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of producing a relatively large number of molded sliders per mold. This
invention relates generally to the manufac-  The present invention further
seeks to provide ture of sliders for slide fasteners, and more particu-  a
method of making an injection-molded slider in larly to a method of making
an injection-molded   s   which a slider body and a pull tab are formed of
slide fastener slider in which a slider body and a  different materials.
pull tab are molded on a single mold in a coupled    The present invention
further seeks to provide or assembled state.
a method of making an injection-molded slider In In the manufacture of
slide fastener sliders, it  which a slider body and a pull tab have
different has been customary practice to first form a slider  10  colors.
body, an arch-shaped support lug and a pull tab      According to the
present invention, there is independently of each other by
injection-molding,  provided a method of making an injection-molded and
then assemble these three component parts     slide fastener slider, the
slider including a slider into a slide fastener by ultrasonically welding
the  body having upper and lower wings Joined at their support lug to an
upper wing of the slider body   15  front ends by a neck so as to define
therebetween with the pull tab pivotally connected with the sup-  a
Y-shaped guide channel, an arch-shaped support port lug. The conventional
practice has a drawback  lug  Integral with a top surface of the upper wing
however that the ultrasonic welding provides var-  and extending
longitudinally of the slider body so ious degrees of bonding and involves
an Incidental  as to define jointly with the top surface a transverse
welding failure which cannot be detected by visual  20  hole, and a pull
tab pivotally connected with the inspection, lowering the rate of
production.      arch-shaped support lug and having a pintle loose- With
the foregoing drawback In view, a some-   ly received in the transverse
hole, said method what successful method has been proposed by
comprising the steps of providing a mold including U.S. Patent No.
2,509,278 in which a slider body  a pair of complementary mold members
jointly and a pull tab are molded simultaneously in only  26  defining
therebetween a first mold cavity for for- one molding step in a coupled or
assembled state.  ming the slider body including the support lug and The
proposed method employs a mold composed       a second mold cavity for
forming the pull tab of two mold members or halves constructed to
except the pintie, said first and second mold cav- form the front and rear
portions of a slider body  ities communicating with each other, said mold
respectively. For connection with the slider body,  so  further including a
main slide core slidably dis- the pull tab is molded in a tilted position
in which  posed in said first cavity and having an auxiliary the pull tab
extends obliquely to an upper wing of  slide core slidably associated
therewith, said main the slider body at an angle of 45 degrees. The    and
auxiliary slide cores jointly have a shape com- mold further includes two
opposed slide cores     plementary to the shape of the transverse hole,
movable sidewise into the mold halves so as to  36  said auxiliary slide
core being movable between a form simultaneously an aperture in the pull
tab in  first position to block communication between said which a support
lug is to be threaded, a transverse  first and second mold cavities and a
second posi- hole in the support lug, a spindle or pintie received  tion to
allow communication between said first and in the transverse hole, and a
gap between the     second mold cavitiesl closing said mold while pintle
and the upper wing.                   40  keeping said auxiliary slide core
in said first posi- The method disclosed in the above-identified   tion;
injecting an amount of molten material into U.S. patent is advantageous in
that the slider body  said closed mold to fill said first cavity, thereby
and the pull tab can be molded simultaneously in a  forming the slider body
and the support lug; there- single molding step in a coupled state. This
meth-  after, while keeping said mold in the closed codi- od however is
still unsatisfactory in that the slide   45  tion, moving said auxiliary
slide core from said first cores are complicated in shape and configuration
position to said second position to form a third and hence need to be
finished on a high precision  cavity complementary in contour to the shape
of machine. The mold having such complicated slide   the pintle partly
defined by the underside of the cores can produce only a small number of
molded   just molded support lug and communicating with sliders per mold,
resulting in expensive products.  50  said second mold cavity; then
injecting an amount The use of such complicated mold involves a large  of
molten material into said closed mold to fill said amount of objectionable
burrs formed on a molded  second and third mold cavities, thereby forming
the slider and hence is not suitable for mass-produc-  pull tab with Its
pintle pivotally connected with the tion.
