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This invention relates to slide fasteners and 
has more particular reference to an improvement 
in stringer tapes therefore and to a method of 
producing the same. 

In this art, each slide fastener includes a pair 
of mating stringer, tapes usually made up of 
lengths of textile material which are woven, 
braided or otherwise produced and each of which 
tapes has one edge portion of greater thickness 
than the main body of the tape, said thicker edge 
portion being variously produced either by weav 
ing or by applying and securing thereto a cord, 
bead or other equivalent edging so as to afford 
the necessary thickness for the proper attach 
ment of the interlocking metallic elements of the 
fastener to the tape. Heretofore, it has been the 
usual practice to produce the pairs of stringer 
tapes as separate or individual lengths of strip 
materia which is dyed and to one edge of which 
the edging is secured by a form of chainstitching : 
after which the interlocking metallic fastener ele 
ments are applied, the strips being then cut into 
the desired lengths and the lengths of strips 
assembled together with the slide member to 
produce the finished slide fastener device. 

In contradistinction to this mode of produc 
tion, the present invention comprehends the pro 
duction of woven strip material for slide fastener 
stringer tapes which embodies the weaving of 
said strip in a novel manner so that the same 
is of such a width as to make provision for a pair 
of stringer tape defining areas lying side-by-side 
in closely spaced relation joined by longitudi 
nally spaced groups of weft or filling threads. 
In this manner of weaving the strip, the remote 3. 
or outermost edges of the tapes have a full selvage 
edge while the inner connected edges are only 
partially selvaged. The woven strip of material 
thus produced is then dyed and Subsequently fed 
through a suitable double needle sewing machine 
for applying and securing the bead forming edg 
ing simultaneously to the inner edges of the 
stringer tape defining areas, which are severed 
or cut apart either as they approach the needles 
or after they leave the machine. Obviously when 
the edging is thus applied it serves as a binding 
for the partially selvaged inner edges while pro 
viding a pair of matched stringer tapes which are 
identical as to color and shade. 
From the foregoing it is apparent that in addi 

tion to producing stringer tapes for slide fas 
teners which match exactly as to color and shade, 
an increase in production is attained both in the 
weaving of the tape and in the application of 
the beaded edging thereto. . 
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With the above recited and other objects in 
view, the invention is set forth in greater detail 
in the following specification, particularly point 
ed out in the appended claims and illustrated 
in the accompanying drawing, in which: Fig. 1 is an enlarged diagrammatic view of a 
woven strip of material from which stringer tapes 
are produced. Fig. 2 is a diagrammatic plan view illustrating 
the method of applying the edging to a strip of 
stringer tape forming material woven in accord 
ance with the invention. Fig. 3 is a similar view illustrating a modifica 
tion of the method of applying the edging to the 
strip. Fig. 4 is a diagrammatic view illustrating the 
method of severing and applying the interengage 
able fastener elements to the stringer tape form 
ing strip. Fig. 5 is an enlarged diagrammatic cross Sec 
tional view through the stringer tape forming 
strip with the edging stitched thereto. 

Fig. 6 is a similar view illustrating a stringer 
tape forming strip having a woven edging show 
ing a modification of the invention. 

Referring to the drawing and particularly to 
the strip of woven textile fabric. A diagram 
matically shown in Fig. with the threads there 
of spaced apart for the sake of clearness, the said 
strip includes . longitudinally extending warp 
threads designated generally by the reference 
characters B and a weft or filling thread C, the 
leads of which extend transversely of and are 
interwoven with the warp threads B. As shown, 
the warp threads B are arranged as a pair of 
coextensive groups D and E which are slightly 
Spaced apart laterally of the strip so as to pro 
vide a space to throughout the length of the strip 
at the center thereof and which space is defined 
between the innermost warp threads of the 
groups D and E, the outer edges of the strip A 
being bounded by the outermost marginal threads 
A2, between which lie the intermediate threads 
3 of each group. - 
In weaving the strip A, the weft thread C is 

shot completely across the warp, around the 
outermost warp threads 2 and back thereacross 
a predetermined number of times, three shots 
having been taken as shown by way of illustra 
tion, although it is to be understood that any 
desired number may be utilized within the scope 
of the invention. After the selected number of 
threads have been laid, the weft thread C is 
then shot partially across the warp from the 
Outermost thread 2 of one group D and around 
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the innermost adjacent warp thread or the 
innermost thread of said group D, the weft 
thread lead being then brought back and around 
the outermost warp thread 2 of the group D. 
The weft thread C is then shot completely across 
the warp and around the outermost thread 2 
of the other group E, thence back and complete 
ly across all of the warp threads and around 
the outermost warp thread 2 of group D and 
then back and around the Outermost Warp 
thread 2 of group E. The next shot of the weft 
thread C is carried only partially across the warp 
to and around the innermost warp thread of 
group E thence back to the warp thread 2 of 
group E, thus completing a weaving cycle which 
is repeated throughout the length of the strip. 
The strip of textile fabric. A thus produced, 

includes a pair of longitudinally extending 
groups of warp threads D and E which are spaced 
apart laterally at the center of the strip with 
a weft thread which is so interwoven with the 
warp threads as to provide groups of leads F. 
which extend completely across all of the warp 
threads and across the space to and around the 
outermost or marginal warp threads f2 at the 
opposite sides of the strip, thus providing the 
strip with completely selvaged outer edges. 
This, combined with the weft thread leads G 
extending only partially across the width of the 
strip A alternately from the opposite side edges 
thereof, provides a woven strip of material hav 
ing a pair of slide fastener Stringer tape defin 
ing areas lying in side-by-side closely spaced re 
lation joined by the longitudinally spaced 
groups of weft thread leads F which are adapted 
to be subsequently severed to provide a pair of 
mating stringer tapes. The Strip A, thus pro 
duced, is designed to be dyed so that the mating 
stringer tape defining areas will match exactly 
as to color and shade. 
The manner of utilizing the strip thus pro 

