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This invention relates broadly to interlock- may be employed in the operation of assem-
ing clasps such as are generally, disclosed in bling separated fastener members on 4 single
United States Patent to Judson 504,088 of ~carrier element, = = - e '
August 29, 1893 or British Patent 14,358 of - Fig. 7.is a perspective view diagrammati-
-8 June 19, 1912, and in particular to an im- cally illustrating an assembling or carrier 55 .
proved method for making and/or assem- element, such as may be employed in connec-
bling the individual clasp elements or mem- tion with my method of procedure. :

bers. , v v Fig. 8is a perspective view of an individual

" An object of this invention is to simplify clasp or fastener member made in accordance
10 the operations of manufacturing such inter- with my method of procedure. =~ = - 60

locking fasteners. : , Fig. 9 is a perspective view diagrammati- -

A further object is to produce a new and cally illustrating a fastener member in place
improved method for forming and assem- on the carrier element; and - o
bling the separate clasp or fastener members.  Fig. 10 is'a fragmental plan view illustrat- .
15 These and other objects which will be made ing the fastener members in place on a ‘carrier 65
apparent throughout the further description elenient and shows some of the members in.
of my invention are accomplished by means ‘interlocked position. and others disengaged .
of the procedure herein defined and which is from that position. = . = - -
to some extent, illustrated in its separate steps = Various methods of procedure have béen
20 throughout the various figures of the accom- contemplated and also employed for manu- 70
panying drawings. - facturing the individual fastener members
In the drawings: , - and for assembling them on a carrier strip
Figure 1 is a side elevation of a series of or element such, for example, as a strip of
fastener elements shown in a connected series * fabric, but it is my observation that all pre-

% and with a strip from which they are formed, vious methods are difficult to perform and in- 75
and illustrates generally the first step in my volve the use of complicated and expensive
method of procedure. . . machinery. It should be noted that the indi-

Fig. 2 diagrammatically illustrates a buff- vidual fastener members, such as are usually
ing or grinding wheel which may be em- employed commercially, are small and are
30 ployed, if desired, in connection with the one consequently difficult to handle. This diff- 80
step of my method of procedure. ' culty is not only encountered in the operation
Fig. 3 1s a fragmental side ‘elevation of of forming the individual fastener members,
what may be termed a magazine or multiple but also in the operation of accurately spac-
clamp for holding strips of fastening mem- _-ing them along, and of securing them to the
35 bers (shown in Fig. 1) during the prelimi- carrier element. In this connection it should 85
nary operation of securing each individual be borne in mind that each. fastener element,
fastening member to a carrier element. in effect, cooperates with two other fastener
Fig. 4 1s a fragmental side élevation of the elements when in the interlocked position,
magazine shown with a portion of a strip and that it is therefore necessary to accurately _
of fastener members in place in it. . ., space the individual members on each carrier 90
Fig. 5 is a fragmental sectional view along element so that they are capable of effectively
the line V—V of Fig. 4, and illustrates three engaging and cooperating with ‘the accurate-
clasp or fastener membeérs or strips of mem- ly spaced members on the opposed carrier ele-
bers in place in the magazine or multiple ment. As commercially employed, the car-
clamp. B} L rier elements with the accurately spaced fas- 95
_ Fig. 6 is a fragmental perspective view of = tener members secured thereon, are suitably
the magazine diagrammatically illustrating secured to the opposed edges of an opening,
the relative location of the separate strips which it is desired to close, and the interlock-
“when in the magazine, and also illustrating ing members on opposed edges of the opening ‘
the fact that a magazine, such as illustrated, may either be moved into engagement with 100
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each other to close the opening or they may

‘be disengaged preparatory to spreading the
_opposed edges. ‘

For convenience of interlocking and disen-
gaging these interlocking members a slide 12
(illustrated in Fig. 10) is associated with

~ each assembled series of members 14 and is so
- arranged that as it is moved in one direction

