
1                 EP 0 302 299 B1                        2 Description
thereof, with longitudinally spaced element-free spaces defined in the rows
of coupling elements, The present invention relates to a method of    the
method comprising the steps of: (a) feeding the manufacturing a separable
slide fastener having a  slide fas-tener chain in one longitudinal
direction, top end stop mounted on the upper end thereof   5   stopping the
chain, and attaching a reinforcing film and a separable box-and-pin
assembly on the low-   to the stringer tapes across an element-free space
er end thereof which comprises a box, a box pin    adjacent to leading
coupling elements; (b) after the joined to the box, and a pin insertable
into the box.  step (a), feeding the slide fastener chain in an A known
method of manufacturing a separable     opposite longitudinal direction
opposite to said one slide fastener is disclosed in US Patent No. 3 081
10  direction, stopping the chain, and defining a hole in 462. This method
consists of manufacturing slide  the stringer tapes across the element-free
space; fastener tapes with separate or adjacent coacting  (c) after the
step (b), feeding the slide fastener stringers, the complete tape sections
being always  chain in said one direction and attaching an inser- severed
thereafter into a shorter slide fastener   table pin, a box pin, and a box
to the slide fastener length.                                       15
chain through the hole; (d) after the step (c), feed- An other known method
of manufacturing a        ing the slide fastener chain in the opposite
direc- separable slide fastener is disclosed in GB-A-1 140  tion and
mounting a slider on the rows of coupling 664. According to this disclosed
method, an elon-  elements through the element-free space; and (e) gate
slide fastener chain composed of a pair of    after the step (d), feeding
the slide fastener chain intermeshing rows of helically coiled or zigzag
cou-  20  in said one direction, stopping the slide fastener pling elements
mounted on the respective inner     chain, attaching top end stops to the
beaded edges longitudinal edges of slider fastener stringer tapes  adjacent
to trailing coupling elements, and cutting is continuously fed along in one
longitudinal direc-  off the slide fastener chain transversely along the
tion. While the fastener chain is being progres-   hole into a separable
slide fastener, said steps (a) sively fed, it is automatically processed in
various  25  through (e) being carried out independently of each successive
steps including the formation of an     other, the chain being stored in a
container after element-free space, the attachment of a reinforcing  each
process step. film, the preparation of an attachment bead for a      Many
other advantages and features of the box pin and an insertable pin, the
removal of bead-  present invention will become manifest to those ed edges,
the punching-out of a hole, the mounting   30  versed in the art upon
making reference to the of a slider, the attachment of top end stops, the
detailed description and the accompanying sheets attachment of the box pin
and the insertable pin,  of drawings in which a preferred structural
embodi- the attachment of a box, and the cutting of the    ment
incorporating the principles of the present chain into a shorter slide
fastener length.        invention is shown by way of example. The speed at
which the slide fastener chain is  35  Figure 1 is a fragmentary plan view
of an elon- to be fed along the production line is governed by   gate
continuous slide fastener chain to be pro- the processing step which is
most time-consuming     cessed by a manufacturing method according to since
the slide fastener chain is continuously fed   the present invention; along
in the longitudinal direction during the manu-  Figure 2 is a fragmentary
plan view of the chain facturing process. Therefore, the efficiency of the
40  processed in a step of attaching a reinforcing production process
cannot be increased to a suffi-   film; cient level. The maintenance of
various machines      Figure 3 is an end elevational view of the chain
required to perform the manufacturing steps is       showing the manner in
which the reinforcing film relatively tedious and time-consuming.
