
movement of the platen the lateral jaw 30 is   6. shaping  the handle
fixing-part to give it 65         raisedby the plunger 14 35 and moved
laterally    T-shaped cross-section,     outwards by the cam 14; the
slider which           7.planging over the family inwardly             mean
iving die 34, is pushed above  action;             internal die ny the
recivin  to separate a blank from  the  70             whih is urged by a
spring S[err]. The slider  rest of the strip;             is ejected by
compressed air from a nozzle    9. bending the blank about the waist por-
ajacent to a channel-like extractor 37.    tion, and stamping the bend to
complete the                  as mentioned above, the reinforced  forming
of the slider, and also comprising a         part of the slider is hardened
and stamped  forwarding device for forwarding the strip of 75         by a
drawing action, a press having a capa-  material from one station to the
next at each         city of about 30 kilo-tons is required, even stroke of
the press.         though the finished slider may be only small.   2. A
mutlti-station forming press as claimed 15    A slider in accordance with
the invention  in Claim 1, wherein the waste material formed           may
be two and a half times stronger than in the second operation is discarded
through  80         the ones hitherto manufactured; the press  an opening
in the base plate.         used is capable of increasing the working    3.
A multi-station forming press as claimed         efficiency by about 30
times and of reducing  in Claim 1 or 2, including for the third oper-    20
the cost, of material by about 40 per cent  ation an internal die which is
provided with         because of the reduced amount of waste. Also,  a
guide .piece and which cooperates with a  85 since the press is a
combination of units, for  spring-loaded external die, so that when the
example external dies adinternal dies, when  internal die is retracted a
plunger urged by         one unit gives trouble, it can easily be  the
spring pushes the blank back above the    25  replaced.
level of the external die. An important advantage of the present    4. A
multi-station forming press as claimed  90.         invention is that, for
the production of a  in any of Claims 1 to 3, including for the
stopper part of a chain of teeth after stamp-  fourth operation an internal
and external die, a           ing from a metal plate, there is no need to
lateral jaw slidable in a tempered channel      30  carry out a bordering
operation, i.e. the  to adjust the lateral position of the bank, a
shaving off of the ridge which forms at the  cam for adjusting the position
of the lateral 95         edge during bending; the drawing action  jaw and
a waste exit in the base plate through         which accompanies the
bending operations  which waste can be expelled from the press. in
accordance with the invention prevents    5. A mutli-station forming press
as claimed           35  the formatin of such a ridge, and strong   in any
of Claims I to 4, including for the 



slides can be produced at a great rate with-  fifth'operation an internal
and external die  100           out the necessity for a bordering
operation.   for making the slits and a spring mounted
in a holder for pushing the blank above the            WHAT I CLAIM  IS: -
level of the external die when the internal            1. A multi-station
forming press for the  die is retracted.     40  production of the slider
of a sliding clasp    6. A multi-station forming press as claimed  105
fastener, comprising a base plate, a platen  in any of Claims 1 to 5,
including for the          reciprocatable towards and away from  the sixth
operation a cam-operated lateral jaw for          base plate, a line of
nine forming stations  carrying out the stamping operation, front
comprising dies which are replaceably affixed  and rear spring-loaded
guiding pieces     45  to the platen and which, on reciprocation of
locating the blank before it is struck by the 110          the platen, can
cooperate with dies replaceably  lateral jaw, and a spring for withdrawing
the affixed to the base plate to perform  the  lateral jaw back along a
tempered channel.          following nine operations in succession on a
7.A multi-station forming press as claimed          strip of material fed
into the press, namely  in any of Claims 1 to 6, including for the     50
1. trimming the corners from the leading  seventh operation an internal die
provided  115          edge of the strip;                            with a
guiding piece, and an external die.            2. cutting a
dumb-bell-shaped slider blank    8. A multi-station forming press as
claimed          having four outer converging edges, four inner  in any of
Claims 1 to 7, including for the          converging edges and a waisted
portion, and  eighth operation an internal and external     55  discarding
the waste material;                cutting die and a spring, mounted in a
spring  120             3. flanging over the four outwardly con-  holder,
for pushing the blank above the level             verging edges of the
blank with a drawing  of the external die when the internal die is
action;                           retracted.             4. forming a slot
in the slider blank;           9. A multi-station forming press as claimed
60    5. forming a handle fixing part by making  in any of Claims 1 to 8,
including for the 125          a slit on each side of the centre line of
the  ninth operation an internal and external form-          strip and
forcing a bridge po rtion  between  ing die, a lateral jaw for locating the
blank,          the two slits out of the plane of the rest of the  a
receiving die for completing the forming          blank;
of the slider,a pin fixed to the lateral jaw
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movement of the platen the lateral jaw 30 is   6. shaping the handle fixing
part to give it 65                 raised by the plunger 35 and moved
laterally    T-shaped cross-section;                 outwards by the cam
14; the slider, which    7. flanging over the four inwardly con-
has been bent about its waist portion by  verging edges of the bank with a
drawing                 means of the receiving die 34, is pushed above
action;                 the  internal die by the receiving die 34,    8.
cutting to separate a blank from  the  70                 which is urged by
a spring S[err]. The slider  rest of the strip;                 is ejected
by compressed air from a nozzle    9. bending the blank about the waist
por-     adjacent to a channel-like extractor 37.        tion, and stamping
the bend to complete the             10    Since as mentioned  forming of
the slider, and also comprising a                 part of the slider is
hardened and stamped  forwarding device for forwarding the strip of 75
by a drawing action, a press having a capa-  material from one station to
the next at each                 city of about 30 kilo-tons is required,
even  stroke of the press.                 though the finished slider may
be only small.   2. A multi-station forming press as claimed             15
A slider in accordance with the invention  in Claim 1, wherein the waste
material formed                 may be two and a half times stronger than
in the second operation is discarded through  80                 the ones
hitherto manufactured; the press  an opening in the base plate.
used is capable of increasing the working    3. A multi-station forming
press as claimed             efficiency by about 30 times and of reducing
in Claim l or 2, including for the third oper-             20  the cost of
material by about 40 per cent  ation an internal die which is provided with
because of the reduced amount of waste. Also,  a guide piece and which
cooperates with a  85                 since the press is a combination of
units, for  spring-loaded external die, so that when the
example external dies and internal dies, when  internal die is retracted a
plunger urged by                 one unit gives trouble it can easily be
the spring pushes the blank back above the            25  replaced.
level of the external die.                   An important advantage of the
present    4. A multi-station forming press as claimed  90
invention is that, for the production of a  in any of Claims 1 to 3,
including for the                 stopper part of a chain of teeth after
stamp-  fourth operation an internal and external die, a
ing from a metal plate, there is no need to  lateral jaw slidable in a
tempered channel            30  carry out a bordering operation, i.e. the
to adjust the lateral position of the blank, a                 shaving off
of the ridge which forms at the  cam for adjusting the position of the
lateral 95                 edge during bending; the drawing action  jaw and
a waste exit in the base plate through                 which accompanies
the bending operations  which waste can be expelled from the press.
in accordance with the invention prevents    5. A mutli-station forming
press as claimed            35  the formation of such a ridge, and strong
in any of Claims 1 to 4, including for the                 slides can be
produced at a great rate with-  fifth operation an internal and external
die 100                 out the necessity for a bordering operation.   for
making the slits and a spring mounted
in a holder for pushing the blank above the                   WHAT I CLAIM
IS: -                       level of the external die when the internal
1. A multi-station forming press for the  die is retracted.            40
production of the slider of a sliding clasp    6. A multi-station forming
press as claimed 105 



