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tape free of the fly strips; and feeding the slide fastener chain with the
successive fly strips along The present invention relates to production of
the straight path by applying the driving force to slide fasteners for
trousers, and more particularly to  both of the tapes while the slide.
method of and apparatus for feeding a continu-   5    According to a second
aspect of the present ous slide fastener chain with successive fly strips
invention, there is provided an apparatus for feed- while various finishing
steps, such as threading    ing a continuous slide fastener chain with
succes- sliders and attaching bottom stops, is successively  sive fly
strips along a horizontally straight path in a taking place on the slide
fastener chain to provide  slide-fastener finishing machine as claimed in
claim slide fasteners of a predetermined length each   to  2. having a fly
strip.                                     With this arrangement since the
slide fastener In the manufacture of trousers, it has been      chain with
the successive fly strips is fed by apply- customary to use a continuous
slide fastener chain  ing driving force to one tape free of the flies, it
is to which successive fly strips are attached at equal  possible to feed
the slide fastener chain accurately distances by sewing the individual fly
strips onto a   15  in order along a straight path without imparting any
tape of one of opposed stringers. Each fly strip is a  twisting stress to
the slide fastener chain and prospective closure for a front fly opening of
the  hence without causing the folded fly strips to be- trousers. At the
start of a series of finishing steps,  come disarranged. Further, since the
slide fastener each fly strip is folded on such one stringer tape so  chain
is fed by applying driving force to both the that the resulting slide
fastener chain has a dif-  20  two tapes during the slider threading step,
it is ference in thickness between the opposed string-    possible to feed
the slide fastener chain with ade- ers. Because of this thickness
difference, the slide  quate strength so as to be threaded through a
fastener chain cannot be fed along a straight path  slider smoothly and
correctly. as it passes a pair of vertically opposed feed          Many
other advantages, features and additional rollers. Yet, if the slide
fastener chain is fed in and   25   objects of the present invention will
become mani- along an elongated guide, twisting stresses would   fest to
those versed in the art upon making refer- act on the slide fastener chain
so as to cause the  ence to the detailed description and the accom- folded
flies to become disarranged.                 panying sheets of drawings in
which a preferred A solution has been proposed in Japanese
structural embodiment incorporating the principle of Patent Laid-Open
Publication 60-85704, In which a   30  the present invention is shown by
way of illustrative pair of vertically opposed feed rollers, one of which
example. is driven, has upper and lower toothed wheels,         Figure 1 is
a perspective view, with parts broken respectively, for meshing engagement
with a pair       away, of a fastener-chain feed apparatus em- of coupled
rows of fastener elements of the op-        bodying the present invention;
posed stringers during the feeding of the slide  35    Figure 2 is a front
elevational view, on an en- fastener chain. The upper roller is adapted to
be      larged scale, of Figure 1; raised away from the lower roller to
allow an in-      Figure 3 is a fragmentary, enlarged detail view, dividual
slider on the slide fastener chain to pass    partly in cross section, of
Figure 2; the two feed rollers. However, a primary problem       Figure 4
shows the relative position of feed with this prior art apparatus is that
the toothed   40  rollers of the apparatus during the slider thread- wheels
would be often brought out of meshing          ing step; engagement of the
fastener elements, thus causing      Figure 5 shows the relative position
of the feed an irregular feeding of the slide fastener chain.      rollers
when a slider carried on the slide fas- The present invention seeks to
provide a meth-     tener chain passes the feed rollers; and od of and
apparatus for feeding a continuous slide   45  Figure 6 is a side
elevational view of a slide- fastener chain with successive fly strips
accurately   fastener finishing machine in which the feed along a straight
path without imparting any twisting   apparatus of the invention is
incorporated. stress to the slide fastener chain.
