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are shown by way of illustrative example. FIG. 1 is a fragmentary
perspective view of an The present invention generally relates to a
apparatus which is used to practise a method method and apparatus for
manufacturing a slide        according to the present invention; fastener
chain, for use on ski wear, sports wear,   5  FIG. 2 is a block diagram of
a control means 'other types of clothing, baggage etc., and particu-
incorporated in the apparatus of FIG. 1; larly to a method of manufacturing
a slide fastener  FIG. 3 is a time chart showing an example of the chain
having letters, marks or any other pattern      output signals generated
when a corresponding applied to the slide fastener tapes.
pair of left and right alignment markers is de- Although it is
theoretically possible to print or  to    tected; dye any desired patterns,
letters or marks onto the   FIG. 4(A), 4(B) and 4(C) are enlarged fragmen-
slide fastener tapes of a finished slide fastener, in  tary perspective
views of a slide fastener chain reality this method is very difficult, if
not impos-  of the concealed type, showing consequential sible, to apply
because the finished slide fastener   steps of coupling the slide fastener
chain; includes fastener element rows attached to its fas-  is  FIG. 5 is a
view similar to FIG. 1 but shows an tener tapes. For this reason, it is
usual for the     apparatus according to another embodiment of desired
patterns to be either woven into the con-    the present invention; tinuous
fastener tapes by such means as Dobby         FIG. 6 shows how an image
sensor detects the weave or Jacqard weave during the weaving there-
corresponding pair of left and right alignment of, or printed or dyed on to
the continuous fastener  20  markers; tapes before the fastener element
rows are at-        FIG. 7 is a view similar to FIG. 4(C) but shows tached
to said continuous fastener tapes.             another example of a
continuous slide fastener However, this conventional method suffers from
chain other than the one shown in FIGS. 4(A), 4- a disadvantage-the
patterns on the opposing con-      (B) and 4(C); tinuous fastener tapes
tend to be mismatched with  25  FIG. 8 is a view similar to FIG. 1 but
shows an each other. Such a mismatch of patterns is not        apparatus
according to another embodiment of conspicuous if the patterns are small,
but if they    the present invention; are large the mismatch stands out,
and looks un-      FIG. 9 is a fragmentary perspective view of an sightly.
Furthermore, if complementary halves of a   apparatus according to yet
another embodiment letter are provided, one half on each of the oppos-  3o
of the present invention; and ing fastener tapes, a serious mismatch of the
letter  FIG. 10 is an enlarged fragmentary perspective halves will result
in unreadable letters. One source  view of a continuous slide fastener
chain manu- of mismatch of the patterns is intrinsic variations in
factured with the apparatus shown in FIG. 9. the stretchability of fabric
fastener tapes, and an-   FIG. 4(C) shows a fragment of a concealed other
source is variations in the respective feeding   35  type slide fastener
chain 1 A manufactured in accor- speeds of the opposing fastener tapes
caused by    dance with a method according to the present various
mechanical and physical factors. Since     invention. The slide fastener
chain 1A comprises a mismatch from these sources is unavoidable, it is
pair of continuous fastener tapes 2, 3 and two rows considered to be very
difficult, if not impossible, to  of interlocking fastener elements 4, 5
sewn to and produce a fastener chain with matching patterns   40  along the
respective folded longitudinal edges Z, 3' applied to the opposing fastener
tapes.            thereof. As is better shown in FIG. 4(B), the op- With
the foregoing difficulties in mind, it is  posed fastener tapes 2, 3 bear
complementary therefore an object of the present invention to    pattern
halves 6', 6', respectively, which produce a provide a method of
manufacturing a continuous     single complete pattern 6 when the slide
fastener slide fastener chain which includes a pair of con-  46  chain 1A
is closed, as is shown in FIG. 4(C). As is tinuous opposing fastener tapes
having their re-   shown in FIG. 4(A), when manufacturing the slide
spective patterns matched with each other.         fastener chain 1A, the
fastener tapes 2, 3 having According to the present invention, there is
the complementary pattern halves (not visible) on provided a method of and
apparatus for manufac-    their respective front surfaces are fed in
side-by- turing a continuous slide fastener chain as claimed   50  side
with their front surfaces facing downwards; two in Claims 1 and 3
respectively; reference is di-   rows of plastic coiled fastener elements
4, 5 are rected to Claims 1 to 4.                           sewn to the
downward-facing front surfaces of the Many advantages and features of the
present     fastener tapes 2, 3 along the inner longitudinal invention will
become apparent to those versed in  edges [err] 3' thereof; then, the
element-carrying the art, upon making reference to the detailed   55  edges
2', 3' originally directed downwards are fol- description and the
accompanying drawings in       ded upwards over the upward-facing rear
surfaces which some preferred structural embodiments in-    of the fastener
tapes 2, 3. 



