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This invention relates to method-‘of -maklng 
slide fasteners. ' . “ 

In accordance with conventional practice, slide 
fastener elements are applied to and secured up 

5 on beaded tapes, thereby forming what are com 
monly known as the stringers of the slide fas 
tener. ‘ These stringers are subsequentlysewed 
to the edges of the article on which the fastener 
is to be used. This practice is subject to import_ 

)0 ant disadvantages, as in the case where the 
fastener is employed on leather articles, for 
example, wallets, brief~cases, and. heavier lug 
gage, because the fabric tape :is not nearly as 
st ong as the leather wall of the article and be 

15 comes the weakest link or element ln‘the article. 
The tape is subjected to considerable wear, and 
frequently wears out before the article has lived 
its useful life. In some cases'the use’ of a tape 
is disadvantageous for other reasons, say when 

20 a light-weight fastener is applied to a thin light 
fabric. as in a lady’s garment, for the‘ tape may 
be objectionable in appearance, texture or color. 
In every case a certain amount of skilled labor 
is rec-mired to properly attach the stringers to 
the article. ‘ ', - 

The object of my invention is to generally 
overcome the foregoing di?iculties and to elimi 
hat-8 the use of a tape between the article wall 
and the fastener element, and to instead pro 

so vide a vsuitable method for securing the fastener 
elements in properly spaced and properly aligned 
relation directly to the edge 'of the article wall. 
To the accomplishment of the foregoing and 

other cbje‘ts which‘ will hereinafter appear, my 
3.3 invention consists in the products and method 

steps and their relation one to another, as here 
inafter are more particularly described inxthe 
speci?cation and sought to be de?ned in the 
claims. The speci?cation is accompanied by a 

40 drawing, in which: 1 ‘ > 

Fig. 1 is a plan view of a strip of fastener 
elements preparatory for subsequent mounting; 

Fig. 2 is a side elevation of the same with some 
of the elements removed; ' ' v > 

3 is a section taken in the plane of the lin 
3-3 of Fig. 2; v ' 

Fig. 4. is a section through clamping apparatus, 
and illustrates the mode of mounting the ele- 
ments on the wall of an article; ' ‘ 

50 Fig. 5, is a similar view showing the completion 
of the clamping operation; and 

Fig. 6 is a perspective view of an article em 
bodying my invention. . 
Referring to the drawing and more particularly 

to Figs. 1, 2, and 3, the fastener elements E are 

(Cl. 153-1‘) 
of conventional type and comprise a head l2 and 
‘jaws l4 and IE formed integrally therewith. 
The head isprovided with appropriate mating 
or interlocking means exempli?ed in the present 
case by a recess l8 at oneside of the head and 5 
a- projection 28 at the opposite side of the head. 
The elements E are temporarily mounted on a 

strip S-of preferably I'destructible material, such 
as cardboard or like material. The ‘elements are 
mounted on the strip ‘in proper alignment and 10 
in uniformly spaced'relation, with a spacing 
equal to that employed inv the ?nished fastener. 
The strip is arranged transversely of the fastener 
elements and extends between the open jaws of 
the elements, as is best shown in Fig. 3. In ‘order 15 
to maintain the elements accurately in the de 
sired relation, I prefer to preliminarily notch 
the strip S with a series of notches 22 disposed 
at the opposite edges of the'strip. These notches 
receive the jaws of the elements tightly and aid 20 , ' 
greatly in holding'the elements in desired rela 
tion without necessitating undue thickness of the 
cardboard strip. The elements are most simply 
applied to the strip by‘ pressing‘ the same toward 
the strip jaws ?rst, the jaws then entering the 25 
notches of the cardboard. This operation may be 
performed by the machine which forms the ele 
ments. The notches 22 may all be formed in 
advance or, more preferably, may be cut step by 
step by the same press or punch that feeds the 30 
elements into the strip. ‘ 

It will be understood, of course, that the tem 
porary strips of elements are formed at the fas 
tener factory and are then shipped to the manu 
facturer of the article for application thereto. 35 
The strips may be formed of desired length, just 
as is now the case with tape stringers, or they 
maybe shipped in continuous length and severed 
to desired length by the article manufacturer. 
Most'preferably, the elements are applied to a 40 
continuous strip but in spaced groups, thus facili 
tating separation of the groups. ' v - 

