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This invention pertains to interlocking fas 
tener elements and to methods of producing 
them. 

In one aspect my invention deals with the pro 
duction of fasteer assemblies which nay be em 
ployed to quickly associate and dissociate opposite 
and/or adjacent edges of somewhat flexible ma 
terials such as fabrics, rubbers, cloths, leathers, 
Weaves, etc. 

In another aspect my invention is concerned 
with the quantity production of elements such 
as are suitabie for employment as clasp or fas 
teners and/or such as Eilay be used in connection 
with clasps or fastenes. 
In view of the ever it creasing popularity of so 

called interlocking fasteners, the question of 
Speeding-up and/or simplifying their production 
and/or assembly is of major in portance. 
And, it has been an object of my invention to 

devise new and effective procedure for the pro 
duction of clasps or fasteners and other elements 
adapted to be employed in connectio: therewith. 
Another object of my invention hss been the 

provision of improved forms of fastener element 
relationships and/or forms of individual elements. 
A further object of ny invention has been the 

provision of improved procedure for tie forming 
and/or assembling of fastener eleitents. 

fhese and Islany other objects of niny invention 
will appear to those skiied in the art from the 
following description as considered in view of the 
accompanying drawing and the claims submitted, 
in whicl: 

Figure 1 is a front perspective view of a longi 
tudinal piece from which fastener elements inay 
be provided, and illustrates a procedure. 

Fig. 2 is a view somewhat similar to that of 
Fig. 1, but showing a formed fastener element, 

Fig. 3 is a front perspective view in elevation 
showing a connected piece of elements. 

Fig. 4 is a front perspective view it elevation 
showing a modified form of connected element 
piece. 

Fig. 5 is a front view in elevation showing a 
partially formed eleinent strip having a thickness 
corresponding to that of a finished element. This 
view illustrates a procedure for the production 
of elements. 

Fig. 6 is a fragmental front view in elevation 
somewhat similar to Figure 5, but showing an 
opposite side of a strip and a modified form of 
connection between adjacent elements. 

Fig. 7 is a front perspective view showing how 
a plurality of fastener strips, such as individually 
illustrated in Fig. 5, may be assembled in a spaced 

(C. 29-48) 
relationship for grouped work in connection 
thereWith. 

Fig. 8 is a view somewhat similar to Figure 6, 
but omitting certain details of that figure and 
showing cords and carriers in an associated and 
mounted relationship with respect to aligned ele 
ments of adjacent strips of the group. 

Fig. 9 is a view partially in section and some 
what similar to Figure 6, but showing a method 
of severing a plurality of aligned elements of ad 
jacent strips of the group. 

Fig. 10 is a front perspective view of An at least 
partially formed block-like piece of material from 
which separate strips, separate bars, and/or sep 
parate elements inay be obtained. This view 
suggests procedures for the production of the 
elements. 

Fig. 1 is a front perspective view somewhat 
sinilar to that of Figure 10, but showing a modi 
fled form of element structure. 

Fig. 12 is a front perspective view of an ele 
ment strip taken from the piece of Fig. 1, and 
illustrates B, step in a procedure; Figs. 1, 2, 3, 
and 4 n&y illustrate steps in other procedure as 
8pplied to Figs. 10 and 1. 

Fig. 3 is a side view in elevation of a movable 
cutting apparatus that may be employed to sever 
eieilents. 
And, Fig. 14 is a fragmental plan view illustrat 

ing fastener elements of the type shown in Fig. 2 
in place on a carrier assembly. 

have found, that for many purposes, and 
particularly for after-treating fastener elements 
and/or for mounting them upon suitable cords 
and carriers, that it is advantageous to, as long 
as possible or advisable, retain the individual 
elements in B connected relationship with respect 
to each other. 

In Figs. 1 to 4, inclusive, I have shown new 
forms of elements and how they may be con 
nected together to provide unitary, somewhat 
bar-like pieces. 

have developed a new and simplified form 
of fastener element 2 which has clamping legs 
or jaws 2 and the usual recess 22 terminating 
in an aperture 28. Interlocking portions lead 
jacent the top edge of the element 2 and include 
an extending ledge 28 that inclines outwardly 
from a face thereof, and also, a depression 25 
that inclines upwardly from an opposite face 
thereof. It should be noted that the slope or 
inclination of the portions 2-25 is exaggerated 
in the drawing for the purpose of clearer illus 
tration. 