corporating the principles of the present invention 2    3
EP0414 553 B1                        4 The desired pattern 6 may be woven
into the     controlled as shown in FIG. 2 so as to restrain the fastener
tapes 2, 3 while said fastener tapes are  rate of feed of the slide
fastener tapes 2, 3. The being woven, using Dobby machines or Jacquard
restraining means 15, 15' are thus adapted to ad- machines. Alternatively,
after the fastener tapes 2,  just the rates of feed of the right and left
fastener 3 have been woven or knitted, they may be pro-   5   tapes 2, 3
independently from each other. Alter- vided with the desired pattern 6
through printing or  natively, the electromagnetic brakes 16, 16' may be
dying, etc.                                        mounted by the outer
sides of the lower brake FIG. 1 shows an apparatus which is used to
rollers 12 and 14. practise the method according to the present in-
The braking forces imparted to the right and vention in order to
manufacture the slide fastener  10  left brake rollers 11, 12; 13, 14 are
adjusted as chain 1A shown in FIG. 4(A).                       shown in
FIGS. 2 and 3; that is, as soon as the left As Is better shown in FIG.
4(A), two series of  and right photosensors 22a, 22b detect the align-
corresponding alignment markers 8, 9 are applied   ment markers 8, 9, said
photosensors generate the at intervals longitudinally to the respective
fastener  pulse signals MSL, MSR, respectively. The said tapes 2, 3 on
their rear surfaces. The alignment  15  pulse signals, are input into a
main control unit 24. markers 8, 9 may be applied to the fastener tapes
The main control unit 24 comprises a comparator 2, 3 after the pattern
halves 6', 6' have been     circuit 26 equipped with a timer 25 and an
opera- provided thereon, but more preferably said align-  tion circuit 27
which is activated by the pulse ment markers and the pattern halves (6',
6') are   signals MSL and MSR. The outputs of the opera- concurrently
provided thereon. In any event, the   20  tion circuit 27 are input into
the operational amplifi- pattern halves 6', 6' must be exactly matched with
ers 28, 29, and the braking forces of the elec- each other when the
alignment markers 8, 9 are     tromagnetic brakes 16, 16' are adjusted by
the applied to the respective slide fastener tapes 2, 3.  outputs of said
amplifiers. Furthermore, it is most preferable to apply the        FIG. 3
shows a time chart of the pulse signals alignment markers 8, 9 along the
opposing inner  25   MSL, MSR generated by the sensors 22a, 22b
longitudinal edges 2', 3', of the fastener tapes 2, 3  when they detect the
alignment markers 8, 9. If the as shown in FIG. 4(A). This is because, as
the     pulse  signals  MSL, MSR  generated  by-the fastener element rows
4, 5 are sewn to the longitu-  photosensors 22a, 22b are input into the
main dinal edges 2', 3' with the stitches 7, the opposed  control unit 24
concurrently, then said control unit longitudinal edges 2', 3' are inclined
to contract  30  is not activated. However, if, as is indicated by the
independently from each other due to the stitching,  point B in FIG. 3, the
pulse signal MSR is delayed thereby bringing the alignment markers 8, 9 out
of  relative to the pulse signal MSL by a lag E, then register with each
other.                          the timer 25 is activated by the leading
pulse FIG. 1 shows part of an apparatus to be used    signal MSL and said
timer is stopped by the follow- to practise the present invention. As shown
in FIG.  35  ing pulse signal MSR. The lag E is converted into 1, the
continuous fastener tapes 2, 3 are fed inter-  delay time by the comparator
circuit 26. A pulse mittently along a horizontal path in side-by-side
signal having a duration equivalent to the delay relation in the direction
indicated by the arrow F,  time is output by the comparator 26 and input
into with the surfaces bearing the alignment markers 8,  the operation
circuit 27. Next, the operation circuit 9 facing upwards. From upstream to
downstream,  40  27 converts the lag E into a voltage. In order to the
apparatus broadly comprises a guide roller 23,  cause a delay to the
fastener tape 2 corresponding a pair of restraining means 15, 15',
detecting     to the lag E, the voltage signal from the operation means 22
comprising a pair of left and right       amplifier 28 controls the
electromagnetic brake 16 photosensors 22a, 22b, a fastener element-attach-
for the fastener tape 2 whose alignment marker 8 ing station 10, and
feeding means 19. The restrain-  45  was detected earlier. An analagous
procedure en- ing means 15, 15' each comprise an upper and a     sues if
the pulse signal MSL is delayed relative to lower brake roller 11, 12; 13,
14 disposed per-    the pulse signal MSR. pendicularly to the horizontal
path and an elec-      The braking-force-control is effected such that,
tromagnetic brake 16; 16 disposed by the outer     when the alignment
markers 8, 9 come out of side of the upper roller 11, 13. Each pair of an
50  register with each other, the braking force is im- upper and a lower
brake roller 11, 12; 13, 14 are  parted to the brake rollers 11, 12; 13,
14. If the normally forced towards each other to a predeter-  braking force
were imparted too suddenly, the fas- 



mined extent to hold the continuous fastener tapes  tener tapes 2, 3 would
be subjected to severe 2, 3 under tension therebetween. The electromag-
tension and said fastener tapes 2, 3 might be netic brakes, 16, 16' are
mounted on the respective   55  inclined to stretch detrimentally.