lug on the molded slider body; and after the expira- With the foregoing
difficulties in view, the   55  tion of an adequate length of cooling time
for present Invention seeks to provide a method of    solidifying the
molded slider body and pull tab, making an Injection-molded slide fastener
slider on  removing from said mold the slider body and the a mold which is
simple in construction and capable  pull tab molded in coupled state. 2    
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advantages and features of the      tab 2. present invention will become
manifest to those        The slider body 1 includes upper and lower versed
in the art upon making reference to the     wings 3, 4 joined at their
front ends by a diamond detailed description and the accompanying sheets
or neck 5 so as to define therebetween a generally of drawings in which
preferred structural embodi-   a   Y-shaped guide channel 7 for the passage
of a ments Incorporating the principles of the present  slide fastener
chain (not shown). The upper wing 3 invention are shown by way of
illustrative example.  includes a pair of slide flanges 6 extending along
Figure 1 is a perspective view, with parts omit-  opposite longitudinal
edges thereof and projecting ted for clarity, of a mold  Illustrative of a
first  toward the lower wing 4 to define part of the guide
injection-molding step for forming a slider body   10  channel 7. The
slider body 1 further includes an according to the present invention;
arch-shaped support lug 9 integrally formed on a Figure 2 is a longitudinal
cross-sectional view of  top surface of the upper wing 3 and extending the
mold shown in Figure 1;                     longitudinally of the slider
body 1 there being Figure 3 is a diagrammatical perspective view of
defined between the support lug 9 and the top a slide fastener slider
molded on the mold ac-  15  surface a transverse opening or hole 8 for
receiving cording to the present invention;                a portion of the
pull tab 2. Figure 4 is a side view, partly in cross section,   The pull
tab 2 Is in the shape of a rectangular of the slider;
plate and has a rectangular aperture 10 adjacent to Figure 5 Is a
fragmentary vertical cross-sectional  an upper end thereof and a
rectangular window 11 view of the mold taken in a plane perpendicular  20
adjacent to the lower end, the window 11 being to the sectional plane of
Figure 2;              partly defined by a spindle or pintle 12 loosely
Figure 6 Is a horizontal cross-sectional view    received in the transverse
hole 8. taken along line VI- VI of Figure 5;                The slider of
the foregoing construction is mol- Figure 7 is a horizontal cross-sectional
view    ded on a mold shown in Figures 5- 7. The mold taken along line VII
- VII of Figure 5, showing a   25  includes a fixed mold member 13 and a
movable second injection-step for forming a pull tab;    mold member 14
adapted to be put together to Figure 8 is a view similar to Figure 2, but
close the mold. The mold further Includes a main showing a modified mold;
slide core 15 and an auxiliary slide core 16 slidably Figure 9 Is a
cross-sectional view of slide cores  associated with the main slide core
15. The main In the mold shown In Figure 8;              so  and auxiliary
slide cores 15, 16 are slidably dis- Figure 10 is a view similar to Figure
8, but     posed between the mold members 13, 14 In con- showing the mold
with parts in a position just   fronting relation to one another and
movable side- before the second Injection-molding step;        wise of the
mold. The mold Is constructed to make Figure 11 is a plan view of another
molded      the molded slider in such a manner that the pull slider
manufactured according to the present  35  tab 2 is disposed in a vertical
position in which It invention;
extends perpendicular to the general plane of the Figure 12 is a side view
of Figure 11;           slider body 1, as shown in Figure 4. To this end,
Figure 13 is a vertical cross-sectional view of a  the fixed mold member 13
is so constructed as to mold used for making the slider shown in Figure
form a front part 1 a of the slider body 1 and a face 12, the view showing
the first Injection-molding   40  side 2a of the pull tab 2 which are
disposed on one step; and                                        side of a
parting line 35. On the other hand, the Figure 14 is a view similar to
Figure 13, but    movable mold member 14 is constructed to form showing the
mold with parts In a position just   the rear part 1b of the slider body 1
and the back before the second Injection-molding step.        side 2b of
the pull tab that are disposed on the Referring now to the drawings wherein
like   45  opposite side of the parting line 35. The fixed and reference
characters designate like or correspondig  movable mold members 13, 14 have
respective parts throughout several views, there is Illustrated  mold cores
17, 18 (Figure 6) adapted to be fitted In Figures 3 and 4, a slide fastener
slider formed  together for forming the Y-shaped guide channel 7. by
injection-molding according to the present in-      When the mold is
closed, there are defined vention. The slider is composed of a slider body
1   so  between the two mold members 13 14 a first mold formed of a
synthetic resin and a pull tab 2 formed  cavity 22 for forming the slider
body 1 including of a metal and pivotally mounted thereon. The      the
support lug 9, and a second mold cavity 23 for combination of materials
used for the formation of  forming the pull tab 2 except the pintle 12. The
first the slider body 1 and the pull tab 2 is not limited to  and second
mold cavities 22, 23 communicate with the illustrated example. It is also
possible to form   55  each other but this communication is blocked when
the slider body 1 and the pull tab 2 by the same   the auxiliary slide core
16 is held in the first posi- material. Similar variations are also
possible with  tion shown In Figures 1, 2 and 5. In this instance, respect
to colors of the slider body 1 and the pull  the main and auxiliary slide
cores 15, 16 are held 3    



5                 EP 0 282 987 B1                   6 in intimate contact
with each other within the first  the slider body 1 and the pull tab 2, the
molded mold cavity 22 and jointly constitute a slide core  article (a
prospective slider) is removed from the assembly of a shape complementary
in contour to   mold by parting the two mold members 13, 14 and the shape
of the transverse hole 8. The front part  the associated main slide core 15
as is well known of the auxiliary slide core 16 which is received in   5
in the art The sprues, runner and gate on the the main slide core 15 has a
shape identical to the  molded article are removed. As a result, the slider
shape of the pintle 12. When the auxiliary slide  body 1 and the pull tab 2
have been molded in core 16 is moved from the aforementioned first
coupled or assembled state. position in a direction away from the main
slide     In the second Injection-molding step, the un- core 15 until it is
arrived at the second position   10  derside of the already molded support
lug 9 Is get shown in Figure 7, at which time there is defined a  into
contact with the upper surface of a just formed third mold cavity 25
between the main and auxiliary  pintle 12 but permanent bonding between two
parts slide core 15, 16 and the underside of the arch-  9, 12 does not take
place partly because the sup- shaped support lug 9 of the slider body 1
pre-    port lug 9 and the pintle 12 are formed of different viously molded
in the first cavity 22 as described   is  materials and partly because of
the thermal con- later on. The third mold cavity 25 thus defined is
traction of the molded support lug 9 and the pintie complementary in
contour to the shape of the      12 occurring when they are cooled. The
latter- pintle 12 and communicates with the second mold   mentioned effect
of the thermal contraction Is en- cavity 23.
