A surface-fastener engagi ng nmenber nmanufactur- ing nethod conprising: -
extrudi ng from an extrusi,on nozzleg, (1).a predetermned width of nolten
resin (4); intrioduging tthe: moltep resir (4);, which is extguded fromthe
extrusion nozzle (1}, |nt0'a.predete¢n1ned gap _between t enﬁstg
nozzle (1) and a die wheel* (2), which has a- nultrpI|C|ty of cog
el'ement nolding cavities (5) on its circunferential surfaee
unit inside, to fill up the sﬁﬁgghp- el enent nolding cavities (5) wt
nolten resin (4) as the die - é@n rotates in one direction; con-
tinuously nolding a multiplicity of coupling elenents (4b) integrally on
the front surface of a continuous board-shaped base |ayer (4a) as the die

wheel (2) hﬁTHOD AND APPARATUS FOR MANUFACTURING A MATERIAL-

BACKED ENGAGING SECTION FOR SURFACE FASTENER

A surface-fastener engaging member manufactur-
ing method eomprising: extruding from an extrusion
nozzle (1fra predetermined width of molten resin (4):
introducing the molten resin (4), which is extruded
from the extrusion nozzle (1), into a predetermined
gap between the extrusion nozzle (1) and a die wheel
(2), which has a multiplicity of coupling element
molding cavities (5) on its circumferential surface
and a cooling unit inside, to £ill up the coupling
element molding cavities (5) with the molten resin (4)
as thg die wheel (2) rotates in one direction; con-
tinuously molding a multiplicity of coupling elements
(4b) integrally on the front surface of a continuous
board-shaped base layer (4a) as the die wheel (2) is
rotated in such a direction as to extrude the molten
resin (4); applying a porous backing material (3);
which is supplied separately from the molten resin (4)
and adjacently to the extrusion nozzle (1) while being
héated, to the board-shaped base layer (4a) under
pressure while the board-shaped base layer (4a) is
moved in-response to the rotation of the die wheel
(2) ; cooling the die wheel (2) to a predefermined

temperature; and positively pulling a resulting engag-
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rotated in such a direction as to extrude the nolten resin (4); applying a -,
por ous backifg material (3),. which.is.supplied separatel nol t en
resin (4) and adj acentlyltd the extrusion nezzle (1) whil i .
to the board- shaped base r:ayec (4a) under -pressure- whi | ef t he brgs) m
base layer (4a) is nmoved T n fesporse to the retation of t .
(2); cooling the d|e V\/neel (2) to a predeterm ned tenperature; and
p05|t|veli/ ukLip9o | t n i ng. section (4[err]), which
i ncl udes t%g %oar bgggCE g{?‘%}u(ifg) thie I]P 1haned baserial (3)
attached 1iyeret§a SWQQH| e n the nolten resin
ext rudi ng |recE| og as the ﬁn éegihgulpn-qlt%ﬁl 3 di3d nﬁﬁtsacd"feq he engagi ng
section (¥fierétod agecéemaedfraﬁoﬁghalgo% 19 @yemENt, ! ding cavi ties
(5).

molten resin extrud:.ng direction as the molded coup-

ling elements of the engaging section (4') are removed

from the coupling element molding cavities (5).

(FIG. 1)
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