Therefore, the out- brackets 40, 41 connected to a base frame (not     puts
into the electromagnetic brakes 16, 16' should shown) of the apparatus and
are adapted to brake   not be applied suddenly but should gradually rise
the upper rollers 11, 13 by means of a voltage     to their target values.
To achieve this, the operation 3    5                 EP0414553B1
6 circuit 27 contains a fuzzy control circuit (not   more, in this
embodiment, instead of the two pairs shown) in which various control
algorithms are ex-  of brake rollers 11, 12; 13, 14, a pair of presser feet
pressed in if-then-form. Through the fuzzy control  32, 33 and
corresponding ground plates 30, 31 are circuit, the braking forces are
imparted gradually to  employed as restraining means 15, 16 to restrain the
fastener tapes 2, 3. Furthermore, if the fastener   5   the slide fasteners
2, 3. Each presser foot 32, 33 tapes 2, 3 are subjected to unexpected
stresses,   comprises a base rod 34, 35', a presser foot prop- the fuzzy
control circuit can advantageously control  or 32, 33' reciprocative
axially of said base rod and said stresses.
a compression spring 34, 35 acting between said In FIG. 1, the
element-attaching station 10     base rod and said presser foot proper so
as to comprises a machine body (not shown) disposed   io  force said
presser foot proper downwards. Con- above the horizontal path and a pair of
needles 20,  sequently, the presser feet proper 32, 33' press 21 mounted
thereon so as to vertically reciprocate  the slide fastener tapes 2, 3
against the ground in and out of the fastener tapes 2, 3 for sewing the
plates 30, 31 respectively, to thereby restrain said two rows of fastener
elements 4, 5 along the inner  fastener tapes. longitudinal edges Z, 3' of
the fastener tapes 2, 3.  15  FIG. 8 shows still another embodiment of the
While the needles 20, 21 descend to effect stitches  present invention. In
contrast to the preceding em- 7, the fastener tapes 2, 3 halt, but while
the nee-  bodiments, the fastener tapes 2, 3 are fed horizon- dles 20, 21
rise out of the fastener tapes 2, 3, said  tally with the pattern-bearing
surfaces 6a, 6b facing fastener tapes are fed subtly; thus the fastener
upwards. Two series of alignment markers 8, 9 are tapes are fed
intermittently.                 20  applied at intervals along the
respective opposing The guide roller 23 is disposed a little way   inner
longitudinal edges 2', 3' of the fastener tapes upstream from the brake
rollers 11, 12; 13, 14 and  2, 3, such that the alignment markers 8, 9 on
said guides the two rows of fastener elements 4, 5      fastener tapes are
in register with each other when around itself, and then between the lower
brake    the patterns 6a, 6b on the fastener tapes 2, 3 are rollers 12, 14
towards the fastener attaching station   25  exactly matched with each
other. In contrast to the 10.
preceding embodiments, the fastener elements The feeding means 19 comprises
an upper and     rows 4, 5 are fed downwards. a lower feeding roller 19',
19' which are disposed    A slide fastener chain 1C shown in FIG. 10 is
vertically to the horizontal path so as to hold the  manufactured in the
following way. As is shown in fastener tapes 2, 3 therebetween. The feeding
roll-  3o  FIG. 9, a continuous metal wire 38 whose cross- ers 19', 19'
have axially central respective periph-  section is substantially U-shape
is sliced into in- eral driving gears 17, 18. These peripheral driving
dividual metal elements 39. Then, the thus-formed gears 17, 18 are
intermeshed with each other and   elements 39, 39 are clamped to the beaded
edge rotate in opposite directions to feed the fastener  36 provided along
the inner longitudinal edges 2', tapes 2, 3 between the feeding rollers
19', 19'.  35  3' of the fastener tapes 2, 3. Thereafter, the beaded FIG. 7
shows a slide fastener chain 1 B com-    edge 38 is folded flat over the
rear surface of the prising a pair of fastener tapes 2, 3 having on their
fastener tape 2, 3, so that a concealed type slide respective front
surfaces independent patterns 6a  fastener chain 1C is produced as shown In
FIG. 10. and 6b which are symmetric to each other relative  Complementary
pattern halves 6', 6' are provided to the coupled element rows 4, 5. The
slide fas-  40  on the respective front surfaces of the opposing tener
chain 1B may be manufactured with the        fastener tapes 2, 3. As shown
in FIG. 9, a pair of apparatus shown in FIG. 1.
