribbed tick of the invention also elim- have further
increased the production costs  inates another problem  which has caused
and time, and have caused waste of said  considerable difficulties. In
recent years, syn- textile materials.                       thetic fibres
have gained increased utility as 40   The object of the invention is to
provide  a stuffing material in pillows in order to  90 a ribbed tick of
the above-mentioned type,  make such pillows washable. However, when the
production of said tick being simple and  such pillows are centrifuged
during a wash- quick. Another object of the invention is to  ing operation,
synthetic fibres tend to form provide a ribbed tick which can be made  hard
lumps, whereby the original bulkiness 45 from patterned top and bottom
sheets with-  of such pillows is lost. In an attempt to  95 out breaking
said patterns and without re-  eliminate the formation of lumps, it has
been quiring extra precautions and waste of  attempted to use ribbed ticks
prepared by 



material.                                the above-mentioned prior art
method. Such The present invention provides a ribbed  pillows, however, are
uncomfortable, because 50 tick for use as a pillow, feather bed or eider-
the seams with which the partition walls are 100    2
1,487,757                                        2 sewn to the folds of the
top and bottom      By using such a folded ribbon, the heating sheets form
hard zones.                   should be effected only within a relatively
By using the ribbed ticks of the invention,  narrow zone in order to
provide the two these problems are solved, because the  welded seams. 5
welded seams are flexible and do not make    In another preferred
embodiment of the  70 such pillows uncomfortable. Consequently, it
invention the ribbons are provided with strips has been made possible to
avoid or reduce  of a thermoplastic material at their opposite the lump
formation  during the washing  sides, and the ribbons are introduced be-
operation. In a preferred embodiment of the  tween the top sheet and bottom
sheet in a 10 ribbed tick of the invention the partition wall  flat
condition. In that case welded seams  75 comprises a ribbon and the welded
seam has  which are laterally offset, are obtained. been provided by
heating and subsequently    The above-mentioned method is preferably
cooling a thermoplastic resin applied to the  carried out continuously by
bringing together ribbon at its longitudinal edges before con-  two webs of
a gas permeable textile material 15 tacting said ribbon with the inner
sides of the  which form the two sheets, introducing be-  80 top sheet and
the bottom sheet.           tween said two webs at least one textile A
welded seam produced in this manner  ribbon forming the further textile
material forms a strong bond to a textile material.   and having at its
longitudinal edges strips In order to counteract a quick conduction  of a
thermoplastic material, passing the com- 20  of heat from one side of a
stuffed ribbed tick  bined webs through at least one heating  85 to the
opposite side, the welded seam with  station having means for heating the
thermo- which the partition wall is connected to the  plastic material to a
sufficiently high tempera- top sheet may be laterally offset relative to
ture to melt it, and to form  the welded the welded seam, with which said
partition  seams, cooling the welded seams formed, 25 wall is connected to
the bottom sheet. Thus,  cutting the joined webs at spaced locations  90 in
a stuffed tick, the partition walls between  and joining the edges of the
joined sheets the ducts form  angles which are different  thus formed. In
order to make the welded from  [err] relative to both the top sheet  seams
as strong as possible, the combined and the bottom sheet, and consequently
the  webs are preferably  heated  and  cooled 30 rate at which heat is
transferred from one  several times, and heat is preferably sup-  95 side
of the tick to the other is reduced.  plied to the combined webs from
alternating Furthermore, the stuffed tick become more  sides of the
combined webs. flexible and consequently more comfortable   In another
preferred embodiment of the to use.
invention the ribbons provided with strips 35    The invention also relates
to a method of  of thermoplastic material are heated before 100 preparing
the above-mentioned ribbed ticks.  they are introduced between the two
webs. This method comprises the steps of introduc-  Such preheating further
increases the strength ing between two sheets of gas permeable  of the
welded seam. textile material a further textile material    A folded ribbon
provided with strips of 40 having spaced zones of a thermoplastic ma-
thermoplastic material may be prepared con- 105 terial thereby providing at
least one partition  tinuously by intitially passing the ribbon wall,
heating said thermoplastic material to  through a folding device in which
the ribbon a temperature sufficiently high to melt said  is folded along
its longitudinal axis and sub- material and to form welded seams bonding
sequently to a heating zone in which the 45  said further textile to the
two sheets of gas  ribbon is heated to fix the folded configura- 110
permeable material, cooling said welded  tion. The ribbon may then be
rolled up in seams and connecting the edges of the outer-  folded or flat
condition, so as to be stored most two sheets of gas permeable textile
before the strips of thermoplastic material material together.