Due to the simplicity of outline of the element 
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20, it may be very effectively employed to close ship with respect to other strips, and is preferably 
a pair of adjacent carriers 4 (see Fig. 14); it is 
very easily and simply produced by the very op 
eration which severs the element from a bar or 
piece of adjacent elements 9 (see Fig. 1). 

In other words, I have made possible the pro 
duction of individual fastener elements from bars 
and similar pieces without after-forming suit 
able interlocking portions thereon when sever 
ance has been accomplished. More particularly, 
I have made possible the forming of interlocking 
portions upon fastener elements by a severing 
operation or operations. 

Figure 5 indicates a very economical arrange 
ment of fasteners to connected together in the 
form of a strip 39. As shown, the usual recesses 
42, apertures 43, clamping legs or jaws 4, and 
interlocking lug and socket portions 4-4.5 may 
be provided by advancing the strip 39 in such 
a manner that it occupies desired successive po 
sitions with relation to the dies of a suitable press 
Or forming machine. The upside down or re 
versed elements 40 may be formed when the other 
elements are formed, or may be separately 
formed by reversing the piece 9 and passing it 
back through the machine. w 
Although the dotted lines of the various figures 

are employed for illustratively showing lines of 
severance between elements, yet, they may be 
employed to indicate some suitable form of indi 
cating lines of severance to an operator or to suit 
able gauging parts of the machine. 
The elements 40, as shown in Figure 5, are al 

ternately reversed in such a manner that the side 
edges of an element are complementary with the 
side edges of an adjacent reversed element. 
That is, taken transversely, the top and bottom 
longitudinally extending edges of the strip 39 al 
ternately provide the base of an element and the 
top or apex of an adjacent element. Thus, each 
top and bottom edge of the strip becomes the top 
of a plurality of spaced elements, as well as the 
botton of a plurality of spaced elements. 
Although I have for the purpose of illustration, 

shown the elements 20 in an abutting relation 
ship in Figure 5, yet they may be held in a spaced 
relationship by suitably positioned connecting 
portions or lugs 46 (see Figure 6). It will appear 
that the relationship shown in Figure 5 is very 
economical of material and minimizes waste. 

It has been customary to in some manner slope 
the side edges of the individual elements towards 
the locking ends thereof. This simplifies the 
construction and operation of a slider 49, such as 
shown in Fig. 14. However, I have further taken 
advantage of this particular dimension relation 
ship of the individual elements, in order to make 
possible the ultimate utilization of the portions 
of a strip, and in order to minimize the wastage 
of such material. Of course, the inventive fea 
tures of my disclosure may be applied to any 
other suitable form of element, 

If, as contemplated, the upwardly and down 
wardly facing elements 40 of the strip 39 are par 
tially formed while in a strip relationship with 
respect to each other, then, they may be assem 
bled upon suitable carriers and cords prior to 
severance. 
By providing a plurality of alternately reversed 

and interconnected elements 0 that are, at 
least initially, maintained in a unitary strip form, 
a number of strips may be suitably grouped for 
further processing, assembling, and/or severing 
of the elements (see Figures 7, 8, and 9). As 
seen, a strip 39 is held in a transverse relation 

assembled upon a carrier, such as 7. 

spaced with respect to the others a distance 
which corresponds to the mounted distance be-, 
tween adjacent elements upon one side, 47, of a 
fastener assembly such as shown in Fig. 14. 
Spacers or washers (not shown) may be emi 
ployed as illustrated in Nodine Patent No. 1,890,- 
335, entitled "Separable fastener and method of 
making same'. As seen, the carriers 4T may be 
employed in combination with a suitable cord 
structure such as 48. 

However, it should be understood, that the 
means for Supporting the strips of elements 39 
in a grouped relationship, such as shown in Fig. 
7; are employed for the purpose of illustration. 
Thus, if the strips are of short lengths, they may 
be held in the manner shown in Fig. 7, but if of 
longer lengths, they may be held in the form of 
a spiral or coil whose turns are spaced from each 
other. Each strip or spiral of elements 39 may 
be grouped with respect to adjacent spirals or so 
called turns of a coil in the manner suggested in 
Figs, 7, 8, and 9. 

In the operation of assembling the elements on 
suitable carriers 47, the strips are preferably 
maintained intact until a carrier element is asso 
cated with each individual fastener element 40. 

