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1. 

This invention relates to the formation of War 
ious kinds of end stops on the ends of the 
stringers of separable fasteners to limit or check 
movement of a sider on the Stringers. More 
particularly, the invention deals with the method 
of forming end stops on fastener stringers to in 
sure proper positioning and a linement of the 
stops on the beaded edge of the stringers, and 
further to provide cast-on end stops having 
means for keying the same against shifting move 
ment longitudinally of the stringer tapes. The 
novel features of the invention will be best un 
derstood from the following description when 
taken together with the accompanying drawing, 
in Which certain embodiments of the invention 
are disciosed, and in Which the separate parts are 
designated by suitable reference characters in 
each of the views; and in which: 

Fig. 1 is a plan View of What is commonly 
termed a box and pin end stop coupling showing 
One adaptation of the invention. 

Fig. 2 is a plan view of the pin portion of the 
stop shown in Fig. 1. detached. 

Fig. 3 is a partial section on the line 3-3 of 
Fig. 2 on an enlarged scale. 

Fig. 4 is a diagrammatic sectional view show 
ing the dies employed in forming stops of the 
kind under consideration; and 

Fig. 5 is a perspective view of another form of 
end stop showing another adaptation of the in 
vention. 

In the construction of fasteners of the kind un 
der consideration, and particularly in the mount 
ing of end Stops On the ends of the Stringers ad 
jacent end links thereon, difficulty has been ex 
perienced in die casting stops of this kind direct 
ly upon the beaded edges of the stringer tapes pri 
marily from the standpoint of properly alining 
and positioning the Stops on the tape ends. 
As a Solution to this problem, I employ a 

method which comprises forming, in the dies emi 
ployed to produce the particular stop on the 
stringer end, two or more projecting members 
arranged in opposed relationship to each other 
in the dies, SC as to form what might be termed 
a pair of gripping jaWS which are so positioned as 
to firmly grip the bead of the tape to support the 
same in proper position, as well as in proper a line 
ment, with respect to the die cavity, to insure the 
accurate arrangement of the beaded edge in the 
resulting casting not Only from a standpoint of 
alinement, but also from a standpoint of cen 
tralization. This method of procedure provides 
an even distribution of the casting material 
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proper longitudinal alinement, which latter result 
is accomplished by spacing pairs of the gripping 
jaws longitudinally of the dies, so as to engage 
the bead of the tape at longitudinally spaced in 
tervals. 
The pairs of jaws form in the resulting casting 

spaced apertures which expose the bead of the 
tape therethrough, and the bead of the tape ex 
pands into these apertures to form means key 
ing the castings against movement on the stringer 
tape, and particularly in a direction longitudinal 
ly thereof. 

It Will be understood that the invention is gen 
erally applicable to castings of the kind under 
consideration formed on the stringer tape or other 
mounting member, and for purposes of illustrat 
ing certain adaptations of the invention the same 
has been illustrated as applied to certain types 
and kinds of end stops, for example, in one in 
stance to the pin and box parts of one type of 
stop, and to the bar member of another type of 
stop. 
In Fig. 1 of the drawing is shown one end por 

tion of two stringers 9 and f. To the beaded 
edge 2 of one stringer is attached the box part 
f3 of a detachable end stop coupling, and to the 
bead 4 of the other stringer is attached the pin 
part 5. The pin part 5 fits in a socket of the 
box part in coupling Said parts together, and as 
in other devices of this kind, the pin part is sep 
arable from the box part usually through the 
slider When brought in position abutting the 
shoulder 6 on the box part 3. 
The box part 3 includes a projecting pin or 

bar portion , and this pin or bar portion has 
spaced apertures 8 registering with two of a 
group of four corresponding apertures 9 in the 
pin part 5. 
The pin part 5 including its associated stringer 
, is shown detached in Fig. 2 of the drawing, 

and this pin part includes at its outer edge a lon 
gitudinal projection 2 which abuts the pin por 
tion 7 of the box part 3, and the inner end of 
the projection 20 has a link or scoop engaging 
part 2 adapted to engage the end link or scoop 
22 of the stringer , as in other devices of this 
type and kind. 
In Fig. 3 of the drawing is shown an enlarged 