are applied thereto. 50    Although the invention in the following    The
application of the strips of thermo- 115 may be described with reference to
one par-  plastic material, e.g. film  strips, may be 



tition wall only, it should be understood that  effected in an impulse
welding machine by in most cases several partition walls are
simultaneously introducing therein two film used to form  a corresponding
number of  strips made from  a thermoplastic material 55  ducts in said
tick.                       and the ribbon to which said strips are to be
120 In a preferred embodiment of the inven-  attached. During the passage
through the tion the said further textile material is a tex-  impulse
welding machine the film strips are tile ribbon having strips of a
thermoplastic  attached to the ribbon in spots or within material attached
thereto at its longitudinal  limited areas. After the attachment of the 60
edges. In one embodiment of the invention  film strips to the ribbon at its
longitudinl 125 two strips are attached to the ribbon at one  edges, the
ribbon may be preheated before it side thereof, and the ribbon is folded
along  is placed between the top and bottom sheets lines extending
longitudinally of said ribbon  or the webs, from  which said sheets are so
that the strips are located at the exterior  formed. Examples of
thermoplastic materials 65  side of the folded ribbon.                from
which the film strips can be made, are 130    3
1,487,757                                        3 polyethylene,
polypropylene, polyamide-6,  thermoplastic material applied thereto, said
polyamide-6,6, and polyacetate.           film strips being located at the
longitudinal The woven textile top and bottom sheets  edges of said ribbon.
and/or the woven textile webs from which    The webs 17 are passed around
guide 5  such sheets are made, are preferably made  rollers 20 and into a
nip zone of a pair of 70 from natural fibres or mixtures of natural
rollers 21. The ribbon 19 is passed through a and synthetic fibres. By
using textile ma-  preheating apparatus 22 and then into the terials
containing  thermoplastic  synthetic  nip zone between the pair of rollers
21, in fibres, the strength of the welded seams  which it is introduced
between the two webs 10 may be further increased. Examples of such  17. The
combined webs 17 and the inter-  75 thermoplastic synthetic fibres are
cellulose  mediate ribbon 19 are then introduced into acetate, polyamide
and polyolefine fibres.    the space between a heated roller 23 and an The
invention will now be described in  insulation shield 24. After having
passed further detail with reference to the drawing  through said space,
the combined webs are 15 in which:                                  passed
around rollers 25, and during the  80 Fig. 1 schematically illustrates a
cross  passage around said rollers the combined sectional view of a
preferred embodiment of  webs are cooled in order to avoid that the the
ribbed tick of the invention;         webs are burned when subsequently
sub- fig. 2 is a schematical cross sectional view  jected to a further heat
treatment. 20  of the location of ribbons and film strips    The combined
webs are then introduced  85 relative to a top and a bottom sheet in a
into a zone between a heated roller 26 and preferred embodiment of the
method of the  an insulation shield 27. The webs are then invention;
cooled again by passing around rollers 28. fig. 3 is a schematical cross
sectional view  A further heating followed by a cooling and 25  which
illustrates the manner in which the  a final heating are then effected by
passing  go partition walls are attached to the top and  the combined webs
into a zone between a bottom sheet in another preferred embodi-  heated
roller 29 and an insulation shield 30, ment of the method of the invention;
around rollers 31 and into a zone between a fig. 4-5 schematically
illustrates two dif-  heated roller 32 and an insulating shield 33. 30
ferent apparatuses for carrying  out the    Finally the combined webs are
contacted  95 method of the invention.                  with a set of
cooling rollers 34. The com- Fig. 1 shows a top sheet 1 made from a  bined
webs are then cut transversely into woven textile material 1 and a similar
bottom   pieces of predetermined lengths and the sheet 2. The top and
bottom sheets are con-  edges of said pieces are connected by sewing. 35
nected by woven ribbons 3 so as to form a    It should be noted that
although only one 100 duct 4 for a stuffing material. The ribbons 3  roll
18 of a ribbon 19 has been shown, a are connected to the inner sides of the
top  number of such rolls are used in practice, sheet 1 and the bottom
sheet 2 by means of  so as to form a plurality of ducts in the final welded
seams 5.                           ribbed tick. 40   In Fig. 2 woven
ribbons 6 are placed in    Fig. 5 shows an apparatus comprising a 105 



flat condition between a top sheet 1 and a  roll 40 of a web 41 of a
textile material and bottom sheet 2. Strips 7 of a film of thermo-  a roll
42 of another web 43 also made from plastic material are located along the
longi-  a textile material. 44 is either a number of tudinal edges of the
ribbons 6, said strips  rolls of ribbons (such as 6 in Fig. 2), or a 45
being placed at the right side of the ribbon  roller of a web (such as 13
in Fig. 3).  110 at its upper side and along the left side at    45 and 46
are rolls of film strips of a its lower side.
