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?EEHOD OF CUTTING A SLI DE FASTENER CHAI N The present invention relates to
e ‘production of slide fasteners, and nore particularly to a nethéﬁ'giﬁy;‘\

cutting a continuous slide fastener chain into individual slide fastenefr- !
| engths. 5 ' In the art of cutting a continuous slide fastener chaifi

into individual slide fastener lengths, it is known that the fastener chain
is pulled forwardly beyond a cutting station by a dowward gri pper to an
“extent corresponding to an individual slide fastener 10 length and is then
cut transversely across a succeedi ng one of longitudinally spaced
successive el enent-free portions by a pair of scissors while such

i ndi vidual fastener length of the fastener chain is kept in a state of
tensi on by the downstream.gripper in 15 cooperation of an upstream
gripper. A common problemw th this prior art nethod is that the degree of
tension of the stringer tape would vary little by little as the cutting
progresses fromone edge to the other across the fastener chain, thus
provi di ng an -2- unsightly tape end that is not straight and/or is not
per pendi cular to the |ongitudinal tape edges. This prior art is exenplified
by Japanese Patent Publication (Tokkosho) No. 49-44243. According to the
present invention -1 -

METHOD OF CUTTING A SLIDE
FASTENER CHAIN
The present invention relates to the production
of slide fasteners, and more particularly to a method

of cutting a continuous slide fastener chain into

individual slide fastener lengths.

S ' In the art of cutting a continuous slide
fastener chain into individual slide fastener lengths,
it is known that the fastener chain is pulled forwardly
beyond a cutting station by a downward gripper to an .
extent corresponding té an individual slide fastener

\;/ 10 1length and is then cut transversely across a succeeding
one of longitudinally spaced successive element-free
portions by a pair of scissors while such individual
fastener length of the fastener chain is kept in a
state of tension by the dowdstréam gripper in

15 cooperation of an upstream gripper. A common problem
with this prior art method is that the degree of
teﬁsion of the stringer tape would vary little by
little as the cutting progresses from one edge to the

other across the fastener chain, thus providing an



5 there is provided a nethod of cutting a continuous slide fastener chajn™
int o i ndirvidual slide fastener lengths, the fastener chain having .t
{'ongirtudi nal | y spaced successive el enent-free portions, said method
conPrising the steps of: (a) gripping a]eading end of the fastener chain

at a 10 cutting station by a first gr i2p|5er novabl e between the cutting
station and a transit station along a substantially horizontal straight.

path; (b) pulling the fastener chain forwardly along the path by the first

gri pper unti!un%?&%%}?aggd}?ﬁﬁﬁuihgé ﬂéhﬁbé:%%£§ﬁ§ﬂﬁté492é#'fESnot %@hééﬂ%?cﬁ%arthe

transit station; e transit statrom, erring t grrppling of

the |eading epduqd 16AgiHASHANGENS RBLE. M aMd BRidd LSL 197 &RABLifRga Second
gri pper novabl e al ong the path between the transit station and a specified

poi nt | Yyas&shrepa HateevREb I RABL S ETetNoRAL PAo. 4nLadamryi ng di stance
corresponding to the length of a prospective individual slide fastener; (d)
pul I'i ng the fastenercedmiing frar waréll wrasemg idenpadch by the second gri pper
until a succeeding one of the elenent-free portions arrives at the cutting
station, Dy wiech itsi peovided fa metha@5ofmupbing. setamtisudus ¢ hielecfstener st ati on
to grip the succeeding one el enent-free portion; (e) with the succeeding
one el enent - faheén pote| digidyspesiide fRsimoek dprothisat thenfastebgr tdheidi r st
gripper at the cutting statiqgn, pulling the fastener chain on the |eading
end having longitudinally spaced successive element-free portions, '
G said method comprising the steps of:
% _
(a) gripping a leading end of the fastener chain at a
10  cutting station by a first gripper movable betﬁeen the cutting
station and a transit station along a substantially horizontal
étraighf paths
(p) pulling the fastener chain forwardly along the path
by the first'gripher untii the léading end of the fastener chain
15 arrives at the transit station;
(c) at the transit station, tranéferring the gfipping
of the leading end of the fastenmer chain from the first gripper
v . to a second gripper movable along the path between the transit
station and a'specified point spaced apart dounstream therefrom
20 by a varying distance ccfresponding-tc the length of a prospective
individual slide fastener; o
(d) pulling the fastemer chain forwardly along the path
by the second'gripper until a succeeding one of the element-free
portions arrives at the cutting station, by which time the first
.25 gripper returns to the cutting station to grip the succeeding

