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Description

Field of application

[0001] The presentinvention refers to afluid-tight slide
fastener and to a process for manufacturing a fluid-tight
slide fastener.

Prior Art

[0002] A slide fastener, in essential terms, comprises
a pair of tapes bearing respective rows of teeth, top and
bottom stops, and a slider for opening and closing the
fastener by engaging and disengaging the teeth.
[0003] Fluid-tight slide fasteners are needed for a
number of applications, such as provision of sports and
outdoor activity items, diving or sailing suits, camping
tents and the like. Said fasteners are required to be re-
sistantto passage of aliquid and/or gas, e.g. water and/or
air even under a significant pressure difference between
the interior and the exterior, for example up to about 2
bars; at the same time, they must be tenacious and pli-
able.

[0004] According to known art, fluid-tight slide fasten-
ers are realized with layered tapes made of a textile core
layer coated with a suitable fluid-barrier layer, and teeth
which are applied to the layered tapes or injection-mold-
ed. With regard to materials, it is known to realize fluid-
tight slide fasteners with textile tapes coated with a ther-
moplastic elastomer material (TPE) and teeth made of a
thermoplastic material.

[0005] US 2006/101632 discloses a pattern imprinted
on a finished zipper by means of a patterning roller. EP
0 108 214 discloses stringer tapes with a thickened or
enlarged resilient sealing member extending along the
edge portion. US 4 123 830 discloses stringer tapes with
areinforcing cord along one edge. WO 02/03825 disclos-
es a slide fastener with teeth welded onto the tapes.
[0006] The region of the slide fastener wherein teeth
are fixed to the coated tapes is known to be a critical
point of a fluid-tight slide fastener. The coupling between
each tooth and the tapes, in fact, must be fluid-tight and
must also withstand the mechanical stress due to open-
ing and closing action of the slider, bending of the tapes,
handling and direct exposure to environment.

[0007] Furthermore, the layered tapes may suffer a
separation of the layers due to intensive use and/or lack
of adhesion between the layers. Due to said separation,
also known as delamination, the textile core may be ex-
posed and in such a case the fluid-tight performance is
generally compromised.

Summary of the invention

[0008] The technical problem underlying the invention
is to improve the fluid-tight performance and reliability of
a fluid-tight slide fastener as defined above, with partic-
ular regard to the coupling between the teeth and the
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coated tapes.

[0009] This problem is solved by providing a knurled
or embossed region on at least one side of the tapes of
the slide fastener. More in detail, the problem is solved
by a fluid-tight slide fastener comprising a pair of tapes,
each of said tape comprising a textile core layer and a
fluid barrier layer coating said textile layer, and having at
least a portion carrying a row of teeth along an inner
edge, characterized in that each of said tapes compris-
es a knurled region on at least one side of the tape and
on the exterior side of the fluid barrier layer, said knurled
region being extended along said inner edge of tape and
at least on said portion of the tape carrying said row of
teeth, such that the teeth are fixed to the knurled region
of the tape. Said knurled (or embossed) region is formed
as a continuous longitudinal stripe parallel to said inner
edge.

[0010] Accordingtoa preferred aspectofthe invention,
said knurled region has a width which is greater than
width of root portions of said teeth. As the root portions
of the teeth are portions which are fixed with to the tape,
the coupling region between the teeth and the tape is
fully comprised in said knurled region of tape. In a pre-
ferred embodiment, the width of the knurled region of
tape is about 1.5 - 2 times the width of root portions of
teeth.

[0011] According to embodiments of invention, said
knurled region is provided on one side of the tapes, pref-
erably the front side facing the exterior, or the same
knurled region is provided on both front and rear sides
of tapes.

