~METHOD AND MOLD FOR MOLDI NG SLI DE FASTENER SLI DER A nmold (1) for -

nol ding a slide fastener slider conprises a first tenplate (2), a second -
“tenplate (3), and a third tenplate (4) slidable on the first and second
tenplates (2, 3): The first tenplate (2) has a first part of a cavity (9)
for molding a rear section of an outer contour of;the slider body except
an upper surface portion of an upper wi ng and also has a first core (5)
for nolding a rear section of an el enent guide channel of the slider body.
The second tenplate (3) has a secoﬁgsw of the cavity (9) for nolding a
front section of the outer contour of the slider body and al so has a
second core (6) for nolding a front section of the el enment gui de channel.
The third tenplate (4) has a third cavity part for nolding a pull-tab
attaching | ug NETHODcAND MDED BOR \MQLBINGSIstRE: FASTRNER SLAPER he upper surface
portion of the upper wing. For nolding, these tenplates are brought
together to f@&fmbld€l)Forinoldng @siidé fastaidreslivdericonpnisead flrsts
poured into the cavity (9) via a channel (11) and a sprue (12). After

sol i di fi cogdngylah (26 dBbEiTtemiIeA(3), 41 & thond tempates ¢4) 3)Lidabiget her
with the third tenplate (4) is noved horizontally away from the first

tenpl ate (&) +R8%irBe ard Seddlid Sedpitest @,(9). | #nslfidsumuaplbye (2)hdsesponse

to which an eject pin (7) projects fromthe second tenplate (3) to renove

a ol ded P4 qgﬂ:%]i: IS’J:tI: EEea Cc%‘(rﬂ:y ((9%) for molding a rear section of an outer
contour of the slider body except an upper surface portion of an upper
wing and also has a first core (5) for molding a rear section of an
element guide channel of the slider body. The second template (3)
has a second parl: ‘of the cavity (9) for molding a front section of
the outer contour of the slider body and also has a second core (6)
for molding a front section of the element guide channel. The third
template (4) has a third cavity parl: for molding a pull-tab attaching
1lug of the slider body and an outer éontour of the upper surface portion
of the upper wing. For molding, these templates are brought together
to form the cavity (9), and then molfen molding material is poured |
into the cavity (9) via a channel (11) and a sprue (12). After
solidification of the molding materiai, the second template (3)
together with the third template (4) is moved horizontal];_r ‘away from
the first template (2) and then the third template (4) is s1id upwardly,
in résponse to which an eject pin (7) projects fxom the second template
(3) to remove a molded product off the cavity (9).

(FIG. 1)
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