is applied to the chain; In view of the foregoing shortcomings of the   45
Figure 4 is a fragmentary plan view of the chain conventional method of
manufacturing separable       in a step of defining a hole; slide
fasteners, the present invention seeks to pro-  Figure 5 is an end
elevational view of the chain vide a method of manufacturing a separable
slide     showing the manner in which the hole is defined fastener highly
efficiently through facilitated opera-  in the chain; tion at each
processing step while allowing ma-  50   Figure 6 is a fragmentary bottom
view of the chines required in the respective steps to be sim-   chain in a
step of attaching an insertable pin, a plified and maintained and serviced
easily.          box pin, and box; According to the present invention,
there is      Figure 7 is a fragmentary side elevational view provided a
method of manufacturing a separable       of the chain showing the manner
in which the slide fastener from an elongate continuous slide   55
insertable pin is attached to the chain; fastener chain having a pair of
stringer tapes sup-   Figure 8 is a fragmentary side elevational view
porting a pair of intermeshing rows of coupling      of the chain
illustrating the manner in which the elements on respective longitudinal
beaded edges     box is attached to the chain; 2 



3                 EP 0 302 299 B1                    4 Figure 9 is a
fragmentary bottom view of the    fastener chain 10 is processed while the
rows of chain in a step of mounting a slider;            coupling elements
13 are being in mesh with each Figure 10 is a fragmentary side elevational
view  other as shown. showing the manner in which the slider is moun-
Figures 2 and 3 illustrate the step (a) of apply- ted on the chain;
5   ing a reinforcing film to the slider fastener chain 10. Figure 11 is a
fragmentary bottom view of the   As shown in Figure 2, while the slide
fastener chain chain in steps of attaching top end stops and    10 is being
fed along in the direction of the arrow cutting off the chain;
A, a positioning stop 16 projects into one of the Figure 12 is an end
elevational view of the chain  element-free spaces 15 where a reinforcing
film is illustrative of the manner in which the top end   10  to be applied
across the slide fastener chain 10. stops are applied to the chain; and
More specifically, the positioning stop 16 enters the Figure 13 is a
fragmentary plan view of a sep-  element-free space 15 and engages leading
one 17 arable slide fastener produced from the chain   of the coupling
elements 13 to stop the slide fas- which has been processed by the
manufacturing   tener chain 10. Then, as shown in Figure 3, the method of
the present invention.            is  reinforcing film, or a pair of
reinforcing film mem- A method of manufacturing a separable slide     bers
18 of thermoplastic synthetic resin is applied fastener comprises five
steps, i.e., the step (a) of  by being thermally fused to the back of the
stringer applying a reinforcing film to a continuous slide  tapes 12
transversely across the element-free fastener chain, the step (b) of
defining a hole in the  space 15 adjacent to the leading coupling elements
slide fastener chain, the step (c) of attaching an   20  17. In this
manner, pairs of reinforcing film mem- insertable pin, a box pin, and a box
to the slide  bers 18 are successively applied to the back of the fastener
chain, the step (d) of mounting a slider on  stringer tapes 12 across the
respective element- the slide fastener chain, and the step (e) of attach-
free spaces 15. The slide fastener chain 10 with ing a top end stop to and
cutting off the slide   the reinforcing film members 18 thus applied is
fastener chain.                               25  stored in a. container
(not shown) located just These steps (a) through (e) are not effected
downstream of the station where the step (a) is continuously or in one
continuous process. Rather,  carried out. an elongate continuous slide
fastener chain is pro-   Figures 4 and 5 show the step (b) of defining a
cessed in each of these steps while being fed in   hole in the slider
fastener chain 10. The terminal one direction, and is stored in a container
after it is  30  end of the slide fastener chain 10 which is stored