Figure 6 shows a slide-fastener finishing ma- According to a first aspect
of the present in-   chine for producing from a continuous slide fas-
vention, there is provided a method of feeding a   50  tener chain 1 with
successive fly strips 5 slide continuous slide fastener chain with
successive fly  fasteners of a predetermined length for trousers. strips
along a horizontal straight path in a slide-  The principle of the present
invention is particularly fastener finishing machine as claimed in claim 1.
useful when embodied in a fastener-chain feed the successive fly strips
being attached to one of  apparatus such as shown in Figures 1 and 6, the
tapes in folded posture, said method compris-  55  generally indicated by
the numeral 8. ing the steps of: feeding the slide fastener chain      The
slide fastener chain 1 comprises a pair of with the successive fly strips
along the straight   substantially endless or continuous-ength stringers
path normally by applying driving force to the other  including a pair of
tapes 2, 2 and a pair of coupled 2    
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elements 3, 3 mounted on and      guide channel of the slider 6 under the
tension of along the respective inner longitudinal edges of the  the slide
fastener chain 1. tapes 2, 2 there being a plurality of element-free    The
bottom-stop attaching unit 13 includes a spaces 4 spaced at equal distances
longitudinally  punch and a die, both not shown; while the punch along the
slide fastener chain 1. The fly strips 5 are   5   is being lowered, an
elongated strip of metal is attached to a lower surface of one tape 2 by
inserted between the punch and die transversely of sewing, each fly strip 5
being a prospective closure  the path of slide fastener chain 1 and is then
for a front fly opening of the trousers. Each fly strip  severed to provide
a bottom-stop blank. This 5 has a width larger than the width of the slide
bottom-stop blank is finally clinched astride of the fastener chain 1
initially, i.e. when it is sewn to the   10  opposed inner tape edges. tape
2. At the start of a series of finishing steps,  The cutting unit 14
includes a cutter 20. When each fly strip 5 is folded on such one tape 2 as
a stop 21 is inserted into the element-free space 4, shown in Figure 1.
a detector (not shown) produces an electrical signal While the slide
fastener chain 1 with the fly  to the cutting unit 14, whereupon the cutter
20 is strips 5 is being fed along a horizontal straight path  15   moved
downwardly. through the machine of Figure 6, a series of finish-  Most
important, the feed apparatus 8 of the ing steps take place one after
another. These      present invention is located between the slider
finishing procedures start with the step of folding  threading unit 12 and
the bottom-stop attaching the successive fly strips 5, which is followed by
the  unit 13 and comprises, as shown in Figures 1 and step of threading a
slider (not shown) onto the pair  20  3, a main roller 22 disposed below
the path of the of coupled rows of fastener elements 3, 3, where-  slide
fastener chain 1 and engageable with the upon the slide fastener chain 1 is
severed trans-  lower surface of the opposed tapes 2, 2 in a versely across
a leading one of the element-free   manner described below. space 4. The
feeding of the slide fastener chain 1    The main roller 22 is connected
selectively to through the finishing machine is performed by a   25  two
driving systems via a clutch (not shown); that pair of guide rollers 7, the
feed apparatus 8 em-  is, the main roller 22 is driven by a motor 27
bodying the present invention, a pair of discharge  (Figure 6) during the
normal feeding of the slide rollers 9, and a conveyor 10, as shown in
Figure 6.  fastener chain 1, and is driven by a first cylinder 28 The
finishing machine comprises a fly-strip    (Figure 6) via a rack and a
pinion, both not shown, folding unit 11, a slider threading unit 12, a
bottom-   30  during the slider threading step. stop attaching unit 13 and
a cutting unit 14, which   As shown in Figures 2, 3 and 6, a support plate
are disposed in this order (from left to right in  30 is fixed to a base 29
and supports a guide block Figure 6) along the path of the slide fastener
chain  31 above the path of the slide fastener chain 1. 1.