thermoplastic material i.e. corresponding to Fig. 3 shows a woven top sheet
11 and a  6 in Fig. 2 or 14 or 15 in Fig. 3). The strips woven bottom sheet
12 which are separated  are contacted with the ribbons or the web 50 by a
woven sheet 13 which is to form parti-  from the roll 44 in a feed
apparatus 47 from  115 tion walls in the final ribbed tick. At spaced
which they are passed through the nip zone zones strips 14 of a
thermoplastic material  of a pair of rollers 48. The webs 41 and 43 are
placed between the top sheet 11 and the  are also passed into said nip zone
after hav- sheet 13. In a similar manner, but offset  ing passed rollers 49
and heating devices 50. 55 relative to the strips 14, strips 15 of a
thermo-  The two webs 41 and 43 and the intervening 120 plastic material
are placed between  the  ribbons or webs and film  strips are then bottom
sheet 12 and the sheet 13.         passed through four heating stations
com- The components which are shown in Fig. 1  prising felt coated
insulated rollers 51, 54, may be combined so as to form a ribbed tick  57
and 60, and curved heating devices 52, 55, 60  by means of the apparatus
illustrated in Fig.  58 and 61, comprising heating means located 125 4.
This apparatus comprises two rolls 16 each  in zones corresponding to those
of the film made up of woven webs 17 from which top  strips. During the
passage through said sheets and bottom sheets are to be made.  stations,
the material is heated from alter- 18 is a roll of a woven ribbon 19 having
nating sides. When passing from one heating 65  longitudinally extending
film  strips of a  station to the other, the material is passed 130    4
1,487,757                                       4 around sets of rollers
53, 56 and 59 to cool  the inner surfaces of the top and bottom said
material. Subsequently, the material is  sheets by means of a layer of a
thermoplastic  65 contacted with a pair of cooling rollers 62.  material
located between the adjoining por- During the heat treatments the material
is  tions of the top sheet and the partition wall 5 heated within the zones
in which the strips  and a separate layer of the thermoplastic of
thermoplastic material are located so as to  material located between the
adjoining por- melt said material and to bond the ribbons  tions of the
bottom sheet and the partition  70 or the web located between the webs 41
and  wall, the layers of thermoplastic material 43 to the latter.