10

it moves the successive ¢opperating members

14 of the opposed series into cooperative rela-

‘tion so that the corresponding elements of op-

posed series interlock and thereby fasten the

", opposed ‘edges of the openin% together. A

20

movement of the slide 12 in the opposite di-
rection, successively ‘moves the cooperating

_ members of the two series out of engagement

with each other and also separates one series
from the other. _ ' :
Frofn the foregoing it is apparent that each”
individual fastener member 14 must not only
be accurately formed, but that the members
must also be accurately spaced along the car-

. rier element so that each member will prep-

28

30

“ing member of the opposed series. . '

erly cooperate or interlock with a correspond-

My invention contemplates a simple oper-
ation for accurately forming the individual
elements. As shown in Fig. 1, members 14
are stamped, pressed out, died, and/or
punched from a metallic or other suitable:
strip 15. The arrangement is preferably such
that the strip is introduced between the jaws -

* or dies of the combined press and punch in

35

such a way that each pressure stroke of the
press will, in effect, complete at least one ele-

“ment 14, but will not completely sever the

element from the strip. The fastener ele-
ments are retained in strip form, in order that
they may be more readily handled, grouped,
or positioned while they are being treated,
and/or associated with or mounted on suit-

‘able carrying elements of cord-tape or the

like. The strip is moved forward, after each
pressure stroke of the press, an amount such
that each successive stroke forms one or more

. members 14, and this procedure is continued
‘until the entire strip is transformed into a
strip of members 14. ‘I have found it more

convenient to substantially form but one:
such member at each stroke of the press.

As shown in the drawings, each member 14
somewhat resembles a letter A. It will be

. noted, as seen from Figure.1, that each A-

35

%

shaped element 14 is.disposed or positioned
in ‘such- a manner that its sides are spaced
from adjacent A-shaped elements of the same
strip and is connected only at its feet.or base "
to those adjacent elements: - As a result; the
lugs or feet connecting the A-shaped elements
14 need only be sevéred, in order that each ele-
ment will be independent of adjacent ele-
ments of the same strip. It is provided on-
one_side with a socket 14a and at the other
side with a protuberance or lug 145 (Fig. 5).
The lug and the socket are located in line with

-of thestrip. I consi )
“-the members 14 connected together in strip -

: vanei
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each other and are formed by the die mem-
bers during the operation of punching out
the metal of the strip 15 in the preliminary
operation of completing each member 14 or
in the operation of forming a strip of mem-

bers 14. The base of each:.member is pro-

vided with opposed jaws 14¢, which are lo-

cated on opposite sides of a recess 14d, which .
opens out into a substantially circular aper-.
‘As shown in Fig. 1, the members

ture 14e.
14 are somewhat substantially completed, but

since they are not severed from each other,

may be said to be only partially completed ;

as a result, the jaw end of each member 14

may be said to be finally completed by remoy-
ing the remaining portions 16 -of the strip

_which form connecting lugs between the in-

dividual members. : : :
It will be noted that the strip of members

14 is so formed from. the original strip 15,

that the members 14 are located side by side

with their bases at one side of ‘the strip and -

their lug and socket gortions at the other side

er it important to retain

formation where it is desired to store or ship

the members for subsequent assembly on the -
.carrier elements, since this contributes to ease
“of handling in subsequent operations. I also

consider important the above described and
herein illustrated relative arrangement of the

members 14 in the strip formation, where it

is desired to employ the multiple assembly op- -

eration hereinafter described. It should.
‘however, be said that the partially completed
members 14 may be retained in strip forma-
tion in any convenient way. That 1s to say,
the connecting lugs 16 between the individual

members 14, need not necessarily be located -

at the bases of the members as shown in Fig.