I contemplate positioning carrier elements 47 
within the recesses 2 and the central apertures 
43 from opposite sides of the group of strips 39. 
Of course, it will appear that this has been made 
possible by the alternately reversed relationship 
between the individual elements 40 of each strip. 
After suitable cords such as 48, (see Fig. 8) 

and their associated carriers & 7 have been 
threaded through the recesses and apertures of 
a transverse line of elements of a plurality of 
longitudinally extending strips, any suitable 
means may be employed to press the strips to 
gether (preferably adjacent opposite ends there 
of), in order to close or lock the leg portions 4 
upon the cord and carrier elements 48 and 4. 
If it is desired, the elements may be severed 
while held in such a grouped relationship. Fig. 
8 illustrates a method of accomplishing this. As 
seen, the elements may be held between upper 
and lower clamping bars or rods 52 and 5, re 
spectively, which may be positioned by slotted 
cross clamps or beans 53 and 54, and held to 
gether by suitable removable bolts 55 (see Fig 
ure ). 

may simultaneously sever both sides of one 
element, such as 20, see Fig. 9, of a strip or of a 
plurality of strips 39, as well as the adjacent sides 
of adjacent elements of the strip or strips, by em 
ploying a set or pair of cutting jaws, saws, des, 
or shears 60 and 6, which are preferably in 
clinedly mounted to converge slightly towards 
each other at a cutting plane thereof. Thus, as 
appears from Fig. 9, the cutting blades 60 and 6 
may be moved downwardly along the dot-indi 
cated lines to sever one or more elements of a 
transverse line of elements. The blades 60 and 
6 may be moved transversely to complete the 
Severance of a line of elements which have been 

However, 
a plurality of elements. may be simultaneously 
severed or individually severed as desired. 

In Fig. 13, I have diagrammatically shown a 
punch gate 60 having one or more inclined cut 
ting blades 6 which may cooperate with table 
62 to cut of a full transverse line of elements. 
If this later type of blade is employed, the table 
62 may be substituted for either the upper beams 
52 or the lower beams 5 (see Fig. 7), or for both 
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However, my invention is not limited to any 

particular type or method of severing the ele 
ments. For example, a plurality of transverse 
lines of elements may be simultaneously severed 
by providing a plurality of pairs of cutting 
blades. In order that the elements may be readily sev 
ered while being rigidly held, and may be cut 
without undesirably breaking of before a sev 
erance is completed, I have shown a form of sup 
porting and positioning structure which, as above 
mentioned, includes upper transversely extend 
ing positioning members 52, whose bases may 
substantially correspond in width to the width of 
the top of an element to be severed, and whose 
sides are sloped in a converging manner there 
from, in order that the cutting blades may be 
freely noved into and out of a cutting relation 
ship. However, if the elements are severed fron 
the top as mentioned above, the lower transverse 
ly extending Support bars Sf need not be in 
clined. As seen, however, their thickness Inay 
substantially correspond to the thickness of the 
top of an element to be severed. But, of course,' 
the bars 5 and 52 may be positioned to support 
the strips in any other suitable manner, as for 
example, adjacent the base of the elements to be 
Severed. Thus, I contemplate the supporting of a plu 
rality of strips of elements in a grouped relation 
ship by supporting the top and bottom edges of 
those strips. If the elements of each strip are supported at 
their apices or tops as shown, the severing opera 
tion for both sides of each element can be simul 
taneously accomplished and there will be little 
or no tendency to pull, twist or tear the element 
in the cutting operation. This, in itself, is a 

i) 

5 

7) 

novel feature of my invention. 
Previous to the present invention, it has been 

impractical to manufacture fastener elements 
from a heavy block, bar, or rod of material. That 
is, the employment of strips in the manufacture 
of fastener elements has been the rule rather 
than the exception. Although, as seen from Fig. 
1, the recess portion 22 and the aperture portion 
23, as well as the sides, top and the clamping legs 
2 of the elements may be formed while the ele 
ments are still in a bar-like relationship with re 
spect to each other, it has been impossible to 
form interlocking portions such as 44-45, see 
Fig. 5. In other words, it has been necessary to 
Sever the elements and then to form these inter 
locking portions. However, I have been able to 
form the interlocking portions 24-25 of the type 
of elements shown in Fig. 2 by the slicing or sev 
ering operation, itself. See particularly the dis 
closure of my co-pending application having Se 
rial No. 48,420, filed on November 5, 1935. 
As shown from the dotted lines of Figure 1, a 