hanced by the second injection molding step which As shown in Figure 5, the
fixed mold member  20  is effected before the full solidification of the
sup- 13 further has a first sprue 19 leading to the first  port lug 9. With
this enhanced thermal contraction cavity 22 through a first runner 20 and a
first gate  effect, the pintle 12 Is prevented from sticking to 21. The
mold further has a second sprue 24 ex-    the already molded support lug 9
even when the tending in confronting mold faces of the mold     slider body
1 and the pull tab 2 are molded of the members 13, 14 and leading to the
second mold  25  same material. cavity 23.
A modified mold shown in Figures 8 - 10 is In molding, the mold is closed,
that is, the two  similar to the mold of the foregoing embodiment mold
members 13, 14 are put together while hold-  but differs therefrom In that
a main slide core 15 ing the auxiliary slide core 16 In its first position
slidably supports thereon an auxiliary slide core 16 shown in Figure 2 in
which the auxiliary slide core  30  and the auxiliary slide core 16 Is
movable sidewise 16 is held in intimate contact with the main slide  of the
mold so as to project into, and retract from, core 15. Consequently, the
first mold cavity 22 is  the first cavity 22 in the same direction as the
main separated by the auxiliary slide core 16 from the  slide core 15. The
mold having such slide cores second mold cavity 23. Then, an amount of
molten  15, 16 is simpler oin construction and hence can be synthetic resin
material is injected through the first  35  manufactured less costly than
the mold of the sprue 19 into the closed mold to fill the first mold
foregoing embodiment shown in Figures 1 - 7. cavity 22, thereby forming a
slider body 1 substan-  Since the slide cores 15, 16 are disposed on only
tially identical to the slider body 1 shown in Figure  one side of the mold
cavities 22, 23, only a small 3.
space is occupied by such slide cores 15, 16 and Thereafter, while keeping
the closed condition   40  hence the number of molded articles (I.e.
sliders) of the mold, the auxiliary slide core 16 is retracted  per mold Is
Increased. away from the main slide core 15 by a distance        Figures 13
and 14 show a modified mold used equal to the width of a pull tab 2 to be
molded so  for making a slide fastener slider shown in Figures that the
third mold cavity 25 is defined between the  11 and 12. The slider includes
a slider body 26 main and auxiliary slide cores 15, 16 and the   45  having
an arch-shaped lug 27 to which a pull tab underside of the support lug 9 on
the just molded  28 is pivotally connected. The pull tab 28 is of the
slider body 1, as shown in Figure 7. During that  so called "semi-rotary"
type which is distinguished time, the molded slider body 1 is solidified to
a  from the pull tab 2 of the foregoing embodiment by certain extent.
