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8 Claims.

‘My invention relates to a method and appara-
tus for treating slide fastener strips preferably
after two such strips are interlocked together.

It will be understood that by slide fastener strips.

I refer to strips comprising flexible fabric tapes
with fastener elements, sometimes called inter-
lock members, arranged in closely spaced rela-
tion on the edges of said tapes. Preferably my
apparatus and method are adapted for handling
two such strips together, sald strips being mated

or interengaged. For purposes of economy it is-

desirable to handle such fastener strips in con-
tinuous lengths and the interlocked members
are attached in groups along the strip, such
groups being of whatever length is desired for
a finished fastener with blank spaces between
the groups where the tapes may be cut in two
to form individual fastener lengths.

Various methods of applying coating materials
to the surfaces of the interlock members which
L re visible during the use of the fastener, have
been proposed. One method which has been
used to some extent is to spray the coating ma-
terial directly to the metal parts while protect-
ing the fabric strips along the sides of the mem-
bers by means of appropriate shields. Even in
this method it was difficult to keep the coating
material away from the beaded edges between
the fastener members. With the use of more
durable coating materials for metallic fasteners,
such as enamels, the flexible tapes between the
interlock members are unduly stifféned if any
of the coating material is applied to them.

According to my invention, the continuous slide
fastener strips are passed over a surface on which
has been deposited a film, such surface being
preferably the cylindrical surface of a roller.
The film strip on such surfaces is preferably of
the same width as the over-all width of the in-
terlocked members.

‘While my improved method and apparatus are
intended particularly for the application of
enamel to the exposed surfaces of metal interlock
members, it may be ‘used also for application of
color dyes to the visible surfaces of pyroxylin
fastener members and the like. It can also be
used, of course, for the application of all kinds
of lacquers to the surfaces of interlock members
of slide fasteners whether they are made of me-
tallic or non-metallic material.

The general objects and nature of my inven-
tion will now be apparent. One of the more
specific objects is to provide an improved doctor
blade for distributing the film of material in such
a way that it will have an increased thickness

(CL 91-51) - .

at the center and at the extreme-edges in order
that adequate material may be deposited on the
sloping ends of tlié interlock members.

In the accompanying drawings, I have shown
for purposes of :illustration, one embodiment
which my invention may assume in practice. In
these drawings: .

Pig. 118 a schema.t.lc vicw ‘fllustrating the
method;

Fig. 2 Is a plan view of thie' end or the doctor
blade;

Fig. 3 illustrates the application of the film of
material to the exposed surfaces of the interlock
members;

Fig. 4 is a side view of one form of apparatus
made in accordance with my invention;

Fig. 5 is a cross-section on line 535 of Fig. 4;

Pig. 6 is'a cross-section on line 6—8§ of Fig. 4;
and

Fig. Tis a plan view of the fastener strip in
the guide.

The fastener strips comprise flexible tapes 1,
8 having beaded ‘edges to which are attached
rows of interlock’ members 9, 10. The interlock
members are arranged in closely spaced relation
and the ones on the strip 7 are interlocked with
those on strip 8. The blank spaces {f on the
tapes divide the fastener members into groups
of any desired length.

" As shown in Fig. 3, the attached ends of the
interlock members may have rounded or sloping
corners 12, while the opposite ends which are
intermeshed together also have sloping corners
t3. This presents a condition which makes it
difficult to apply-“an even coating.

The coating apparatus comprises any suitable
base (4, which is hollowed out to contain the
coating material. A roller 15 is journalled at
i§ on said base, and a cover 17 is placed over
the base to form'a housing for the roller. On
the base 14 there is a boss 18 which supports a
doctor blade 19 adjustable inwardly and out-
wardly by means of the screw 20. The inner
end of the doctor blade is shown in Figs. 1 and 2.
It has side extension$ 21 which are for the pur-
pose of scraping the material from the sides
of the roller. It also has an edge 22 in contact
with the knurled surface 23 of the roller, for
scraping off all excess material to leave a film of
uniform thickness.  Notches 24, 25 are arranged
to leave an excess of material, designated at 26,
271 respectively, along the edges of the film strip.
It will be observed that the sides of the doctor
blade 28 beyond the notches 24, 25, are in close
contact with the surface of the roller so as to
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clean that portion of the surface as thoroughly
as possible. In some cases, this portion of the
doctor blade and roller may be omitted if the
roller has exactly the same width as- the strip
formed by the interlocked fastener members.

There is also a centrally disposed notch 29
which in some cases may be larger than the side
notches to provide a deposit 30 in the center
of the film, of increased thickness. The central
thick portion of the film insures more uniform
coating of the rather uneven and beveled sur-
faces at the interlocking ends of the fastener
members while -the portions 25 and 27 of the
film insure an even deposit of the film on the
extreme corners of the members. In using
enamel en metal elements, the material partly
covers the extreme end surfaces of the fastener
members. However, it is more or less immate-
rial whether the extreme end surfaces are cov-
ered with the coating material because they are
hardly. visible in the finished application of the
slide fastener. It is sufficient if the side surfaces
be covered to the extreme corners.