The manufacturer is provided with clamping 
mechanismsuch as is shown in Figs. 4 and 5 of 
the drawing. This clamping mechanism com- 45 
prises an elongated stationary Jaw 30 mounted 
on a base 32, and a movable jaw 34 pivoted on 
the stationary jaw by a‘ shaft 36. It will be un 
derstood that ‘Figs. 4 and 5 are sections taken 
across the jaws which are greatly elongated in a 50 
direction transverse to the drawing, being made 
of su?icient length to receive a complete strip of 
elements of maximum normally used length. 
The movable jaw 34 is actuated by one or 

morearms 38 (preferably two,.one near each end 55 
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2 
of the jaw), arm 38 resting upon and being 
actuated by a cam 40. One or more cams 40, cor 
responding to the number of arms 38, are mount 
ed on a cam shaft, 42 which is actuated by a 
lever 44. It will be manifest that oscillation of 
lever 44 causes cam 40'to elevate arm 38 and to 
thereby close jaws 30 and 34. v g ' 

Cam 40 comprises three sections 46, 48, and 
50 of progressively increasing radius. With lever 
44 in its rearward position and arm 38 ‘resting ‘ 
against the first portion 46 of the cam, the jaws 
are fully open and readily receive therebetween a 
strip of fastener elements. By then moving le 
ver 44 to the position shown in Fig. 4, the jaws: 
are partially though only slightly closed by the 
cam portion 48, the movement being sufficient 
to squeeze the jaws l4 and I5 of the elements 
E and to lock the same securely in place. The 
destructible cardboard strip S is then pulled from 
the fastener elements, the, latter being held tight 
ly in original alignment by the partially closed 
clamping jaws. The wall 52‘ of the article is then 
placed between the open jaws I4 and I6 of the 
row of elements, as is shown in Fig. 4, whereupon 
lever 44 is pulled forwardly to the position shown 
in Fig. '5, at which. time the portion 50 of the 
cam causes the clamping ‘jaws to move together 
and to clamp the elements securely upon the ar 
ticle. .Lever 44 is then moved backwardly and 
the article wall 52v removed. A guide table 54 
may be provided‘on which to-rest the material 52, 
or, if desired, the lower jaw 30 may be projected 
forwardly or widened to act, as a table. I 

It will be noted that jaws 30 and 34 are pref 
erably recessed at 56 .to accurately receive the 
closed elements, as is shown in Fig. 5, the recesses 
56 being de?ned at the forward edge by shoul 
ders 58, which shoulders help align and accurate 
ly locate the elements during the clamping opera 
tion, as is best illustrated in Fig. 4. , l 
The edge of theparticle wall 52‘ is preferably 

beaded to form a bead-6t This may be done 
in any desired manner, and in the'pres'gent case 
the edge is, simply curled and stitched. The ma 
terial of the wall depends upon the natureof the 
article, and in the present case. may be assumed 
to be leather. 7 - 

It is desirable to hold the bead tightly in the 
jaws of the elements when closing the same. For 
this purpose the apparatus preferably includes 
an elongated pusher bar 10 pivoted at 12 on sta 
tionary bearing pedestals 14. The lower part of 
the pusher bar 10 is provided with a large num 
ber of pusher ?ngers ‘l6, spaced at the spacing 
of the fastener elements E,-and dimensioned to 
‘fit therebetween. The pusher bar is urged‘ in 
wardly by pullingoperating lever or handle 18 
forwardly to the position shown. Upon actuation 
of lever 44 the elements are closed as shown in 
Fig. 5, the upper jaws of the elements coming 
down between the ?ngers 16 of the pusher bar. 
In Fig. 6 I show one of a large number of 

typical articles to which my .inventionlmay be 
applied. The luggage bag 62 is made of leather 
or other suitable material, and is closed ‘by a 
slide fastener 64 operated by a slide 66. The fas 
tener elements are secured directly to the ma-. 
terial of bag 62, preferably before assembling the 
parts of the bag, and no fabric tape is required 
or used. The bag is thereby improved in dura 
bility-and appearance. , ' 

It is believed that the temporary. stringer or 
strip of elements of my invention, as well as the 
method of forming the same ‘and of applying the 
elements directly to the edge of an article wall 
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without using an intermediate tape, and also the 
many advantages thereof, will be apparent from 
the foregoing detailed description. It will also 
be apparent that while I have shown and de 
scribed my invention in preferred form, many 
changes and modifications may be made, without 
departing from the spirit of the invention. de 
lined in the following claims. , ‘ 

I claim: . - 

1. In the manufacture of a temporary stringer 
for a slide fastener, the method which includes 
temporarily mounting a series of open-jawed ele 
ments in properly uniformly spaced and aligned 
relation on a strip of cardboard or like material 
with the open jaws of the elements astride the 
strip with a snug ?t capable of holding said ele 

. ments in place on the strip during normal han 
dling of the strip preparatory to permanently 
mounting the elements on some other carrier, 
said elements'having interlockable head portions 
each including a projection and a recess, said 
head portions being disposed remote from the 
strip with the strip extending transversely of the 
elements between the jaws, the jaws of eaeh ele 
ment bearing against opposite‘ edges of the strip. 