[0012] The knurled region can be obtained directly dur-
ing the manufacturing of the coated tapes, for example
directly after the coating of the textile core layer with the
fluid-barrier layer. In an equivalent manner, the knurled
region may be obtained with a subsequent process step
operated on a semi-finished product such as a strip of
textile material coated with said fluid-barrier layer.
[0013] According to a preferred embodiment, tapes of
the slide fastener are manufactured by extrusion or lam-
ination of a selected fluid-barrier material, preferably in
a melted state, onto strips of textile material. A knurling
process step is performed on the coated strips, obtaining
said knurled region on one or both sides of the tapes.
Teeth are then fixed and made integral to said knurled
region of the tapes, for example by injection molding.
[0014] A process according to the invention for making
a tape for a slide fastener comprises at least the steps of:

- coating a textile strip with a fluid-barrier material;

- subjecting the coated strip to a knurling process, to
obtain a knurled region on at least one side of said
strip and on the exterior side of the fluid barrier layer

and near an edge thereof;

- fixing arow of teeth to said knurled region of the strip;
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- cutting the strip to obtain a tape of a given length.

[0015] The textile material of the core layer of tapes is
chosen preferably among polyester (PE), preferably pol-
yethylene terephtalate (PET), polyamide (PA) and their
blends or copolymers.

[0016] According to another aspect of the invention,
the textile material is a spun yarn of cut fibers, having an
irregular surface similar to a natural fiber which tends to
remain embedded in the fluid-barrier layer, enhancing
the resistance to delamination. The fluid-barrier material
is preferably provided on the textile core layer in a melted
state, for example extruded or laminated.

[0017] Hence, the process as disclosed above prefer-
ably provides use of a textile strip of a spun yarn of cut
fibers, said fibers being obtained with a cutting process
of continuous fibers. More preferably, the strip of textile
material is coated by extrusion or lamination of melted
fluid-barrier material so that surface irregularities of the
spun yarn remain embedded in the fluid-barrier layer.
[0018] The fluid-barrier layer is preferably made of a
thermoplastic elastomer polyurethane (TPE-U) or a ther-
moplastic elastomer polyester (TPE-E). For example,
said TPE-E is a polyether-ester block copolymer and said
TPE-U is a block copolymer obtained from an ether
and/or an ester and a isocyanate.

[0019] Teeth of the slide fastener are made, according
to some embodiments, of a thermoplastic material con-
sisting of a blend including PBT and polycarbonate (PC).
Preferably, the PBT/PC weight ratio in said blend ranges
between 70/30 and 30/70. According to other embodi-
ments, the teeth are made of a blend including ABS and
a polyamide (PA). More preferably, the ABS/PA weight
ratio in said blend ranges between 70/30 and 30/70.
[0020] According to a more preferred embodiment, a
fluid barrier layer of TPE-E is chosen in combination with
teeth made of PBT. According to another embodiment,
a fluid barrier layer of TPE-U is chosen in combination
with teeth made of either a blend of ABS and PA or a
blend of PBT and PC.

[0021] The fluid barrier layer and the teeth may include
suitable additives such as, for instance fillers, pigments,
binders and/or compatibilizers, the latter being incorpo-
rated to improve the physical and chemical affinity be-
tween said materials and/or between the materials used
for the layered structure of the tape.

[0022] The tapes of the slide fastener may also com-
prise a further, optional adhesive layer between the tex-
tile core and layer and the fluid-barrier coating. Advan-
tageously, the adhesive is selected to have a strong
chemical affinity for both the materials to be joined. Pref-
erably, the adhesive comprises a polyurethane resin.
[0023] According to the invention, sports and outdoor
activity items, such as a diving suit, a sailing suit, a camp-
ing tent and the like, are made comprising a fluid-tight
slide fastener as described above.

[0024] Advantages of the invention are the following.
The knurled region has a non-smooth surface, with crests
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alternated to embossed regions according to a direction
perpendicular to the surface of the tapes, thus increasing
the whole contact surface available to the coupling be-
tween the tapes and the teeth. Hence, a stronger bond
between each tooth and the tape is obtained.

[0025] Moreover, is has been found that the knurled
region has a retaining effect on the teeth, opposing to
their movement and/or rotation respective to the tape,
and thus increasing the mechanical resistance to bend-
ing.

[0026] The fluid-tight performance is also improved by
the fact that the knurled region is a further obstacle to
the passage of fluids like air and water at the tooth-tape
interface. It may be stated that said crests and embossed
areas on the surface of the tape act like a labyrinth against
the passage of fluids, especially water.

