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METHOD AND MOLD FOR MOLDING SLIDE I ER BODY 

BACKGROUND OF THE INVENTION 

1. Field of the Invention: 

This invention relates to a method of and a mold for molding 

a slide fastener slider body, and more partiou1arl.y to suoh method 

and mol.d, in whioh the slider body can be manufactured easily, in which 

an element guide channel. in the sl.ider body is excel.l.entl.y accurate 

in size of inside diameter, and which facilitate removing a molded 

product from the mol.d. 

2. Description of the Related Art: 

A conventional. method for manufacturing a sl.ide fastener slider 

body by di-casting or injection-molding comprises fo:cning a molding 

cavity by a sui.tabl.e combination of a fixed template, a movable 

template and various cores, pouring molten mol.ding material. into the 

cavity, solidifying the molding material., retracting the movable 

template and the cores from the fixed templ.ate, and removing a ~l.ded 

slider body. Each. of the projections, auxiliary templ.ate or 

associated member is fixedly or s1idab1y attached to the fixed 

template or the movable template, as exempli.fied by Japanese Utility 

Model. Publ.ication No. Sho 34-4626, Japanese Patent Publ.ication No. 

·Hei 6-61288 and Japanese Patent Laid-Open Publ.ication No. Hei 7-

213311. 

In this conventional. method, since a sl.ider body to be molded 

has an el.ement guide _cannel and a pull-tab attaching lug, it is 
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inevitable to use the templates or the cores whose movement and shape 

are complex and accuracy of inside diameter size of the element guide 

Channel would be lowered due to the wear of the core for fo:cm:l.ng the 

element guide channel or adequate separation of molding materia1 would · 

be difficult to achieve due to the non-unifo:an application of a peeling 

agent to the templates and the cores for forming the element guide 

channel or excessive adhesion of the slider body. 

Further, it would be necessa:r.y to slide a plurality of cores 

and. templates in two or more axia1 directions so that the effective 

volume of the mold composed of the fixed template.and the movable 

templ.ate cannot be utilized to a maximum. 

SUMMARY OF THE INVENTION 

It is therefore an object of this invention to provide a method 

and a mol.d, for molding a slide fastener slider body without foregoing 

conventiona1 problems. More particularly, the object :Ls to provide 

the molding method, which facilitates manufacturing a set of mol.ding 

templ.ates and enable good remova1 of a molded product in a simple 

operation, in which the accuracy of size of inside diameter of an 

element guide channel of a slider body can be improved, and in which 

the mol.ded ma.ter.1.al. has an excell.ent removabil.ity. 

Another object of the invention is to provide a mold, for molding 

a slide fastener slider body, in whieh the effective volume of the 

mold can be utilized to a maximum. 

According to a first aspect of the invention. the above object 

is accompl.ished by a method of molding a slide fastener slider body 
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having upper and l.ower wings, which a.re integral.l.y connected at their 

front ends by a connector post and define between the upper and l.ower 

wings a fastener-el.ement guide channel, and a pu1l.-tab attaching lug 

on an upper surface of the upper wing, of the invention. The metjlod 

comprises the steps of: moving a second template into contact with 

a first templ.ate to define between the second template and the first 

' 
templ.ate a first part of a cavity for mol.ding part of an outer contour 

of the slider body and an inner contour of the slider body; moving 

a third template perpend.ioul.arly to the direction of movement of the 

second templ.ate in such a manner that the third template is pressed 

against fitting surfaces of the second template and the first templ.ate 

to define a second part of the cavity for molding the pull-tab 

attaching lug and an upper-surface shape of the upper wing; filling 

the cavity with a molding material. to obtain a molded product; 

separating the second templ.ate and the third molding template from 

the first templ.ate with the molded product hel.d in the second templ.ate; 

moving the third template perpendicularly to the direction of movement 

of· the second template to separate from the second templ.ate and the 

molded product; and removing the molded product from the second 

templ.ate. Preferably, the removal of the molded product from the 

second templ.ate is perfo:cmed by an eject pin. 