its arcuate pintle 29. Immediately thereafter or before the full solidi-
50  The slider is molded on the mold such that the fication of the molded
slider body 1 at the latest, an  pull tab 28 is disposed in a plane
extending per- amount of molten metal is injected through the    pendicular
to the general plane of the slider body second sprue 24 into the closed
mold to fill the  26. The mold of this embodiment differs from the second
and third mold cavities 23, 25, thereby    molds of the afore-mentioned
embodiments in the forming a pull tab 2 (identical to the pull tab shown
55 structure of main and auxiliary slide cores. The in Figure 3) with its
pintle 12 received in the   main slide core is composed of a pair of
identical transverse hole 8 of the support lug 9. After the  slide core
members or halves 30, 30 disposed In expiration of a cooling time set for
fully solidifying  end-to-end contact with each other. Likewise, the 4    



7                 EP 0 282 987 B1                    8 auxiliary slide core
is composed of a pair of iden-    loosely received in the transverse hole
(8), said tical slide core members or halves 31, 31 held in      method
comprising the, steps of providing a abutment with each other. Each of the
auxiliary        mold including a pair of complementary mold slide core
halves 31, 31 has a cut-out front end      members (13, 14) jointly
defining therebetween which defines with the cut-out front end of the   5
a first mold cavity (22; 32) for forming the opposite auxiliary slide core
half 31 an arcuate       slider body (1; 26) including the support lug (9;
recess 31 a for forming the arcuate pintle 29. It is   27) and a second
mold cavity (23; 33) for also possible to use a single auxiliary slide core
in  forming the pull tab (2; 28) except the pintle place of the two
auxiliary slide cores 31 in which     (12; 29), said first and second mold
cavities instance the single auxiliary slide core has an ar-  10  (22, 23;
32, 33) communicating with each oth- cuate recess identical to the arcuate
recess 31a.      er, said mold further including a main slide In molding,
the mold is closed while the main      core (15; 30) slidably disposed iun
said first and auxiliary slide cores 30, 31 are held in the       cavity
(22; 32) and having an auxiliary slide position shown in Figure 13. In this
position, the     core (16; 31) slidably associated therewith, main slide
core halves 30, 30 abut on each other in  15  said main and auxiliary slide
cores (15, 16; 30, a central vertical plane 36 common to first and
31) jointly have a shape complementary to the second mold cavities 32, 33,
while the auxiliary       shape of the transverse hole (8), said auxiliary
slide core halves 31, 31 engage together at a point    slide core (16; 31)
being movable between a laterally displaced from the central vertical plane
36  first position to block communication between and block fluid
communication between the first  20    said first and second mold cavities
(22, 23; 32, and second mold cavities 32, 33. Then an amount        33) and
a second position to allow communica- of molten synthetic resin is injected
into the closed  tion between said first and second mold cav- mold to fill
the first mold cavity 32. Thus, a slider  ities(22, 23; 32, 33); closing
said mold while body 26 having the lug 27 (shown in Figure 11) is
keeping said auxiliary slide core (16; 31) in formed. Thereafter, while
keeping the closed con-  25  said first position; injecting an amount of
mol- dition of the mold, the auxiliary slide cores 31 are   ten material
into said closed mold to fill said laterally displaced until the arcuate
recess 31a Is   first cavity (22; 32), thereby forming the slider disposed
in alignment with the central vertical        body (1; 26) and the support
lug (9; 27): there- plane 36. Consequently, there is defined by and
after, while keeping said mold in the closed between the arcuate recess 31
a- and the underside   30  condition, moving said auxiliary slide core (16;
of the already molded lug 27 a third cavity 34         31) from said first
position to said second which is complementary in contour to the shape of
position to form a third cavity (25; 34) com- the arcuate pintle 29 of the
pull tab 28 and commu-    plementary in contour to the shape of the nicates
with the second cavity 33, as shown in         pintle (12; 29), partly
defined by the underside Figure 14. Then an amount of molten metal is  35
of the just molded support lug (9; 27) and injected into the closed mold to
fill the second and   communicating with said second mold cavity third
cavities 33, 34. After a predetermined period    (23; 33); then injecting
an amount of molten of time has past for solidifying the molded materl-
material into said closed mold to fill said sec- als, the molded article (a
prospective slider) is      and and third mold cavities (23, 25; 33, 34),
removed by opening the mold and retracting the   40   thereby forming the
pull tab (2; 28) with its main and auxiliary slide cores 30, 31. Thus, the
pintle (12; 29) pivotally connected with the lug slider body 26 and the
pull tab 28 have been           (9; 27) on the molded slider body (1; 26);
and molded in coupled or assembled state.                  after the
expiration of an adequate length of cooling time for solidifying the molded
slider Claims                                         45      body (1; 26)
and pull tab (2; 28), removing from said mold the slider body (1; 26) and
the 1. A method of making an injection-molded slide        pull tab (2; 28)
molded in coupled state. fastener slider, the slider including a slider
body (1; 26) having upper and lower wings (3,   2  A method according to
claim  1, wherein said 4) joined at their front ends by a neck (5) so as
50  first mold cavity (22; 32) is filled with a first to define
therebetween a Y-shaped guide            molten material and said second
and third channel (7), an arch-shaped support lug (9; 27)    mold cavities
(23, 25; 33, 34) are filled with a integral with a top surface of the upper
wing      second molten material different from said first (3) and
extending longitudinally of the slider     molten material. body (1; 26) so