CraSS Sectional view through the pin part 5 and 
part of the stringer tape , in order to illustrate 
the Slight extension of the beaded edge 4 into 
the apertures 9, as at 23, these extensions or 
projections forming key like members which aid 

around the beaded edge, and maintenance of in retaining the castings against displacement 
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from the stringer tapes, and particularly against 
movement longitudinally with respect thereto. 
The members or parts f3, 5 are formed as 

die castings directly upon the beaded edge por 
tions of the stringer tapes. In forming them 
of cast materials, whether metallic or plastic, a 
certain amount of the cast material will extend 
into the interstices of the braid of the tape to 
establish anchorage. However, in the plastic 
materials the degree of this flow of material is 
limited, as compared with cast metals, and it is 
particularly in Such instances that the key mem 
bers 23 are of importance. . 
In Fig. 5 of the drawing, another form of stop 

is illustrated at 24. This stop is in the form of an 
elongated bar arranged along the beaded edge 
25 of a stringer tape 26, preferably at what is 
commonly referred to as the upper end or an 
end opposite to the ends illustrated in Fig. 1, 
Which are commonly referred to as bottom stops. 
This is particularly true in such uses of the fas 
teners as would be applied to wind breakers and 
Similar jacket type of garments. 
The bar stop 24 has enlarged end portions 27 

and 28, the latter having a curvature SO as to 
facilitate detachment of a slider to provide sepa 
ration of the stringers at the upper end thereof. 
The use of such devices is now known, and 
from this standpoint, further detailed reference 
Will not be made in this application. 

Between the enlarged ends 27 and 28 the cen 
tral portion of the bar 29 is relatively thin, and 
Spaced longitudinally thereof are apertures 30, 
Which are rectangular in croSS Sectional form 
rather than being round, as seen in Figs. 1 and 2 
Of the drawing. At this time, it is Well to point 
Out that the particular contour of the apertures 
Or openings may be varied to Suit different types 
and kinds of castings. 

In Fig. 4 of the drawing is diagrammatically 
illustrated dies which may be used in forming 
any one of the castings, for example, the box 
part f3, the pin part 5, or the bar 24. The Sec 
tion in any such case, however, would be a 
section taken through the pin portion 7 of the 
box part 3, the Smaller end of the pin part 5, 
or for example, on the line 3-3 of Fig. 2, or 
through one of the apertures 30 on the reduced 
central portion 29 of the bar 24. In that the 
section of Fig. 4 is applicable to any of the 
three devices above mentioned, the part of the 
tape on which the casting is to be formed Will 
be designated by the reference numeral 3, and 
32 will represent the bead of the tape, 33 is 
one dile part, and 34 the other die part. Each 
die part has a cavity or impression 35, 36 re 
spectively, which collectively form around the 
beaded edge 32 of the tape a casting, as at 37. 
At 38 is illustrated a gate passage for admission 
of the casting material to the cavities along the 
parting line of the dies 33, 34. 
Arranged upon directly opposed walls of the 

cavities or impressions 35, 36 are inwardly pro 
jecting grippers or jaw members 39 and 40, 
which are adapted to imbed themselves into the 
bead 32 of the tape, as indicated at 4, When 
the dies 33, 34 are brought into engagement With 
each other. 
As a matter of fact, in the operation of clos 

ing the dies, the grippers or jaw members 39 
will first engage the bead 32 of the tape before 
the dies otherwise engage the tape, So that the 
tape becomes definitely centralized and posi 
tioned within and between the dies. In long 
castings, and where it is possible to do so, a num 
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4. 
ber of the pairs of grippers or jaw members will 
be provided, and this is particularly desirable 
Where thin Wall Structures are formed on the 
castings, So that the bead will be centralized 
Within the thin wall structure of the castings, 
for example, as in the reduced pin extension 7 
of the box part 3, throughout the full length 
Of the pin part 5 and on the reduced portion 
29 of the bar 24. 
The inner Surfaces of the jaw members will 