fastener tapes 2, 3 are fed vertically downwards As seen in FIG. 5, two
series of alignment      with their front surfaces mutually parallel and
facing markers 8, 9 are attached at intervals along the   each other. A
pair of photosensors 22a, 22b are opposing inner longitudinal edges 2, 3',
on the rear  45  disposed in opposed relation to each other, with surfaces
of the fastener tapes 2, 3 in such a      the two fastener tapes 2, 3 fed
therebetween. Two manner that the two series of alignment markers 8,
series of alignment markers 8, 9 (the series 8 is 



9 are disposed in register with each other when the  omitted from FIG. 9
for clarity) are provided on the patterns 6a, 6b on the front surface are
matched   rear surface of the fastener tapes 2, 3 adjacent to with each
other. In this embodiment, instead of the   5o  the beaded edges 36, 36.
two photosensors 22a, 22b, a single photosensor        With the method
according to the present in- 22c is used as a means to detect the two
align-    vention set forth hereinabove, the following advan- ment markers
8, 9 on both fastener tapes 2, 3      tages are obtained. together. FIG. 6
shows how the photosensor 22c         Since the two fastener tapes are fed
in a con- detects a lag E' between the alignment markers 8,  55  trolled
manner such that the respective series of 9 on the opposing fastener tapes
2, 3. As an       alignment markers on the fastener tapes are dis-
alternative in this embodiment, two photosensors   posed in register with
each other at all times, may be used, one for each fastener tape. Further-
patterns provided on the fastener tapes are corn- 4    7
EP041455381                          8 pletely exempt from mismatching.
other. Furthermore, if alignment markers are provided along the inner
longitudinal edge of a fastener tape,  2. A method according to claim 1,
the two series which is the edge most susceptible to mechanically       of
alignment, markers (8, 9) being applied to and physically caused
mismatching of the patterns,   5   the respective inner longitudinal edges
(2', 3') the preciseness of matching patterns on the op-          of the
continuous fastener tapes (2, 3). posed fastener tapes will be enhanced.
Obviously, various modifications and variations   3  Apparatus for
manufacturing a slide fastener of the present invention are possible in
light of the    chain including a pair of continuous fastener above
description. It is therefore to be understood   10  tapes (2, 3) having
their respective patterns (6', that, within the scope of the appended
claims, the       6', 6a, 6b) matched with each other and two invention may
be practised otherwise than as spe-        rows of continuous fastener
elements (4, 5) cifically described.
mounted along the inner longitudinal edges (2', 3') of said fastener tapes,
the apparatus com- Claims                                          75
prising: means for feeding the opposing con- tinuous fastener tapes (2, 3)
bearing their re- 1. A method of manufacturing a slide fastener
spective patterns (6', 6'. 6a, 6b) side-by-side chain including a pair of
continuous fastener        towards an element-attaching station (10); and
tapes (2, 3) having their respective patterns (6',    means for attaching
the two rows of continuous 6', 6a, 6b) matched with each other and two   20
fastener elements (4, 5) to the inner longitudi- rows of continuous
fastener elements (4, 5)           nal edges (2', 3') of the opposing
fastener mounted along the inner longitudinal edges (2',      tapes (2, 3)
at the element-attaching station; 3') of said fastener tapes, the method
compris-       characterized in that the apparatus further in- ing the
steps of                                      cludes feeding  the opposing
continuous fastener   25         (a) means for applying two series of cor-
tapes (2, 3) bearing their respective patterns          responding
alignment markers (8, 9) to the (6', 6', 6a, 6b) side-by-side towards an
ele-           continuous fastener tapes (2, 3) at intervals ment-attaching
station (10); and attaching the          longitudinally thereof while said
tapes have two rows of continuous fastener elements (4, 5)         their