cutting blade may be entered upon the piece 
in the vicinity of what is to constitute the base 
portion of an element to be severed, and a shear 
or cut is then preferably made in a substantially 
straight line transversely of the piece up to a pro 
posed bottom limit of an interlocking shelf or 
ledge 24. Thence, or simultaneously with the 
above, a blade is entered upon the piece in the 
vicinity of what is to constitute the top portion 
of elements severed, and a shear or cut is then 
made in a backwardly or forwardly inclined di 
rection to complete the severance of the ele 
ment 2. 

5 

However, the elements need not be completely 
severed, for as shown in Fig. 3, the upper portion 

3 

28, or as shown in Fig. 4, another portion 2 may 
be left between elements in order to connect and 
support them. It will appear from Fig. 3 that an inclined cut 
along the dotted lines indicated will simultane 
ously finally sever the elements 20 and form in 
terlocking portions 24 therefor. Thus, the ele 
ments 20 may be held in this spaced and connect 
ed relationship during certain steps in the form 
ing procedure, such as a coloring of the elements 
and/or a mounting of the elements upon a cord 
and carrier combination 47-48. 
The aperture 23 and the recesses 22 are pref 

erably cut or drilled out prior to a severance of 
individual elements 20. It is advantageous to 
either provide a bar, rod, or piece 9, whose Outer 
dimensions substantially conform to the desired 
edge dimensions of the individual elements, or to 
process the piece to the desired form prior to a 
complete and/or partial severance of individual 
elements 20. By retaining the individual elements 20 in a 
connected relationship, I preferably mount a 
longitudinal line or bar of such elements upon a 
single carrier and cord combination 47-68 (such 
as shown in Fig. 14), by merely inserting the 
combination, and then, pressing the legs 2 of 
the elements together to clamp it in place. The 
thickness of the cut between elements is prefer 
ably made to correspond to the spacing between 
elements of one side of a fastener assembly such 
as 47 of Fig. 14. Thus, a severance along the 
connecting tops 24 of Fig. 3, or along the con 
necting base corners 26 of Fig. 4, will leave a plu 
rality of individual elements 20 mounted upon 
one carrier 47 and forming one side of an assem 
bly such as shown in Fig. 14. Of course, the ele 
ments 20 may be completely severed and then as 
sembled as desired. 

However, if desirable, suitable lug and socket 
forms of interlocking portions (such as lugs 64 
of Figure 5 and sockets 45 of Figure 6) may be 
formed or stamped upon the opposite side faces 
of the elements 20 while they are maintained in 
the Spaced and connected relationship of Fig. 4. 
In this connection, the lugs 44-45 Inay be 
mounted upon the portions 24-25 of an element 
20, or the element may be formed with planar 
face portions, such as shown in Figs. 5 and 6, and 
the interlocking portions 44-45 formed thereon. 
Thus, when it is necessary or desirable to prevent 
a sidewise movement of interlocking elements 20, 
the above lug construction 44-45 may be en 
ployed, or the manner of forming the portions 
24-25 Set forth in my co-pending application 
Serial No. 48,420, filed on November 5, 1935, may 
be employed. 
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It will thus appear that in accordance with the 
procedure last enumerated above, the individual 
elements 20 of one piece 9, or of a connected row 
of elements, form the spaced and adjacent ele 
ments of One side of a stringer assembly, while in 
another procedure a transverse line of elements 
from a plurality of strips 39 (see Fig. 5), may be 
mounted upon the same carrier elements 47-48 
(see Figs. 8 and 9). In Figs. 10, 11, and 12, I have illustratively 
shown how blocks or rectangular pieces are em 
ployed to form a plurality of strips of elements, 
bars of elements, individual elements, and/or 
combinations thereof. 
As shown in Fig. 10, a rectangular or block-like 

piece of material T' is preferably partially 
formed by cutting, drilling, or stamping out re 
cesses 42 and apertures 43 which correspond to 
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the carrier or stringer receiving portions of a plu 
rality of elements 40. As seen, a plurality of 
strips are severed along the transverse lines indi 
cated or a plurality of bars are severed along the 
longitudinal lines indicated. Of course, the recess 
and apertured portions 42 and 43 may be formed 
after strips 39' and/or bars 9 are severed from the block '. 