[0027] In practical terms, it has been found that a fluid-
tight fastener with knurled tapes as above defined has
better fluid-tight performance and resistance to mechan-
ical wear compared to known fasteners. It has also been
found that the invention reduces the percentage of de-
fective pieces, compensating for some imperfect adhe-
sion between tapes and certain teeth, which otherwise
would have lead to a loss of fluid-tightness.

[0028] The preferred materials, as listed above, give
a further advantage in terms of mechanical properties at
both interfaces between the layers of the tapes and be-
tween the fluid barrier layer and teeth, due to a chemical
bonding effect.

[0029] The use of a spun yarn for the textile core layer
of the tapes has a further advantage. The spun yars has
fibers protruding from the ideal diameter of the yarn itself,
which remain embedded in the material of the fluid-bar-
rier layer, giving a further mechanical bond between the
layers and enhancing the resistance to delamination.
[0030] Another advantage is that the knurled or em-
bossed region defines a useful reference line for assem-
bling the tapes of the slide fastener on a garment on suit.
In fact, the external borderline of the knurled region indi-
cates a limit not to overcome when assembling (e.g. sew-
ing) the slide fastener on the garment.

[0031] Further advantages and characteristics of the
slide fasteners according to the inventions will be more
evident from the detailed description and examples pro-
vided here below, given as indicative and not limiting pur-
pose.

Brief description of the drawings

[0032]

Fig. 1 is a perspective view of a fluid-tight slide fas-
tener according to an embodiment of the present in-
vention.

Fig. 2 is a top view of a portion of a tape of the slide
fastener of Fig. 1.
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Fig. 3 is a section according to line -1l of Fig. 2.

Fig. 4 is a top view of a portion of a tape of the slide
fastener of Fig. 1.

Fig. 5 is a section according to line V-V of Fig. 4.
Fig. 6 is a perspective, enlarged view of a portion of
tapes of Fig. 1, in the region where a tooth is coupled
to the tape.

Fig. 7 and 8 are a view of a portion of the tapes of
the fastener in Fig. 1, during their manufacturing

process.

Fig. 9is asimplified scheme of a process for realizing
tapes for a slide fastener according to the invention.

Detailed description of preferred embodiments

[0033] With reference to figures 1, a fluid-tight slide
fastener 1, in accordance with an embodiment of the
present invention, comprises a pair of tapes 2, equipped
with teeth 3, a bottom stop 4, top stops 5, and a slider 6.
[0034] Tapes 2 have a layered structure made of a
textile core layer fully coated on both sides by a suitable
fluid-barrier layer.

[0035] Each of tapes 2 is carrying a row of teeth 3.
Teeth 3 are associated with a portion of the tapes 2, be-
tween bottom stop 4 and top stops 5, along inner edges
7 of said tapes 2. Teeth 3 are associated to tapes 2 in a
fluid-tight manner, for example through injection molding.
[0036] Top and bottom stops 4, 5 are also fixed to the
tapes 2 in a fluid-tight manner, for example through in-
jection molding. The figures relates, in a non-limiting way,
to an embodiment wherein the bottom stop 4 is made in
a single piece applied on both tapes at one end of the
teeth rows, whereas two top stops 5 are applied the re-
spective tapes 2 at the opposite end of the teeth rows.
In other embodiments of the invention, the top stop can
be made in a single piece, or the bottom stop can be
made in two half-pieces.

[0037] Eachtape 2 comprises aknurled surface region
10, formed as a longitudinal stripe extending from said
inner edge 7 and having a predetermined width, so that
teeth 3 are associated with said knurled region 10 of the
tape 2. Knurled region 10 is provided along the entire
tape 2 or, at least, on the portion of tape 2 carrying the
row of teeth 3.

[0038] Figs. 2 and 3 show more detail of the embodi-
ment herein discussed. Tapes 2 comprise a textile core
20 fully enveloped by a fluid-barrier coating 21. Teeth 3
have a root portion 30, coupled to the respective tape 2,
and a head portions 31 projecting from inner edge 7 for
reciprocal engagement under the action of slider 6. It may
be noted that edges 7 are formed by the coating 21 en-
velopping the textile core 20.

[0039] The knurled region 10 has a non-smooth sur-
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face with a pattern of crests 11 projecting away from em-
bossed surface areas 12, obtained as a permanent de-
formation of the fluid-barrier coating 21 of tapes 2. Pref-
erably, the crests 11 are arranged according to the pat-
ternof Fig. 2, i.e. straightlines crossing at 90° and inclined
by 45° with respect to the rows of teeth 3.