The main roller 22 has a pair of axially spaced The fly-strip folding unit
11 includes the guide   35  large-diameter roller sections 26, 26
engageable rollers 7 for compressing the slide fastener chain 1  with the
respective lower surfaces of the opposed with the fly strips 5 and an
inclined guide plate 15  tapes 2, 2, the two large-diameter roller sections
for pre-folding the fly strip 5 as shown in Figure 1.  26, 26 defining
therebetween an annular guide The slider threading unit 12 as shown in Fig-
groove 25 receptive of the opposed rows of fas- ures 1 and 6, includes a
pair of claws 16, 16   40  tener elements 3, 3 as the slide fastener chain
1 normally engageable with the fastener element      passes over the main
roller 22. The feed apparatus rows 3 and projectable into a leading
element-free  8 also includes a pair of normally axially spaced space 4
when the latter arrives at the slider thread-  first and second associate
rollers 23, 24 disposed ing unit 12, a wedge-shaped member 17 disposed
above the path of the slide fastener chain 1 and between the two claws 16,
16 for moving apart the   45  engageable with the respective upper surface
of same to widen the element-free space 4 to thereby  the opposed tapes 2,
2. A pair of vertical rods 32, disengage the leading end portion of the
fastener  33 vertically movable extends through the guide element rows 3 to
a slight extent.                 block 31 and support on its respective
lower ends The slider threading unit 12 also includes a    a pair of
non-rotatable shafts 34, 35 on which the slider holder 18 normally disposed
below the path  50  first and second associate rollers 23, 24 are moun- of
the slide fastener chain 1 for receiving a slider 6  ted via a pair of
metal bushes 36, 37, respectively. from a chute 19 and pivotally movable to
insert the  These vertical rods 32, 33 are operatively con- slider 6 into
the widened element-free space 4.    nected at their respective upper ends
to first and With the slider 6 kept in the widened element-free  second
cylinders 38, 39. Thus the first and second space 4, when both of the claws
16, 16 are re-  55  associate rollers 23, 24 are vertically movable in-
moved from the element-free space 4, the opposed   dependently of each
other. inner element-free edges of the tapes 2, 2 are        As shown in
Fig. 1, the feed apparatus 8 is moved toward each other to enter a Y-shaped
associated with an element guide which includes a 3    
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pivotally mounted on the support plate 30 by a horizontal pin 41. The lever
40 has at its     1. A method of feeding a continuous slide fas- upstream
and downstream ends a pair of downwar-         tener chain (1) with
successive fly strips (5) dly facing first and second guide grooves 42, 43,
along a horizontal straight path in a slide- espectively. An extension
spring 44 is mounted   5      fastener finishing machine, the slide
fastener between the support plate 30 and the lever 40 to        chain (1)
having a pair of substantially endless urge the same 40 to normally pivot
clockwise in        tapes (2, 2), said tapes (2, 2) having a pair of Figure
1. Thus the second guide groove 43 of the        coupled rows of fastener
elements (3, 3) downstream end of the lever 40 is normally urged
mounted on and along opposed inner longitu- against the slide fastener
chain 1 being fed.  10       dinal edges of the tapes (2, 2), the
successive As shown in Figures 1, 2 and 3, the vertical rod    fly strips
(5) being attached to one of the tapes 33 for the second associate roller
24 has a horizon-    (2) in folded posture, said method comprising tal
projection 45 on which a pusher member 46, in       the step of feeding the
slide fastener chain (1) the form of a threaded bolt, is vertically
adjustably   with the successive fly strips (5) along the mounted. The
pusher member 46 serves to de-  15         straight path normally by
applying driving force press the upstream end of the lever 40 downwar-
to at least one of the tapes (2, 2); charac- dly. With this arrangement,
the second guide            terised in that the slide fastener chain (1)
with groove 43 of the downward end of the lever 40 is        the successive
fly strips (5) is fed along the lowered when the second associate roller 24
is          straight path by applying driving force only to raised, and on
the contrary, the first guide groove   20  the other tape (2) free of the
fly strips (5) while 42 of the upstream end of the lever 40 is lowered
the slide fastener chain (1) is not being thread- when the second associate
roller 24 is lowered.         ed through a slider (6); and in that the
slide As shown in Figure 6, the lower one of the          fastener chain
(1) with the successive fly strips discharge rollers 9 is driven by the
motor 27, and      (5) is fed along the straight path by applying the upper
discharge roller 9 is mounted on a pivot-  25  the driving force to both of
the tapes (2, 2) ally movable arm 47. The conveyor 10 transmits
while the slide fastener chain (1) is being the finished slide fasteners
from the discharge roll-   threaded through a slider (6). ers 9 into a
container or box 49 carried by another conveyor 48 running transversely of
the first-named  2. An apparatus for feeding a continuous slide conveyor
10. Designated by 50 is a pressure roller  30  fastener chain (1) with
successive fly strips (5) for pressing the finished slide fasteners on the
along a horizontally straight path in a slide- conveyor 10.