as to define jointly with the top   66 surface a transverse hole (8), and a
pull tab (2;  3. A method according to claim 1, wherein said 28) pivotally
connected with the arch-shaped       first mold cavity (22; 32) is filled
with a molten support lug (9; 27) and having a pintle (12; 29)   material
having a first color and said second    7                 EP 0 282 987 B1
8 



auxiliary slide core is composed of a pair of iden-    loosely received In
the transverse hole (8), said tical slide core members or halves 31, 31
held in      method comprising the steps of; providing a abutment with each
other. Each of the auxiliary        mold Including a pair of complementary
mold slide core halves 31, 31 has a cut-out front end       members (13,
14) jointly defining therebetween which defines with the cut-out front end
of the   5    a first mold cavity (22: 32) for forming the opposite
auxiliary slide core half 31 an arcuate       slider body (1; 26) including
the support lug (9; recess 31 a for forming the arcuate pintle 29. It Is
27) and a second mold cavity (23; 33) for also possible to use a single
auxiliary slide core in  forming the pull tab (2; 28) except the pintle
place of the two auxiliary slide cores 31 in which     (12; 29), said first
and second mold cavities instance the single auxiliary slide core has an
ar-  10  (22, 23; 32, 33) communicating with each oth- cuate recess
identical to the arcuate recess 31a.      er, said mold further including a
main slide In molding, the mold is closed while the main       core (15;
30) slidably disposed in said first and auxiliary slide cores 30, 31 are
held in the       cavity (22; 32) and having an auxiliary slide position
shown in Figure 13. In this position, the     core (16; 31) slidably
associated therewith, main slide core halves 30, 30 abut on each other in
is  said main and auxiliary slide cores (15, 16; 30, a central vertical
plane 36 common to first and        31) jointly have a shape complementary
to the second mold cavities 32, 33, while the auxiliary       shape of the
transverse hole (8), said auxiliary slide core halves 31, 31 engage
together at a point    slide core (16; 31) being movable between a
laterally displaced from the central vertical plane 36  first position to
block communication between and block fluid communication between the first
20    said first and second mold cavities (22, 23; 32, and second mold
cavities 32, 33. Then an amount        33) and a second position to allow
communica- of molten synthetic resin is injected into the closed  tion
between said first and second mold cav- mold to fill the first mold cavity
32. Thus, a slider  ities (22, 23; 32, 33); closing said mold while body 26
having the lug 27 (shown in Figure 11) Is     keeping said auxiliary slide
core (16; 31) in formed. Thereafter, while keeping the closed con-  25
said first position; injecting an amount of mol- dition of the mold, the
auxiliary slide cores 31 are   ten material into said closed mold to fill
said laterally displaced until the arcuate recess 31a is    first cavity
(22; 32), thereby forming the slider disposed in alignment with the central
vertical        body (1; 26) and the support lug (9: 27); there- plane 36.
Consequently, there is defined by and        after, while keeping said mold
In the closed between the arcuate recess 31 a and the underside   30
condition, moving said auxiliary slide core (16; of the already molded lug
27 a third cavity 34         31) from said first position to said second
which is complementary in contour to the shape of      position to form a
third cavity (25; 34) com- the arcuate pintle 29 of the pull tab 28 and
commu-    plementary in contour to the shape of the nicates with the second
cavity 33, as shown In         pintle (12; 29), partly defined by the
underside Figure 14. Then an amount of molten metal is  35       of the
just molded support lug (9; 27) and injected Into the closed mold to fill
the second and   communicating with said second mold cavity third cavities
33, 34. After a predetermined period    (23; 33); then injecting an amount
of molten of time has past for solidifying the molded materi-    material
into said closed mold to fill said sec- als, the molded article (a
prospective slider) is      ond and third mold cavities (23, 25; 33, 34),
removed by opening the mold and retracting the   40    thereby forming the
pull tab (2; 28) with its main and auxiliary slide cores 30, 31. Thus, the
pintle (12; 29) pivotally connected with the lug slider body 26 and the
pull tab 28 have been           (9; 27) on the molded slider body (1; 26);
and molded in coupled or assembled state.                  after the
expiration of an adequate length of cooling time for solidifying the molded
slider Claims                                         45      body (1; 26)
and pull tab (2; 28), removing from said mold the slider body (1; 26) and
the 1. A method of making an injection-molded slide        pull tab (2; 28)
molded In coupled state. fastener slider, the slider including a slider
body (1; 26) having upper and lower wings (3,   2. A method according to
claim 1, wherein said 4) joined at their front ends by a neck (5) so as
50  first mold cavity (22; 32) is filled with a first to define
therebetween a Y-shaped guide             molten material and said second
and third channel (7), an arch-shaped support lug (9; 27)    mold cavities
(23, 25; 33, 34) are filled with a integral with a top surface of the upper
wing      second molten material different from said first (3) and
extending longitudinally of the slider     molten material. body (1; 26) so
as to define jointly with the top   55 surface a transverse hole (8), and a
pull tab (2;  3.  A method according to claim 1, wherein said 28) pivotally
connected with the arch-shaped       first mold cavity (22; 32) is filled
with a molten support lug (9; 27) and having a pintle (12; 29)   material
having a first color and said second 5    9                 EP 0 282 987 B1
10 



*    C    L   M   S    * and third mold cavities (23, 25; 33, 34) are
et ayant un axe d'articulation (12 ;29) requ de filled with a molten
material having a second      fagon lache dans le trou transversal (8).