respective patterns (6', 6', 6a, 6b) to the inner longitudinal edges (2',
3') of the   so    matched with each other; opposing fastener tapes (2, 3)
at the element-          (b) detector means for detecting the cor-
attaching station; characterized in that the            responding
alignment markers (8. 9) during method further includes:
the feed of the opposing continuous fas- (a) applying two series of
corresponding             tener tapes (2, 3); alignment markers (8, 9) to
the continuous   35      (c) control means for automatically control-
fastener tapes (2, 3) at intervals longitudi-        ling the respective
rates of feed of the op- nally thereof while said tapes have their
posing fastener tapes (2, 3), said control respective patterns (6', 6' 6a,
6b) matched            means being operative in such a way as to with each
other;                                      let said fastener tapes
continue to feed if (b) detecting the corresponding alignment  40
the corresponding alignment markers (8, 9) markers (8, 9) during the feed
of the oppos-         prove to be in register with each other, and ing
continuous fastener tapes (2, 3); and            said control means being
operative to re- 



(c) controlling the respective rates of feed of      strain the rate of
feed of the leading fas- the opposing fastener tapes (2, 3) in such a
tener tape (2) so as to bring the corre- way as to let said fastener tapes
continue to  45    sponding alignment markers (8, 9) into reg- feed if the
corresponding alignment markers           ister, if the corresponding
alignment mark- (8, 9) prove to be in register with each             ers
(8, 9) are detected by said detector other, and to restrain the rate of
feed of the        means to be out of register with each other; leading
fastener tape (2) so as to bring the         and corresponding alignment
markers (8, 9) into  so          means for attaching the two rows of
register, if the corresponding  alignment            continuous fastener
elements (4, 5) to the markers (8, 9) prove to be out of register
longitudinal edges (2', 3' ) of the opposing with each other; and in that:
fastener tapes (2, 3) with the alignment the attachment of the two rows of
con-            markers (8, 9) in register with each other. tinuous
fastener elements (4, 5) to the ion-  55 gitudinal edges (2, 3') of the
opposing fas-  4. Apparatus according to claim 3, wherein the tener tapes
(2, 3) is effected with the align-     means for applying the two series of
alignment ment markers (8, 9) in register with each          markers (8, 9)
is adapted to apply them to the 5    7                 EP 0 414 553 B1
8 pletely exempt from mismatching.                           other.
Furthermore, if alignment markers are provided along the inner longitudinal
edge of a fastener tape,  2. A method according to claim 1, the two series
which is the edge most susceptible to mechanically      of alignment
markers (8, 9) being applied to and physically caused mismatching of the
patterns,   5  the respective inner longitudinal edges (2',3') the
preciseness of matching patterns on the op-          of the continuous
fastener tapes (2, 3). posed fastener tapes will be enhanced. Obviously,
various modifications and variations  3. Apparatus for manufacturing a
slide fastener of the present invention are possible in light of the
chain including a pair of continuous fastener above description. It is
therefore to be understood   to  tapes (2, 3) having their respective
patterns (6', that, within the scope of the appended claims, the      6',
6a, 6b) matched with each other and two invention may be practised
otherwise than as spe-       rows of continuous fastener elements (4, 5)
cifically described.                                    mounted along the
inner longitudinal edges (2', 3') of said fastener tapes, the apparatus
com- Claims                                          5       prising: means
for feeding the opposing con- tinuous fastener tapes (2, 3) bearing their
re- 1. A method of manufacturing a slide fastener           spective
patterns (6', 6', 6a, 6b) side-by-side chain Including a pair of continuous
fastener       towards an element-attaching station (10); and tapes (2, 3)