processed. In the next step following one such    in the container is
pulled out from the upper open- step, the slide fastener chain is withdrawn
from the  ing of the container, and the slide fastener chain 10 container
belonging to the preceding step, and fed  is fed in the direction of the
arrow B (Figure 4) in the direction opposite to the direction in which
which is opposite to the direction of the arrow A the slide fastener chain
has been fed in the pre-  35  (Figure 2). Since the terminal end of the
slide vious step, while it is being processed. In each of  fastener chain
10 is pulled out, it is not necessary the steps (c) and (d) which are
comparatively low  to turn the container upside down to find and pull in
productivity by themselves, the number of ma-    out the leading end of the
slide fastener chain 10. chines or devices each used to perform the step is
As illustrated in Figure 4, the slide fastener chain increased to keep up
with the productivity of the   40  10 is stopped by a positioning stop 19
projecting other steps. The slide fastener chains are fed in the  into the
space 15, and then the stringer tapes 12 opposite directions in one of the
steps and the    are punched to define a hole 20 across the space following
step to allow the slide fastener chain to  15 near one end thereof. As
shown in Figure 5, the be easily withdrawn from the container belonging
hole 20 is defined by an anvil 21 having cutter to the previous step, and
also to permit insertable  45  blades 22 on its upper surface and disposed
below pins, box pins, and boxes to be attached to, and  - the slide
fastener chain 10 and an ultrasonic horn also sliders to be mounted on, the
slide fastener  23 disposed above the slide fastener chain 10, the chain in
appropriate directions.                   anvil 21 and the ultrasonic horn
23 being vertically Figure 1 shows an elongate continuous slide     moved
toward each other until they are pressed fastener chain 10 to be processed
into separable  so  against each other. Successive holes 20 are de- slide
fasteners. The slide fastener chain 10 com-  fined in the respective spaces
15, and the slide prises a pair of stringers 11 composed of respec-
fastener chain 10 is then stored in a container tive stringer tapes 12, and
a pair of intermeshing  disposed downstream of the station where the step
rows of coupling elements 13 mounted on respec-    (b) is carried out. tive
inner confronting beaded edges 14 of the   55     Figures 6, 7, and 8
illustrate the step (c) of stringer tapes 12. The slide fastener chain 10
has a  attaching an insertable pin, a box pin, and a box on 



plurality of longitudinally spaced  element-free  the slide fastener chain
10. The terminal end of the spaces or gaps 15 of certain length. The slide
slide fastener chain 10 stored in the container 3    5                 EP 0
302 299 B1                     6 belonging to the step (b) is pulled out
from the      The step (e) of attaching top end stops and upper opening of
the container, and the slide fas-  cutting off the slide fastener chain 10
is illustrated tener chain 10 is fed in the direction of the arrow A  in
Figures 11 and 12. The slide fastener chain 10 is (Figure 6). As shown in
Figure 6, an insertable pin  pulled out of the container of the previous
step (d) 24 and a box pin 25 are fitted over and attached to   5   and then
fed in the direction of the arrow A as the beaded edges 14, respectively,
and then a box  shown in Figure 11. The slide fastener chain 10 is 26 is
fitted over the distal ends of the pins 24, 25  stopped by a positioning
stop 34 projecting in the and fixed to the pin 25 by staking. Figure 7
shows  space 15 and engaging the box 26, whereupon top the manner in which
the insertable pin 24 is at-   end stops 35 are attached to the beaded
edges 14, tached to the beaded edge 14. More specifically,  10
respectively, at the trailing ends of the rows of the pin 24 is inserted
obliquely upwardly in the   coupling elements 13 opposite to the box 26. As
direction of the arrow C which is substantially op-  shown in Figure 12,
the top end stops 35 are posite to the direction of the arrow A, through
the  vertically pressed onto and secured to the beaded space 15 and the
hole 20, and fitted over the      edges 14, respectively, by staking. The
