
2,823,388 R. I. PRUPS ETAL Feb. 18, 1958 
SLIDE FASTENERS 

4. Sheets-Sheet Filed May 1, 1954 

AAAs. Zarakata 2 
S. 2 AEATZZ EAZAAX7 AZAZAAAAACAAAaaZAAEZ 

ta seafa AAAAAAAAAAAAA 

FIG.4 

INVENTORS 
Robert . PRUP's ANo 
Aer AAs-oVeR 

BY 

Attorien's 

  

  

  

    

  

  



2,823,388 R. I. PRUPIS ETAL Feb. 18, 1958 
SLIDE FASTENERS 

4. Sheets-Sheet 2 Filed May 11, 1954 

INVENTORS 
Roeert . PRUP's Ano 
ALaRT As-OVER 

BY 

Atterneys 

  



Feb. 18, 1958 R. I. PRUPS ETAL 2,823,388 
SLIDE FASTENERS 

Filed May ll, 1954 4. Sheets-Sheet 3 

so 
s21234x1242-24cAAAAYZYZYZ 

ZaAZR224 gé all .. 7 NayaaavaaZN A4A1A-A 2 al Ya A34 ZCaZ27.727272 

ZAZAZAZZZZAZZZA72227A767213 

fe 2N ?ts1 Zsa Zaza-AAZAZYAzaaS avayyavara aV2VVava Vavas 

INVENTORS 
Roser . PRUPS ane 
Alaert aaSOver 

BY 

( ATORNYS 

  

  



Feb. 18, 1958 R. I. PRUPS ETAL 2,823,388 
SLIDE FASTENERS 

Filed May ll. 954 4. Sheets-Sheet 4 

2. % 

&S 
& (194é 

eaaSag3D 

A 6 

io 

R 5. S&W) 2 ses INVENTORS 
Y. S. BY 

Aoteaeys 

  

  

  

  

  

  

  

  

  

  

    

  



2,823,388 United States Patent Office Patented Feb. 18, 1958 
i 

2,823,388 
SLIDE FASTENERS 

Robert I. Prupis, West Orange, and Albert Bashover, 
Livingston, N.J., assignors to Commar Products Cor 
poration, Newark, N.J., a corporation of New Jersey 

Application May 11, 1954, Serial No. 428,902 
2 Claims. (C. 2-234) 

This invention relates to the application of slide fasten 
ers to garment closures. 
One of the methods commonly employed in applying 

slide fasteners to garments having closures, such as fly 
fronts in trousers, is shown in U. S. Letters Patent to 
Markin Number 2,155,795, granted April 25, 1939. The 
garment manufacturer purchases pre-cut or individual 
slide fasteners, with the sliders separate or off the 
stringers. The slide fasteners each comprise a pair of 
stringers of standard length, the fastener elements of 
which are interlocked or meshed. The stringers are 
stripped apart, one stringer being sewn to an inner fly 
strip and the second stringer being sewn to an outer fly 
strip. A pair of the fly strips with attached stringers are 
then sewn to the left and right halves of the trousers, 
after which a slider is attached to the stringers to mesh 
the elements. The lower ends of the stringers are then 
stapled, or otherwise connected together. 

This method has a number of limitations and disad 
vantages. The garment manufacturer has to keep a 
large stock of slide fasteners on hand to meet his needs. : 
It is the standard practice of slide fastener manufacturers 
to produce fasteners in lengths having one-half inch 
multiples; that is, seven inches, seven and one-half inches, 
eight inches, etc. 
ready for variance in length of the fly fronts from lot 
to lot and therefore must stock many lengths. More 
over, many trouser fly fronts require slide fasteners hav 
ing lengths to tolerance as close as one-eighth or even 
one-sixteenth of an inch. In such case the purchased 
slide fasteners must be cut down to the exact length re 
quired. This is time consuming, involves additional la 
bor, and is costly. 