.1, but may be located at or adjacent to the lug .

and socket portion of each member or even

intermediate the ends of the member, and"

such a variation may be made from the pre-

fe)

ferred arrangement illustrated, without de-

tracting from the advantages gained by mul-
tiple assembly. : - _ -

It will, of course, be understood that the
usual mechanisms may be employed for ad-

narily empioyed for such purpose, may be
utilized for accurately positioning the. stri
with relation to the dies of the press. It Wil£

however, be apparent that the strip may be .

manually advanced and ‘positioned, since
with my method of procedure special mecha-

‘nism is not necessary and is certainly not es-

sential to the carrying forward of the method.
After a strip of members 14 has been
formed as previously described, it may be

the strip 15 so that it occupies desired -
successive positions with relation to the dies
of the press, and that means; such as are ordi-

buffed or polished not only for the purpose -

of removing sharp edges and such fins as may
have been formed in the previous eperation,
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but also for the purpose of removing such
lubricant as may have been employed in con-
nection with the punch and press operation,
or such other foreign material as may have
accumulated on the strip. In Fig. 2 I have
diagrammatically illustrated a rotary buffer,
but 1t will be understood that a grinder as
well as a buffer may be employed in the opera-
tion of smoothing up the strip and removing
foreign material. . :

I have found that by punching out and
forming the members 14 and at the same time
retaining them in strip formation I mate-
rially simplify the succeeding operations
necessary for assembling the individual
members on carrier ‘elements. I have also

found that the procedure of so forming the

- members 14 that their bases are located along

20

. tions.

one longitudinal edge of the strip, materially
simplifies and cheapens subsequent opera-
Of course, a plurality of element
strips may be formed from a single strip, but
it may be advantageous to form the elements

" or members as stated above, in order that

5 their bases lie along a common longitudinal.?

edge. After the strips illustrated in Fig. 1
are formed they may, of course, be stored,

awaiting subsequent operations, or they may .

be shipped as an article of commerece if it is
found convenient to form the strips in one
location and complete the assembly some
place else. o :

In the operation of~assembling‘_thé mem- .

bers on a carrier element the strips are prefer-

¢ ably maintained intact until a carrier element
.is associated with each individual member 14.

" In Fig. 3 I have more or less diagrammati-

ot
pt

cally illustrated a magazine or multiple
clamp which is employed in what I have

" termed the multiple assembly operation, i. e.,’

the operation of introducing a carrier ele-
ment into cooperative relation with each of
the individual elements 14 of each strip. - As
there shown, the magazine consists essentially

of clamping elements 17 which are alternately

arranged with spacers 18.. Each clamping
element projects beyond the spacing element

- a determined amount and is provided with a

groove 17a which extends throughout its
length. The grooves are so positioned and

arranged that when:a strip, such as illus-

trated in Figs. 1 or 4, is in place in the
multiple clamp, the lugs 145 formed on. it,
will project into the groove. It is therefore
apparent that the spacers 18 are of such
height, with relation to the location of the
grooves 17a in the elements 17, as-to properly
position each individual member 14 so that
the lug 14b is received by the groove 17a and
so that the base projects beyond the end of the
clamping elements 17 with its recess 144 in
position to receive a carrier element, =

It will be noted thatthe clamping elements

. are so proportioned as to length that the
“aperture 14¢ of each member 14 is' wholly

3

exposed when a strip of these members is in
place in the multiple clamp.- The spacers.18
are of such width as to insure proper spacin,

of the members 14 along ‘their indi!;idwﬁ

carrier elements. . "
It will be apparent that any suitable means
may be employed for moving and holding
the elements 17 into contact with the spacers
18 and into clamping engagement with the
strips of members 14, located in the multiple 5
clamp as shown in Figs. 4 and 5. For tgis :
purpose the elements 17 and spacers 18 may -
be loosely assembled in a tray of suitable
dimensions and a clamp screw or its equiva-
lent ' may be employed at one end of the tray go

for engaging the adjacent element 17 and in-

this way forcing the cooperating elements 17 .
and 18 into cooperating relation or into
clamping relation with the strips assembled
in the multiple clamp. S '
In Fig. 5 I have more or less diagrammati-
cally illustrated a portion of the multiple