fastener, comprising a base plate, a platen  in any of Claims 1 to 5,
including for the     reciprocatable towards and away from  the  sixth
operation a cam-operated lateral law for                 base plate, a line
of nine forming stations  carrying out the stamping operation, front
comprising dies which are replaceably affixed  and rear spring-loaded
guiding pieces for            45  to the platen and which, on reciprocation
of  locating the blank before it is struck by the 110                 the
platen, can cooperate with dies replaceably  lateral jaw, and a spring for
withdrawing the                 affixed to the base plate to perform  the
lateral jaw back along a tempered channel.                 following nine
operations in succession on a    7. A multi-station forming press as
claimed                 strip of material fed into the press, namely  in
any of Claims 1 to 6, including for the            50    1. trimming the
corners from the leading  seventh operation an internal die provided 115
edge of the strip;                          with a guiding piece, and an
external die.                   2. cutting a dumb-bell-shaped slider blank
8. A multi-station forming press as claimed                 having four
outer converging edges, four inner  in any of Claims 1 to 7, including for
the                 converging edges and a waisted portion, and  eighth
operation an internal and external            55  discarding the waste
material;               cutting die and a spring, mounted in a spring 120
3. flanging over the four outwardly con-  holder, for pushing the blank
above the level                verging edges of the blank with a drawing
of the external die when the internal die is                action;
retracted.                   4. forming a slot in the slider blank;     9.
A multi-station forming press as claimed            60    5. forming a
handle fixing part by making  in any of Claims 1 to 8, including for the
125                a slit on each side of the centre line of the  ninth
operation an internal and external form-                strip and forcing a
bridge portion between  ing die, a lateral jaw for locating the blank,
the two slits out of the plane of the rest of the  a receiving die for
completing the forming                blank;
of the slider, a pin fixed to the lateral jaw                   and a pair
of cam surface which act upon  the lateral jaw at the same time as the cam
opposite sides of the pin to effect respec-   moves the lateral jaw back,
whereby the slider  15          tively foward and backward movement of
formed by bending the blank is pushed back       the lateral jaw.
above the internal die by the receiving die 



10. A multi-station forming press as claimed  and spring, and is then
ejected by compressed    ward movement of the lateral jaw is effected
ELKINGTON AND FIFE,      jaw and by a guide groove in the block, and
Consulting Chemists and Chartered  10 the vertical movement of the press
comprises            Patent   Agents,       the vertical movement of the
press comprises           Bank Chambers, 329, High Holborn,       an upward
movement by  a spring-loaded   London, W.C.1,       plunger which, as the
internal die rises, raises   Agents for the Applicant.  Leamington Spa:
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