Because of the foregoing it has been suggested that 
instead of attaching a pre-cut stringer to a fly strip, a 
continuous or substantially endless length of slide fasten 
er stringer or chain ("chain' is used to refer to a pair 
of meshed or interlocked stringers) be attached or sewn 
to a series of similar fly strips. The fly strips could be 
arranged end to end in substantially abutting relationship 
as they are fed into the sewing machine, so that the 
continuous length of stringer or chain would connect the 
fly strips together. The continuous length of stringer 
or chain could be cut transversely between adjacent strips 
so that each fly strip would have its own appropriate 
length of stringer attached thereto. Only the required 
length of stringer for a particular length of fly strip 
would have to be used. It no longer would be neces 
sary for the garment manufacturer to stock the many 
different standard pre-cut lengths of fasteners. Further 
more, the additional labor required to shorten a standard 
length of fastener to the exact length required would be 
no longer necessary. 

However, the problem is not so easily solved, because: 
there is a need for tape ends devoid of fastener elements.. 
With separate stringers sewn to fly strips as first described 
above, each stringer is provided with a tape end, that is 
to say, a section of the stringer opposite the bottom por 
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tion of a fly strip is devoid of fastener elements. The 
need for this arises from the practice of stitching across 
the bottoms of the fly strips when the strips are sewn to 
the trouser front halves. If the lowermost fastener ele 
ments were directly sewn down to the trouser fronts, the 
slider could not be added to the stringers in a subsequent 
operation. Heretofore, tape ends have been provided by 
"gap spacing” the stringer as it is made on the "scoop 
machine' in the slide fastener manufacturing process. 
Now when using continuous stringer or chain as pro 

posed, instead of using individual pre-cut stringers, there 
are no tape ends devoid of fastener elements, and the 
proposal therefore has not been found useable in the 
industry. Indeed, the proposed process is completely. 
unworkable and worthless without tape ends. 

in accordance with our invention, tape ends are pro 
vided by removing a group of fastener elements from 
the gap-less stringer or chain after the stringer or chain in 
continuous length form has been sewn to the fly strips. 
Preferably, the formation of the tape ends is accom 
plished by a simple cutting or chopping operation through 
the tape near the edge to which the fastener elements are 
secured. We have provided a simple but effective means 
for removing fastener elements to provide the tape ends. 
Preferably, the means for removing the segment of fas 
tener elements is also combined with means for simul 
taneously cutting the continuous stringer or chain across 
its entire width, in order to form a fly strip having an 
appropriate length of attached stringer with a desired 
length of tape end. 
To accomplish the foregoing objects, and other ob 

jects which will hereinafter appear, our invention resides 
in the novel method and means for providing slide fas 
tener closures for garments as are hereinafter more par 
ticularly described in the following specification, and 
sought to be defined in the claims. The specification is 
accompanied by drawings in which: 

Figs. 1, 2 and 3 are plan views illustrating steps in a 
method for providing a plurality of outer fly strips with 
appropriate lengths of attached stringer from a continu 
ous or substantially endless length of stringer; 

Fig. 4 is a greatly enlarged cross-section taken ap 
proximately in the plane of line 4-4 of Fig. 2; 

Fig. 5 is a plan view of a finished fly strip having a 
stringer of appropriate length sewn thereto, said stringer 
being provided with a tape end; 

Figs. 6 and 7 illustrate the steps in the method for 
providing inner fly strips with appropriate lengths of at 
tached stringer and tape ends from a continuous length 
of stringer; 

Figs. 8 and 9 show another form of the invention, 
wherein the fly strips are provided with appropriate lengths 
of stringer from continuous chain, that is, a meshed pair 
of stringers; 

Fig. 10 is a plan view of an outer fly strip having an 
appropriate length of stringer sewn thereto in accordance 
with the method illustrated in Figs. 8 and 9, the second 
stringer having been prepared for attachment to an inner 
fly strip; 

Fig. 11 is a perspective view showig still another form 
of the invention wherein both the inner and outer fly strips 
have stringers attached thereto from continuous chain; 

Fig. 12 is a greatly enlarged cross-section taken ap 
proximately in the plane of line 12-2 of Fig. 11; 