having their respective patterns (6',   means for attaching the two rows of
continuous 6', 6a, 6b) matched with each other and two   20    fastener
elements (4, 5) to the inner longitudi- rows of continuous fastener
elements (4, 5)         nal edges (2', 3') of the opposing fastener mounted
along the inner longitudinal edges (2',     tapes (2, 3) at the
element-attaching station; 3') of said fastener tapes, the method compris-
characterized in that the apparatus further in- ing the steps of:
cludes: feeding  the opposing  continuous fastener  25         (a) means
for applying two series of cor- tapes (2, 3) bearing their respective
patterns         responding alignment markers (8, 9) to the (6', 6', 6a,
6b) side-by-side towards an ele-           continuous fastener tapes (2, 3)
at intervals ment-attaching station (10); and attaching the
longitudinally thereof while said tapes have two rows of continuous
fastener elements (4, 5)        their respective patterns (6', 6', 6a, 6b)
to the inner longitudinal edges (Z, 3') of the   30    matched with each
other; opposing fastener tapes (2, 3) at the element-         (b) detector
means for detecting the cor- attaching station; characterized in that the
responding alignment markers (8, 9) during method further includes:
the feed of the opposing continuous fas- (a) applying two series of
corresponding            tener tapes (2, 3); alignment markers (8, 9) to
the continuous   35     (c) control means for automatically control-
fastener tapes (2, 3) at intervals longitudi-       ling the respective
rates of feed of the op- nally thereof while said tapes have their
posing fastener tapes (2, 3), said control 



respective patterns (6', 6', 6a, 6b) matched        means being operative
in such a way as to with each other;
let said fastener tapes continue to feed if (b) detecting the corresponding
alignment  40       the corresponding alignment markers (8, 9) markers (8,
9) during the feed of the oppos-        prove to be in register with each
other, and ing continuous fastener tapes (2, 3); and           said control
means being operative to re- (c) controlling the respective rates of feed
of     strain the rate of feed of the leading fas- the opposing fastener
tapes (2, 3) in such a        tener tape (2) so as to bring the corre- way
as to let said fastener tapes continue to  45   sponding alignment markers
(8, 9) into reg- feed if the corresponding alignment markers         ister,
if the corresponding alignment mark- (8, 9) prove to be in register with
each            ers (8, 9) are detected by said detector other, and to
restrain the rate of feed of the      means to be out of register with each
other; leading fastener tape (2) so as to bring the        and
corresponding alignment markers (8, 9) into  50         means for attaching
the two rows of register, if the corresponding alignment
continuous fastener elements (4, 5) to the markers (8, 9) prove to be out
of register          longitudinal edges (2', 3' ) of the opposing with each
other; and in that:                       fastener tapes (2, 3) with the
alignment the attachment of the two rows of con-           markers (8, 9)
in register with each other. tinuous fastener elements (4, 5) to the Ion-
55 gitudinal edges (2', 3') of the opposing fas-  4. Apparatus according to
claim 3, wherein the tener tapes (2, 3) is effected with the align-
means for applying the two series of alignment ment markers (8, 9) in
register with each         markers (8, 9) is adapted to apply them to the
9                 EP 0 414 553 B1                    10 respective inner
longitudinal edges (2', 3') of  3  Vorrichtung zur Herstellung einer [err]
the continuous fastener tapes (2, 3).              schlufkette mit zwei
fortlaufenden Tragban- dem (2, 3), deren jeweilige Muster (6', 6', 6a,
PatentansprUche                                        6b) zueinander
ausgerichtet sind, und mit zwei 5       fortlaufenden Kuppelgliederreihen
(4, 5), die 1. Verfahren zur Herstellung einer ReiBverschluB-      entlang
den inneren Lngsrandern (2', 3') der kette mit zwei fortlaufenden
Tragbandern (2,       Tragbander angebracht sind, wobei die Vor- 3), deren
jeweilige Muster (6', 6', 6a, 6b) zuein-  richtung umfaBt: Mittel zum