slide fas- beaded edge 14 which is reinforced by the re-  15  tener chain
10 is thereafter cut off along a trans- inforcing film member 18. The box
pin 25 is also   verse line 36 across the reinforcing film members attached
in the same manner. Figure 8 illustrates  18 along the hole 20. the manner
in which the box 26 is attached to the      Figure 13 shows a separable
slide fastener 40 ends of the pins 24, 25, and the pins 24, 25 are   of
shorter dimensions produced by cutting off the secured to the stringer
tapes 12. The box 26 sup-  20  slide fastener chain 10 as shown in Figure
11. ported on a die 27 is brought obliquely upwardly in   With the present
invention, as described above, the direction of the arrow D which is also
substan-  the steps (a) through (e) are carried out separately. tially
opposite to the direction of the arrow A,   Since the slide fastener chain
10 processed in one through the space 15 and the hole 20, and fitted   step
is stored in the container thereof, and then over the ends of the pins 24,
25. Then, a punch 28   25  pulled out at its terminal end from the upper
open- is lowered toward the die 27 to secure the pins 24,   ing of the
container, and fed through the next step 25 to the respective beaded edges
14, and also to  in the direction which is opposite to the direction in fix
the box 26 to the box pin 25 by staking, with the  which the slide fastener
chain has been fed in the end of the insertable pin 24 inserted in the box
26.  previous step. Therefore, since the slide fastener After pins and
boxes are successively attached to  30  chain is fed in alternately
opposite directions in the the slide fastener chain 10, the slide fastener
chain  successive steps, it can be efficiently removed 10 is stored in a
container.                       from the container and smoothly
transferred be- Figures 9 and 10 show the step (d) of mount-   tween the
steps without undue time loss. The di- ing a slider on the slide fastener
chain 10. The   rection in which the slide fastener is to be fed can slide
fastener chain 10 is pulled, at its terminal end,  35  be selected to allow
certain operations, e.g., the from the container of the previous step (c),
and fed  mounting of a slider, to be effected smoothly and in the direction
of the arrow B (Figure 9). A slider  quickly. Inasmuch as the steps (a)
through (e) are 30 is placed in the space 15, and the rows of      effected
independently of each other, the number coupling elements 13 are threaded
through the      of machines or devices used in a less efficient step
slider 30 upon movement of the slide fastener  40   may be increased to
catch up with another more chain 10. More specifically, as shown in Figure
10,  efficient step. Thus, the overall efficiency of the the slider 30
supported on a slider holder (not    process remains high. The machine or
device em- shown) which is moved upwardly is held against     ployed to
carry out each step is not required to be the box 26, and the slide
fastener chain 10 is bent  constructed to meet the productivity of the ma-
by gripping the same between element guides 29   45  chines or devices in
the other steps, but may at its space 15. Upon movement of the slide fas-
rather be simplified as it is only required to effect tener chain 10 to the
left (Figure 10), the slider 30  its own step. Therefore, the cost of the
machine or is placed in the space 15, and the rows of coupling  device used
may be lowered, and it can easily be elements 13 enter the slider 30 from a
throat 31   maintained or serviced. and leave the slider 30 from a pair of
shoulders 32.  50 As the rows of coupling elements 13 are thus       Claims
moved through the slider 30, they are forcibly disengaged from each other
as shown in Figure 9.   1. A method of manufacturing a separable slide 



Thereafter, a pull tab 33 of the slider 30 is released  fastener (40) from
an elongate continuous slide from the slider holder, whereupon the mounting
of  55  fastener chain (10) having a pair of stringer the slider 30 is
completed. The slide fastener chain   tapes (12) supporting a pair of
intermeshing 10 with successively sliders 30 thus mounted is       rows of
coupling elements (13) on respective then stored in a container.