one element-free portion;

(e) with the succeeding one element-free portion gripped



tof by the second gripper until the |eading end of the fastener chain.
aNfves at said specified point, at which time such individual slide’ -
fastener length of the fastener chain is in a state of tension: (f) then™> ¢
rel axi ng the tension of the slide fastener Iength of the fastener chain
slightly nmoving the second gripper backwardly from said specified point

toward the first gripper kept stationary at the cutting station; and (g)
finally, cutting the fastener chain transversely across the succeedi ng one

el ement-free portion to thereby provide an individual slide fastener |ength

of the fastener chain. It is believed possible by neans of the present
-invention to provide a nethod of cutting a continuous slide fastener chain
into required slide fastener Iengt s with _accuracy. 4 1t is further

bel i eved possi BP8 K§Phe&RatoPneR Ve§€ﬁtfgﬁ§én9FgRPﬁ6 AtoFh8ecHtiiRdod of
tting ti | fast hain i nto_i.ndi vi | .sli.de f
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It is still fughBegaBebhgyrednagnsakrevly ERaBaiAl spBeiRiRECBbihRYEALI ON to

provide a nmethod of cutting a continuous
" which time such individual slide fastener length of the
fastener chain is in a state of tension: .
(£) then relaxing the tension of the slide fastener A
length of thg fastener chain by slightly moving the
second gripper backwardl& from said specified point
toward the first gripper kept stationary at the cutting
station; and
(g) finally, cutting the fastener chain transversely
across the succeeding one eiemgnt-frge portion to
thereby provide an individual slide fastener length of
the fastener chain. |
It is believed possible by means of the present , -
invention to provide a method of cutting'a continuous -

slide fastener chain into required slide fastener

lengths with accuracy.



slide fastener. chain into individual slide fastener ‘lengths, 10 W thout "~
occurring any flip of the fastener chain, so that the resultant stringer
itan- be delivered in,an orderly fashion to a subsequent station where, fo

i n§%ance, a pair of the stringers are cofipt ed together. The invention will
be described by way of exanple with 15 reference to the acconpanying
draw ngs, wherein:- Figures 1A through 1E show a cycle of progressive
cutting steps of a ngthad accordance wt. nvent#q%? and Figure 2 is

a perspective view, W tf flrr%{‘er A R%flgg)? 4 TF3ge® & ePY ni shi ng
apparatus in ‘f’ﬁ &4% {:nl;'eth Palvqﬁggé Rgghcﬁoof &L&tg%ﬁ %?tQHEOUéfg\y%ﬁ?ageﬁeiE

pr Ogl’eSSI ve st eps (0] 1S 1 ustr at gur es Foug

whi ch a singl gnsid d&to lkaﬁtl%nsf 1t Bé 198 Eedr @E@Ry NHOWIS; r_JheQQ'jtl'hcuttm