[0040] The width W of knurled region 10 is preferably
about 1.5 - 2 times the width of root portions 30 of teeth
3 (Fig. 2).

[0041] AsseeninFig.3,aknurledregion10is provided
on both sides of tapes 2, namely on front surface 22,
intended to face the exterior, and on the opposite rear
surface 23. In a garment including the slide fastener 1,
forexample, front surface 22 is the outer surface exposed
to environmental agents, while rear surface 23 is the inner
surface. The provision of knurled regions 10 with crests
11 and embossed areas 12 on both surfaces 22 and 23
of the tapes 2, can be further seen in Figs. 4 and 5.
[0042] In other (not shown) embodiments, a knurled
region 10 can be provided only on one side of the tapes
2, namely on one of said surfaces 22, 23, preferably on
the front surface 22.

[0043] Fig. 6 allows a better appreciation of crests 11
projecting away from areas 12 engraved on the fluid-
barrier coating 21 of tapes 2. Fig. 6 also shows a passing
hole 13 which is used for molding the teeth 3. Fig. 6 also
provides better appreciation of the fact that crests 11 in-
crease the available surface for coupling with the teeth
3, compared to a perfectly smooth tape. In fact, the sur-
face on the plane perpendicular to axis of the hole 13,
which would be the only available surface on a smooth
tape, is increased by the side surfaces of said crests pro-
jecting away from areas 12. A gain in available surface
of 10% or more can be achieved.

[0044] Figs. 7 and 8 show a portion of a tape 2 during
the manufacturing process. Referring to Fig. 7, a strip 40
is formed by coating a textile, inner core layer with a fluid-
barrier layer, enveloping said inner core layer on both
sides. Said strip 40 has an edge 7, also covered by said
fluid-barrier layer, where teeth are associated to the strip.
A knurled, longitudinal region 10, in the form of a stripe
having a width W, is formed from said edge 7, by a knurl-
ing or embossing process of the strip 40. Said process
defines on surface of the region 10 a pattern of crests 11
projecting away from embossed areas 12, wherein the
fluid-barrier layer is made thinner.

[0045] Teeth 3 are then associated to the strip 40, for
example by injection molding, along said edge 7 (Fig. 8).
Teeth 3 are made integral with the knurled, longitudinal
region 10 of the strip 40. Strip 40 is then cut transversally
to obtain tapes 2 of a desired length, and said tapes 2
are equipped with stops and a slider, such as stops 4, 5
and slider 6, to obtain a fastener zip as seen, for example,
in Fig. 1.

[0046] Referring to Fig. 9, a process for obtaining the
strip 40 is schematized. A textile, continuous strip 50 is
passed through a suitable extruder 51, fed with a fluid-
barrier material M in a melted state, obtaining as inter-
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mediate product a coated strip 52, wherein the textile
strip is enveloped by the fluid-barrier material.

[0047] Then, the coated strip is passed through a cou-
ple of rolls 53 and 54, deforming both front and rear sur-
faces of the coated strip near an edge thereof, obtaining
the strip 40 with knurled region 10. Preferably, the rolls
53, 54 are immediately downstream the extruder 51, so
that the coating is still hot and easily deformed. It should
be noted that the coated tapes 2 can also be made by
lamination.

[0048] The strip 50 can be made of a spun yarn and
coated by extrusion or lamination of melted fluid-barrier
material, so that the surface irregularities of the spun yarn
remain embedded in the solidified fluid-barrier layer and
provides a "grasping" effect of the textile layer on the
fluid-barrier layer, i.e. a stronger coupling between the
layers.

[0049] As stated above, there are a number of pre-
ferred materials for the layers 20, 21 of tapes 2 and for
the teeth 3 in order to obtain a chemical bonding effect
which further improves the resistance to delamination.
[0050] From the previous description it can clearly be
seen that the fluid-tight slide fastener according to the
present invention solves the technical problem, mostly
by the fact that it exhibits good long-term fluid-tight char-
acteristics and resistance to delamination, bending and
other mechanical stress especially at tooth-tape inter-
face.