Fig. 13 is a view similar to Fig. 12 showing how tape 
ends are provided for the stringers attached to the fly 
strips; 

Fig. 14 is a plan view of both the inner and outer fly 
strips having attached thereto appropriate length stringers 
with tape ends, resulting from the method illustrated in 
Figs. 11, 12 and 13; 

Fig. 15 is a perspective view of a device for providing 
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in Fig. 10, whereupon the stringer S" may be sewn to an 
opposite or inner fly strip. If desired, the stringer S. 
may be left in meshing engagement with the sewn stringer 
S, and in this condition the stringer S of the assembly 
may be sewn to the inner fly strip. The meshed stringers 
are stripped apart preparatory to sewing the stringer 
bearing fly strips to the trouser front halves. This latter 
variation possesses the advantage of keeping correspond 
ing work pieces together during most of the stages of 
processing prior to sewing the stringer-bearing fly strips 
to the trouser front halves. 

Still another form of the invention is shown in Figs. 
11, 12 and 13. A continuous length of chain compris 
ing a pair of stringers S and S' having their fastener ele 
ments 54 and 54 in meshing engagement is sewn to a 
series of both inner and outer fly strips before the chain 
is cut between strips. The stringer S is attached to a 
series of fly strips, as by means of a line or lines of stitch 
ing 56 passing through the stringer's tape 58. The fly 
strips may be the outer fly strips, designated Fo, Fo', etc. 
(just as in the case of Fig. 8). The chain-connected 
series of outer fly strips is then fed into a sewing ma 
chine over the inner fly strips, designed Fi, Fl. etc. 
As illustrated in Fig. 11, the inner fly strips are fed into 
the sewing machine in abutting end to end relation, the 
top 60 of one strip immediately adjacent the bottom 62 
of the preceding strip. Also, the top and bottom edges 
60 and 62 of each inner fly strip are aligned with the 
top and bottom edges, 64 and 66, of the outer fly strips 
so that one pair of outer and inner strips are sewn to the 
same section of the continuous chain. In sewing the 
endless meshed stringer S' to the inner fly strips Fi, Fi', 
etc., the outer fly strips are individually folded back out 
of the path of the machine's needle as the work passes 
beneath the presser foot of the sewing machine, so that 
the line of stitching 56' will not also pass through the 
overlying outer fly strips. The resulting product con 
sists of a series of outer fly strips sewn to the chain's 
stringer S and a series of inner fly strips sewn to the 
chain's stringer S, with the stringers of the chain in 
meshing engagement, and with each corresponding pair of 
inner and outer fly strips attached to the same section of 
the continuous chain. 

Referring now to Fig. 19, we there show a sewing ma 
chine modified to fold back the outer fly strip as the work 
passes beneath the presser foot and needle, as above de 
scribed. The sewing machine may be generally conven 
tional including the usual presser foot 150 carried by a 
post 152, and a needle 154 carried by a needle bar 156, 
all at the end 158 of a typical sewing machine arm, not 
shown. In accordance with our invention a deflector or 
plow 160 is shaped to overlie the stringer S and fly F1 at 
a point ahead of the presser foot 150. The deflector 
then curves upward and outward to raise and move aside 
the free edge 162 of the fly Fo. The stringer Sremains 
meshed with the stringer S and lies flat over the bed of 
the sewing machine. The upper end of the deflector 160 
is secured to the post 152 as indicated at 164. In effect 
it forms a part of a presser foot assembly. This has 
the advantage that when the presser foot is raised pre 
paratory to starting new material in the sewing machine, 
the deflector 160 is simultaneously raised. 