.clamp shown in connection with three strips -

of the members 14. In Fig. 6 T have also’
shown a portion of the multiple clamp in g0
connection with a transverse line or series of
the members 14. It will be understood that
each member 14 may represent a connected
strip:of these members, such, for example, as
is illustrated in Figs. 1 and 4 and that there- 98
fore each clamping element 17 and each -
spacer 18 is, in the embodiment here described,
of sufficient length to cooperate with an en-

tire strip of the members 14. In assembling
‘a plurality of strips in the multiple clamp, 100

the strips are so located with relation to eac
other that the individual members 14 of dif- -
ferent strips are aligned with each other, as
illustrated in Fig. 6. That is to say, each
individual mem
aligned series of members 14, which extends -
at-an angle (preferably at right angles)
across ‘the line of length-djrection of the
strips. In other words, each individual

A-shaped element 14 of a given strip of ele- 110

ments 15 is laterally and transversely aligned ,
in a substantially side-by-side relation with,
as well as spaced from, a given A-shaped ele- =
ment-14 of each of the other strips of elements.
In this way I provide for the accurate spacing 116
of the members 14 of the carrier.element.and = -

I also provide a convenient and easy way of

associating
mémbers 14, - :
In Fig. 7 1 have diagrammatically illus- 120

the carrier elements with the -

trated a carrier element. - As there shown, it -

.consists of a piece of tape 19 which is folded
along its center line so as to l;:art:ially enfold
or envelop two cords 20, which are shown laid

side by side. It will, of course, be under- 128

stood. that a-single cord may be employed,-
that the two cords may be twisted about each

_other, or that a preliminarily shaped piece’ -
of tape may be employed, but I find it cheap _ =

and convenient to employ separate cords-and 130.

85

r 14 is included In- an 108
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tapes and in addition I also find that the car-
rier element so formed is more durable and
materially less expensive than carrier ele-
ments now in use, and is more conveniently
applied to the article with which the fastener
is to be employed. In addition, I consider

the tzi?e'en olded. cord an important, though

10

- ture 14¢ and ‘it will be apparent that after

possibly not an essential feature of the entire
method here set forth. S
After the strips of members 14 are secured
in place ih the multiple clamp, the carrier ele-
ments are introduced into the apertures 14e
of the individual members 14.. 'This opera-

. tion merely consists in forcing the cord or

cords 20, partially enveloped by the enfold-
ing tape 19, through the recesses 14 and into
the portion of each recess designated as-aper-

" this - operation is completed the multiple

20

- 33

40

clamp then holds a plurality of strips which

are gssociated with a plurality of transversely -

extending carrier elements. That is to say,
each strip of members 14 will be associated
with as many carrier elements.as there are
.members 14 in the strip..

‘It should also be noted that the number of
strips contained in the multiple clamp will be
determin:?;by,the desired number of mem-
bers 14 on' each carrier member. For exam-
ple, if it is desired to form an interlocking
fastener substantially three inches long the
multiple clamp will necessarily contain at
least 33 strips of members 14 if it is necessary
to space the members 14 eleven to the inch
along the carrier element. In this connection
it will -be understood by those familiar with
the type of interlocking fastener here in-
volved, that the spacing of the members 14
on the carrier element is of material impor-

tance, and is.dependent on the design and di-
socket portion of"

mensions of the lug and
the members 14. -

- After the carrier elements are associated
with the strips. as described, the clamping

‘pressure between the members 17 and the

strips is released-and all the strips are re-
‘moved from the multiple clamp in one opera-
tion, since they are all connected together
by means of the several carrier elements. I
have found that it is convenient to merely
loosen the end plate associated with the mul-

tiple clamp and thus release the clamping

pressure and then slide the strips longitu-

_ dinally of the members 17 until all of the lugs

14 of each strip are freed from the engag’el
ment of the grooves 17a. The individual

members may then be separated from the:

strips of which they form a part by cutting

“away the connecting lugs 16. This operation
may be accomplished either before or after -

‘the strips dre removed from the multiple
clamp’but no matter how: it is accomplished
it results in the formation of an individual
series of fastener members located on and
properly spaced along a carrier element.