longitudinal beaded edges (14) thereof, with 4    5                 EP 0
302 299 B1                    6       *  C   L  M   S  * belonging to the
step (b) is pulled out from the      The step (e) of attaching top end
stops and upper opening of the container, and the slide fas-  cutting off
the slide fastener chain 10 is illustrated tener chain 10 is fed in the
direction of the arrow A  in Figures 11 and 12. The slide fastener chain 10
is (Figure 6). As shown in Figure 6, an insertable pin  pulled out of the
container of the previous step (d) 24 and a box pin 25 are fitted over and
attached to   5   and then fed in the direction of the arrow A as the
beaded edges 14, respectively, and then a box  shown in Figure 11. The-
slide fastener chain 10 is 26 is fitted over the distal ends of the pins
24, 25  stopped by a positioning stop 34 projecting in the and fixed to the
pin 25 by staking. Figure 7 shows  space 15 and engaging the box 26,
whereupon top the manner in which the insertable pin 24 is at-   end stops
35 are attached to the beaded edges 14, tached to the beaded edge 14. More
specifically,  10  respectively, at the trailing ends of the rows of the
pin 24 is inserted obliquely upwardly in the   coupling elements 13
opposite to the box 26. As direction of the arrow C which is substantially
op-  shown in Figure 12, the top end stops 35 are posite to the direction
of the arrow A, through the  vertically pressed onto and secured to the
beaded space 15 and the hole 20, and fitted over the      edges 14,
respectively, by staking. The slide fas- beaded edge 14 which is reinforced
by the re-  15  tener chain 10 is thereafter cut off along a trans-
inforcing film member 18. The box pin 25 is also   verse line 36 across the
reinforcing film members attached in the same manner. Figure 8 illustrates
18 along the hole 20. the manner in which the box 26 is attached to the
Figure 13 shows a separable slide fastener 40 ends of the pins 24, 25, and
the pins 24, 25 are   of shorter dimensions produced by cutting off the
secured to the stringer tapes 12. The box 26 sup-   20  slide fastener
chain 10 as shown in Figure 11. ported on a die 27 is brought obliquely
upwardly in   With the present invention, as described above, the direction
of the arrow D which is also substan-  the steps (a) through (e) are
carried out separately. tially opposite to the direction of the arrow A,
Since the slide fastener chain 10 processed in one through the space 15 and
the hole 20, and fitted   step is stored in the container thereof, and then
over the ends of the pins 24, 25. Then, a punch 28   25  pulled out at its
terminal end from the upper open- is lowered toward the die 27 to secure
the pins 24,  ing of the container, and fed through the next step 25 to the
respective beaded edges 14, and also to   in the direction which is
opposite to the direction in fix the box 26 to the box pin 25 by staking,
with the  which the slide fastener chain has been fed in the end of the
insertable pin 24 inserted in the box 26.  previous step. Therefore, since
the slide fastener After pins and boxes are successively attached to  30
chain is fed in alternately opposite directions in the the slide fastener
chain 10, the slide fastener chain  successive steps, it can be efficiently
removed 10 is stored in a container.                      from the
container and smoothly transferred be- Figures 9 and 10 show the step (d)
of mount-   tween the steps without undue time loss. The di- ing a slider
on the slide fastener chain 10. The  rection in which the slide fastener is
to be fed can slide fastener chain 10 is pulled, at its terminal end,  35
be selected to allow certain operations, e.g., the from the container of
the previous step (c), and fed  mounting of a slider, to be effected
smoothly and in the direction of the arrow B (Figure 9). A slider  quickly.
Inasmuch as the steps (a) through (e) are 30 is placed in the space 15, and
the rows of      effected independently of each other, the number coupling
elements 13 are threaded through the      of machines or devices used in a
less efficient step slider 30 upon movement of the slide fastener  40   may
be increased to catch up with another more chain 10. More specifically, as
shown in Figure 10,  efficient step. Thus, the overall efficiency of the
the slider 30 supported on a slider holder (not    process remains high.