ledlt color different from said first color.             procede comprenant
les 6tapes de: rdaiisation d'un moule comprenant une pairs d'dldments 4. A
method according to claim 1, wherein the   5      de moule compldmentaires
(13, 14) definlssant last-mentioned injection is effected before the
ensemble entre eux une premlbre empreinte molten material filled in the
first cavity (22; 32)  de moule (22 ; 32) pour former le corps de is fully
solidified.                               curseur (1 ; 26) comprenant
lParceau de sup- port (9 ; 27) et une seconds empreinte de 5. A method
according to claim  1, said third  10      moule (23 ; 33) pour former la
tirette (2; 28) h cavity (25) is defined Jointly by and between
l'exception de laxe d'articulation (12  29), said main and auxiliary slide
cores (15, 16) and   lesdites premiere et seconds empreintes de the
underside of the lug (9) of the already        moule (22, 23 ; 32, 33)
communiquant l'une molded slider body (1).                            avec
l'autre, ledit moule comprenant en outre 15      un noyau coullssant
principal (15 ; 30) dispos6 6. A method according to claim 5, said
auxiliary       de manlere coulissante dans ladite premibre slide core (16)
has substantially, the same        empreinte (22 ; 32) et ayant un noyau
coulls- shape as the pintle (12) of the pull tab (2).      sant auxIllaire
(18 ; 31) qul lul est associe de manibre coullssante, lesdits noyaux
coulissants 7. A method according to claim 1, wherein said  20
principal et auxillalre (15, 16 ; 30, 31) ont third cavity (34) is defined
jointly by and be-    ensemble une forms compiementaire a la for- tween a
recessed portion (31a) of the auxiliary    me du trou transversal (8),
ledit noyau coulls- slide core (31) and the underside of the lug       sant
auxillaire (16 ; 31) etant mobile entre une (27) of the already molded
slider body (26).       premibre position pour bloquer la conimunlca- 25
Vtion entre lesdites premibre et seconde em- 8. A method according to claim
1, said main slide      preintes de moule (22, 23 ; 32, 33) et une core
(15) and said auxiliary slide core (16) are   seconds position pour
permettre une commu- disposed in opposed relation to each other and
nication entre lesdites premlbre et seconds engageable Intimately with each
other.             empreintes de moule (22, 23 ; 32, 33) ; de 30
fermeture dudit moule tout en maintenant ledit 9. A method according to
claim 1, said main slide      noyau coullssant auxiliaire (16 ; 31) dans
ladite core (15) and said auxiliary slide core (16) are   premibre position
; d'injection d'une quantite disposed on one side of said first cavity (22)
de matlere en fusion dans ledit moule ferme and are superposed one on the
other.               pour remplir ladite premibre empreinte (22 35
32), en formant de cette fagon le corps de 10. A method according to claim
1, said firt to       curseur (1 ;26) et l'arceau de support (9 ; 27);
third mold cavities (22, 23, 25; 32, 33, 34) are   puts, tout en maintenant
ledit moule I le'tat arranged such that the pull tab (2; 28) molded
fermd, de d*placement dudit noyau coulissant on the mold is disposed in an
upstanding           auxillaire (16 ; 31) de ladite premibre position &
position in which the pull tab (2; 28) extends   40  ladite seconds
position pour former une trolslb- perpendicularly to the general plane of
the        me empreinte (25 ; 34) de contour compid- slider body (1; 26).