(hereinafter referred to as "continuous slide f st ener chain i's used as a

material to begaR%akelacetdiGobas eBRYinGbI4 RASINRRVENG Lo bugdi-aady spaced

-5 - successive elenent-free portions. Alternatively, a pair of continuous
slide fasteneeuttingNURTES pefbeHBLAUIRE eth ShRdsltaBMbnREL HiAGL cageshaWn in Figure
2. Figure 1A shows a preceding piece of the 5 fastener chain A of the

i ndi vi dual sl itHe taps} emes duargtteeingdiight Bd siidedfsbtemads dot | i nes) that has
been cut - by a cutter D and then has been pulled forwardly (rlghtmardly)
therefromalong a sub@tu§n$tnﬂll§urther belleved possxble by means of the

in

_present invention to provide a method of cutting a continucus
N slide fastener chain into individual slide fastener lengths,
10  without occurring any flipjof the fastener chain, so that the
;esultant stringers can be delivered in an orderly fashion to
a subsequent station where, for instance, a pair of fhe stringers
are coupled together.
The invention will be descriﬁed by way of example with
15 reference to the accompanying drawings, wherein:-
Figures 1A through 1E show a cycle of progressivé cutting
steps of a method in accordance with the invention; and
Figure 2 is a perspective view, with parts broken away,
of a slide- Fastener flnlshlng apparatus in whlch the above method
20 is carried out |
A cycle of progressive steps of the method is illustrated
in Figures 1A through 1€, in_mhich a single slide fastener
stringer of a continudus length (hereinafter referred to as

"continuous slide fastemer chain") is used as a material to be

25 cut, the fastemer stringer having longitudinally spaced



zontal straight path by a second or downstream 10 gripper Cto a
hargi ng station, during which tinme a |eading end,. or a |eading one of

o

.ng
?nﬁfsuccessive el enent-free portions, of the fastener chain Ais kept o
stationary at a cutting station as gripped by a first gripper B. The cut ¥er
Dis retracted fromthe fastener 15 chain [err]. Then the fastener chain
[err] is pulled forwardly along the path by the first gripper B until the

| eadi ng end of the fastener chain [err] arrives at a transit station where
the gripping of the fastener chain's 80l eading end is transferred fromthe
first gripper B to the second gripper C, as shown in Figure 1B. Preferably,
~a pin and/or guybe¥sciiedeclenendbifecBopbeiond.asagrBrnhtTH1RE attached to
the | eading.end of the fastener chain [err] by neans of a pin holder 6 and

a 25 punch 8pgaliet bfdesatihadubelsdwden fagteaekri eRringBrEi gure 2) as the

-l eading chain end approaches the transit station. . 6 As shown in Figure
1C, the fastenocoupded Atatelmiyr brenspdl| 88 Sbowar dhyFigomet Be transit
station along the path by the second gripper Cuntil its |Ieading end

arrives at a specifi 8dgpsendAsshows aparecedingt péaresoff tbm the cutting

station by a varying di stance ..
ys fastenar c¢ a?n A0 of the ind1v1dua; slide fastener

length (indicated in dash—énd-dot lines) that has been
cut by a cutter D and then has been pulled forwafdly \_J
(rightwardly) therefrom along a substantially -
horizontal straight path by a second or downstream

10 gripper C to a discharging station, during which time a
leading end, or a leading one of the successive
element-free portions, of the fastener chain Al is kept
étationary at a cutting station as'gripped by a first
gripper B. The cutter D is retracted from the fastener

15 chain Al.

Then the fastener chain Al is pulled forwardly

along the path by the first gripper B until the leading 't
end of the fastener chain Al arrives at a transit
station where the gripping of the fastener chain's

20 léading end is transferred from the first éripper'B to
the second gripper C, as shown in Figﬁre 1B.
Preferably, a pin and/or a box (of a separable boﬁtom
end assembly) may be attached to the leading end of the
fastener chain A1 by means of a pin holder 6 and a

25 punch 8 (both described below in connection with Figure

2) as the leading chain end approaches the transit

statiqn.



