
1.                0 048 807                       2 Description
that it extends parallel with the feeding direc- tion of the tape when the
wire guide block is in This invention  relates to  method  and       the
position adjacent the beaded portion of the apparatus for manufacturing a
slide fastener     tape and while this condition is kept the wire is chain
incorporating a conductive wire useful    5   fed concomitantly with the
movement of the when the chain is subsequently subjected to an  tape.
Therefore, the wire guide hole causes little anodizing process. More
particularly, the inven-  drag on the movement of the wire. tion relates to
improved method and apparatus      The above mentioned and other objects
and by which a conductive wire can reliably be      features of the
invention will be clear from the secured to the beaded portion of a slide
to  following description referring to the drawings, fastener tape without
breaking the wire.         wherein: Heretofore, US Patent No. 2,989,444 is
Fig. 1 is a plan view of a slide fastener - known to show an apparatus for
manufactur-       stringer provided with a conductive wire for ing a slide
fastener chain incorporating a       anodizing process; conductive wire. In
this apparatus, the wire is  15  Fig. 2 is a perspective view of an
apparatus guided by a curved tubular fixed guide from a.   for securing
fastener elements to the beaded place spaced from the beaded portion of a
portion of a fastener tape in which a wire feed- fastener tape to a point
adjacent the beaded    ing device according to one embodiment of this
portion, where it is secured to the beaded      invention is incorporated;
portion by an element to be fixed to the beaded   20  Fig. 3 is a sectional
view of the apparatus of portion. The apparatus is adapted so that the
Fig. 2 showing the condition in which a wire conductive wire is advanced by
rollers operat-   guide block is spaced from the fastener tape: ing
synchronously with the feeding movement        Fig. 4 is a sectional view
of the apparatus of of the tape. In such device, the portion of the  Fig. 2
showing the condition in which the wire conductive wire adjacent the beaded
portion of   25   guide block is adjacent the tape; the tape is a little
tautened by frictional drag   Fig. 5 is a plan view of a portion of the
imparted from the curved tubular fixed guide. In  apparatus shown in Fig. 2
showing a way of this condition, when a fastener element is fixed
squeezing the legs of a fastener element onto to the beaded portion, the
beaded portion       the beaded portion of the tape; deforms clamped by the
legs of the element   30    Fig. 6 is a perspective view of the wire guide
making the sections of the beaded portion        block used in the
apparatus of Fig. 2 with a por- between adjacent element bulge. This
results in  tion being removed for clearly showing a wire increased tension
in the portion of the wire     guide hole therein, and extending between
these elements and causes        Fig. 7 is a schematic illustration showing
the possibility of breaking the wire. A break in the   35   relation
between the. beaded portion of a wire also occurs when advancement of the
tape   fastener tape and a conductive wire in two and the wire is not
completely synchronous.      different positions of the wire. Furthermore,
the drag imparted to the wire from    With reference to Fig. 2, numeral 1
indicates the fixed guide as the wire is advanced          an element
forming die generally having the increases the possibility of breaking the
wire.   40   shape of inverted "L". The die is secured to the Therefore, it
is an object of the invention to  forward end of a main ram 2 which is
hori- provide method and apparatus for feeding a      zontally reciprocated
by suitable driving means conductive wire when a slide fastener chain
(not shown). The element forming die 1 has a provided with a conductive
wire for anodizing    passage 3 extending vertically therethrough process
is produced, wherein the possibility of a   45   around the center of the
die so that a formed break in the wire is minimized by providing      wire
F is fed through the passage. The element appropriate slack in the portion
of the wire    forming die 1 has a tape guide channel 4 adjacent the beaded
portion of the fastener      formed in the front side thereof for guiding a
tape.                                            slide fastener tape T. The
forming die 1 is also Another object of the invention is to provide   50
provided with a head die portion 5 (Figs. 3 and method and apparatus for
feeding a conductive    4) at the forward end on the upper surface and
wire, wherein the possibility of a break in the  adjacent the upper end of
the guide channel 4. wire is minimized by reducing the drag imparted    A
wire guide block 6 is secured to the form- to the wire from means for
guiding the wire.     ing die 1 at the lower portion thereof. The wire
According to the invention, a wire guide   55   guide block 6 is formed
with a channel 7 having block reciprocates between a position adjacent   a
slant bottom wall in the center of the front the beaded portion of a tape
and a position      side thereof. A conductive wire guide hole 8 for spaced
therefrom. The distance between the       guiding a conductive wire W for
anodization upper end of a wire guide hole of the wire guide  process is
formed in the wire guide block 6 so block and a lastly secured fastener
element   60  that the hole opens at the bottom wall of the decreases as
the wire guide block moves from     channel 7 and communicates with the
tape the position spaced from the beaded portion of   guide channel 4. The
opening of the guide hole the tape to the position adjacent the beaded
8 extends from the middle portion to the upper portion, thereby providing a
slack in the conduc-  portion of the bottom of the channel 7. tive wire.