In the preferred form of the invention, the outer and 
inner fly strips are provided with tape. ends by removing 
a segment of fastener elements adjacent the bottom por 
tions of each pair of fly strips while the fastener elements 
are in interlocking or meshing engagement. This may 
be accomplished, as shown in Fig. 13, by first folding 
back the portions of fly strips which overlie and underlie 
the fastener elements at those areas where it is desired 
to provide the tape ends, and then cutting the tapes 58 
and 58' longitudinally along the lines 68 and 68' and 
transversely across the chain between the lines 68 and 
68, the transverse cuts being spaced apart a distance 
equal to the length of tape ends desired. In other words 
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6 
a segment like the segment 50 in Fig. 9 is punched out, 
both flies being folded outward to leave only the meshed 
chain at the center during the punching step. The mech 
anism of Figs. 15-18 preferably is employed, the punch 
ing operation being accompanied by a simultaneous sever 
ance of the chain across its entire width between the suc 
cessive pairs of fly strips. The fastener elements are 
then disengaged or unmeshed, whereupon the outer and 
inner fly strips are provided with appropriate lengths of 
attached stringers having tape ends 70 and 70', as shown 
in Fig. 14. 

It will be understood, of course, that whether the outer 
or inner fly strips are first attached to a continuous 
stringer is a matter of choice. If one series of similar 
fly strips is attached to one stringer, the other and oppo 
site series of fly strips is attached to the other stringer. 

Figs. 15 to 18 show the mechanism used in the methods 
of Figs. 8 to 14. This is designed to remove a segment 
of meshed fastener elements from a continuous length 
of chain and to simultaneously sever the chain across its. 
entire width. 
As shown in Fig. 16, a stationary die 72 is provided 

with a pair of spaced parallel cutting edges 74 and 76. 
The cutting edges 74 and 76 are spaced apart a distance 
slightly greater than the width of the meshed fastener. 
elements in the chain being processed. A cutting edge. 
78 is provided between and connecting the cutting edges 
74 and 76. They are preferably at right angles. A 
fourth cutting edge 80 is provided between the cutting 
edges. 74 and 76 and substantially parallel to the cutting 
edge 78. The distance between the cutting edges 78 and 
80 is substantially equal to the length of the tape and 
desired, a common dimension being three-fourths of an 
inch. The cutting edges 74, 76, 78 and 80 are all in 
the same horizontal plane. 
When it is desired to sever the chain transversely across 

its entire width simultaneously with the removal of fasten 
er elements, the die is formed with additional cutting 
edges 82 and 84 extending laterally on each side of the: 
cutting edge 80 and in the same horizontal plane. The 
total length of the cutting edge portions 82, 80 and 84 
is slightly greater than the width of the chain, (that is, 
the two stringers as meshed). The die block 72 is pro 
vided with an aperture 86 leading from the cutting edges 
74, 76, 78 and 80 down through the die block to facilitate 
the disposal of the successive segments being removed 
from the chain. To simplify the grinding of the die: 
block 72, which is set in an opening 88 of a plate 90, 
the die block preferably is made in two halves, the split 
line being indicated at 92, 92. 
A pair of work locating members or blades 94 and 96 

(Fig. 17) are provided, one on each side of the cutting 
edges 74. and 76, respectively. The locating blades 94. 
and 96 extend lengthwise of, and parallel to the cutting 
edges 74 and 76. The blades are resiliently mounted on: 
the die blocks to engage, hold and properly position the 
fastener elements which are to be removed from the con 
tinuous length of slide fastener. 
The blade 94 is in the form of a small plate thickened: 

at its lower end to provide an abutment 98 on its under 
side adapted to engage a shoulder 100 formed on the die. 
block. Similarly, the blade 96 is formed with an abut 
ment 102 adapted to engage a shoulder 184 on the other 
side of the die block. The blade 94 is provided with 
a lateral extension on each side, which may take the form 
of a rod 106 secured to its outer face, as by welding. The 
extensions or rod 106 is substantially parallel to the cut 
ting edge 74. The locating blade 96 is likewise pro 
vided with an extension providing member 108. The 
members 166 and 08 each may be provided with aper 
tures near their ends to receive the ends of a pair of 
connecting springs 110 and 112. The springs urge the 
abutments 98 and 102 into engagement with the shoulders 
100 and 104, respectively, as shown in Figs. 16 and 17, 
because the outside walls of the die slope toward one 