According to a second aspect of the invention, the method can 

~carried out by a mold for molding a sl.ide fastener slider body having 

upper and lower wings, wh:l.ch are integral.ly connected at their front 

ends by a connector post and define between the upper and l.ower wings 
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a fastener-element guide channel, and a pull-tab attaching lug on an 

upper surface of the upper wing. The mold comprises: a first template 

having a first part of a cavity for molding a front or a rear section 

of an outer contour of the sl.ider body except an upper surface portion 

of the upper wing and having a first core for molding a front or a 

rear section of an element guide channel.; a second templ.ate movabl.e 

toward and away from the first template and having a second part of 

the cavity for mol.ding the rear or the front section of the outer 

contour of the slider body and having a "second core for mol.ding the 

rear or the front section of the element guide channel; and a third 

template movable perpendioul.arly to the direction of movement of the 

second templ.ate and having a third part of the cavity for mol.ding the 

pull-tab attaching l.ug and an outer contour of the upper surface 

portion of the upper wing and adapted to be fitted with fitting 

surfaces of the second template and the first template. 

As described above, each of the parts of the cavity of the first 

and second templates is for molding the front section or the rear 

section of the outer contour of the slid.er body, and these templates 

define the outer contour of the sl.ider body except the upper surface 

portion of the upper wing whil.e the corresponding cores are fixed to 

the templ.ates depending on each of the parts of the cavity is whether 

for the front section or for the rear section of the element guide 

channel., respectively. In order for good accuracy of size of inside 

diameter of the el.ement guide channel and al.so for good application 

of a peeling agent and in view of the removabil.ity, it is preferable 
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that the fixed first template has a partial cavi.ty for molding the 

rear section of the outer contour of the slider body except the upper 

surf ace portion of the upper wi.ng and has a fixed core for molding 

the rear section of the el.ement gui.de channel., and the movabl.e second 

templ.ate has a partial cavity for mol.ding the front section of the 

outer contour of the slider body except the. upper surface portion of 

the upper wing and has a fixed core for mol.ding the front section of 

the el.ement gui.de channel. 

Further, in order to introduce a mol.ten mol.ding material i.nto 

the slider body molding cavity, the fixed first template has a duumel. 

opening to a parting surface, and the movable second templ.ate has a 

sprue ccmm:m1cati.ng with the cavity and adapted to be aligned wi.th 

such opening of the channel.. The passageway from the sprue to the 

cavity is preferably defined by the opening in the parting surface 

of the movable template and the parti.ng surface of the fixed template. 

And the shape of the passageway from the opening of the channel to 

the cavity may be straight or may be bent at an inte:anediate position. 

And the molten material is poured i.n the slider body molding cavity 

via a gate. Preferabl.y, the gate is disposed at a position 

corresponding to the connector-post-fo:cming section on or near the 

l.ower surface of the lower wing. The gate may be in the fo:cm of either 

a point or a slit. 

On the other hand, the movabl.e second templ.ate has an eject pi.n 

adapted to project toward and retract from the first -template for 

pushing the connector post of the mol.ded sl.ider body off the second 
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template. The third template is slid.able along the parting surface 

of the second and first templates, usually in the vertical direction 

or in the front-rear (horizontal) direction with respect to the second 

0 
template. The orientation of the cavity varies by 90 depending on 

the direction of sliding of the third template. 

According to this invention, since the mold is composed of three 

kinds of templates, i.e. the fixed first template, the movable second 

template and the slid.able third template, and partly since the 

slid.able template having a partial cavity for molding the outer 

contour of the pu11-tab attaob.ing lug and the outer contour of the 

upper surface portion of the upper wing is slid.ably supported on the 

second template and is slid.able perpendicularly to the direction of 

parting of the second and first templates, it is possible to remove 

a mol.ded sl.ider body off the cavity smooth1y in a simple operation 

though the slider body has the pu11-tab attaching lug. A1so th.is 

facilitates manufacturing the mold and applying of a peeling agent 

to the cores so as to prevent the molding _material from sticking to 

the mold. Assmning that the first template has a partial. cavity for 

molding the rear section of the outer contour of the sl.ider body and 

also has a core for molding the rear section of the element guide groove, 

it is possibl.e to improve the accuracy of size of inside diameter of 

the element guide channel. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a vertical cross-sectional view of a mold, for molding 

a slide fastener slider body, according to a first embodiment of this 
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invention, showing the mold as closed; 