1,800,835

The jaws of each member 14 may then be com-

pressed—i. e., moved toward each other for
the purpose of firmly gripping the carrier
element and thereby permanently securing
each member in place on the element.

. Various means may be employed for sep-
arating the individual members from the strip

70

formation and for clamping the members to

the carrier elements and both these opera-
tions may be accomplished while the mem-
bers 14 sre still in place in the multiple clamp.

%

For the purpose of this description it is, how-

ever, sufficient to say that the members 14
may be separated one from the other by -a
shearing operation, and that their jaws may
be compressed into clamping engagement
with the carrier element by suitably formed
pliers or similar pressure applying devices.

" It will be apparent that the operation of
shearing away the connecting lugs 16 be-
tween the members 14 of each strip may be
accomplished at any desired time with rela-
lation to the stringing of the members 14
on thecarrier elements. For example, it may
‘be found convenient to sever the individual

meémbers 14 from the strip formation while-

they are retained in the clamp and either be-
fore, after or during the operation of insert-
ing the carrier element into the recess aper-

tures 14e . of the individual members 14.

While I have illustrated and described the

80

86
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A -

~grooves 17¢g of the clamping members, it will -

be apparent that the primary function of
these grooves is to receive the lugs 14 and to
aid in positioning the individual members 14

16,

.in place in the clamp. From this it will be -

apparent that the clamping elements 17¢ may
be provided with depressions or lugs for aid-
ing the operation of positioning the various
strips or the various members 14 in the clamp.
‘It will also be apparent that a clamp such as

I have illustrated and described may be em-.

ployed for assembling and holding in position
a single series of the members 14, as illus-
“trated in Fig. 6. 'While such.a clamp would
not have all the advantages herein described,
in that it would not contribute to the multiple
- assembly operation, it would, however, sim-
Elify the procedure of assembling the mem-
ers 14 on, and accurately spacing them along
the carrier element.. ‘
It will also be apparent that the mode of
assembling' the members on the carrier ele-
ments makes it possible to provide a simple
form of so called “top stop” at the end of
the series of members on each carrier: strip.
-As'shown in Fig. 10, the top stop may consist
merely of two members 14 located immediate-

ly adjacent to_each other instead of being
spaced apart. It is apparent that such an as-

sembly of members on each carrier slement

10'»

1l

L3 1

12t

may be provided for by merely locating two

of the formed strips 15 of elements 14, adja-
cent to each other in the multiple clamp or

magazine. Thatisto say, the endmost spacer .

130
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0 associating the carrier element with the mem-

45

50

. enfold

55

60

I

" the tape.
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18 in the series of elements 17 and spacers 18,

may be of double width so as to provide a

nism and the reduction of the cost of produc-
tion. 'An added advantageis that the second

space, between two adjacent elements 17, for: operation above described may be accom-

receiving two of the formed or substantial-.

ly completed member strips 15. If desired,
the spacer may be of sufficient width to
receive three such member strips, and in this
way provide additional strength for the top
stop. ’ .

Jgs T have said, I consider the
of the carrier element here disclosed, and the
procedure employed in associating that car-
rier element with the members 14 an impor-
tant feature, since both contribute.to the su-
periority and cheapness of the interlocking
fastener produced. It will be noted that by
employing a single piece of tape folded over
a cord or cords as illustrated in Figs. 7, 9 and
10, I not only avoid the necessity of pre-
liminarily preparing the tape. for associa-

tion with the members 14, but I also obtain a -
strong structure, in that the tape isreinforced

by the cord or cords and is, in effect, of double

- strength, because it presents a double edge for

being secured to the material with which the
fastener is to be used. In addition,the double
edge simplifies the operation of securing the
fasteners to the material with which they are
to be used. .