corresponding to the length of a prospective individual slide fastener, fa
that is, until a succeedjng one of the elenent-free portions arrives at tp€EX
gutting station, by which time the first gripper B returns thereto from @
theansit station to grip the succeedi ng one el enment-free portion upon
arrival thereof. The fastener chain [err] is thus tensioned between its

| eadi ng end and the succeedi ng one el enent-free portion as gripped by the
first and second grippers B and C. 15 Subsequently, with the

| eadi ng end of the fastener chain Al ﬁﬁipﬁed by the first gripper B as kept

stationary at the cutting station,_the tensiop of _such indiyldual sljide
fastener iength of theAFa§58W%r15hgfﬁu5Figéfeggﬁeﬁaﬁﬁeﬂ%ﬁiﬁgégﬁekke%%nd

' C20 b I I f | ot t
el Bbtvel y smal FoArBeh el A8T FILEPEEy EEDRPONS, cPo a0 - REaBRoR Rlods o)

is cut transver y 0 djpgppee €l gnepi-itse1eqdihgnends a
result, an indigﬁ u él?geE?gsﬁgﬁgﬁalgnggﬁ of the fastener chai% 3% [err]

has been obtai ngdyjGbgabtya §§e§b§ﬂ@diﬁofhﬂuéﬁaégaSé?&fardéﬁnEfﬁQ&m 1A,
such individual slide fastener |length of the =7- tastener chain [err] is

noved forwar gl ysbymt BReSeaeBIngr sRREiof be aheadysnhadgsbgnseati on from
whi ch the fastener chain Ais delivered to a subsequent station '
corresponding to the lquth_of a prospecgive individual
sliae fastener, that is, until a succeeding one of the
N element-free portions afrives at the cutting station,
by which time the first_gripper B returns thereto from
10 the transit stétion to gfip the succeeding one
element-freé portion uﬁon_érrival thereof. The
faﬁteﬁer chain Ay is ;hgs tensioned between its leading
end ahd the succeeding one element-free portion as
gripped by the first_ahd second grippers B and C.
15 Subsequently, with the leading end of the
fasténer chain Ay gripped by the first g:ippef.B as
L kept stationary at the ;utting station, the tension of
| such individual slide fastener length_of the fastener
chain Al is relaxed by mpving the secopd gripper C
20 Dbackwardly from the specified point along the pa;h by a
relatively sméll distance d fFigure 1D), whereupon the
fastener chain A, is cut ?;ansversely across the
succeeding onelelemeht-free portion. As a result, an
individual siide fasténer.iéngth of the ﬁastener chain
25 Ay hés been obtained. | |
. | Finally, as shoﬁn in Figure 1lE similar to Figure

1A, such individual slide fastener length of the



where, for instance, a pair of the fastener stringers 5 of the slide

ener length is coupled together. Meanwhile, the |eading end of the _ ~
\&AHli ning fastener chain [err] is at rest in the cutting.station as gripped %
by the first gripper B and is thus in condition ready for the next cycl &=lof
progressive cutting steps. 10 Thr oughout a conplete cycle of the
progressive cutting steps of Figures 1A-1E, the fastener chain assunes an:
upright posture with the coupling elenments directed dowwardly. Figure 2
illustrates a separabl e-slide-fastener; 15 finishing apparatus in which a
pair of uncoupled continuous fastener stringers or chains [err],[err] is
cut into indi igitadnedd iciaimA eniy nevgl Bomenaldt gy tthd hsequmdent et hod.
In the finishing apparatus, a‘pair of the 20 fastener chains [err],[err]
wi t h coupl i ng sliopen € dio dthed idohawngidig/, stiat ifeed finopavtaldlelthes| at i on
along a substantially horizontal straight path to the cutting station,
i medi atel y urfasmamfchmimm% idebivenashto r subsegnentsisdiqo
term nate the novenent of the 25 fastener chains-A, A upon-arrival of
their |eadi ng YEIRES s FiO% NNFLaANGRI Ry RA TR -thedanonstpingaaiel v at
the cutting statiqn. _Upon this arrival, the | eadin enqiaof t he
respective asoc%rfg?e (ﬁ'?a’!a??s %ae??ﬁ’ﬁrer]rﬁ"%ﬁlb It ﬁﬂﬁﬂjl%/ LPIRENe Ty first
grippers B, BMeanwhile, the leading end of the remaining fastener
chain A2 is at rest in the cutting station as gripped \“)
by the first.gripper B and is thus in condition ready
for the next cycle'of.progressive'cutting steps.
10 Throughout a complete cycle of the progressive
cutting steps of Figures lA-lE} the fastener chain
assumes an upright posturé with the coupling elements
directed downwardly.
Figure 2 illustrates a separéble-slide-fastener
15 finishing apparatus in which a pair of uncoupled
continuous fastener 'stringers or chains A, Ay is cut
into individual slide fastener lengths accordirng to the ~d