[0051] Of course, a person skilled in the art can bring
numerous modifications and variants to the slide fastener
described above in order to satisfy specific and contin-
gent requirements, all of which are in any case covered
by the scope of protection of the present invention, as
defined by the following claims.

Claims

1. A fluid-tight slide fastener (1) comprising a pair of
tapes (2), each of said tapes (2) comprising a textile
core layer (20) and a fluid barrier layer (21) coating
said textile layer, and having at least a portion car-
rying arow of teeth (3) along aninner edge (7), char-
acterized in that each of said tapes (2) comprises
a knurled region (10), said knurled region (10) being
located on at least one side of the tape (2) and on
the exterior side of the fluid-barrier layer, said knurled
region (10) being extended along said inner edge (7)
of tape (2) as a continuous longitudinal stripe parallel
to said inner edge (7), and being extended at least
on said portion of the tape (2) that is carrying said
row of teeth (3) such that the teeth are fixed to the
knurled region of the tape.

2. A slide fastener according to claim 1, wherein said
knurled region (10) has a width (W) which is greater
than width of root portions (30) of said teeth (3) fixed
to the tape (2).
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3. A slide fastener according to claim 2, wherein said
knurled region has a width (W), in a direction per-
pendicular to said inner edge (7), which is about 1.5
- 2 times the width of said root portions (30) of teeth

3).

4. A slide fastener according to any one of preceding
claims, wherein said knurled region (10) has a pat-
tern of crests (11) projecting from embossed areas
(12) of the tape (2).

5. A slide fastener according to claim 4, wherein said
crests (11) are crossing at 90° each other and in-
clined by 45° with respect to the longitudinal direction
of the tape (2).

6. A slide fastener according to any one of preceding
claims, wherein said knurled region (10) is provided
on both front and rear surfaces (22, 23) of tapes (2).

7. A slide fastener according to any one of preceding
claims, wherein said textile core (20) of the tapes (2)
is made with a spun yarn.

8. A slide fastener according to any one of preceding
claims, wherein said fluid barrier layer is made of
TPE-E and teeth are made of PBT.

9. A slide fastener according to claim 8, wherein said
fluid barrier layer is made of TPE-U and teeth are
made of either a blend of ABS and PA or a blend of
PBT and PC.

10. A process for making a tape (2) for a slide fastener
(1) according to claim 1, comprising at least the steps
of:

- coating a textile strip with a fluid-barrier mate-
rial;

- subjecting the coated strip to a knurling proc-
ess, to obtain a knurled or embossed region (10)
on at least one side of said strip and on the ex-
terior side of the fluid barrier layer and near an
edge (7) thereof;

- said knurled region (10) being extended along
said edge (7) of the tape (2) as a continuous
longitudinal stripe parallel to said edge (7),

- fixing a row of teeth to said embossed region
of the strip;

- cutting the strip to obtain a tape of a given
length.

11. Aprocess according to claim 10, wherein said textile
strip is made of a spun yarn of cut fibers, said fibers
being obtained with a cutting process of continuous
fibers.

12. A process according to claim 11, wherein said strip
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of textile material is coated by extrusion or lamination
of said fluid-barrier material, said fluid-barrier mate-
rial being in a melted state, so that surface irregular-
ities of said spun yarn remain embedded in the fluid-
barrier layer.

13. A sports and outdoor activity item, such as diving

suit, sailing suit, camping tent and the like, compris-
ing a fluid-tight slide fastener according to any one
of claims 1 to 9.

Patentanspriiche

1.

Fluiddichter Reilverschluss (1) mit zwei Bandern
(2), wobei die Bander (2) jeweils eine textile Kern-
schicht (20) und eine die Textilschicht Giberziehende
Fluidbarriereschicht (21) aufweisen, und minde-
stens einen Abschnitt umfassen, der entlang eines
Innenrands (7) eine Reihe von Zahnen (3) tragt, da-
durch gekennzeichnet, dass jedes der Bander (2)
einen gerandelten Bereich (10) aufweist, wobei sich
der gerandelte Bereich (10) auf zumindest einer Sei-
te des Bandes (2) auf der AuRenseite der Fluidbar-
riereschicht befindet, wobei der gerandelte Bereich
(10) entlang des Innenrands (7) des Bandes (2) als
durchgehender Langsstreifen parallel zum Innen-
rand (7) verlauft, und sich zumindest tGber den Ab-
schnitt des Bandes (2) erstreckt, der die Reihe von
Zahnen (3) tragt, so dass die Zahne am gerandelten
Bereich des Bandes fixiert sind.