The fastener strips pass over a suitable guide
31 leading to the cylindrical surface of the roller
15. The housing has an opening 32 at the top,
and the interlock members pass through this
opening directly over the roller 15, and in con-
tact with the film on the roller. At the same
time the flexible tapes are kept out of contact
with the roller and film, the sides of said strips
being supported by the sides of the guide 3I.

The fastener strips are held in contact with
the guide and roller, and are maintained at all
times in a straight flat condition while passing
over the guide, by means of a belt 33 which is
preferably made of a suitable rubber composi-
tion. This belt passes over pulleys 34, 35 and
idler pulley 36. If serves to propel the fastener
strip along the guide and to carry it to the dis-
charge chute 31. The roller {5 can be connected
to the same source of power as the pulley 35,
by a suitable chain and sprocket 38.

While I have shown and described in this ap- -

plication, one embodiment which my invention
may assume in practice, it will be understood
that this embodiment is merely for the purposes
of illustration and desecription, and that other
forms may be devised within the scope of my
invention as defined in the appended claims.

What I claim as my invention is: ‘

1. The process of treating slide fastener strips
of the kind comprising flexible tapes and inter-
lock members attached in closely spaced relation
to the edges of said tapes, which consists of ap-
plying a film of liquid material to a rigid surface,
placing the fastener strips over said surface with
the surfaces of said interlock members which
are visible during use of the fastener in contact
with the film, while supporting said flexible
tapes out of contact with said film, and remov-
ing said fastener strips from said surface.

2. The process of treating slide fastener strips
of the kind comprising flexible tapes and inter-
lock members attached in closely spaced rela-
tion to the edges of said tapes, which consists
of applying a film of liquid coating material to a
rigid surface, placing the fastener strips over
said. surface with the surfaces of said interlock
members which are visible during use of the fas-
tener in contact with the film, while supporting
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said-flexible tapes out of contact with said film,
removing said fastener strips from said surface,
and hardening said applied film of coating ma-
terial on sald surfaces while said flexible tapes
are maintained out of contact with said film.

3. The method of treating slide fastener strips
of the kind comprising two fabric tapes and in-
terlock members attached in closely spaced and
staggered relation to.one another on the op-
posite edges of said tapes, said interlock mem-
bers being interengaged, which consists of pro-
ducing a continuous film of liquid material on
the surface of an applying element, said fAlm
having substantially the same width as the
over-all width of said interlock members, and
placing said interlock members in contact with
said film while keeping said fabric fapes out of
contact with said film whereby a film of said
material is applied across the width of said
series of interlock members.

4. The process of treating slide fastener strips
as defined in claim 3, wherein said film is of ex-
cess thickness in the central portion which comes

“in contact with the intermeshed ends of the in-

terlocked members.

5. The process of treating slide fastener strips
as.defined in claim 3, wherein said film is of
increased thickness in the central portion, which
contacts with the intermeshed ends of the in-
terlock members, and also increased thickness
along its edges which contact with the opposite
ends of the interlock members. . 3

6. The process of treating slide fastener strips
of the kind having flexible tapes and interlock

members attached in closely spaced relation to :

the edges of said tapes, which consists in de-
positing a film on the cylindrical surface of a
roller, gulding said fastener strips over -said
roller so that the surfaces of said interlock mem-
bers on one side come in contact with the film
while the flexible tapes are kept out of contact
with said film. .

7. Apparatus for treating slide fastener strips
of the kind comprising fabric tapes, interlock
members attached to the opposite edges of said
tapes, -said interlock members being interen-
gaged to form a strip of uniform width, compris-
ing a cylindrical roller, means for applying to
the cylindrical surface of said roller a film whose
width is equal to the approximate width of said
interlock members, means for guiding a continu-
ous fastener strip tangent to said roller with the
exposed surfaces of said interlock members in
contact with said film, and means for keeping
said tapes out of contact with said film.

8. Apparatus for treating slide fastener strips
of the kind having interlock members secured
to flexible tapes in closely spaced relation, com-
prising a roller supported in a vessel of liquid
coating material, means for rotating said roller,
a doctor blade mounted adjacent said roller hav-
ing means for removing the liquid material from
the sides of said roller, and having notches for
distributing said material uniformly with an in-
creased thickness at the center and at the ex-
treme edges, means for guiding a fastener strip
tangent to said roller in ¢ontact with said coat-
ing material, and means for keeping said flexi-

- ble tapes out of contact with said coating ma-

terial.
WILIIAM J. REUTER.
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