Furthermore, the wire is so guided   65  Above the element forming die 1, a
cutting 2   



3                  0048807                      4 punch 9 for cutting the
formed wire F is fixedly  tioned step finishes, side punches 12 and
connected to a frame or the like (not shown).    retract and the tape T is
advanced by one pitch The cutting punch 9 may be made movable.         and
upwardly pulls the wire W. However, in any case, the cutting punch must
The wire guide hole 8 in the wire guide block be adapted to provide
relative movement in    5    6 is so positioned that the wire W guided by
the horizontal direction with respect to the element  hole 8 extends
parallel with the feeding direc- forming die 1 when the latter horizontally
tion of the tape T and the wire portion adjacent moves. In front of this
cutting punch 9, a ver-  the lastly secured element is brought into close
tically movable head forming punch 10 and a      contact with the beaded
portion B when the pressure pad 11 for holding a fastener element   10
element forming die 1 and the guide block 6 E during head forming operation
are provided in  secured thereto are in their forward position. In a
juxtaposed relation. In front of the cutting   other words, the guide hole
8 aligns with the punch 9, there are also provided side punches
direction of the wire movement. Therefore, the 12 and 12' mounted on
opposite sides of the     wire W can be pulled by the tape T with' little
tape guide channel 4 for reciprocation in  15   drag from the guide hole 8.
Therefore, the pos- generally lateral direction for squeezing the legs
sibility of a break in the wire W is decreased. of the fastener element E.
Furthermore, close contact between the wire W A conductive wire W is passed
through the     and the beaded portion B when the element E is wire guide
hole 8 and secured to the beaded     secured to the beaded portion also
reduces portion B of the tape T by the fastener ele-   20   possibility of
wire break. Furthermore, since ments E successively fixed to the beaded
por-   feeding means for the wire W is unnecessary, tion.
there is no possibility of a break in the wire due Tape guides 13 and 13'
for guiding the slide  to mis-synchronization between the operation
fastener, tape T are provided in front of the    of the wire feeding means
and the tape move- element forming die 1 and stoppers 14 and 14'   25
ment. are placed on the outer sides of the tape guides,  Since the wire
guide block 6 in this inven- respectively, to limit the forward movement of
tion reciprocates perpendicularly to the feeding the element forming die 1
and to register the    movement of the tape T. the portion of the wire
same. Feed rollers 15 and 15' (Fig. 2) for draw-  between the upper end of
the wire guide hole 8 ing the tape T upward are placed above the   30   and
the lastly 'secured element- E swings by stoppers. The feeding direction
and the orienta-  angle [ERR] as shown in Fig. 7. As is clear from this
tion of the tape T are such that the wire guide  drawing, block
reciprocates perpendicularly to the feed- ing movement of the tape T in the
plane includ-                 [ERR] ing the tape. Numeral 16 (Figs. 3 and
4)   35 indicates feed rollers for feeding the formed   wherein I and L are
distances between the wire F.
upper end X of the wire guide hole 8 and the In operation, the formed wire
F is upwardly   lastly secured element E in the forward and the fed by the
amount corresponding to the thick-    backward positions of the wire guide
block 6, ness of one element E when the element form-   40   respectively.
Therefore, when the wire guide ing die 1 is in its advanced position in
which the  block 6 moves from the backward position to cutting punch 9 does
not interfere with the     the forward position, the wire slacks by the
upward movement of the formed wire F. When      degree corresponding to
L(1-[ERR]). By this slack, the element forming die 1 retracts from the for-
the wire is not subjected to substantial tension ward position shown in
Fig. 4 to the backward   45   when the lowermost section of the beaded
position shown in Fig. 3, the formed wire F is   portion B between adjacent
element E, upon cut by the cutting punch 9 to form a blank of an  being
clamped by the legs of the elements E, is element E. When the element
forming die 1        bulgingly deformed. The reciprocal movement reaches
its backward position, the head die     of the guide block 6 also functions
to position portion 5 aligns with the head forming punch   50   the wire on
the center of the beaded portion. 10 and receives the cut blank of the
element E.  That is, since the portion of the wire between Then the head
forming punch 10 and the pres-     the upper end X of the wire guide hole 8
and sure pad 11 descend to form the head of the     the element E is moved
away from the beaded element E and then the element forming die 1
portion B each time after the element is fixed to starts forward movement.