If strips 39' are provided by severing along the 
transverse lines indicated, suitable interlocking 
lug and socket portions 44 and 45 (see Figs. 5 and 
6) may be stamped thereupon, the strips are 
then grouped in such a relationship as indicated in 
Flg.S. 7 to 9, inclusive, and thence, further treated 
and/or assembled upon suitable carriers. After 
this, of course, the individual elements 40 may be severed from their strips. 

If, however, it is deemed advisable to sever a 
bar f9 of elements along the longitudinal lines 
indicated, the individual elements may be further 
formed while in such relationship and partially 
Severed in a manner such as suggested in Figs, 1, 
3, and 4, and thence, mounted upon a suitable 
carrier 7. Interlocking portions such as 24 and 
25 (see Fig. 2) or such as 44 and 45 (see Figs. 5 
and 6) may be provided. Of course, severance 
would follow as previously suggested. 

In Fig. 11, I have shown a somewhat modified 
form of block or piece f from which a plurality 
of elements facing on the same side or base may 
be formed. In this construction, cutting and/or 
drilling members may be utilized to form suitable 
carrier-element-receiving recesses and apertures 
22 and 23, and also to cut out and form the in 
clined side edges of the adjacent elements. As 
appears, the side edges are not completely severed, 
but a connecting link 26' is left therebetween. 
However, they may be completely severed in this 
Operation if it is desirable to utilize the elements 
in a bar rather than in a strip form. If they are 
utilized in a strip form (see Fig. 12), they may be 
Severed along the transverse lines indicated in 
Figure 11, and severed in a manner such as sug 
gested by Figs. 1 to 4, inclusive, in order to form 
the interlocking lug or top portions 24 and 25. 
Thus, in conclusior, I have shown procedure 

for the forming, treating, and/or assembling of 
interlocking elements or clasps which has made 
possible the utilization of opposite edges of a strip 
of material for the assembly operation (see Fig. 8). 

I have further provided procedure by which one 
or more bar-like pieces may be readily employed 
to provide a plurality of fastener elements 
adapted to become the individual elements of a 
carrier 7 of an assembly (see Figs. 3 and 14). I 
have also made possible the forming of fastener 
elements by a cutting or severing operation, itself 
(see Figs. 1 to 4, inclusive). 

Further, as shown in Figs. 11 and 12, a single 
block or piece of metal may be employed to form 
a plurality of elements by a plurality of proce 
dures. That is, the strips may be severed along 
the transverse lines indicated and retained in 
strip form, in order to assemble the elements upon 
carriers in such a manner as illustrated in Figs. 7 
to 9, inclusive, or the elements may be retained 
in the bar form shown and mounted as suggested 
in Figs. 1 to 4, inclusive, and Fig. 14. 
While I have described what I now consider to 

be preferable procedures for producing interlock 
ing fasteners of types Such as herein illustrated, 
it will be apparent to those skilled in the art that 
some of the steps herein described may be sonne 
what modified, some may be omitted, and others 

2,158,078 
added, and that variations in the order of the 
steps herein described may be made without de 
parting from the spirit and scope of my invention 
as defined by the following claims. 
What I claim as new and desire to secure by Letters Patent is: 
1. In a method of producing fastener elements 

from a piece of material, the steps of severing 
carrier receiving recesses from opposite sides of 
the piece at spaced locations therealong which 
Correspond to the bases of a plurality of alter 
nately reversed elements, and severing a plurality 
of alternately reversed elements from the piece. 

2. In a method of assembling a plurality of 
elements upon a plurality of carriers, the steps 
of grouping a plurality of strips of complemen 
tary elements in a transversely spaced and 
aligned relationship with respect to each other, 
associating a carrier with each element of the 
strip of the group, and simultaneously severing 
both sides of each element from its respective strip. 

3. In a method of producing interlocking fas 
tener elements from a piece of material, the 
steps of at least partially forming the piece in 
accordance with the desired form of individual 
elements in such a manner as to provide a plu 
rality of interconnected element pieces and that 
each element piece has a plurality of converted 
elements, and thence, completing the forming 
of individual elements. 

4. In a method of producing fastener elements 
from a longitudinal piece of material, the steps 
of at least partially forming a plurality of longi 
tudinal lines of elements while maintaining them 3 
in a unitary form, each element of a longitudinal 
line having lateral faces lying opposite to lateral 
faces of the other elements of the line, assembling 
the elements on carrier members and severing 
individual elements fron the piece. 