present method.
In the finishing épparatus, a pair of the

20 fastener chains Ays Al, with cbupling elements directed
downwardly, is fed in parallel relation along a
substantially horizontal sﬁraight path to the cutting
station, immediately upstream of which a pair of stops
11, 11' is disposed to terminate the movement of the

25 fastener chains A,, A, upon arrival of their leading
ends, or theif leading élement-free'portions, precisely

at the cutting station. Upon this arrival, the leading



The fastener chains [err],[err] are-then pul led forwardly along the chain

gri ppirng of the | eading ends of the fastener chains [err] are transferred

path by the first grippers B, 5 B to the transit station where the I |

fromthe first grippers B, B to a pair.of second grippers C, C. During
that'.tine, a slider 5a froma slider chute 5b is.threaded onto one of the
10 fastener chains Al by a slider holder 5 and then a box 6a with a box
pin froma box chute 6b is threaded onto the |eading end of the one
fastener chain [err] by a box holder 6. 8 Upon conpl etion of this threading,
t he novenent of the one fastener chain A is stopped, and 1 15 the box 6a
t oget her with tleadsorfpthei sespeckdseofiasheneapehbyinag pynachi8aren the

meantinme, a pin
t he | eadi ng- end

7a frgnbg pin chute 7h is threaded onto and pre-caul ked on
ISEPPR hér PR&&t Ofef1ER/Ei ATLBPEEFSLBraBdi-n hol der 7c, and

the 20 th - | k in 7a is furth | ked b e n . Then the

fagtener gaaPL§ fgrr]?QPEPEFSEPézFuE%ﬁéggpgﬁﬁeﬁifBféa%EFngpgﬂﬁ the chain
th by th ' Lt di d f the fast 25
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leading ends of the fastener chains Al, A, are

1
transferred from the first grippers B, B' to a pair of
second grippers C, C'. During that time, a slider 5a
from a slider chute 5b is threaded onto one of the
fastener chains-A1 by a slider holder 5, and then a Sox
6a with a box pin from a box chute 6b is threaded onto
the leading end of the one fastener chain A, by a box
holder 6. Upon completion of this threading, the
movement of the one fastenef chain Al is stopped, and’
the box 6a together with.the box pin is caulked on the
tapé by a punch 8.

In the meantime, a pin 7a from a pin chute 7b is
threaded onto and pre-caulked on the leading end of the
pther fastener chain A, by a pin holder 7c, and the

thus pre-caulked pin 7a is further caulked by the punch

_8.

Then the fastener chains A;r A, are further
pulled forwardly along the chain path by the second
grippers C, C' until the leading ends of the fastener