fastener finishing machine, the slide fastener For feeding the slide
fastener chain 1 with the     chain (1) including a pair of stringers
having a successive fly strips 5 by the feed apparatus 8 of      pair of
substantially endless tapes (2, 2) and a the present invention, with the
upper discharge   35    pair of coupled rows of fastener elements (3,
roller 9 raised, the second associate roller 24 is      3) mounted on and
along opposed inner lon- lowered, and concurrently the first guide groove
42     gitudinal edges of the tapes (2, 2), the succes- of the upstream end
of the lever 40 is lowered to       sive fly strips (5) being attached to a
lower guide the opposed rows of fastener elements 3, 3        surface of
one of the tapes (2, 2) in folded of the slide fastener chain 1, as shown
in Figure 3.  40  posture, said apparatus comprising: a main When the claws
16, 16 are inserted into the leading     roller (22) disposed below the
straight path and element-free space 4, the driving of the main roller
engageable with lower surfaces of both of the 22 is terminated. During the
slider threading step,     tapes (2, 2); and first and second associate as
shown in Figure 4, the second associate roller       rollers (23, 24)
disposed above the straight 24 together with the first associate roller 23
is  45   path and engageable with respective upper lowered and, in the
meantime, the main roller 22 is     surfaces of the tapes (2, 2), said
first and driven by the first cylinder 28. Upon completion of     second
associate rollers (23, 24) being verti- the slider threading, both the
first and second asso-   cally movable independently of each other, the
ciate rollers 23, 24 are raised, and concurrently the   main roller (22)
being driven by a motor or the second guide groove 43 of the downstream end
of  50     like, characterised in that means are provided the lever 40 is
lowered to guide a finished part of     to move only one roller (24) of the
first and the slide fastener chain 1 to the discharge rollers 9   second
rollers (23, 24) to a lowered position for where the finished part of the
fastener chain 1 is      urging only one tape (2) against the main roller
fed onto the conveyor 10. Thereafter, the second        (22) while the
slide fastener chain (1) is not associate roller 24 is lowered to start the
subse-   56  being threaded through a slider and to move quent feed of the
slide fastener chain 1.               both of the first and second rollers
(23, 24) to a lowered position for urging both of the tapes Claims
against the main roller (22) while the slide 4    
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* lever 40 pivotally mounted on the support plate 30 by a horizontal pin
41. The lever 40 has at its     1. A method of feeding a continuous slide
fas- upstream and downstream ends a pair of downwar-         tener chain
(1) with successive fly strips (5) dly facing first and second guide
grooves 42, 43,       along a horizontal straight path in a slide-
espectively. An extension spring 44 is mounted    5     fastener finishing
machine, the slide fastener between the support plate 30 and the lever 40
to        chain (1) having a pair of substantially endless urge the same 40
to normally pivot clockwise in         tapes (2, 2), said tapes (2, 2)
having a pair of Figure 1. Thus the second guide groove 43 of the
coupled rows of fastener elements (3, 3) downstream end of the lever 40 is
normally urged        mounted on and along opposed inner longitu- against
the slide fastener chain 1 being fed.  to       dinal edges of the tapes
(2, 2), the successive As shown in Figures 1, 2 and 3, the vertical rod
fly strips (5) being attached to one of the tapes 33 for the second
associate roller 24 has a horizon-    (2) in folded posture, said method
comprising tal projection 45 on which a pusher member 46, in       the step
of feeding the slide fastener chain (1) the form of a threaded bolt, is