FIG. 2 is a cross-sectional view taken along line I-I of FIG. 

l; 

FIG. 3 is a vertical cross-sectional. view showing the mold with 

its molding cavity filled with molding material.; 

FIG. 4 is a vertical cross-sectional. view showing the mold as 

opened; 

FIG. 5 is a vertical. cross-sectional view showing the mold with 

a molded product ejected from a movable second template; 

FIG. 6 is a front view of the molded product ejected from the 

second template; 

FIG. 7 is a vertical cross-sectional view of a mold, for molding 

a slide fastener slider body, according to a second embodiment of the 

invention, showing the mold as closed; 

FIG. 8 is a cross-sectional. view taken along line II-II of FIG. 

7; 

FIG. 9 is a vertical. cross-sectional view of the mold, showing 

a modification in which a molding portion for molding pul1-tab 

attaching lugs on an upper wing of the slider body; and 

FIG. 10 is a vertical. cross-sectional. view showing another 

modification of the molding portion for the attaching lugs. 

DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENTS 

Various preferred embodiments -of this invention will now be 

described in detail with reference to the accompanying drawings. 

This invention should by no means be limited to these illustrated 
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embodiments. FIGS. 1 through 6 show a first embodiment. 

FIG. 1 is a vertical. cross-sectional. view of a mo1d, for molding 

a slide fastener slider body, according to a first embodiment of the 

invention, showing an arrangement of the mo1d in a first step of the 

molding method. The mold 1 comprises a fixed first template 2, a 

movable second template 3, and a slidable third template 4 slidably 

supported on the second template 3. The firs·t template 2 has a first 

partial cavity for molding a rear section of outer contour of the 

slider body except an upper surf ace portion of an upper wing and a 

first guide portion a.l.ong which one part of the third temp1ate 4 is 

slidable, and also has a first core 5 for molding a rear section of 

an e1ement guide groove of the s1ider body. The second temp1ate 3 

has a second.partial cavity for mo1ding a fro~t section of outer 

contour of the slider body except the upper surf ace portion of the 

upper wing and a second guide portion for molding the other part of 

the third template 4,. and also has a· second core 6 for molding a front 

section of the element guide channel •. 

On the other band, the third temp1ate 4 has two paral.1e1 grooves 

10 for mo1ding a pair of pull-tab attaching 1ugs and a third partial. 

cavity for mo1ding the outer contour of the upper surface portion of 

the upper wing. As these templates 2, 3, 4 are brought together, a 

mo1ding cavity 9 for molding the contour of the slider body :Ls fo:cmed. 

The third template 4 is movable perpendicularly to the direction of 

c1osing and opening of the fixed and movab1e temp1ates 2, 3 {vertical1y 

in FIG. 1). The first template 2 has a channel 11 from which molten 
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molding material such as zinc alloy is to be introduced into the 

molding cavity 9 and which opens to a parting surface 8. The second 

templ.ate 3 has a sp:cue 12 opening to the parting surface 8 and adapted 

to be aligned with th,e opening of the channel 11. The sprue 12 

conmunicates with the vicinity of a lower portion of a connector­

post-foxm:i.ng part of the molding cavity 9 right above the sprue 12: 

the sprue 12 wi11 be connected with the channel 11 as the first and 

second templates 2, 3 are brought together. Further, ·the second 

template 3 has an eject pin 7 adapted to project and retract from a 

front portion of the connector-post-forming part in the direction of 

closing and opening of the first and second templates 2, 3. 