The machine or device em- shown) which is moved upwardly is held against
ployed to carry out each step is not required to be the box 26, and the
slide fastener chain 10 is bent  constructed to meet the productivity of
the ma- by gripping the same between element guides 29   45  chines or
devices in the other steps, but may at its space 15. Upon movement of the
slide fas-   rather be simplified as it is only required to effect tener
chain 10 to the left (Figure 10), the slider 30  its own step. Therefore,
the cost of the machine or is placed in the space 15, and the rows of
coupling  device used may be lowered, and it can easily be elements 13
enter the slider 30 from a throat 31   maintained or serviced. and leave
the slider 30 from a pair of shoulders 32.  so 



As the rows of coupling elements 13 are thus       Claims moved through the
slider 30, they are forcibly disengaged from each other as shown in Figure
9.   1. A method of manufacturing a separable slide Thereafter, a pull tab
33 of the slider 30 is released  fastener (40) from an elongate continuous
slide from the slider holder, whereupon the mounting of  55  fastener chain
(10) having a pair of stringer the slider 30 is completed. The slide
fastener chain  tapes (12) supporting a pair of intermeshing 10 with
successively sliders 30 thus mounted is       rows of coupling elements
(13) on respective then stored in a container.
longitudinal beaded edges (14) thereof, with 4    7
EP0302299B1                          8           *  C  L  M  S *
longitudinally spaced element-free spaces (15)         d'accouplement et
adjacent aux elements defined in the rows of coupling elements (13),
d'accouplement avant (17); said method comprising the steps of:
(b) apres l'Ntape (a), a avancer la chaine (a) feeding the slide fastener
chain (10) in        (10) de fermeture a glissibre dans une di- one
longitudinal direction (A), stopping the   5    rection longitudinale (B)
oppos6e & ladite chain (10), and attaching a reinforcing film
premibre direction (A), A arreter la chaine (18) to the stringer tapes (12)
across an           (10) et & former un trou (20) dans les ru- element-free
space (15) adjacent to leading         bans (12) de bandes d'accrochage en
tra- coupling elements (17);                             vers dudit espace
(15) exempt d'elements (b) after the step (a), feeding the slide fas-  10
d'accouplement; tener chain (10) in an opposite longitudinal        (c)
aprbs l'etape (b), a avancer la chaine direction (B) opposite to said one
direction        (10) de fermeture & glissiere dans ladite (A), stopping
the chain (10), and defining a        premiere direction (A) et & fixer un
tenon hole (20) in said stringer tapes (12) across        d'accouplement
insdrable (24), un tenon said element-free space (15);            15
(25) de piece d'emboltement et une piece (c) after the step (b), feeding
the slide fas-      d'emboftement (26) a la chatne (10) de fer- tener chain
(10) in said one direction (A)          meture a glissibre a travers ledit
trou (20); and attaching an insertable pin (24), a box         (d) apres
l'teape (c), a avancer la chatne pin (25), and a box (26) to the slide
fastener      (10) de fermeture a glissiere dans ladite chain (10) through
said hole (20);       20         direction oppos~e (B) et a monter un cur-
(d) after the step (c), feeding the slide fas-      seur (30) sur les
rangees d'elements d'ac- tener chain (10) in said opposite direction
couplement (13) par l'intermediaire des es- (B) and mounting a slider (30)
on the rows          paces (15) exempts d'elements d'accouple- of coupling
elements (13) through said              ment ; et element-free space (15);
and             25         (e) aprbs l'Ntape (d), a avancer la chatne (e)
after the step (d), feeding the slide fas-      (10) de fermeture &
glissibre dans ladite tener chain (10) in said one direction (A),
premiere direction (A), a arreter la chatne stopping the slide fastener
chain (10), at-         (10) de fermeture & glissiere, a fixer des taching
top end stops (35) to the beaded            butees d'extremite superieure
(35) aux edges (14) adjacent to trailing coupling ele-  30   bords (14) &
bourrelets adjacents aux 61e- ments, and cutting off the slide fastener
ments d'accouplement arrisre, et I couper chain (10) transversely along the
hole (20)         la chafhe (10) de fermeture a glissiere into a separable
slide fastener (40),               transversalement la long du trou (20)
pour said steps (a) through (e) being carried out       obtenir une
fermeture a glissibre s6parable independently of each other, the chain
being   35     (40), lesdites etapes (a) a (e) 6tant effec- stored in a
container after each process step.         tuees independamment les unes
des autres, la chatne 6tant emmagasinee dans un r6ci- -    Revendlcations
pient aprbs chaque 6tape op6ratoire. 1. Proc6dd pour fabriquer une
fermeture A glis-  4o   Patentansprilche sibre s6parable (40) a partir
d'une longue chat- ne continue (10) de fermeture A glissiere com-  1.