For example, it is. unnecessary to hem or
selvage the edge of the material, since its
edge may merely be introduced between the
two edges or folds of the tape, and the tape
may then be secured to it by sewing or stitch-
ing -operation.. This final operation, of

‘course, makes the tape appear to be a single
tape, but, as noted, it encloses the unfinished .
‘of elements on a carrier which includes, . -

edge of the material. . , :
As has been pointed out, the operation of

bers 14 is quite simple. ‘The. tape may, in

effect, be laid across the base of each indi-:
“vidual member. 14 so that its center line cor-

responds with the position of the recess 144
of ‘the member. The cord -or cords 20 may
then be laid along the tape and then forced
through the recess 14 into the enlarged por-
tion of the recessed termed aperture 14e.
This will carry the tape into the aperture
and, in.effect, enfold the cord or cords within
It is, of course, apparent that the
tape ma%be preliminarily folded to partially

the cord or cords as shown in Fig. 7,
and, if this-is done, the operation of asso-
ciating the tape and cords with the members

- 14 is to that extent simplified.

‘While I have described the procedure em-

‘bodying my.invention as carried forward by

hand or by simple tools it will be apparent
that the procedure may be carried forward by
automatic mechanisms so cooperating. as to
minimize the amount o handling of the sep-
arate parts of the completed fastener strips,

“but that in any event, the simplicity of the
method outlined: insures ‘simplicity of mecha-

general form’

plished without the difficulty that would be
encountered if an attempt were made to grind
and/or buff a single member 14, and that

this operation may be accomplished so as:

to remove from the member strips all lubri-
cant or other foreign matter which ‘would
soil the fabric carrier elements. o

‘While I have described what I now con-

sider to be the preferred method of produc-
ing interlocking fasteners of the type here
illustrated, it will be apparent to those skilled
in the art that some or all of the steps here-
in described may be somewhat modified,
some may be omitted, and that some varia-
tion in the order of the steps here described,
may be made without departing from the
spirit and scope of my invention as defined
by the appended claims. R
" 'What I claim is: : :

s ,

70
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1. The method of assembling a plurality o

of elements on a carrier which includes,
grouping a plurality of strips of elements in
a transversely aligned relation with respect
to each other, and thence associating a car-

80

rier with an element of a plurality of strips . -

‘of the group.

2. The method ofvassembling a pluraﬁty

of elements upon a plurality of carriers

which includes, grouping a plurality of strips
of elements in a transversely spaced.and

aligned relation with respect to each other, . -

"and thence,associating a carrier with an ele-

oup.

ment of each strip of the ‘
ling & plurality

4y

3."The method of assem

grouping a plurality of unitary strips of ele-
ments in a transversely aligned relation with
respeet to each other, clamping the strips in
such relation, and subsequently, mounting

100

108 -

each element of a strip upon a carrier com- .

mon to an opposite element-of an adjacen
strip of the. group. - ‘
4. The method of assembling a plurality
of elements upon a plurality of carriers whic
includes, grouping a plurality of strips of-ele-
ments, transversely aligning the elements of
each strip of the group with the elements of

110

118

the other strips of the group, so that each

element will be part of a_transverse line of

elements, and thence, mounting elements of

a transverse line upon a carrier.

" 5. The method of assembling a plurality

. of elements upon a plurality of carriers which
includes, grouping a plurality of strips of

the elements

elements, transversely: a.lignin§l e elom
the elements

of each strip of the group wit

of the other strips of the group, so that each-

element will be part of a transverse line of
elements, and thence, mounting elements of a
transverse line upon a carrier, and finally,
severing the elements from their strips.

120
-

ase

6. The method of assembling a plurality
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of elements which includes, grouping a plu-
rality of strips of elements and aligning the
elements of a strip with the elements of other
strips of the group, and thence -while the

strips are grouped and aligned,.assembling -

the transversely aligned elements of the

© group as units.