mentaire & la forme de l'axe d'articulation (12; 29), partiellement ddfinle
par le dessous de Revendications
Iarceau de support (9 ; 27) juste mould et 45      communiquant avec ladite
seconds empreinte 1. Procedd de fabrication d'un curseur de ferme-       de
moule (23 ; 33) ; puis d'injection d'une ture & gllssibre mould par
injection, le curseur   quantitd de matibre en fusion dans ledit moule
comprenant un corps de curseur (1; 26) ayant       fermd pour remplir
lesdites seconds et trolsib- des ailes supdrieure et infdrieure (3, 4)
rdunies  me empreintes de moule (23, 25 ; 33, 34), en & leurs extrdmIt6s
avant par un col (5) de   60    formant de cette fagon la tirette (2; 28)
avec maniere a definir entre elles un canal de gui-     son axe
d'articulation (12 ; 29) artculd a l'ar- dage en forms de Y (7), un arceau
de support       ceau (9 ; 27) sur le corps de curseur mould (1 (9: 27)
faisant parde intdgrante d'une surface     ; 28) ; et, apres r'expiration
d'un temps add- supdrieure de l'alle supdrleure (3) et s'etendant  quat de
refroldissement pour solidifier le corps le long du corps de curseur (1;
26) de manie-  aS  de curseur (1 ; 26) et la tirette (2 ; 28) moulds, re a
d6finir avec la surface supdrieure un trou    de retralt dudit moule du
corps de curseur (1: transversal (8), et une Urette (2 ; 28) relide de  26)
et de la tirette (2; 28) moulds dans un 6tat fagon pivotante I I'arceau de
support (9 ; 27)     accoupid.    11                EP 0 282 987 B1
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2. Procede salon la revendicatlon 1, dans loquel       soft disposee dane
une position verficale dans ladite preribre empreInte de moule (22 ; 32)
laquelle la tirette (2 : 28) s'etend de fagon :et remplie d'une premiere
matiere en fusion       perpendiculaire au plan general du corps de et
lesdites seconds et troislme empreintes de     curseur (1; 26). moule (23,
25 ; 33, 34) sont remplies d'une    6 seconds matibre en fusion differente
de ladite  Patentansprliche premlere matiere en fusion. 1. Verfahren zum
Hersetllen eines spritzgegosse- 3. Proc~dd selon la revendication 1, dans
lequel       nen Schlebers fUr Reil~verschiUsse, wobel der ladite premibre
empreinte de moule (22 ; 32)  7o   Schieber eonen Schleberkorper (1;26) mit
el- est rempile d'une matiere en fusion ayant une      nem Oberschild (3)
und elnem Untbrschild (4), premibre couleur et lesdites seconds et troisie-
die an ihren vorderen Enden durch einen me empreintes de moule (23, 25 ;
33, 34) sont      Schleberkeil (5) miteinander verbunden sind, rempiles
d'une matiers en fusion ayant une         urn dazwischen einen Y-firmigen
FUhrungska- seconde couleur diff6rente de ladito premeire   18  nal (7) zu
begrenzen, sine bogenformige couleur.
Schieberkappe (9;27), die mit der Oberseete des Oberschilds (3) einstOcig
let und slch in 4. Procede selon la revendication 1, dans lequel        i
ngsrichtung des Schiebsrkorpers (1;26) er- Illnjection mentionnee en demier
est effectude     streckt, urn gemeinsam mit der Oberselte eine avant que
la matiere en fusion remplissant la  20  Queroffnung (8) zu begrenzen, und
einen Griff prerniere cavlt4 (22 : 32) no sdlt totalernent     (2;28)
umfaBt, der mit der bogenf6rmigen solidifide.
Schleberkappe (9;27) schwenkbar verbunden ;ist und oelnn Quersteg (12;29)
aufweist, der in 5. Proc6de solon la revendlcation 1, ladite troisel-   die
Queroffnung lose eingreift, wobel dieses me empreinte (25) set definle
conjointement  25    Verfahren folgende Schritte umfat .Bereltstel- par et
entre lesdits noyaux coulissants princi-    len einer Form  mit zwel
komplementiren pal et auxillaire (15, 16) et le dessous de
Formteilen (13,14), die gemeinsam zwischen l'arceau (9) du corps de curseur
(1) deji mou-     sich elnen ersten Formhohiraum  (22;32) zur 14.
Ausbildung des Schleberkorpers (1 ;26) ein- 30      schilelilch der
Schleborkappe (9;27) und elnen 6. Procedd solon la revendication 5, ledit
noyau       zwelten Formhohlraum (23;33) zur Ausbildung coullasant
auxillaire (16) a sensiblement la       des Griffs (2;28) mit Ausnahme des
Querstegs meme forme quo 'axe d'articulation (12) de la      (12;29)
besgrenzen, wobei der erste und der tirette (2).
zweite Formhohlraum  (22,23;32,33) miteinan- s6      der In Verbindung
stehen, wobei die Form 7. Proc6d6 selon la revendIcation 1, dans lequel
femer elnen Hauptschlebekem (15;30) umfait, ladite troisime empreinte (34)
est definle        der in dem ersten Formhohiraum (22;32) ver-
conjointement par et entre une partle dvidde       schlebbar angeordnet lst
und elnen Hilfeschie- (31a) du noyau coulissant auxillalre (31) et le
bekern (18;31) umfalt, der mit diesem ver- dessous de l arceau (27) du
corps de curseur   4o  schlebbar verbunden ist, wobei der Haupt- und (26)
dela mould.                                   der Hiifsschiebekern
(15.16830,31) gemelnsam sine Form haben, die zu der Quer6ffnung (8) S.