As shown in FIG. 2, which is a cross-sectional view taken along 

line I-I of the slider body mold of FIG. l, the first and second 

templates 2, 3 have first and second cores 5, 6, respectively, for 

molding partial cavities for molding.the element guide channel and 

the connector post. The first core 5 of the first template 2 has a 

shape corresponding the shape of the rear section of the element guide 

channel, and the second core 6 of the second templ.ate 3 has a shape 

corresponding to the front section of the element guide channel. 

Further, the first templ.ate 2 has a shape corresponding to the outer 

contour of the rear section of the slider body, and the second template 

3 has a shape corresponding to the outer contour of the front section 

of the sl.ider body. The molding cavity 9 of FIG. 2 incl.udes a 

connector-post-fo:cming portion and a flange-forming portion. 

FIG. 3 shows the closed mold with the molding cavity 9 filled 
~~~~~~~~ 
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·with molding material. In this step, the molten molding material for 

the slider body 20 to be molded is filled into the molding cavity 9 

via the ohanne1 11 and the sprue 12. As the sprue 12 conmunicates 

with the 1ower-wing-fo:cming part of the molding cavity 9 at the 1ower 

portion of the connector-post-fo:cming part, the molten mo1d1ng 

material flows into the cavity portion for molding the rear section 

of the lower w.1.ng and into the cavity portions for molding the pull-tab 

attaching lugs and the upper wing via the connect-post-fo:cm:l.ng part. 

FIG. 4 shows the mo1d in opened posture in which the second 

temp1ate 3 is moved away from the first temp1ate 2. In this step, 

after solidification of the molding material filled .in the molding 

cavity 9, the second template 3 together with the third template 4 

is moved in the direction of an a:crow A. The mo1ded product (slider 

body) 20 fo.nned by the molding cavity 9 is moved as be.1.ng held on the 

second template 3 even after the second template 3 is separated from 

the first template 2 in the direction of the a:crow A, because the second 

1;emplate 3 and the third temp1ate 4 are in_ tight contact with the 

pul.1-tab attaching lugs 25 of the molded product 20 being received 

in the grooves 10 of the third template 4. 

F!G. 5 shows the mold in fully opened posture in which the molded 

product 20 is ejected off the second template 3 by the eject pin 7 •.. 

In this step, upon completion of movement of the se~ond templ.ate 3, 

the third template 4 is moved in the direction of an arrow B to remove 

the pull-tab attaching lugs 25 of the molded product 20 from the 

grooves 10 of the third template 4, and .in response to the movement 
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of the third template 4, the ejeot pin 7 is moved to project from the 

second template 3. As a resu1t, the ejeot pin 7 pushes a connector 

post 24 of the molded product 20 on its front surface from the left 

side in FIG. 5 to remove the second core 6 of the second template 3 

off the element guide channel so that the molded product 20 drops from 

the second template 3. FIG. 6 is a front view of the molded product 

20 manufactured by the foregoing steps. The molded product 20 has 

a :runner 26 integrall.y fo:cmed with the slider body and bottle-necked 
.. 

at its gate portion so as to be separated from the slider body at ease 

by cutting in a subsequent step. 

FIGS. 7 and 8 shows a mold, for molding a slide fastener slider 

body, according to a second embodiment. In the foregoing embodiment, 

the tb:l.rd template 4 moves vertically with respect to the a:crangement 

of the first temp1ate 2 and the second templ.ate 3, whereas in this 

embodiment, a third template 34 is movable in the front-rear direction 

(horizontal.ly) with respect to a fixed first templ.ate 32 and a movable 

second template 33. Accordingly the slider body 40 is molded in a 

horizontal posture rather than a vertical. posture. Name1y, as shown 

in FIG. 7, in the mold 31, the first template 32 and the second template 

33 are brought into contact with each other at their parting surface 