forming welded seams with the top and 10   Finally, the material is cut
transversely to  bottom sheets. form pieces, the edges of which are joined
2. A ribbed tick as claimed in Claim 1, by sewing.
wherein the welded seam with which the par-  75 It will be seen that the
top and bottom   tition wall is connected to the top sheet is sheets are
formed of woven textile material  laterally offset relative to the welded
seam 15  which is gas permeable so that in use the  with which the wall is
connected to the ticks are filled with suitable stuffing material.  bottom
sheet. 3. A method of preparing a ribbed tick  80 EXAMPLE
as claimed in Claim 1, comprising the steps A textile ribbon having a
weight of 100  of introducing between two sheets of gas 20  g/m2 and
consisting of linen-woven cotton  permeable textile material a further
textile (24/28) prepared from yarns having a yarn  material having spaced
zones of a thermo- number Nm of 50 was used as partition wall  plastic
material thereby providing at least  85 material. Polyethylene strips
having a width  one partition wall, heating said thermoplastic of 6 mm and
consisting of four layers of  material to a temperature sufficiently high
to 25  polyethylene films, each having a thickness  melt said material and
to form welded seams of [err] and consisting of polyethylene of a  bonding
the further textile to the two sheets melt index of 2, were applied to said
ribbon  of gas permeable material, cooling said  90 at its longitudinal
edges.                welded seams and connecting the edges of The
polyethylene strips were attached to  the outermost two sheets of gas
permeable 



30  said ribbon by impulse welding.           textile material together.
The ribbon thus formed was introduced    4. A  method as claimed in Claim
3. between two webs of linen-woven (45, 42)  wherein said further textile
material is a  95 cotton, said webs having a weight of 130  textile ribbon
having strips of a thermoplastic [err] and being made from yarns having a
material attached thereto at its longitudinal 35 yarn number Nm of 70.
Prior to the intro-  edges. duction of said ribbon it was pretreated to a
5. A  method as claimed in Claim  4, temperature of about [err].
wherein two strips are attached to a ribbon 100 The combined webs were then
contacted  at one side thereof and the ribbon is folded with a number of
heated rollers in an appar-  along a line extending longitudinally of said
40 atus as illustrated in Fig. 4.             ribbon so that the strips are
located at the The temperature of the rollers was [err], exterior side of
the folded ribbon. and the contact time was about 5 seconds.    6. A
method as claimed in Claim  3, 105 During the passage of the combined webs
comprising the steps of bringing together from one heated roller to the
following, the  two webs of a gas permeable textile material 45  material
was cooled.                       which forms the two sheets, introducing
be- Subsequently, the material was contacted  tween said two webs at least
one textile with rollers having room temperature. Finally  ribbon forming
the further textile material 110 the material was cut into predetermined
and having at its longitudinal edges strips of lengths and the pieces thus
formed were sewn  a thermoplastic material, passing the com- 50 at their
edges. The welded seams with which  bined webs through at least one heating
the ribbon were connected to the top and the  station having means for
heating the thermo- bottom  sheets in the final product were  plastic
material to a sufficiently high tem- 115 strong and flexible.
perature to melt it and to form the welded seams. cooling said welded
seams, cutting the 55    WHAT WE CLAIM  IS:-                     joined
webs at spaced locations and joining 1. A  ribbed tick for use as a pillow,
the edges of the sheets thus formed. feather bed or eiderdown comprising a
top    7. A  method as claimed in Claim  3, 120 sheet and a bottom sheet
which are connected  wherein the thermoplastic material is pre- at their
edges, the sheets being formed of a  heated before the introduction of said
further 60  gas permeable textile material, and at least  textile material.
one partition wall of a textile material which    8. A ribbed tick
substantially as herein- interconnects said top sheet and bottom   before
described with reference to Figures 125 sheet, said partition wall being
connected to  1, 2 or 3 of the accompanying drawings.    4
1,487,757                                        4 around sets of rollers
53, 56 and 59 to cool  the inner surfaces of the top and bottom said
material. Subsequently, the material is  sheets by means of a layer of a
thermoplastic  65 contacted with a pair of cooling rollers 62. material
located between the adjoining por- During the heat treatments the material
is  tions of the top sheet and the partition wall 5 heated within the zones
in which the strips  and a separate layer of the thermoplastic of
thermoplastic material are located so as to  material located between the
adjoining por- melt said material and to bond the ribbons  tions of the
bottom sheet and the partition  70 or the web located between the webs 41
and  wall, the layers of thermoplastic material 43 to the latter.
forming welded seams with the top and 10   Finally, the material is cut
transversely to  bottom sheets. form pieces, the edges of which are joined
2. A ribbed tick as claimed in Claim 1, by sewing.
wherein the welded seam with which the par- 75 It will be seen that the top
and bottom   tition wall is connected to the top sheet is sheets are formed
of woven textile material  laterally offset relative to the welded seam 15
which is gas permeable so that in use the  with which the wall is connected
to the ticks are filled with suitable stuffing material.  bottom sheet. 3.