vertically adjustably   with the successive fly strips (5) along the
mounted. The pusher member 46 serves to de-  is         straight path
normally by applying driving force press the upstream end of the lever 40
downwar-         to at least one of the tapes (2, 2); charac- dly. With
this arrangement, the second guide            terised in that the slide
fastener chain (1) with groove 43 of the downward end of the lever 40 is
the successive fly strips (5) is fed along the lowered when the second
associate roller 24 is          straight path by applying driving force
only to raised, and on the contrary, the first guide groove   20  the other
tape (2) free of the fly strips (5) while 42 of the upstream end of the
lever 40 is lowered       the slide fastener chain (1) is not being thread-
when the second associate roller 24 is lowered.         ed through a slider
(6); and in that the slide As shown in Figure 6, the lower one of the
fastener chain (1) with the successive fly strips discharge rollers 9 is
driven by the motor 27, and      (5) is fed along the straight path by
applying the upper discharge roller 9 is mounted on a pivot-  25  the
driving force to both of the tapes (2, 2) ally movable arm 47. The conveyor
10 transmits          while the slide fastener chain (1) is being the
finished slide fasteners from the discharge roll-   threaded through a
slider (6). ers 9 into a container or box 49 carried by another conveyor 48
running transversely of the first-named  2. An apparatus for feeding a
continuous slide conveyor 10. Designated by 50 is a pressure roller  30
fastener chain (1) with successive fly strips (5) for pressing the finished
slide fasteners on the        along a horizontally straight path in a
slide- conveyor 10.                                            fastener
finishing machine, the slide fastener For feeding the slide fastener chain
1 with the      chain (1) including a pair of stringers having a successive
fly strips 5 by the feed apparatus 8 of      pair of substantially endless
tapes (2, 2) and a the present invention, with the upper discharge   35
pair of coupled rows of fastener elements (3, roller 9 raised, the second
associate roller 24 is      3) mounted on and along opposed inner lon-
lowered, and concurrently the first guide groove 42     gitudinal edges of
the tapes (2, 2), the succes- of the upstream end of the lever 40 is
lowered to       sive fly strips (5) being attached to a lower guide the
opposed rows of fastener elements 3, 3        surface of one of the tapes
(2, 2) in folded of the slide fastener chain 1, as shown in Figure 3.  40
posture, said apparatus comprising: a main When the claws 16, 16 are
inserted into the leading     roller (22) disposed below the straight path
and element-free space 4, the driving of the main roller    engageable with
lower surfaces of both of the 22 is terminated. During the slider threading
step,     tapes (2, 2); and first and second associate as shown in Figure
4, the second associate roller       rollers (23, 24) disposed above the
straight 24 together with the first associate roller 23 is  45   path and
engageable with respective upper lowered and, in the meantime, the main
roller 22 is     surfaces of the tapes (2, 2), said first and driven by the
first cylinder 28. Upon completion of     second associate rollers (23, 24)
being verti- the slider threading, both the first and second asso-   cally
movable independently of each other, the ciate rollers 23, 24 are raised,
and concurrently the   main roller (22) being driven by a motor or the
second guide groove 43 of the downstream end of  so     like, characterised
in that means are provided the lever 40 is lowered to guide a finished part
of     to move only one roller (24) of the first and the slide fastener
chain 1 to the discharge rollers 9   second rollers (23, 24) to a lowered
position for where the finished part of the fastener chain 1 is      urging
only one tape (2) against the main roller fed onto the conveyor 10.