ZufUhren der ihr ander ausgerichtet sind, und mit zwei fortlau-
jeweiliges Muster (6', 6', 6a, 6b) tragenden fenden Kuppelgliederreihen (4,
5), die entlang   7o  gegenalberliegenden fortlaufenden Tragbander den
inneren Langsrandem (2', 3') der Tragban-      (2, 3) Seite an Seite zu
einer Kuppelglieder- der angebracht sind, wobei des Verfahren die
Anbringstation (10); und Mittel zum Anbringen Schritte umfaBt:
der beiden fortlaufenden Kuppelgliederreihen Zuf~hren der ihre jeweiligen
Muster (6', 6', 6a,   (4, 5) an den inneren LAngsr~ndern (2', 3') der 6b)
tragenden gegen~berliegenden fortlaufen-  t6   gogen~berliegenden
Tragb~nder (2, 3) in der den Tragbander (2, 3) Seite an Seite zu elner
Kuppelglieder-Anbringstation;  dadurch  ge- Kuppelglieder-Anbringstation
(10); und Anbrin-     kennzelchnet, daB die Vorrichtung ferner um- gen der
beiden fortlaufenden Kuppelgliederrei-     faBt: hen (4, 5) an den inneren
Langsrandern (2', 2')      (a) Mittel zurm Anbringen von zwei Reihen der
gegentiberliegenden TragbAnder (2, 3) in  20      entsprechender
Ausrichtmarkierungen (8, 9) der Kuppelglieder-Anbringstation; dadurch ge-
an den fortlaufenden Tragbandern (2, 3) in kennzelchnet, daB das Verfahren
ferner urn-           Langsabstanden derselben, wahrend die je- faft:
weiligen Muster (6', 6', 6a, 6b) der Tragban- (a) Anbringen von zwei Reihen
entsprechen-         der zueinander ausgerichtet sind; der
Ausrichtmarkierungen (8, 9) an den fort-  25   (b) Detektormittel zur
Ermittlung der zusam- laufenden Tragbandem (2, 3) in Langsab-
mengehorigen Ausrichtmarkierungen (8, 9) standen derselben, wahrend die
jeweiligen          w~hrend der ZufUhrung der gegentberlie- Muster (6', 6',
6a, 6b) der Tragb~nder zu-         genden fortlaufenden Tragbander (2, 3);
einander ausgerichtet sind;                        (c) Steuermittel zur
automatischen Steue- (b) Ermitteln der zusammengeh6rigen Aus-  9o
rung der jeweiligen ZufUhrgeschwindigkeit richtmarkierungen (8, 9) wahrend
der ZufOh-        der gegenUberliegenden Tragbander (2, 3), rung der
gegenUberliegenden fortlaufenden          wobei die Steuermittel derart
wirksam sind, Tragbander (2, 3); und                             daB die
Tragbander weiterhin zugefllhrt 



(c) Steuern der jeweiligen ZuflUhrgeschwin-        werden, wenn sich
erweist, daB die zusam- digkeit der gegen~berliegenden Tragb~nder  35
mengehorigen Ausrichtmarkierungen (8, 9) (2, 3) derart, daB die ZufUhrung
der Trag-         miteinander fluchten, und wobei die Steuer- bander
fortgesetzt wird, wenn sich erweist,        mittel wirksam sind, die
ZufUhrgeschwindig- daB die zusammengehorigen Ausrichtmar-             keit
des voreilenden Tragbandes (2) zu kierungen (8, 9) miteinander fluchten,
und         drosseln, urn die zusammengehorigen Aus- daB die
ZufUhrgeschwindigkeit des voreilen-  4o    richtmarkierungen (8, 9) zur
Deckung zu den Tragbandes (2) gedrosselt wird, um die         bringen, wenn
die Detektormittel feststellen, zusammengehdrigen Ausrichtmarkierungen
daB die zusammengehorigen Ausrichtmar- (8, 9)zur Deckung zu bringen, wenn
sich            kierungen (8, 9) nicht miteinander fluchten; erweist, daB
die zusammengehorigen Aus-            und richtmarkienungen (8, 9) nicht
miteinander  45         Mittel zum Befestigen der beiden fort- fluchten;
und                                      laufenden Kuppelgliederreihen (4,
5) an den daB die Befestigung der beiden fortlau-        LAngsrAndern (2',
3') der gegenaberliegen- fenden Kuppelgliederreihen (4, 5) an den
den Tragbander (2, 3), wobei die Ausricht- LAngsrandern (2', 3') der
gegenaberliegen-         markierungen (8, 9) miteinander fluchten. den
Tragbfnder (2, 3) durchgefohrt wird,  so wobei die Ausrichtmarkierungen (8,
9) mit-   4. Vorrichtung nach Anspruch 3, wobei die Mittel einander
fluchten.                               zum Anbringen der zwei Reihen von
Ausricht- markierungen (8, 9) geeignet sind, diese an 2. Verfahren nach
Anspruch 1, wobel die zwei           den jeweiligen inneren Langsrandern
(2', 3') Reihen von Ausrichtmarkierungen (8, 9) an den   55  der
fortlaufenden Tragbander (2, 3) anzubrin- jeweiligen inneren LAngsrandem
(2', 3') der        gen. fortlaufenden Tragbander (2, 3) angebracht werden.