be rounded, So as to in no way injure the bead 
of the tape, and When the dies are Separated 
after the casting has been formed, the bead will 
have a tendency to expand itself into the aper 
tures 42 in the manner illustrated in Fig. 3 of 
the drawing in forming key members similar 
to the key members 23. It will be understood 
that in addition to the action of the jaw mem 
bers upon the bead, the formation of the cast 
ing also places the bead under a certain amount 
of compression, and the apertures formed by 
the jaw members, such as the members 39, 40, 
allows the bead to expand to the extent of form 
ing the key members referred to. 
Above reference is made to the initial engage 

ment of the jaw members 39, 40 With the beaded 
edge of the tape. In other Words, the beaded 
edge is Substantially round, and it Will appear 
from a consideration of Fig. 4 of the drawing 
that as the dies are moved into closed position, 
the jaw members will first engage the bead before 
any other part of the tape is engaged by the 
dies, or before adjacent abutting surfaces of the 
dies are brought into engagement With each 
other. This firm and initial engagement With 
the bead prevents any possible lateral shifting 
of the tape Within the dies, and thus maintains 
in the resulting casting a proper alinement of the 
bead in the casting in addition to centralization 
of the bead within the cavity or impression of 
the dies. 

Die castings formed on mounting members in 
accordance with the method defined, Will produce 
the strongest possible coupling of the castings 
with the mounting member, as Well as to insure 
the longest life wear of the castings by equally 
distributing the material round the mounting, 

However, in cases where a distortion or off 
setting of the mounting is desirable within a 
casting, this can be accomplished by using one 
jaw member which is longer than the other. 
Where several pairs of jaw members are em 
ployed, as for example, in the pin part 5 of 
Fig. 2, alternate upper and lower jaws may be 
made longer, so that the tape Would actually have 
a snake like curvature, or in other words, hill 
and dale arrangement throughout the length of 
the casting, even though the upper and lower 
surfaces of the casting would be flat throughout 
the length thereof. In other instances, the off 
setting of the jaw members would be desirable 
in conforming the mounting When composed of 
flexible material to the contour of a casting hav 
ing irregular outer surfaces. 
Having fully described my invention, What I 

claim as new and desire to Secure by Letters 
Patent is: 

1. The method of casting an elongated end 
member on a fabric stringer tape having a resil 
ient bead thereon and coincidently keying said 
member against movement thereon which com 
prises moving a pair of dies toward a predeter 
mined section of the bead to receive said section 
Within the cavities of the dies, said die cavities 
in mating position defining said member, grip 
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ping portions of the bead from opposite sides 
thereof before the dies are fully closed about the 
same by means of jaws positioned in the cavity 
of each die, fully closing the dies about the bead, 
thereby imbedding the jaws in said portions of 
the bead, injecting casting material into 5the 
cavities of the closed dies, and opening the dies. 
after said member has been cast on the bead, 
thereby forming a cast member having apertures. 
corresponding to said jaws and into which the 
said portions of the bead tend to expand to key 
the tape to the member. . . 

2. The method of casting an elongated end 
member on a mounting having a beaded, resilient 
edge and coincidently keying said member 
against movement thereon which comprises mov 
ing a pair of dies toward a predetermined sec 
tion of said beaded edge to receive said section 
within the cavities of the dies, said die cavities 
in mating position defining said member, grip 
ping portions of the beaded edge before the 
are fully closed about the same by means ofja 
positioned in the cavity of each die, fully closing 
the dies about said beaded edge, thereby press 
ing the jaws against and depressing the surfaces 
of said portions of the beaded edge, injecting 
casting material into the cavities of the closed 
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dies, and opening the dies after said member has 
been cast on the beaded edge, thereby forming 
a cast member having apertures corresponding 
to said jaws and into which the said portions of 
the beaded edge tend to expand to key the 
mounting to the member. 

OUIS H. MORIN. 
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