38, and the third template 34 is brought into tight contact with the 

first and second templates 32, 33 horizontally from the right side 

in FIG. 8, which is a cross-sectional view taken along line II-II of 

FIG. 7, to form a molding cavity 39 so that the slider body 40 can 

be molded in a horizontal posture. 
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-----------------------·--··-···. 

Fina1l.y, the molding materia1 is fil.l.ed horizonta11y into the 

mo1ding cavity 39 via a channel. 41 and a sprue 42. In this embodiment, 

the channe141 extends horizonta1l.y in the first template 32, and the 

sprue 42 conmunicating with the channel. 41 extends a1ong the parting 

surface of the second temp1ate 33 and conmunicates via a gate with 

the connector-post-fo:cming part of the molding cavity 39 at the 

l.ower-wing-fo:nning side. In the second embodiment, utilization of 

the space can be rea1ized in the case that there is on1y sma11 space 

since the third temp1ate 34 s1ides horizonta11y. 

FIGS. 9 and 10 respectively show modifications in which the 

slidabl.e third template have different shapes. In the third and 

fourth embodiments, each s1ider body 70, 80 which is a mo1ded product, 

in FIG. 9 and 10, is a type in which a cover is to be attached to a 

pair of pu11-tab attaching 1ugs 75, 75; 85, 85 so as to assemble the 

pull. tab on the slider body 70, 80. The mold of FIG. 9 has a molding 

cavity for molding a so-ca1led free slider body having the lugs 75 

to which the cover is to be secured by clenching. The mold of FIG. 

10-has a mo1ding cavity for mo1ding an autol.ock. slide fastener sl.ider 

body and hence has grooves 64a for molding the pull-tab attaching 1ugs 

85 and a projection 64b for molding a 1ock.ing-pawl.-insertion bo1e 86 

of the upper wing. 

As is apparent from the foregoing detailed description, 

according to the first embodiment of this invention, in mo1ding a slide 

fastener s1ider body, it is possible to remove a mo1ded product 20 

smoothly in simpl.e movements of the templates 2, 3, 4. The mol.d 1 . . 
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is simple in structure and hence is easy to manufacture. And it is 

possible to apply a peeling agent to the cores 5, 6 unifo:r:mly so that 

the slider body molding material can be prevented from sticking to 

the mold. If the first template 2 has an outer contour corresponding 

to the rear section of the slider body and a core 5 for molding the 

rear section of the element guj.de channel, it is possible to improve 

the accuracy of size of inside d:Lameter of the element guj.de channel. 

With th:Ls improved peel:Lng, it is possible to retard sticking of the 

.. 

molding material, such as of zinc, to the mold 1 so ~t·labor for 

cleaning the mold oan be reduced. Since the molten material is poured 

into the upper-wing-forming part of the molding cavity 9 via the 

connector-post-fonning part from its rear lower side, smooth filling 

of the molten material can be achieved. Also in fo:rming the 

locking-pawl-insertion hole, the molten material flows to the 

underside of the looking-pawl-insertion hole so that a molded product 

20 neat in appearance can be expected. 

The same advantageous results oan be realized in any other 

embod:lment and modifications described above. 
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CLAIMS: 

1. A method of molding a slide fastener slider body having upper 

and lower wings, which are integra1ly connected at their front ends. 

by a connector post and define between the upper and lower wings a 

fastener-e1ement guide channel, and a pu11-tab attaching lug on an 

upper su:cfaoe of the upper wing, said method being characterized by 

comprising the steps of: 

moving a second template (3, 33, 53, 63) into contact with a 

first template { 2, 32, 52, 62) to define between said second templ.ate 

(3, 33, 53, 63) and said first template (2, 32, 52, 62) a first part 

of a cavity (9, 39, 59, 69) for mol.ding part of an outer contour of 

the slider body and an inner contour of the slider body; 

moving a third templ.ate (4, 34, 54, 64) perpendiou1arly to the 

direction of movement of said second template { 3, 33, 53, 63) in such 