6    * C   L   M   S Revendlcatlons
sont appliqudes aux bords longitudinaux inte- rieurs respectifs (2', 3')
des rubans-supports 1. Proc~d6 de fabrication d'une chaihe de ferme-
continus (2, 3). ture A glissiere qui comprend une paire de rubans-supports
(2, 3) continus, dont les motifs   5   &  Appareil de fabrication d'une
chaine de ferme- respectifs (6', 6', 6a, 6b) colncident l'un avec    ture &
glissiere qui comprend une paire de l'autre, et deux rangees d'elements
d'accou-        rubans-supports (2, 3) continus, dont les motifs plement
continus (4, 5) montees le long des         respectifs (6', 6', 6a, 6b)
cohncident l'un avec bords longitudinaux int6rieurs (2', 3') desdits
l'autre, et deux rang6es d'6lements d'accou- rubans-supports, ledit proc6de
comprenant ls   1o  plement continus (4, 5) montees le long des etapes
consistant a:                                bords longitudinaux int6rieurs
(2', 3') desdits - amener les rubans-supports (2, 3) conti-
rubans-supports, nus places an vis-&-vis, qui portent leurs     ledit
appareil comprenant: motifs respectifs (6', 6', 6a, 6b), c8te-&-       - un
moyen pour amener les rubans-sup- c8te en direction d'un poste (10) de
fixa-  75      ports (2, 3) continus places en vis-a-vis, tion des
elements, et                               qui portent leurs motifs
respectifs (6', 6', - fixer, au niveau dudit poste (10) de fixa-
6a, 6b), c8te-a-cote en direction d'un tion des 6elments, les deux rangees
poste (10) de fixation des 6l6ments, et d'6lments d'accouplement continus
(4,            - un moyen pour fixer, au niveau dudit 5) aux bords
longitudinaux int~rieurs (2',  20      poste (10) de fixation des 6lments,
les 3') desdits rubans-supports (2, 3) places           deux rangees
d'elements d'accouple- en vis-h-vis,
ment continus (4, 5) aux bords longitudi- caract6rise on co que le proc~dd
comprend en             naux interieurs (2', 3') desdits rubans- outre:
supports (2, 3) places on vis-a-vis, (a) I'application de deux series de
repbres   25  caract6ris6 en ce que ledit appareil comprend d'alignement
correspondants (8, 9) sur les        en outre: rubans-supports continus (2,
3) a certains          (a) un moyen pour appliquer deux series de
intervalles dans le sons longitudinal de            reperes d'alignement
correspondants (8, 9) 



coux-ci alors que lesdits rubans-supports           sur les rubans-supports
continus (2, 3) & ont leurs motifs respectifs (6', 6', 6a, 6b) on   30
certains intervalles dans le sons longitudinal cohncidence,
de coux-ci alors que lesdits rubans-supports (b) la d6tection des repbres
d'alignement           ont lours motifs respectifs (6', 6', Oa, 6b) en
correspondants (8, 9) pendant l'avancee des         coihcidence,
rubans-supports (2, 3) continus places en           (b) un moyen de
detection pour d6tecter les vis-a-vis, et                            35
reperes d'alignement correspondants (8, 9) (c) la commando des vitesses
respectives            pendant l'avancee des rubans-supports (2, d'avancee
des rubans-supports (2, 3) plac6s         3) continus places en vis-&-vis,
et en vis-&-vis de maniere A ce que lesdits            (c) un moyen de
commando pour regler rubans-supports continuent & avancer si les
automatiquement les vitesses respectives repbres d'alignement
correspondants (8, 9)  40      d'avancee des rubans-supports (2, 3) placs
s'avbrent etre en colheidence l'un avoc l'au-       on vis-a-vis, ledit
moyen de commande tre et de maniere & limiter la vitesse d'avan-
agissant de manibre a ce que lesdits ru- ceo du ruban-support qui est en
avance (2)          bans-supports continuent A avancer si les pour amener
les reperes d'alignement cor-           repbres d'alignoment correspondants
(8, 9) respondants (8, 9) on coincidence l'un avec   45    s'avbrent etre
en coincidence l'un avec l'au- l'autre si les reperes d'alignement corres-
tre et ledit moyen de commande agissant pondants (8, 9) s'averent ne pas
8tre en            de manibre a limiter la vitesse d'avancde du coincidence
l'un avec l'autre,                      ruban-support qui est en avance (2)
pour et en ce quo la fixation des deux rangees           amener les repbres
d'alignement correspon- d'elements d'accouplement continus (4, 5)  50
dants (8, 9) en coincidence l'un avec l'autre aux bords longitudinaux
interieurs (2', 3')         si les repbres d'alignement correspondants
desdits rubans-supports (2, 3) plac~s en            (8, 9) sont ddtect~s
par ledit moyen de vis-&-vis est effectuee alors quo les reperes
detection comme n'6tant pas en coinnciden- d'alignement correspondants (8,
9) sont en          ce l'un avec l'autre, et coihcidence l'un avec l'autre.
55            - un moyen pour fixer les deux rangees d'6lements
d'accouplement continus 2. Proced6 selon la revendication 1, dans lequel
(4, 5) aux bords longitudinaux int6- les deux sdries de repbres
d'alignement (8, 9)             rieurs (2', 3') desdits rubans-supports 7
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11 (2, 3) places en vis-h-vis avec lee repbres d'alignement correspondents
(8, 9) en coTncidence run avec lautre. 4. Appareil selon la revendication
3, dans lequel   5 le moyen pour fixer les deux series de repbres
d'alignement (8, 9) sont aptes a les appliquer aux bords longitudinaux
intnrieurs respectifs (2', 3') des rubans-supports continus (2, 3). 10 15
20 25 30 35 40 45 50 55 8    