Reilverschluss nach Anspruch 1, wobei der gerén-
delte Bereich (10) eine Breite (W) hat, die groRer ist
als die Breite von am Band (2) fixierten Basisab-
schnitten (30) der Zahne (3).

Reifverschluss nach Anspruch 2, wobei der gerén-
delte Bereich in einer zum Innenrand (7) senkrech-
ten Richtung eine Breite (W) hat, die ungefahr das
1,5- bis 2-fache der Breite der Basisabschnitte (30)
der Zahne (3) betragt.

Reilverschluss nach einem der vorhergehenden
Anspriiche, wobei der gerandelte Bereich (10) ein
Muster aus Erhebungen (11) aufweist, die von ge-
pragten Bereichen (12) des Bandes (2) vorstehen.

ReiRverschluss nach Anspruch 4, wobei sich die Er-
hebungen (11) um 90° kreuzen und in Bezug auf die
Langsrichtung des Bandes (2) um 45° geneigt sind.

ReilRverschluss nach einem der vorhergehenden
Anspriche, wobei der gerandelte Bereich (10) so-
wohl an der Vorder- als auch an der Riickseite (22,
23) der Bander (2) vorgesehen ist.

ReilBverschluss nach einem der vorhergehenden
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10.

11.

12.

13.

Anspriche, wobei der textile Kern (20) der Bander
(2) aus einem Fasergarn hergestellt ist.

Reilverschluss nach einem der vorhergehenden
Anspriiche, wobei die Fluidbarriereschicht aus TPE-
E besteht und die Zahne aus PBT hergestellt sind.

Reilverschluss nach Anspruch 8, wobei die Fluid-
barriereschicht aus TPE-U besteht und die Zahne
aus einer Mischung aus ABS und PA oder einer Mi-
schung aus PBT und PC hergestellt sind.

Verfahren zum Herstellen eines Bandes (2) fir einen
ReilRverschluss (1) nach Anspruch 1, zumindest die
folgenden Schritte umfassend:

- Beschichten eines Textilstreifens mit einem
Fluidbarrierematerial;

- Unterwerfen des beschichteten Streifens ei-
nem Randelungsprozess, um auf zumindest ei-
ner Seite des Streifens und auf der AulRenseite
der Fluidbarriereschichtund nahe eines Randes
(7) von diesem einen gerandelten oder geprag-
ten Bereich (10) zu erhalten;

- wobei der geréndelte Bereich (10) entlang des
Randes (7) des Bandes (2) als durchgehender
Langsstreifen parallel zum Rand (7) verlauft;
-Fixieren einer Reihe von Zdhnen am gepragten
Bereich des Streifens;

- Zerschneiden des Streifens, um ein Band ge-
gebener Lénge zu erhalten.

Verfahren nach Anspruch 10, wobei der Textilstrei-
fen aus einem Fasergarn aus geschnittenen Fasern
besteht, wobei die Fasern durch einen Prozess des
Zerschneidens von Endlosfasern erhalten werden.

Verfahren nach Anspruch 11, wobei der Streifen aus
textilem Material durch Extrusion oder Auflaminie-
rung des Fluidbarrierematerials beschichtet wird,
wobei das Fluidbarrierematerial in einem geschmol-
zenen Zustand ist, so dass UnregelmaRigkeiten der
Oberflache des Fasergarns in der Fluidbarrier-
eschicht eingebettet bleiben.

Sportartikel und Artikel fir eine Aulenaktivitat, wie
z.B. ein Tauchanzug, ein Segelanzug, ein Camping-
zelt und dergleichen, mit einem fluiddichten
Reilverschluss nach einem der Anspriiche 1 bis 9.