chains a,, A, arrive at a specified point spaced apart

downstream from the cutting station by a varying

distance corresponding to the length of a prospective



nt arrives at the cutting. station, by which tine each first gripper

, returns thereto fromthe transit station to grip the succeeding 56ne %
el enent-free portion of the respective fastener chain [err] upon arrivalh
t hereof . Each fastener chain [err] is thus tensioned between its | eading
end and the succeeding one elenent-free portion as gripped by the
respective second gripper C, C and the respective 10 first gripper B, B
Subsequently, with the |eading end oisfach fastener chain Al gripped by the
respective first gripper as kept stationary at the cutting station, the '
tensi on of sudmdindiddaiuall ild dadasdeanereandid) aintlil agnh fastener chain
A is relaxed by noving the respective second gripper C, C backwardly from
t he specifi ed ppigeedinghpnehacairlingalengnta amliands/ ety thealdutdiistaance d
(Figure 1D), whereupon each fastener chain [err] is cut transversely across
t he succeedi nft@dtdory dvemdrich tdaey&adhof instt lgx ippere @i B d@ttwemsd, D .
The second grippers C,_C are carried by a base 15 slidably nounted on a

rail 18 paral t9eTera FFPhdihe fdansithSuaddom £q gripdde suaseefdingss bel t
17 wound about a pair of |l eys 13, 14, qne of which is driven 25 by a
Totor 16 1o PRSP RS RE Sore S GHe FRRRSCH} oo SARREEaTo t ho
¥8:3;:3Py02rt@%aaw Eiy%p%% a%@&v%ﬂ?t eres .grE%%%r%agtegera% aQ%Y%g '

é;%igividual slide fastener, that is, until the succeeding one coupling

is thus tensioned between its leading end and the
succeeding one element-free portion as gripped by the
respective second gripper C, C' and the respective
10 first gripper B, B'.
Subsequently, with the'leading end of each
- fastener chain A, gripped by the respective first
gripper as kept stationary at the cutting station, the
tension of such individual slide fastener length of
15 each fastener chain Al is relaxed by moving the
respgctivg second gripper C, C' backwardly from the
speéified point along the chain path by a relatively A
small distance 4@ (Figure 1D), whereupon each fastener
~ chain Al is cut transveréely across the succeeding one
20 element-free portion by the respective cutter D, D'.
The second grippers C, C' are carried by a base
15 slidably mounted on a rail 18 parallel to the chain
path. The base 15 is fixed to an endless belt 17 wound
about a pair of pulleys 13, 14, one of which is driven
25 by a motor 16 for rotation in opposite directions.
Thus in response to the rotation of the pulleys 13, 14,

the second grippers C, C' are moved forwardly or



-10 - backwardly along the chain path, depending on the direction of the .
rotation of the pulleys 13, 14. One of various advantageous results

&ccording the present nethod is that since the fastener chainis 5 free
froﬁmﬁensron during cutting, it is possible to cut the fastener chain (iED
wi t hout occurring any flip of the fastener chain so that the resultant

- fastener stringers can be delivered in an orderly fashion to a subsequent
station where, for instance, a pair of the stringers 10 are coupl ed

t oget her. Another advant age of the pregent met hod is that each cutting can

t ake pl ace acr the tri er t Qng a strarght cutting line
perpendicular 8§§b§| @gIGSGiFE& ¢ﬁﬂ$&§1nﬁ5°§ &Bfsequence, 15

he f Lid h h
Lcﬁuriity,e”SLa?'éﬁ'r e.%%% By HoRahip %'s{?’et?"s' P08 1 ke - 1 A
method of cutting a cg EE' BEOYS rilide E@%&%Q oﬁgakgggugggl h@g'oWd‘igS' 11 de

‘fastener |lengths, the tastener chaln avi ng ongl y -Space
the present method is that since the fastener chain is

5 free from tension during cutting, it is possible to cut
the fastener chain without 6ccurring any flip of the
fastener chain so that the resultant fastener stringers
can be delivered in an orderly fashion to a subsequent
station where, for instance, a pair of the stringers

10 are coupled together. —

Another advantage of the present method is that
each cutting can take place across the stringer tape
along a straight cutting line perpendicular to the
opposite longitudinal tape edges. As a consequence,

15 the fastener chain can be cut into required slide
"fastener lengths with aceuracy, guaranteeing sightly

\ slide fasteners..

