
4                                         998,466             lengths.
According to the aforementioned    3. A method as claimed in claim 1 or 2,
55            process and with the loom described, it is  wherein the
shuttles carrying the spools of            possible, while weaving stringer
tapes 9 and  the two synthetic material threads are tem            10 which
are endless or of any desired length,  porarily stopped after production of
a re-         5  to provide both tapes 9 and 10 with fastener  quired
length of completed fastener, so that             members of synthetic weft
threads which are  on continued operation the stronger    tapes  6O
woven thereinto and according to the desired  are woven, but without
fastener members. 



specific fastener length, and then to produce    4. A method as claimed in
claim 1  or 2,             a portion of free stringer tapes with no mem-
wherein the synthetic material threads are        10  bers thereon, this
being repeated so that an  provided with transverse deformations which
indefinite length of stringer tape is produced,  act as interengagement
surfaces at the posi-  65 carrying fastener members in discrete portions
tion where they are turned around the guide             of specified
lengths, with free tape between  wires during weaving.  them. For this
purpose the procedure is as  - 5. A method as claimed in claim 1 or 2,
15follows:                                  wherein the weft threads for
forming the               As soon as the desired length of an in-  fastener
elements are constituted by synthe-  70     dividual sliding clasp
fastened- with fastener  tic material having a continuous flat, circular
members woven thereinto is produced, shuttles  or polygonal section which
are bent and de-             2 and 4 with the synthetic thread  spools 2a
formed by the reed blade on looping around        20  and 3a are stopped,
e.g., but cutting out their  the fixed wire in such a way as to effect a
drive.  Thereby only the two tapes 9 and  mutual coupling of the fastener
members of  75             10 will be woven, without fastener members,  the
two fastened parts.             and after producing a desired length of
tape    6. A loom for carrying out the method 



without fastener members, shuttles 2 and 4  according to claim 5, wherein a
reed is pro-        25  with the synthetic threads are once more set  vided
on the beater of the loom, one blade             in operation to produce
fastener members.  of the reed between the fixed wire and the  80
adjacent edge of the tape projecting beyond                WHAT WE CLAIM
IS:-                      the other reed blade towards the fastener. 1.
A method for weaving the two engaging    7. A loom as claimed in claim 6,
wherein             parts of a sliding clasp fastener at the same  the
projecting reed blade is broader than the         30  time, on a ribbon
loom having at least two  other reed blades.                         85
pairs of shuttles, weft threads of synthetic    8. A method as claimed in
any one of the             material which are to constitute the fastener
claims 1 to 5, wherein the synthetic material             members and which
are to be woven into the  threads are softened before or during the
two portions, being passed around a fire,  beating up by the beater, by the
application         35  operated by the shedding mechanism, in order  of
heat, for example high frequency heating  90             to produce the
interengagement loops on the  or radiant heat.             opposed tape
edges, wherein the warp thread   9. A method as claimed in any one of the
sheds for the simultaneous production of  preceding claims 1 to 5, or 8,
wherein the 



the two sliding clasp fastener parts are  bent and deformed  fastener
members are         40  arranged at different heights, and the shuttles
heated after the weaving operation in order  95             with the weft
threads for constituting each  to release the internal tension produced in
the             stringer tape and with the synthetic material  thread
during weaving.             threads for constituting the fastener mem-
10. A method for weaving the two en-             bers of each part, are
shot into the mutually  gaging portions of a sliding clasp fastener
45  opposed warp thread sheds without varying  at the same time, on a
ribbon loom, substan- 100             the height of a batten.
tially as herein before described with reference               2. A method
as claimed in claim 1, where-  to the accompanying drawings.             in
the warp thread sheds for producing the    11. A loom for carrying out the
method             two sliding clasp fastener parts are so con-  according
to claim 10, substantially as here-         50  stituted that for each shot
to be made, the  inbefore described with reference to the             lower
warp threads of the upper shed are  accompanying drawings.
located at the same, or approximately same,          BARON & WARREN,
height as the upper warp threads of the       16, Kensington Square,
London, W.8.             lower shed.
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