In the forward posi-  55   the beaded portion, the wire portion is accura-
tion of the element forming die 1 shown in Fig.  tely positioned at the
center of the beaded 4, the legs of the element formed with the head
portion B when it is brought into contact there- receive the beaded portion
B of the tape T       with by the forward movement of the guide
therebetween. Then, the side punches 12 and     block 6. 12' are driven to
squeeze the legs of the   60 element. By these steps, the element E is
fixed  Claims to the beaded portion B together with the conductive wire W
to form a fastener chain         1. A method for manufacturing a slide
provided with a conductive wire for anodizing   fastener chain
incorporating a conductive wire process as shown in Fig. 1. After the last
men-   65  in a system in which the wire is mounted on the 3  



3                 0 048 807                      4 punch 9 for cutting the
formed wire F is fixedly  tioned step finishes, side punches 12 and
connected to a frame or the like (not shown).   retract and the tape T is
advanced by one pitch The cutting punch 9 may be made movable.        and
upwardly pulls the wire W. However, in any case, the cutting punch must
The wire guide hole 8 in the wire guide block be adapted to provide
relative movement in    5    6 is so positioned that the wire W guided by
the horizontal direction with respect to the element  hole 8 extends
parallel with the feeding direc- forming die 1 when the latter horizontally
tion of the tape T and the wire portion adjacent moves. In front of this
cutting punch 9, a ver-  the lastly secured element is brought into close
tically movable head forming punch 10 and a     contact with the beaded
portion B when the pressure pad 11 for holding a fastener element   10
element forming die 1 and the guide block 6 E during head forming operation
are provided in  secured thereto are in their forward position. In a
juxtaposed relation. In front of the cutting  other words, the guide hole 8
aligns with the punch 9, there are also provided side punches   direction
of the wire movement. Therefore, the 12 and 12' mounted on opposite sides
of the     wire W can be pulled by the tape T with little tape guide
channel 4 for reciprocation in  15   drag from the guide hole 8. Therefore,
the pos- generally lateral direction for squeezing the legs  sibility of a
break in the wire W is decreased. of the fastener element E.
Furthermore, close contact between the wire W A conductive wire W is passed
through the     and the beaded portion B when the element E is wire guide
hole 8 and secured to the beaded     secured to the beaded portion also
reduces portion B of the tape T by the fastener ele-   20   possibility of
wire break. Furthermore, since ments E successively fixed to the beaded
por-   feeding means for the wire W is unnecessary, tion.
there is no possibility of a break in the wire due Tape guides 13 and 13'
for guiding the slide  to mis-synchronization between the operation
fastener tape T are provided in front of the    of the wire feeding means
and the tape move- element forming die 1 and stoppers 14 and 14'  25
ment. are placed on the outer sides of the tape guides,  Since the wire
guide block 6 in this inven- respectively, to limit the forward movement of
tion reciprocates perpendicularly to the feeding the element forming die 1
and to register the   movement of the tape T, the portion of the wire same.
Feed rollers 15 and 15' (Fig. 2) for draw-  between the upper end of the
wire guide hole 8 ing the tape T upward are placed above the   30   and the
lastly secured element E swings by stoppers. The feeding direction and the
orienta-  angle [err] as shown in Fig. 7. As is clear from this tion of the
tape T are such that the wire guide  drawing. block reciprocates
perpendicularly to the feed- ing movement of the tape T in the plane
includ-                [err] ing the tape. Numeral 16 (Figs. 3 and 4)   35
indicates feed rollers for feeding the formed   wherein I and L are
distances between the wire F.                                         upper
end X of the wire guide hole 8 and the In operation. the formed wire F is
upwardly  lastly secured element E in the forward and the fed by the amount
corresponding to the thick-   backward positions of the wire guide block 6,
ness of one element E when the element form-   40   respectively.