10

15

7. The method- of assembling a pluralivtyl

of elements which includes, grouping a plu-

rality of strips of elements and aligning the

elements of a'strip with the elements of other
strips of the group, holding the strips in

‘such grouped and aligned relation while as-

sembling a transverse line of elements, and
subsequently, severing the assembled trans-
verse line of elements from adjacent elements

~ of the strips of the group.

- strips of the group, holding the strips in such -

8. The method of assembling & "plurality-

of elements which includes, grouping a plu-
rality of strips of elements and aligning the
elements of a strip with the elements of other

grouped and aligned relation while assem-
bling a transverse line of elements, releasing
the strips from a held relation, and severing
the elements of a strip from each other.

9. The method .of assembling a plurality

of elements which includes, grouping a plu--

rality of strips of elements and aligning the
elements of a strip with the elements of other
strips of the.group, holding the strips in such
grouped and aligned relation while assem-
bling a transverse line of elements into a unit,

- severing the assembled transverse line of ele-

ments from adjacent elements of the strips

-, -of the group, and releasing the strips from
" a held relation. - - 3

<0

10. The method of assembling fastener ele-
ments on carriers. which includes, grouping

a plurality of strips of the elements-in a.

spaced relationship' with respect to each
other, transyersely aligning each individual

“element of each strip of the group with indi-

vidual elements of the other strips of the

‘group for providing an aligned series of ele-
mments extending across the length line of

~ direction of the strips, associating a separate

- severing each element from adjacent elements

55

carrier element with each aligned series of
elements in the group, permanently securing
the elements to the associated carriers, and

of its strip. LT

11."The method of manufacturing assem-
blies which includes, forming a plurality of
elements in strip form, grouping a plurality
of the strips in a transverse relation with re-
spect to each other. and holding the strips in

. such relation while assembling the elements

“into.a plurality of transverse series.

12. The method of manufacturing assem-

blies which includes, forming a plurality of

- elements in strip form, grouping a plurality

65

of the strips in a'side-by-side relation with
respect to each other, and holding the strips

1,890,385

in such relation while transversely assem-

bling elements of the strips.

. 18. The method of manufacturing fas-
tener assemblies which includes, forming a
plurality of fastener elements in strip form,
grouping a plurality of the strips in a-side-
by-side and spaced relation with respect to

70

each other, holding the strips in such rela-

tion while assembling the strips into a trans-
verse series of elements. ) o
14. The method of manufacturing  fas-
tener assemblies which includes, forming a
plurality of fastener elements in strip-form,
rouping a plurality of the strips in a side-
y-side and spaced relation with respect to
each other; holding the strips in such rela-

on transversely extending carriers.

15. The meéthod of manufacturing fas-
tener assemblies which includes, fox;ming a
plurality -of elements in strip form, grouping
a plurality of the strips in a side-by-side and
spaced relation with respect to.each other,
applying a force for holding the strips in
such relation, mounting a transverse line of
elements taken across the group of strips
upon a carrier element, and subsequently, re-
leasing the force. ;

" 16. The method of manufactufing fas-
tener assemblies which includes, forming a
plurality of elements in strip form, grouping
a plurality of the strips in a transversely
aligned and spaced relation with respect to
each other, applying a force for holding the

-strips in such relation, mounting each trans-

verse line of elements taken across the group
of strips upon a carrier, severing each ele-
ment from "adjacent members of the strip,
and releasing the holding force.:

~17. The method of manufacturing fasten-

“ers which includes, simultaneously stamping

78
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. tion whle assembling elements of each strip. .