A method of preparing a ribbed tick  80 EXAMPLE                     as
claimed in Claim 1, comprising the steps A textile ribbon having a weight
of 100  of introducing between two sheets of gas 20 g/m2 and consisting of
linen-woven cotton  permeable textile material a further textile 



(24/28) prepared from yarns having a yarn  material having spaced zones of
a thermo- number Nm of 50 was used as partition wall  plastic material
thereby providing at least 85 material. Polyethylene strips having a width
one partition wall, heating said thermoplastic of 6 mm and consisting of
four layers of  material to a temperature sufficiently high to 25
polyethylene films, each having a thickness  melt said material and to form
welded seams of [err] and consisting of polyethylene of a  bonding the
further textile to the two sheets melt index of 2, were applied to said
ribbon  of gas permeable material, cooling said  90 at its longitudinal
edges.                welded seams and connecting the edges of The
polyethylene strips were attached to  the outermost two sheets of gas
permeable 30 said ribbon by impulse welding.            textile material
together. The ribbon thus formed was introduced    4. A  method as claimed
in Claim  3, between two webs of linen-woven (45, 42)  wherein said further
textile material is a  95 cotton, said webs having a weight of 130  textile
ribbon having strips of a thermoplastic [err] and being made from yarns
having a  material attached thereto at its longitudinal 35 yarn number Nm
of 70. Prior to the intro-  edges. duction of said ribbon it was pretreated
to a    5. A  method as claimed in Claim  4, temperature of about [err].
wherein two strips are attached to a ribbon 100 The combined webs were then
contacted  at one side thereof and the ribbon is folded with a number of
heated rollers in an appar-  along a line extending longitudinally of said
40 atus as illustrated in Fig. 4.             ribbon so that the strips are
located at the The temperature of the rollers was [err],  exterior side of
the folded ribbon. and the contact time was about 5 seconds.    6. A
method as claimed in Claim  3, 105 During the passage of the combined webs
comprising the steps of brinping together from one heated roller to the
following, the  two webs of a gas permeable textile material 45  material
was cooled.                      which forms the two sheets, introducing
be- Subsequently, the material was contacted  tween said two webs at least
one textile with rollers having room temperature. Finally  ribbon forming
the further textile material 110 the material was cut into predetermined
and having at its longitudinal edges strips of lengths and the pieces thus
formed were sewn  a thermoplastic material, passing the com- 50 at their
edges. The welded seams with which  bined webs through at least one heating
the ribbon were connected to the top and the  station having means for
heating the thermo- bottom  sheets in the final product were  plastic
material to a sufficiently high tem- 115 strong and flexible.
perature to melt it and to form the welded seams, cooling said welded
seams, cutting the 55    WHAT WE CLAIM  IS:-                     joined
webs at spaced locations and joining 1. A  ribbed tick for use as a pillow,
the edges of the sheets thus formed. feather bed or eiderdown comprising a
top    7. A  method as claimed in Claim  3, 120 sheet and a bottom sheet
which are connected  wherein the thermoplastic material is pre- at their
edges, the sheets being formed of a  heated before the introduction of said
further 60  gas permeable textile material, and at least  textile material.
one partition wall of a textile material which    8. A ribbed tick
substantially as herein- interconnects said top sheet and bottom   before
described with reference to Figures 125 sheet, said partition wall being
connected to  1, 2 or 3 of the accompanying drawings.    5
1,487,757                                         5 9. A  method of making
a ribbed tick            PAGE, WHITE & FARRER, according to Claim 1, which
method is sub-           Chartered Patent Agents, stantially  as
hereinbefore  described  with            27 Chancery Lane, reference to
Figure 4 or Figure 5 of the               London WC2A 1NT. 5  accompanying
drawings.                               Agents for the Applicants. Printed
for Her Majesty's Stationery Office by Burgess & Son (Abingdon), Ltd.-1977.
Published at The Patent Office, 25 Southampton Buildings, London, WC2A 1AY,
from which copies may be obtained.    