Therefore, when the wire guide ing die 1 is in its advanced position in
which the  block 6 moves from the backward position to cutting punch 9 does
not interfere with the     the forward position, the wire slacks by the
upward movement of the formed wire F. When      degree corresponding to
L(1-[err]). By this slack, the element forming die 1 retracts from the for-
the wire is not subjected to substantial tension ward position shown in
Fig. 4 to the backward   45   when the lowermost section of the beaded
position shown in Fig. 3, the formed wire F is  portion B between adjacent
element E, upon cut by the cutting punch 9 to form a blank of an  being
clamped by the legs of the elements E, is element E. When the element
forming die 1       bulgingly deformed. The reciprocal movement reaches its
backward position, the head die     of the guide block 6 also functions to
position portion 5 aligns with the head forming punch   50  the wire on the
center of the beaded portion. 10 and receives the cut blank of the element
E.  That is, since the portion of the wire between Then the head forming
punch 10 and the pres-    the upper end X of the wire guide hole 8 and sure
pad 11 descend to form the head of the     the element E is moved away from
the beaded element E and then the element forming die 1    portion B each
time after the element is fixed to starts forward movement. In the forward
posi-  55  the beaded portion, the wire portion is accura- tion of the
element forming die 1 shown in Fig.  tely positioned at the center of the
beaded 4, the legs of the element formed with the head  portion B when it
is brought into contact there- receive the beaded portion B of the tape T
with by the forward movement of the guide therebetween. Then, the side
punches 12 and     block 6. 12' are driven to squeeze the legs of the   60
element. By these steps, the element E is fixed  Claims to the beaded
portion B together with the conductive wire W to form a fastener chain
1. A method for manufacturing a slide provided with a conductive wire for
anodizing   fastener chain incorporating a conductive wire process as shown
in Fig. 1. After the last men-   65  in a system in which the wire is
mounted on the 3 



5                  0048807                       6 beaded portion of the
fastener tape by fastener     Patentanspruche elements successively fixed
to the beaded portion, the system  including a wire guide         1.
Verfahren zur Herstellung einer einen leit- member (6) through which the
conductive wire    fahigen Draht enthaltenden [err] (W) is passed so that
it is guided by the wire   5    in einem System, in dem der Draht am Wul-
guide member (6) before it is secured to said    strand des Tragbandes
durch nacheinander am beaded portion (B) of the tape (T); charac-
Wulstrand befestigte Kuppelglieder festgelegt terized by reciprocating said
guide member (6)   wird, wobei das System ein Drahtfuhrungsteil
perpendicularly to the feeding movement of the   (6) [err], durch das der
leitfahige Draht (W) fastener tape (T) between a first position in  10
hindurchbewegt wird, so [err] er durch das which the wire portion adjacent
the lastly        DrahtfDhrungsteil (6) gefuhrt wird, bevor er am secured
element (E) is in contact with the      Wulstrand (B) des Tragbandes (T)
befestigt beaded portion (B) of the tape (T) and extends   wird, dadurch
gekennzeichnet, [err] das Draht- parallel with the feeding direction of the
tape  fOhrungsteil (6) zwischen einer ersten Stellung, and a second
position in which said wire portion   15  in der der dem zuletzt
befestigten Kuppelglied angularly extends away from the beaded por-
(E) benachbarte Drahtbereich mit dem Wul- tion; and fixing a fastener
element (E) together  strand (B) des Tragbandes (T) in Beruhrung with the
wire (W) to said beaded portion (B) and  steht und sich parallel zur
Zufuhrrichtung des feeding the tape (T) thereafter when said wire
Tragbandes erstreckt, und einer zweiten Stel- guide member (6) is in its
first position   20   lung, in der sich dieser Drahtbereich im Winkel 2. A
method according to claim 1 in which      vom Wulstrand weg erstreckt,
rechtwinklig zur said wire guide member (6) reciprocates in the
Vorschubbewegung des Tragbandes (T) beweg- plane including the fastener
tape (T).            bar ist, und [err] ein Kuppelglied (E) zusammen 3. An
apparatus for manufacturing a slide      mit dem Draht (W) am Wulstrand (B)
befestigt fastener chain incorporating a conductive wire  25   und das
Tragband (T) sodann vorwartsbewegt in a system in which the wire is mounted
on the  wird, wenn sich das Drahtfuhrungsteil (6) in beaded portion of the
fastener tape by fastener   seiner ersten Stellung befindet. elements
successively fixed to the beaded por-      2. Verfahren. nach Anspruch 1,