Revendications

Fermeture a glissiére étanche aux fluides (1) com-
portant une paire de bandes (2), chacune desdites
bandes (2) comportant une couche textile centrale
(20) et une couche barriére aux fluides (21) revétant
ladite couche textile, et ayant au moins une partie
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portant une rangée de dents (3) le long d’'un bord
intérieur (7), caractérisée en ce que chacune des-
dites bandes (2) comporte une zone moletée (10),
ladite zone moletée (10) étant située sur au moins
un coté de la bande (2) et sur le coté extérieur de la
couche barriere aux fluides, ladite zone moletée (10)
étant étendue le long dudit bord intérieur (7) de la
bande (2) sous la forme d’un ruban longitudinal con-
tinu parallele audit bord intérieur (7), et étant étendue
au moins sur ladite partie de la bande (2) qui porte
ladite rangée de dents (3) de telle sorte que les dents
sont fixées sur la zone moletée de la bande.

Fermeture a glissiére selon la revendication 1, dans
laquelle ladite zone moletée (10) a une largeur (W)
qui est plus grande que la largeur de parties de base
(30) desdites dents (3) fixées a la bande (2).

Fermeture a glissiére selon la revendication 2, dans
laquelle ladite zone moletée a une largeur (W), dans
une direction perpendiculaire audit bord intérieur (7),
qui est environ 1,5 a 2 fois la largeur desdites parties
de base (30) des dents (3).

Fermeture a glissiére selon I'une quelconque des
revendications précédentes, dans laquelle ladite zo-
ne moletée (10) a un motif de crétes (11) faisant
saillie a partir de zones bosselées (12) de la bande

2).

Fermeture a glissiére selon la revendication 4, dans
laquelle lesdites crétes (11) se croisent a 90 ° les
unes des autres et sont inclinées de 45 ° par rapport
a la direction longitudinale de la bande (2).

Fermeture a glissiére selon I'une quelconque des
revendications précédentes, dans laquelle ladite zo-
ne moletée (10) est agencée sur les deux surfaces
avant et arriere (22, 23) des bandes (2).

Fermeture a glissiére selon I'une quelconque des
revendications précédentes, dans laquelle ladite
couche textile centrale (20) des bandes (2) est fa-
briquée avec un filé.

Fermeture a glissiére selon I'une quelconque des
revendications précédentes, dans laquelle ladite
couche barriére aux fluides esten TPE-E etles dents
sont en PBT.

Fermeture a glissiére selon la revendication 8, dans
laquelle ladite couche barriere aux fluides est en
TPE-U et les dents sont faites d’'un mélange d’ABS
et de PA, ou d’'un mélange de PBT et de PC.

Procédé pour fabriquer une bande (2) pour une fer-
meture a glissiére (1) selon la revendication 1, com-
portant au moins les étapes consistant a :

10

15

20

25

30

35

40

45

50

55

1.

12.

13.

- revétir un ruban textile d’'une matiére barriere
aux fluides,

- soumettre le ruban revétu a un procédé de mo-
letage, pour obtenir une zone moletée ou bos-
selée (10) sur au moins un c6té dudit ruban et
sur le coté extérieur de la couche barriére aux
fluides et prés d’'un bord (7) de celle-ci,

- ladite zone moletée (10) étant étendue le long
dudit bord (7) de la bande (2) sous la forme d’un
ruban longitudinal continu paralléle audit bord
),

- fixer une rangée de dents sur ladite zone bos-
selée du ruban,

- découper le ruban pour obtenir une bande de
longueur donnée.

Procédé selon la revendication 10, dans lequel ledit
ruban textile est constitué d’un filé de fibres coupées,
lesdites fibres étant obtenues par un procédé de cou-
pe de fibres continues.

Procédé selon la revendication 11, dans lequel ledit
ruban en matiére textile est revétu par extrusion ou
lamination de ladite matiére barriére aux fluides, la-
dite matiere barriére aux fluides étant dans un état
fondu, de telle sorte que des irrégularités de surface
dudit filé restent noyées dans la couche barriere aux
fluides.

Article de sport et d’'activité de plein air, tel qu’'une
combinaison de plongée, un vétement de naviga-
tion, une tente de camping et analogue, comportant
une fermeture a glissiére étanche aux fluides selon
I'une quelconque des revendications 1 a 9.
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