5. In a method of producing a plurality of in 
terlocking fastener elements from a block-like 
piece of material, the steps of at least partially 
forming the block to correspond to a plurality of 
lines of connected elements, and thence, Sew 
ering a plurality of connected element pieces 
from the block-like piece. 

6. In a method of producing interlocking fas 
tener elements from a block-like piece of ma 
terial, the steps of preliminarily laying out a plu 
rality of longitudinal lines of interconnected ele 
ments in such a manner that adjacent elements 
have a reversed relationship with respect to each 
other, forming carrier recesses upon opposite 
sides of the piece along lines corresponding to : 
the bases of a plurality of longitudinal lines of 
elements, and thence Severing a plurality of in 
terconnected strips of elements from the piece. 

7. In a method of producing interlocking fas 
tener elements from a block-like piece of material, 
the steps of preliminarily laying out a plurality of 
longitudinal lines of interconnected elements in 
such a manner that adjacent elements have a re 
versed relationship with respect to each other, 
forming carrier recesses upon opposite sides of 
the piece along lines corresponding to the bases 
of a plurality of longitudinal lines of elements, 
and thence severing a plurality of interconnected 
elements from the piece. 

8. In a method of producing interlocking fas 
tener elements from a block-like piece of material, 
the steps of preliminarily laying out a plurality of 
longitudinal lines of interconnected elements in 
such a manner that adjacent elements have a re 
versed relationship with respect to each other, 
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forming carrier recesses upon opposite sides of 
the piece along lines corresponding to the bases 
of a plurality of longitudinal lines of elements, 
severing a plurality of connected elements from 
the piece, forming interlocking portions upon the 
elements, and thence nounting the elements upon 
carriers. 

9. In a method of producing interlocking fas 
tener elements from a block-like piece of material, 
the steps of preliminarily laying out a plurality of 
lines of interconnected elements, forming carrier 
recesses from a side of the piece along lines cor 
responding to the bases of a plurality of longi 
tudinal lines of elements, severing a plurality of 
longitudinal bars of adjacent elements from the 
piece, at least partially severing individual ele 
ments from each longitudinal bar, and mounting 
the elements of a longitudinal bar upon a carrier. 

10. In a method of assembling a plurality of 
elements on a carrier, the steps of grouping a 
plurality of lines of elements and reversed ele 
ments in a transversely allined relation with re 
spect to each other, associating a carrier with 
an element of a plurality of lines of the group, 
and associating a carrier with a reversed element 
of a plurality of lines of the group. 

11. In a method of assembling a plurality of 
elements on carriers, the steps of grouping a 
plurality of longitudinal lines of elements in a 
transversely alined relation with each other, as 
sociating a carrier with an element of a plurality 
of the longitudinal lines of the group from one 
side of the group and associating a carrier with 
an element of a plurality of the longitudinal lines 
of the group from an opposite side of the group. 

12. In a method of assembling a plurality of 
elements on carriers, the steps of forming carrier 
recesses from one side of a strip of elements and 
forming carrier recesses from an opposite side 
of the strip in such a manner that reversed ele 
ments will be provided, grouping a plurality of 
the strips in a transversely a lined relation with 
respect to each other, associating a carrier with 
a plurality of strips of the group from one side 
of the strips of the group, and associating a car 
rier with a plurality of strips of the group from 
an opposite side of the strips of the group. 

13. A plurality of fastener elements in an inter 
connected form, each element having a reversed 
relation with respect to an adjacent element, the 
adjacent sides of said elements being spaced from 
the sides of adjacent elements, and each element 
being connected to an adjacent element by a lug. 

14. In a method of producing fastener ele 
ments from a piece of. material, the steps of lay 
ing out a plurality of elements in a connected 
and reversed relation with respect to each other, 
and forming complete interlocks on the reversed 
elements while the elements are maintaind in a 
reversed Irelation. 

15. A pair of connected and substantially 
formed fastener elements on a piece of material, 
said elements having formed carrier-mounting 
portions and having a reversed and side-by-side 
relation on the piece, the lateral width of the 
piece being the width of the formed elements 
from top to base portions thereof. 

16. A pair of connected fastener elements on 
a piece of material, each element having a formed 
carrier-mounting portion, each carrier-mounting 
portion opening to a different surface portion of 
the plece. 