dadurch tion, the apparatus comprising: a wire guide      gekennzeichnet,
[err] das Drahtfuhrungsteil (6) member (6) having a wire guide hole (8)
30   in der das Tragband (T) enthaltenden Ebene hin- through which said
wire (W) extends, and          und herbewegt wird. means for securing the
fastener elements (E)        3. Vorrichtung zur Herstellung einer einen
successively to the beaded portion (B) of the    leitfahigen Draht
enthaltenden [err]- tape (T) together with said wire W), said means   kette
in einem System, in dem der Draht am for securing the fastener elements (E)
including   35   Wulstrand des Tragbandes durch nacheinander an element
forming die (1) movable per-           am Wulstrand befestigte
Kuppelglieder ange- pendicularly to the feeding direction of the tape
bracht wird, bestehend aus einem Drahtfuh- CT) between a first position in
which a fastener  rungsteil (6), das mit einer Drahtfuhrungsoff- element
(E) supported on the element forming      nung (8) versehen ist, durch die
sich der Draht die (1) receives the beaded portion (B) of the   40   (W)
erstreckt, und einer Einrichtung zum auf- tape (T) between the legs thereof
and a second    einanderfolgenden  Befestigung der Kuppel- portion spaced
from the beaded portion (B)        glieder {E) am Wulstrand (B) des
Tragbandes (T) wherein a fastener element (E) is formed, said    zusammen
mit dem Draht (W), wobei die Ein- elements forming die (1) being adapted to
cut     richtung zum Befestigen der Kuppelglieder (E) out fastener elements
as it moves from the first  46   ein Kuppelglieder-Formgesenk (1) [ERR],
das position to the second position in cooperation   rechtwinklig zur
Vorschubrichtung des Trag- with a cutting punch (9), characterized by
bandes (T) zwischen einer ersten Stellung, in means (2) for reciprocating
said wire guide      der ein auf dem Kuppelglieder-Formgesenk (1) member
(6) perpendicularly to the feeding        abgestutztes Kuppelglied (E) den
Wulstrand (B) movement of the fastener tape (T) between a   50   des
Tragbandes (T) zwischen seinen Schenkeln first position in which the wire
portion adjacent  aufnimmt, und einer im Abstand vom Wul- the lastly
secured element (E) is in contact with  strand  (B) angeordneten  zweiten
Stellung the beaded portion (B) of the tape (T) and        bewegbar ist, in
der ein Kuppelglied (E) ge- extends parallel with the feeding direction of
formt wird, wobei das Kuppelglieder-Form- the tape and a second position in
which said  55   gesenk (1) im Zusammenwirken mit ainem wire portion
angularly extends away from the     Schneidstempel  (9)  Kuppelglieder
aus- beaded portion (B); said wire guide member (6)   schneiden kann, wenn
es sich von der ersten in being in its first position when said element
die zweite Stellung bewegt, gekennzeichnet forming die (1) is in its first
position.        durch eine Einrichtung (2) zum hin- und her- 4. An
apparatus according to claim 3 in  60   bewegen des Drahtfuhrungsteils (6)
rechtwink- which said wire guide member (6) is secured to   lig zur
Vorschubbewegung des Tragbandes (T) the element forming die (1).
zwischen einer ersten Stellung, in der der dem 5. An apparatus according to
claim 3 or 4 in  zuletzt befestigten Kuppelglied (E) benachbarte which said
wire guide member (6) reciprocates    Drahtbereich mit dem Wulstrand (B)
des Trag- in the plane including the tape (T).       65   bandes (T) in
Beruhrung steht und sich parallel 
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Vorschubrichtung  des Tragbandes er-            metallique est monte sur la
partie formant bour- streckt, und einer zweiten Stellung, in der sich
relet du  ruban-support de la fermeture a dieser Drahtbereich im Winkel vom
Wulstrand         glissiere par des elements d'accrochage fixes (B) weg
erstreckt, wobei sich das Drahtfuh-         successivement sur la partie
formant bourrelet, rungsteil (6) in seiner ersten Stellung befindet,    5
cet appareil comprenant: un element (6) de wenn sich das
Kuppelglieder-Formgesenk (1) in       guidage du fil metallique presentant
un trou (8) seiner ersten Stellung befindet.                    de guidage
du fil metallique dans lequel passe 4. Vorrichtung nach Anspruch 3, dadurch
ce fil metallique (W), et un moyen pour fixer gekennzeichnet, [err] das
Drahtfuhrungsteil (6)      successivement les elements (E) d'accrochage am
Kuppelglieder-Formgesenk (1) befestigt ist.  10   de la fermeture a
glissiere sur la partie (8) for- 5. Vorrichtung nach Anspruch 3 oder 4, da-
mant bourrelet du ruban-support (T) en meme durch gekennzeichnet, [err] das
Drahtfuhrungs-       temps que le fil metallique (W), ce moyen de teil (6)
in der das Tragband (T)  enthaltenden        fixation des elements (E)
d'accrochage corn- Ebene hin- und herbewegbar ist.