a manner that the third templ.ate ( 4, 34, 54, 64) is pressed against 

fitting su:cfaoes of the second template { 3, 43, 53, 63) and the first 

template ( 2, 42, 52, 62) to . define a second part of the cavity ( 9, 

39, 59, 69) for molding the pu1l.-tab attaching lug and an upper-su:cfaoe 

shape of the upper wing; 

filling the cavity (9, 39, 59, 69) with a molding ma.teria1 to 

obtain a molded product (20, 40, 70, 80); 

separating said second template ( 3, 33, 53, 63) and said third 

template (4, 34, 54, 64) from said first template (2, 32, 52, 62) with 

the molded product (20, 40, 70, 80) held in said second template (3, 

33, 53, 63); 
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moving said third template (4, 34, 54, 64) perpendicul.arly to 

the direction of movement of said second template ( 3, 33, 53, 63) to 

separate from said second template ( 3, 33, 53, 63) and said molded 

product (20, 40, 70, 80); and 

removing said molded product (20, 40, 70, 80) from said second 

temp1ate (3, 33, 53, 63). 

2. A method according to claim 1, wherein said removing of the 

molded product (20, 40, 70, 80) from said second template (3, 33, 53, 

63) is perfo:nned by an eject pin (7, 37, 57, 67). 

3. A mold ( 1) for molding a slide fastener slider body having 

upper and lower wings, which are integra11y connected at their front 

ends by a connector post and define between the upper and lower wings 

a fastener-e1ement guide channel, and a pu11-tab attaching lug on an 

upper surface of the upper wing, said mold comprising: 

a first template (2, 32, 52, 62) having a first part of a cavity 

( 9, 39, 59, 69) for molding a front or a rear section of an outer contour 

of th~ slider body except an upper surface porti~n of the upper wing 

and having a first core ( 5, 35, 55, 65) for molding a front or a rear 

section of an element guide channel; 

a second template ( 3, 33, 53, 63) movable toward and away from 

said first template ( 2, 32, 52, 62) and having a second part of said 

cavity (9, 39, 59, 69) for molding the rear or the front section of 

. the outer contour of the slider body and having a second core ( 6, 36, 

56, 66) f~r molding the rear or the front section of the e1ement guide 

channel; and 
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a third template ( 4, 34, 54, 64) movable pexpendiou1arly to the 

d:Lrection of movement of said second template (3, 33, 53, 63) and 

having a third part of said cavity (9, 39, 59, 69) for molding the 

pu11-tab attB.cbing lug and an outer contour of the upper surface 

portion of the upper wing and adapted to be fitted with fitting 

surfaces of said second template (3, 33, 53, 63) and said first 

template (2, 32, 52, 62). 

4. A mold according to claim 3, wherein said first part of said 

cavity (9, 39, 59,69) of said first template (2, 32, 52, 62) is for 

molding the rear section of the outer contour of the slider body except 

the upper surface portion of the upper wing while said first core ( 5, 

35, 55, 65) of said first temp1ate ( 2, 32, 52, 62) is for molding the 

rear section of the e1ement guide channel, and said second part of 

said cavity ( 9. 39, 59, 69) of said second template ( 3, 33. 53, 63) 

is for molding the front section of the outer contour of the slider 

body except the upper surface portion of the upper wing while said 

second core (6, 36,56, 66) of said second template (3, 33, 53, 63) 

is.for molding the front section of the element guide channe1. 

5. A mold according to claim 3 or 4, wherein said first template 

(2, 32, 52, 62) has a channel (11, 41) opening to a parting surface, 

and said second temp1ate (3, 33, 53, 63) has a sprue (12, 42) 

conmunicating with said cavity (9, 39, 59, 69) and adapted to be 

aligned with such opening of said channel (11, 41). 

6. A mold according to claim 3, 4 or 5, wherein said second 

temp1ate (3, 33, 53, 63) has an eject pin (7, 37, 57, 67) adapted to 
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proj_ect toward and retract from saJ.d first temp1ate (2, 32, 52, 62) 

for pushing the connector post of the mo1ded s1ider body off saJ.d 

second template (3, 33, 53, 63). 
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