Thereafter, the second        (22) while the slide fastener chain (1) is
not associate roller 24 is lowered to start the subse-   55  being threaded
through a slider and to move quent feed of the slide fastener chain 1.
both of the first and second rollers (23, 24) to a lowered position for
urging both of the tapes Claims
against the main roller (22) while the slide 4    
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fastener chain (1) is being threaded through a     deux rubans (2, 2)
pendant que la chaine (1) slider.
de fermeture & glissibre est enfilde dans un curseur (8). 3. An apparatus
according to claim 2, charac- terised in that said first and second
associate   5   2. Appareil pour avancer une chatne continue (1) rollers
(23, 24) are rotatably supported on re-    de fermeture a glissibre avec
des bandes suc- spective lower ends of a pair of vertical rods     cessives
(5) de braguette le long d'un trajet (32, 33) which are operatively
connected at        rectiligne horizontal dans une machine de fini- their
respective upper ends to first and second    tion de fermetures a
glissibre, la chathe (1) de cylinders (38, 39) for vertical movement.  10
fermeture a glissibre comprenant une paire de bandes d'accrochage ou
bandes-supports 4. An apparatus according to claim  2 or 3,
comportant une paire de rubans (2, 2) prati- characterised in that said
main roller (22) has a  quement sans fin et une paire de rangoes pair of
axially spaced large-diameter roller sec-  accouplees d'6l1ments
d'accouplement (3, 3) tions (26, 26) engageable with the respective   15
mont6s sur et le long des bords longitudinaux lower surfaces of the tapes
(2, 2), the two        intbrieurs oppos6s des rubans (2, 2), les ban-
large-diameter roller sections (26, 26) defining   des successives (5) de
braguette 4tant fix~es A therebetwen an annular guide groove (25) re-
la surface inf~rieure d'un des rubans (2, 2) ceptive of the coupled rows of
fastener ele-       dans une disposition plide, ledit appareil com- ments
(3, 3).                             20       prenant: un rouleau principal
(22) dispos6 en- dessous du trajet rectiligne et pouvant venir 5. An
apparatus according to claim 2, 3 or 4,          porter contre les surfaces
inf~rieures des deux characterised in that said main roller (22) is
rubans (2, ,2) ; et des premier et second adapted to be driven by a motor
(27) or a          rouleaux associ6s (23, 24) disposds au-dessus cylinder
(28) selectively.                 25      du trajet rectiligne et pouvant
venir porter contre les surfaces supdrieures respectives Revendlcatlons
des rubans (2, 2), 7esdits premier et second rouleaux associ~s (23, 24)
pouvant Gtre d~pla- 1. Procdd6 pour avancer une chathe continue (1)
cds verticalement ind~pendamment l'un de de fermeture & glissibre avec des
bandes suc-  30  I'autre, le rouleau principal (22) 6tant entraWnd cessives
(5) de braguette le long d'un trajet      par un moteur ou autre moyen
analogue, ca- rectiligne horizontal dans une machine de fini-    ractkrisd
en ce quo des moyens sont prdvus tfon de fermetures & glissibre, la chatne
(1) de   pour deplacer un seul rouleau (24) parmi les fermeture & glissibre
comportant une paire de      premier et second rouleaux (23, 24) jusqu'a
rubans (2, 2) pratiquement sans fin, lesdits. 3    une position basso pour
pousser uniquement rubans (2, 2) comportant une paire de rang~es      un
seul ruban (2) contre le rouleau principal accoupl~es d'6l6ments
d'accouplement (3, 3)        (22) pendant quo la chatne (1) de fermeture a
montds sur et le long des bords longitudinaux      glissibre n'est pas
enfilde dans un curseur et inffrieurs oppos6s des rubans (2, 2), les ban-
pour ddp!acer les premier et second rouleaux des successives (5) de
braguette 6tant fix6es &   40  (23, 24) jusqu'& une position basse pour
pous- un des rubans (2) dans une disposition pli6e,      ser les deux
rubans contre le rouleau principal le proc~d6 susvis6 comprenant l'6tape
d'avan-      (22) pendant quo la chaine (20) de fermeture & ce de la chatne
(1) de fermeture a glissibre,      glissibre est enfilde dans un curseur.