duced for the manufacture of slide fastener 
stringer tapes and the ultimate production of 
slide fasteners may vary but several preferred 
methods are disclosed herein, one of which con 
sists in first dyeing the strip, then severing the 
same as it is fed into a double needle sewing ma 
chine which applies and secures bead forming 
edgings H to the inner edges of the stringer tape 
defining areas of the strip A. In lieu of Severing 
the groups of connecting weft thread leads F 
as the strip A is fed into or enters the sewing 
machine, the said groups of connecting weft 
thread leads may be severed as they emerge from 
the machine after the stitching operation. This 
method presupposes that the bead forming edg 
ing H has been previously dyed and is matched 
as closely as possible with the strip A with ref 
erence to the color and shade thereof. It should 
be here noted that the bead forming edging H. 
which is preferably applied and secured to the 
inner edges of the stringer tape defining areas 
constitutes a means for binding said edges which 
are only partially selvaged, thereby precluding 
the tendency of Said edges to ravel. 

Obviously, under this method, after the bead 
ed edging H has been applied and the strip A 
Severed into a pair of nating stringer tapes, the 
pair should be kept together until the interlock 
ing fastener elements are applied, the tapes cut 
into lengths and the slides associated therewith 
to produce the finished slide fasteners. 
As an alternative to the foregoing method, it 

is also proposed to apply the undyed bead form 
ing edging H to the undyed strip A. by running 

the same through a double needle sewing ma 
chine and then dyeing the assemblage. So that 
the strip and its beaded edging match perfectly 
as to color and shade. In this instance, the strip 
A is not longitudinally severed until the time it 
is fed into the machine for applying the fastener 
elements thereto, thus insuring slide fastening 
devices provided with stringer tapes which are 
perfectly matched as to color and shade. 
As shown in Fig. 2 of the drawing, the strip A 

WOven in accordance with the invention as shown 
in Fig. 1, is fed through a double needle sew 
ing machine together with the edging H. As 
illustrated in full lines a rotary cutter J severs 
the connecting weft threads F as the strip en 
ters the machine and the needles K and L stitch 
the edging H to the inner edges of the tape de 
fining areas D and E by lines of stitching M. It 
is of course apparent that in lieu of severing the 
connecting weft threads F as the strip enters 
the machine, said connecting weft threads may 
be severed after the stitching of the edging 
thereto and as the strip is fed from the machine, 
the rotary cutter being shown in broken lines 
by the reference character N. 
As an alternate method of producing slide fas 

teners, the woven strip of material A may be fed 
to the Sewing machine as illustrated in Fig. 3 
of the drawing, together with the edging H, the 
strip A and the edging being undyed. The un 
dyed strip A together with the undyed edging 
are then dyed simultaneously to obtain a perfect 
match and the assemblage is then fed through 
a machine P for applying the interengageable 
metallic fastening elements Q, to the tape defin 
ing areas D and E, it being understood that the 
groups of connecting weft threads F will be sev. 
ered by a rotary cutter R, as the strip enters the 
machine P. 

de What is claimed is: 
1. The method of producing a pair of mating 

slide fastener stringer tapes which consists in 
forming a strip of textile fabric so as to provide 
a pair of stringer tape defining areas disposed 
in side-by-side closely spaced relation connected 
together by longitudinally spaced groups of weft 
thread leads which extend completely across the 
strip in bridging relation to the space therebe 
tween, simultaneously securing an edging to the 
inner edge of each tape defining area, and then 
severing the connecting groups of weft thread 
leads where they bridge the space between the 
stringer tape defining areas. 

2. The method of producing a pair of mating 
slide fastener stringer tapes which consists in 
forming a strip of textile fabric to provide a pair 
of stringer tape defining areas disposed in side 
by-side closely spaced relation connected together 
by longitudinally spaced groups of weft thread 
leads which extend completely across the strip in 
bridging relation to the space therebetween, si 
multaneously securing an edging to the inner 
edge of each tape defining area and then sever 
ing the connecting groups of weft thread leads 
which bridge the space between the stringer tape 
defining area.S. 

3. The method of producing a pair of mating 
slide fastener stringer tapes which consists in 
forming a strip of textile fabric to provide a pair 
of stringer tape defining areas disposed in closely 
spaced side-by-side relation connected together 
by longitudinally spaced groups of weft thread 
leads which extend completely across the strip in 
bridging relation to the space therebetween and 
having at the inner edge of each tape defining 
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area an edge portion of greater thickness than 
the remainder of said area, dyeing the said strip 
and then severing the same before applying the 
interengageable fastening elements to the thicker 
inner edges of the tapes thus, produced. 

4. In a method of producing slide fasteners, 
weaving a strip of textile fabric to provide a pair 
of stringer tape defining areas disposed in side 
by-side closely spaced relation connected together 
by longitudinally spaced groups of weft thread 
leads which extend completely across the strip in 

3. 
bridging relation to the space therebetween, si 
multaneously securing an edging to the inner 
edge of each tape defining area, dyeing the strip 

O 

with the edging applied thereto, Severing the con 
necting groups of weft thread leads where they 
bridge the space between the stringer tape defin 
ing areas and then applying interengageable fas 
tening elements to the inner edges of the tapes 
thus produced. 
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