2.»In,the manufacture of a temporary stringer 
for a slide ~fastener, the method which includes 
notching the edges of a destructible strip of card 
board or like material at the proper uniform 
spacing'for the fastener elements to interlock 
properly whenin use, and mounting a series of 
open-jawed elements in aligned relation on said 
cardboard strip with the open jaws of the ele 
ments received in the notches of the strip, said 
elements having interlockable head portions each 
including a projection and a recess, said ‘head 
portions being disposed remote from the strip 
with the strip extending transversely of the ele 
ments. between the jaws. . 
V 3. In the manufacture of an article provid 
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with a slide-fastener, the method which includes ' 
mounting a series of open-jawed elements in 
properly uniformly spaced and aligned relation‘ 
on a destructible strip of. material, said‘ elements 
having head portions with projections and recesses 
adapted to interlock, simultaneously clamping the 
exteriors of the elements and slightly compress 
ing the jaws, placing the edge of an article wall 
between the jaws and thereupon further clamp 
ing the jaws in order to close the same directly 
upon the edge of the article wall without the use 
of any conventional tape intermediate the article 
wall and the fastener elements. ' 
‘4. In the'manufacture of an article provided 

with a slide fastener, the method which includes 
mounting a series of the elements in properly 

45 

uniformly spaced and aligned relation on a strip ' 
of cardboard or like material with the jaws of the 
elements astride the strip, said elements having 
head portions with projections and recesses 
adapted to interlock, the strip extending trans 
versely- of the elements between the jaws,‘ clamp 
ing the exteriors of the elements and slightly 
compressing the jaws, removing the cardboard ' 
strip from between the jaws, placing the edge of 
an article wall between the jaws and thereupon 
further clamping the jaws in order to closethe 
same directly upon the edge of the article wall 
without the use of any conventional tape inter 
mediate the article wall and the fastener ele 
ments. . ' m - ~ 

5. In the manufacture‘ of an article‘ provided 
with a slide fastener, the method which includes 
notching adestructible strip of cardboard or like 
material at the proper uniform spacing for the 75 
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fastener elements in use, mounting a series of 
the elements in properly aligned relation on said ‘ 
cardboard strip without closing the jaws of the 
elements, said elements having head portions 
with projections and recesses adapted to inter 
lock, placing the edge of an article wall between 
the jaws and thereupon clamping the jaws in 
order to close the same‘ directly upon the edge of 
the article wall without the use of any conven 
tional tape intermediate the article wall and the 
fastener elements. _ 

6. In the manufacture of an article provided 
with a slide fastener, the method which includes 
matching the edges of a destructible strip of card 
board or like material at the proper uniform 
spacing for the fastener elements in use, mount 
ing a series of the elements in properly aligned 
relation on said cardboard strip with the open 
jaws of the elements received in the notches of 
the strip, said elements having head portions 
with projections and recesses adapted to interlock, 
the strip extending transversely of the elements 
between ‘the jaws, simultaneously clamping the 

3 
exteriors of the elements and slightly compress-Q 
‘ing the jaws, removing the cardboard strip from 
between the jaws, placing the edge of an article 
‘wall between the jaws and thereupon vfurther 
clamping the jaws in order to close the same di 
rectly upon the edge of the article wall without 
the use of‘any conventional tape intermediate the 

a article wall and the fastener elements. 
7. In the manufacture of a slide fastener, the 

method which includes mounting a series of 
open-jawed elements in properly uniformly 
spaced and aligned relation on a mounting strip, 
said elements having head portions with projec 
tions and recesses adapted to interlock, simulta 
neously clamping the exteriors of the elements 
and slightly compressing the jaws thereof in 
order to ‘hold the elements in proper relation, 
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removing the mounting strip, then’ placing the. ' 
edge of a ?exible piece of material between the 
jaws, and thereupon further clamping the jaws 
in order to simultaneously close the‘same upon 
the aforesaid edge. 

ALEXANDER KONOFF. 
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