avec les bandes successives (5) de braguette le long d'un trajet rectiligne
normalement par  48  3. Appareil solon la revendication 2, caractdris4
application d'une force d'entranoernent a au       en ce quo les premier et
second rouleaux moins un des rubans (2, 2), caract6ris6 en ce      associls
(23, 24) sont supportes de fagon tour- quo la chaihe (1) de fermeture &
glissibre avec    nante sur les extrdmit6s infdrioures respectives les
bandes (5) de braguette est avanc~e le         d'une paire de barres
verticales (22, 23) qui long du trajet rectiligne par application d'une
5o  sont reli6es fonctionnellement A leurs extr6mi- force d'entratnement
uniquement sur l'autre ru-   t1s superieures respectives aux premier ot se-
ban (2) exempt des bandes (5) de braguette         cond v6rins (38, 39) en
vue d'un deplacoment pendant quo la chathe (1) de formeture & glis-
vertical. siAre n'est pas enfilde dans un curseur (6) et en ce quo la
chatne (1) de fermeture a glissib-  5s  4. Appareil solon la revendication
2 ou 3, caract6- re avec les bandes successives (5) de bra-         ris6 en
ce quo le rouleau principal (22) com- guette est avanc~e le long du trajet
rectiligne    porte une paire de sections de rouleaux (26, par application
de la force d'entraTnement aux     26) de grand diametre, espacds
axialement et    9                 EP 0 292 110 B1                    10
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* C   L  M   S * pouvant venir porter contre les surfaces infd-
aufeinanderfolgenden Untertriftbinder (5) in rieures respectives des rubans
(2, 2), les deux    gefaltoter Lage an einer Unterseite eines der sections
de rouleaux (26, 26) de grand diamb-      Tragbander (2,2) befestigt sind,
umfassend: tre ddfinissant entre elles une rainure de guida-  sine
Hauptrolle (22), die unter der geraden go annulaire (25) rdcoeptrice des
rangees ac-   a  Bahn angeordnet und mit der Unterseite bolder coupldes
d'6l6ments d'accouplement (3, 3).         Tragbander (2,2) in Eingriff
bringbar ist; und erste und zweite zugeordnete Rollen (23,24), 5. Appareil
selon la revendication 2, 3 ou 4, ca-      die aber der geraden Bahn
angeordnet und mit ractdrisd en co que le rouleau principal (22) est  den
betreffenden Oberseiten der Tragbander adapt4 pour Stre entratnd par un
moteur (27)  lo   (2,2) in Eingriff bringbar sind, wobei die erste ou un
v6rin (28) 9dlectivement.                    und die zweite zugeordnete
Rolle (23,24) un- abhangig voneinander vertikal bswegbar sind,
Patentanspriche                                        wobei die Hauptrolle
(22) von einem Motor od. dgl. angetrieben ist, dadurch gekennzetchnet, 1.