Verfahren zur Herstellung eines teilbaren ReiB- portant une paire de rubans
(12) de bande           verschlusses (40) aus einer langlichen fortlau-
d'accrochage supportant une paire de rangees        fenden
Reiliverschlubkette (10) mit zwei Trag- mutuellement accouplees d'elements
d'accou-   4s    bandern (12), die an ihren beiden sich in plement (13) se
trouvant sur les bords A bour-      Langsrichtung  erstreckenden
Wulstrandern relets longitudinaux respectifs (14) de ces ru-     (14)
miteinander gekuppelte Kuppelgliederrei- bans, des espaces (15) exempts
d'6lements           hen (13) tragen, wobei in den Kuppelgliederrei- 



d'accouplement et distants les uns des autres       hen (13) im
Langsabstand kuppelgliederfreie dans le sens longitudinal etant formes dans
les   so  Bereiche (15) bestimmt sind, umfassend die rangees d'6l1ments
d'accouplement (13), ledit       Schritte: procede comprenant les 6tapes
consistant:             (a) ZufOhren der Reilverschlufkette (10) in (a) A
avancer la chatne (10) de fermeture A         einer Langsrichtung (A),
Anhalten der Kette glissiere dans une premiere direction longi-        (10)
und Befestigen einer Verstarkungsfolie tudinale (A), & arreter la chathe
(10), et &   s5   (18) an den Tragbandern (12) quer zu ei- fixer un film de
renforcement (18) aux ru-          nem kuppelgliederfreien Bereich (15)
neben bans (12) de bandes d'accrochage en tra-            den vorderen
Kuppelgliedern (17); vers d'un espace (15) exempt d'6lements
(b) nach dem Schrift (a) Zuflhren der ReiB- 5    9                 EP 0 302
299 B1                    10   I verschlulikette (10) in einer der besagten
einen Richtung (A) entgegengesetzten Llngsrichtung (B), Anhalten der Kette
(10) und Ausbilden einer Ofnung (20) in den Tragbandern (12) quer zu dem
kuppelglied-   5 erfreien Bereich (15); (c) nach dem Schritt (b) ZufUhren
der ReiB- verschluflkette (10) in der besagten einen Richtung (A) und
Befestigen eines Ein- steckstiftes (24), eines Kastenstiftes (25)  tO und
eines Kastenteils (26) an der Reimver- schlulkette (10) durch die Offnung
(20) hin- durch; (d) nach dem Schritt (c) Zufahren der ReiD- verschlu~kette
(10) in der besagten entge-  15 gengesetzten Richtung (B) und Aufziehen
eines Schiebers (30) auf die Kuppelglieder- reihen (13) durch den
kuppelgliederfreien J>     Bereich (15) hindurch; und (e) nach dem Schritt
(d) ZufUhren der ReiB-   20 verschlufkette (10) in der besagten einen
Richtung (A), Anhalten der Rei~verschluB- kette (10), Anbringen von oberen
Regren- zungsteilen (35) an den Wulstrandem (14) nahe den  hinteren
Kuppelgliedern  und   25 Durchtrennen der Reilverschlu~kette (10) quer zu
der Qiffnung (20) in einen teilbaren ReifverschlUB (40), wobei die Schritte
(a) bis (e) unabhAngig voneinander ausgefUhrt werden, wobei die  3o
ReiBverschlu~kette nach jedem Bearbeitungs- schritt in einem Behalter
gespeichert wird. 35 40 45 50 55    