0
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and pressing out a strip of metal into a plu- .
rality of joined fastener elements, groupinga

plurality of strips of the joined elements in -
a side-by-side and aligned relationship with
respect to each other, holding the strips in
such relationship while assembling elements
of each strip on a transversely extending car-
rier. = ' ’ '
~18. The method of manufacturing fasten-

-ers which includes, forming a plurality of
. fastener elements with carrier-receiving-re- -

cesses therein while retaining the elements in

strip form, grouping a plurality of the strips
‘in a side-by-side ‘and transversely aligned 120

110 -
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‘relation with respect to each other, holding

the strips in such relation while inserting a - .

of strips, and rigidly securing the elements to -
the carrier.” ~, : :

19. The method of manufacturing fasten-
ers which includes, forming a plurality of -
fastener elements with carrier-receiving-re-
cesses therein while retaining the elements

7

. flexible carrier into the recesses of a trans- -
- verse line of elements taken across the group

125
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in strip form, groupin
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a plurality of the
strips in a side-by-side and transversely
aligned relation with respect to each other,
holding the strips in such relation while in-
serting a flexible carrier into the recesses of
a transverse line of elements taken across the
group of strips, rigidly securing the elements
to the carrier, and subsequently, severing
each element from adjacent elements of their-
strip. '

28 A method of producing interlocking
fasteners which includes, forming recessed
individual fastener elements while retaining

them in strip form, placing a plurality of -

formed strips in a laterally spaced relation-
ship with respect to each other, aligning each
strip of the group in a lateral direction, in-
serting a carrier_element in the form of a
cord-enclosing tape into the recess of an ele-
ment of each strip of the group with the edges

-of the tape projecting ﬁeyond the recesses,

severing each element from the strip of which

it forms a part, and finally distorting a por-

tion of each element to rigidly secure the ele- -

ments to their carrier. = - .

21. A method of producing interlocking
fasteners which includes, forming a plurality
of fastener elements with recesses therein

" while retaining them in strip form; grouping

a plurality of formed stripsin a transversely
spaced and aligned relationship with respect

- to each other, aligning each individual ele-

40

ment of the group of strips transversely with

7

ing each individual member of each strip
with respect to an individual member of an-
other strip for providing a plurality of series

-of transversely aligned elements, mounting

the elements of each series upon a separate
carrier, and finally, rigidly securing said ele-
ments to their carriers.. :

24. A plurality of A-shaped interconnected
fastener elements in strip form, the sides of
each element being spaced from the sides of
adjacent elements of the same strip, the feet
of each element being connected by a separa-
ble lug to the feet of adjacent elements. _

25." A plurality of A-shaped interconnected
fastener elements in strip form; the sides of
each element being spaced from the sides of

_adjacent elements and the bases of each ele-
‘ment being located along a common longitu-

dinal edge of the strip.
26. The method of assembling a plurality
of elements on a-carrier which includes, hold-
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ing a plurality of elements on a longitudinal -*.
line with respect to each other, grouping a

plurality of lines of elements in a transverse-
ly aligned relation with respect to.each other,

-and thence transversely associating a carrier

with an element of a
lines of the group.

plurality of longitudinal

In testimony whereof, I have hereunto sub-

scribed my name this 16th day of April, 1931.
FRANK E. NODINE.

respect to opposite elements of the other -

strips in. the group, and inserting a flexible
carrier into recesses of the aligned elements

_of the group of strips while said strips are

being held in the above mentioned relation-
ship, severing each member from the strip of

‘which it forms a part, and compressing jaws
of the recesses of each element to grip the-
.carrier associated therewith.

22. A method of producing interlocking -

- fasteners which includes, forming individual
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fastener elements with carrier-receiving-re- .

cesses while retaining them in strip form,
grouping a plurality of the strips in a spaced
relationship, transversely aligning the car-
rier-receiving-recesses of the individual ele-

ments with opposite elements of the group .

for providing a series of aligned elements in
the group, inserting a flexible carrier into the
recesses -of ‘the elements of each series of
aligned elements while the strips are so
%rouped and aligned, severing.each element

rom the strip of which it forms a part, and
finally, rigidly securing jaws of the recesses

of each element to the carrier associated’

therewith. . [

23. The method of producing fasteners
which includes, forming fastener elements
while retaining them in strip form, buffing
the so-formed strips, grouping a plurality of
the strips in a laterally spaced relationship
with respect to each other, transversely align-
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