Procede solon la revendication 1, ledit noyau       komplementfr let, wobsi
der Hilfsechlebekern coullssant principal (15) et ledit noyau coulis-
(16;31) zwischen siner ersten Stellung zur Un- sant auxillaire (16). sont
disposes en face lun   45  terbrechung der Verbindung zwlschen der er- de
l'autre et peuvent venir en contact serre       sten und der zweiten
Formhalftb (22,23;32,33) IFun avec l'autre.
und elner zwelten Stoliung bewegbar ist, urn sine Verbindung zwischen der
ersten und der 9. Procd6 solon la revendication 1, ledit noyau
zweiten Formhlfte (22,23:32,33) zu ermngIl- coulissant principal (15) et
ledit noyau coulls-  5o  chen; SchileBen der Form, wahrend der Hilfs- sant
auxillaire (16) sont dlsposes sur un c8t6     schiebekern (16;31) in der
ersten Steliung ge- de ladite premlbre empreinte (22) et sont su-
halten wird; Einspritzen einer Menge eines go- perposes IPun sur lPautre.
schmolzenen Materials in die geschlossene Form zum FUllen des ersten
Formhohiraums 10. Procddd salon la revendication 1, lesdites pre-  6s  (22;
32), urn dadurch don Schleberk6rper (1: mibre & troislbme empreintes de
moule (22,         26) und die Schleberkappe (9;27) auszubilden; 23, 25 ;
32, 33, 34) sont disposees de tells       sodann Bewegen des
Hllfsschlebekems (16; sorts quo la tirette (2 28) moules sur le moule
31) Im geschlossenen Zustand der Form von 7    13                EP 0 282
987 B1                    14 



der ersten Stellung in die zwelte Stellung, urn    Kappe (27) des berelts
gegossenen Schieber- oenen dritten Formhohlraum (25:34) zu bilden,
korpers (26) begrenzt wird. dessen UmriB zur Form des Querstegs (12;29)
komplementar ist, der teliweise von der Unter-     Verfahren nach Anspruch
1, wobel der Haupt- seite der gerade gegossenen Schieberkappe   5
schlebekern (15) und der Hllfsschlebekern (16) (9:27) begrenzt wird und mit
dem  iwelten          einander gegenUberilegend angeordnet und Formhohlraum
(23.33) in Verbindung steht; so-      miteinander In Innige Berfhrung
bringbar sind. dann Einspritzen elner Menge eines geschmol- zenen Materials
in die geschlosnene Form zum   9. Verfahren nach Anspruch 1, wobel der
Haupt- FUllen des zwelten und dritten Formhohlraums   10  schiebekem (15)
und der Hiifsschfebekem (18) (23,25,33,34), um dadurch den Grlff (2;28) zu
auf einer Selte des ersten Formhohlraums (22) bilden, dessen Quersteg (12;
29) mit der Schie-     und Obereinanderilegend angeordnet sind. berkappe
(9;27) auf dem gegossenen Schieb- erkorper (1;28) schwenkbar verbunden Ist;
und  10. Verfahren nach Anspruch 1, wobel der erste nach Ablauf elner fUr
die Verfestigung des   15    und dritte Formhohlraum  (22,23.25;32,33,34)
gegossenen Schieberiorpers (1;26) und des          so ausgebildet snd, daB
der in der Form ge- Griffs (2;26) erforderlichen AbkUhizeit, Entneh-
gossene Griff (2;28) in elner aufrechten Lags men des im gekuppeiten
Zustand gogossenen          angeordnet ist, In der sich der Griff (2;28)
Schleberkirpers (1;26) und des Griffs (2;28)       rechtwinkilg zur
Hauptebene des Schieberkor- aus der Form.                             20
pore (1;28) erstreckt 2. Verfahren nach Anspruch 1, wobel der erste
Formhohiraum (22;32) mit einer ersten ge- schmolzenen Materialmenge geftllt
wird und der  zwelte  und   dritte  Formhohiraum  25 (23,25;33,34) mIt
elner von der ersten ge- schmolzenen  Materialmenge  abweichencden zweiten
geschmolzenen Materialmenge gefUilt werden. 30 3. Verfahren nach Anspruch
1, wobel der erste Formhohiraum (22;32) mit elnem geschmolze- non Material
gefUlHt wird, das elne erste Farbe hat und der zwelte und dritte
Formhohiraum (23,25;33,34) mit elnem geschmolzenen Mate-  35 rial gefUllt
werden, dms esne von der ersten Farbe abweichende zweibt Farbe hat. 4.
Verfahren nach Anspruch 1, wobel der letztge- nannte Spritzglelvorgang
durchgeft-hrt wird,  40 bevor das in dem ersten Formholilraum (22;32)
eingebrachte Material vollst~ndig erhlrtet Ist. 6. Verfahren nach Anspruch
1, wobel der dritte Formhohlraum (25) gemeinsam von und zwI-  45 schen dem
Haupt-- und Hilfsschiebekem (15,16) und der Unterseite der Schleberkappe
(9) des bereits gogossenen Schleberk5rpers (1) begrenzt wird. 50 6
Verfahren nach Anspruch 5, wobel der Hilfs- schlebekern (16) im
wesentlichen die gleiche Form hat wie der Quersteg (12) des GrIffs (2). 7.
Veriahren nach Anspruch 1, wobel der dritte  55 Formhohiraum (34) gemelnsam
von und zwi- schen elnem ausgesparten Berelch (31a) des Hilfsschlebekems
(31) und der Unterseite der    