Verfahren zum  ZufUhren einer fortlaufenden   i6    daB esne Einrichtung
vorgesehen ist, um ledig- Reiiverschlulkette (1) mit aufeinanderfolgen-
lich eine Rolle (24) der ersten und zweiten den Untsrtrittblindern (5)
lings einer horizonta-  Rollen (23,24) in sine abgesenkte Position zu Ion
geraden Bahn in einer ReiBverschluB-End-       bewegen, um nur ein Tragband
(2) gegen die bearbeitungsmaschine, wobei die  Relliver-         Hauptrolle
(22) zu belasten, wlhrend die ReiB- schlulkette (1) zwei im wesentlichen
endlose   20  verschlulikette (1) nicht durch einen Schieber Tragb~nder
(2,2) autweist, wobei an den go-        hindurchgezogen wird, und um sowohl
die or- gen~berliegenden inneren LIngsrAndem die-          ste als auch die
zweite Rolle (23,24) in eine ser Tragbainder (2,2) ein Paar mitoinander ge-
abgesenkte Position zu bswegen, um bside kuppelter Kuppelgliederreihen
(3,3) angeordnet     Tragbander gogen die Hauptrolle (22) zu bela- ist,
wobei die aufeinanderfolgenden Untertritt-  25  sten, wahrend die
ReiBverschlulikette (1) durch blinder (5) in gefalteter Lage an elnem der
einen Schieber hindurchgezogen wird. Tragbinder (2) befestigt sind,
umfassend den Schritt des Zuftlhrens der Reilverschlulkette  3. Vorrichtung
nach Anspruch 2, dadurch go- (1) mit den aufoinanderfolgenden
Untertrittbiln-   kennzelchnet, daB die orsten und zweiten dern (5) langs
der geraden Bahn, indem nor-  3o    Rollen (23,24) an entsprechenden
unteren En- malerweise eine Antriebskraft auf mindestens       den von zwei
vertikalen Stangen (32,33) dreh- oines der Tragbander (2,2) ausgeUbt wird;
da-      bar abgest~tzt sind, die an ihren oberen Enden durch
gekennzolchnet, daB  die Reiliver-           zur vertikalen Bewegung mit
ersten und zwei- schlulikette (1) mit den aufeinanderfolgenden      ton
Zylindern (38,39) gekuppelt sind. Untertrittbindern (5) langs der geraden
Bahn   35 zugefflhrt wird, indem eine Antriebskraft nur  4. Vorrichtung
nach Anspruch 2 oder 3, dadurch auf das andere Tragband (2) ausgeabt wird,
gekennzelchnot, daB die Hauptrolle (22) zwei das keine Untertriffbinder (5)
aufweist, wlh-      im axialen Abstand angeordnete Abschnitte rend die
Reilverschlulkette (1) nicht durch ei-    (26,28) mit groerem Durchmesser
aufweist, die non Schieber (6) hindurchgszogen wird, und   40    mit den
betreffenden Unterseiten der Tragbin- daBl die Reliverschlulkefte (1) mit
den aufein-    der (2,2) in Eingriff bringbar sind, wobei die
anderfolgenden Untertrittbandern (5) langs der     Rollenabschnitte (26,26)
mit grolem  Durch- geraden Bahn zugefOhrt wird, indem eine An-
messer zwischen sich eine die gekuppelten triebskraft auf beide Tragbinder
(2,2) ausgellbt   Kuppelgliederreihen (3,3) aufnehmende Ring- wird, wihrend
die Reilverschluflkette (1) durch   45  nut (25) begrenzen. einen Schieber
(6) hindurchgozogen wird. 5. Vorrichtung nach Anspruch 2, 3 oder 4, da- 2.
Vorrichtung zum ZufUhren einer fortlaufenden        durch gekennzelchnet,
daB die Hauptrolle Reiiverschlulkette (1) mit aufeinanderfolgen-      (22)
wahlweise von einem Motor (27) odor ei- den Untertrittbandem (5) llngs
einer horizonta-  5o  nem Zylinder (28) antreibbar ist. In geraden Bahn in
einer ReliverschluBi-End- bearbsitungsmaschine, wobei die Reiliver-
schlulkette (1) zwei Reilverschlulblnder um- fa~t, die zwei Im wesentlichen
endlose Trag- blinder (2,2) und ein Pear gekuppelter Kuppel-  55
gliederreihen (3,3) aufwelsen, die entlang den gegenlberliegenden inneren
LIngsrAndern der Tragbinder (2,2) angeordnet sind, wobel die 6    