prenant une matrice (1) de formage d'elements 15   qui pout se deplacer
perpendiculairement A la Revendications
direction d'avance du ruban-support (T) entre une premiere position dans
laquelle un e1- 1. Procede pour fabriquer une chatne de fer-      ment (E)
d'accrochage de la fermeture A glis- meture A glissiere contenant un fil
metallique      siere supporte par la matrice (1) de formage conducteur
dans un systeme dans lequel le fil   20    d'elements recoit la partie (B)
formant bour- metallique est monte sur la partie formant bour-    relet du
ruban-support (T) entre ses branches, et relet du ruban-support de la
fermeture a            une deuxieme position espacee de la partie (B)
glissiere par des elements d'accrochage fixes       formant bourrelet dans
laquelle est forme un successivement sur la partie formant bourrelet,
element (E) d'accrochage de fermeture A glis- le systeme comprenant un
element (6) de    25   siere, cette matrice (1) de formage des e1e- guidage
du fil metallique dans lequel passe le fil  ments etant prevue pour
sectionner des e1- metallique conducteur (W) qui, de ce fait, est
ments de fermeture A glissiere au fur et A guide par I'element (6) de
guidage avant d'etre     mesure qu'elle se deplace de la premiere posi-
fixe sur la partie (B) formant bourrelet du ruban-  tion a la deuxieme
position en cooperation avec support (T), ce procede etant caracterise en
ce   30    un poincon (9) de sectionnement, cet appareil que l'element (6)
de guidage du fil effectue un     etant caracterise par un moyen  (2) pour
mouvement de va-et-vient perpendiculaire-           imprimer A I'element
(6) de guidage du fil ment au mouvement d'avance du ruban-sup-
metallique un mouvement de va-et-vient per- port (T) entre une premiere
position dans           pendiculairement au mouvement d'avance du laquelle
la partie du fil metallique contigue au   35   ruban-support (T) entre une
premiere position dernier element fixe (E) est en contact avec la     dans
laquelle la partie du fil metallique con- partie (B) formant bourrelet du
ruban-support       tigue au dernier element fixe (E) est en contact (T) et
se prolonge parallelement A la direction     avec la partie (B) formant
bourrelet du ruban- davance du ruban-support, et une deuxieme
support (T) et se prolonge parallelement A la position dans laquelle cette
partie du fil metal-  40    direction d'avance du ruban-support, et une
lique s'ecarte angulairement de la partie for-      deuxieme position dans
laquelle cette partie du mant bourrelet; et en ce qu'un element d'accro-
fil metallique s'ecarte angulairement de la partie   , chage (E) est fixe
en meme temps que le fil         (B) formant bourrelet; I'element (6) de
guidage metallique (W) sur la partie (B) formant bour-      du fil
metallique se trouvant dans sa premiere relet, le ruban-support (T) etant
ensuite avance   45    position lorsque la matrice (1) de formage des
lorsque l'element (6) de guidage du fil metal-      elements se trouve dans
sa premiere position. lique se trouve dans sa premiere position.
4. Appareil suivant la revendication 3, dans 2. Procede suivant la
revendication 1, dans       lequel l'element (6) de guidage du fil metal-
lequel l'element (6) de guidage du fil metal-       lique est fixe sur la
matrice (1) de formage des lique effectue un mouvement de va-et-vient   50
elements. dans le plan contenant le ruban-support (T) de         5.
Appareil suivant l'une des revendications la fermeture A glissiere.
3 ou 4, dans lequel l'lment (6) de guidage du 3. Appareil pour fabriquer
une chaine de fer-   fil metallique effectue un mouvement de va-et- meture
A glissiere contenant un fil metallique      vient dans le plan contenant
le ruban-support conducteur dans un systeme dans lequel le fil  55   (T).
60 65    