17. In a method of assembling fastener ele 
ments on suitable carriers, the step of holding 
successively-adjacent elements with a carrier 

5 
receiving portion of one element extending in an 
opposite direction to the carrier-receiving portion 
of the other element while associating a carrier 
with the elements. 

18. In a method of assembling fastener ele 
ments on suitable carriers, the steps of holding 
successively-adjacent and connected elements in 
such a manner that one element extends in a 
different direction than the other, and associat 
ing a separate carrier with each element while 
holding them in such a connected relationship. 

19. In a method of producing fastener ele 
ments from a piece of material, the steps of form 
ing carrier-recesses in the material at adjacently 
reversed locations therealOng, and forming re 
versely-adjacent fastener elements in alignment 
with the recesses. 

20. In a method of producing fastener ele 
ments from a piece of material, the steps of form 
ing carrier-recesses in the material at adjacently 
reversed locations therealong, forming interlock 
portions on the material sit adjacently-reversed 
locations therealong and in opposite locations 
with respect to the recesses, and forming re 
versely-adjacent fastener elements in such a 
manner that each element will have a carrier 
recess and an interlock portion. 

21. In a method of producing fastener ele 
ments from a piece of material, the steps of sub 
stantially forming a pair of connected elements 
from the piece in a reversed and adjacent rela 
tionship with respect to each other, and complet 
ing the formation of one of the elements and 
forming a side of an adjacent element by severing 
it from such adjacent element. . 

22. In a method of producing fastener elements 
from a piece of material, the steps of at least par 
tially forming adjacently-positioned and reverse 
ly-extending connected elements from the ma 
terdal, and simultaneously separating an element 
portion from adjacently-connected element por 
tions by a straight line severance along each of 
two edges of such element portion. 

23. A pair of fastener elements in an inter 
connected form having clamping-leg portions and 
carrier-receiving indentations therebetween, the 
sides of each element being substantially con 
plementary with the sides of adjacent elements 
of the same strip, carrier-receiving indentations 
of adjacent elements being located on and being 
open to opposite sides of the strip. 

24. A pair of fastener elements in an intercon 
nected form, each element having clamping leg 
portions adjacent a side thereof and a carrier 
recess between said leg portions, each element 
having an interlock portion adjacent another side 
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thereof, the clamping leg portions of one element . 
being located adjacent a different side of the in 
terconnected form than the clamping leg por 
tions of the other element of the pair, and the 
clamping leg portions of each element lying along 
a common side plane of the form with the inter 
lock portion of the other element of the pair. 

25. Fastener elements in a longitudinal inter 
connected form, each element having a reversed 
relation with respect to an adjacent element, sadd 
elements having adjacent sides lying along the 
length of and bounded by a straight line extend 
ing laterally between opposite sides of the inter 
connected form. 

26. In a method of producing fastener ele 
ments from a piece of material, the steps of form 
ing carrier receiving indentations in and along a 
side of the piece that correspond to the bases 
of a pair of spaced-apart elements, and forming 
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carrier receiving indentations in and along an 
opposite side of the piece at staggered locations 
therealong with respect to the first-mentioned 
side of the piece that corresponds to the bases of a 
reversed pair of spaced-apart elements. 

27. In a method of producing fastener elements 
from a piece of material, the step of forming con 
nected pairs of adjacently-positioned and re 
versely-extending fastener elements in such a 
manner that top and botton portions of each ele 
ment extend laterally between opposite long 
tudinal sides of the piece. 

28. In a method of making fastener elements, 
the steps of providing a length of a longitudinally 
extending piece of naterial of a width substan 
tially equal to a desired maximum width of a 
fastener element, and severing fastener elements 

9,168,078 
from the piece at spaced locations therealong by 
single cuts that extend completely across the 
width of the piece, each cut having a contour sub 
stantially corresponding to the desired shape of a 
surface portion of a fastener element and meeting 
an edge of the piece in an acute angle. 

29. A pair of fastener elements in an adjacent 
ly-positioned and reversely-extending relation 
ship, top and bottom portions of each element of 
the pair extending laterally between opposite lon 
gitudnal sides of the piece. 

30. A pair of connected fastener elements On a 
piece of material, each element having a formed 
carrier mounting portion, each carrier mounting 
portion lying on a different surface plane of the 
piece. 
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