20



ccessive elenent-free portions, said nethod conprising the steps of:

a) gripping a leading end of the fastener chain at a, cutting station by a .
fﬂrst gripper novabl e between the cutting station and a transit station% b4
along 10 a substantially horizontal straight pa he fastehér
chain forwardly along the path by the first grl ntil the | eading end
of the fastener chain arrives at the transit mm, j,ﬂ”"ﬂe transit
station, transferring the 15 gripping of the | e fastener
- chain fron1the flrst gripper to a secondigTi pper anabIe al orfg the path
between the trapsit station 'and a specified point spaced apart
downst ream t her { y a varying distance correspondlng to the length of a

prospective 20 i ndivi d#al gl %gehgdaséf ttl(xg%ao nt-{}. a&°2}ffcizlééf%ner chai n

forwardly al ong the path by secon g one of

the el ement-fr Y Y ﬁﬁ: i me the
first gripper (ra%aturnﬁsé:?cr)&ﬁ{r{ uf]tfx?éng %atlo o gn“iltrhe succéﬂ’dé i1’ng one
el enent-free paigd %s&ﬁeWéﬂhM%aﬁm@e%x@g%ﬁﬁ Esddef - 12 -
portion gripped and kept stationary by the Tirst grlpper at the cutting

station, puldinghddesdidad lRimedd fred portions, said method

comprising the steps of:
(a) gripping a leading end of the fastener o
chain at a cutting station by a first gripper movable g
between the cutting station and a transit station along
10 a substantiélly horizontal straight path;
(b) pulling the fastener chain forwardly aiong
the path by the first gripper until the leading end of
the fastener chain arrives at the transit station;
(c) at the transit station, transferring the
15 gripping of the leading end of the fastener chain from
the first gripper to a second gripper movable along the
path-between the transit station and a specified point W
spaced apart downstream therefrom by a varying
distance corresponding td.the length of a prospective
20 individual slide fastener;
(a) pulling the fastener chain forwardly along
the path by the second gripper until a succeeding one
of the element-free portions arrives at the cutting
station, by which time the first gripper returns to the
25 cutting station to grip the succeeding one element-free
portion;

(e) with the succeeding one element-free



t he | eadi ng end thereof by the second gripper until the | eading end of the
fastener chain arrives at 5 said specified point, at which tinme such
indi-vidual slide fastener length of the fastener_chain is in a state of
tensizon; (f) then relaxing the tension of the slide fastener |eéngth of th
fastener chain by slightly 10 noving the second ' ' from
said specified point toward the first gripper keammmlulm:“mumﬁ/he
cutting station; and (g) finally, cutting the fast*enér Eha?n ransversely
across the succeeding one el enent-free <15 dortion to thereby provide an

i ndi vidual slide fastener length of the fastener chain. 2. A nethod
accordi ng to cl aiRRItiotharinrache 2PddeEghett at henany sws whesf igat Lgipegst posture
Wi th coupling el enents directed downwardly, while t he successive 20

steps (a) througf¥ Phe H4tHing stakion nglddngr thet Eassenes ichaimasmener

chai n substanti al s describ ith reference to and as illustrated in

the acconpanying géglea%ﬁﬁgi'sng en t\"t\"llereofe by %%e second grsipper until the
leading end of the fastener chain arrives at

5 said specified point, at which timg such individual
slide fastener length of the fastener chain is in a
: state of tension; |
S’j- (£) then relaxing the tension of the slide
fastener length of the fastener chain by slightly
10 moéing the second gripéer backwardly from said
specified point toward the first gripper kept
stationary at the cutting station; and
(g) finally, cutting the fastener chain
transversely across the succeeding one element-free
15 portion to thereby provide an individual slide fastener
length of the fastener chain.
\_J 2. A method according to claim 1, wherein the
fastener chain assumes an upright posture with coupling
elements directed downwardly, while the successive

20 steps (a) through (g) take place..

3. A method of cutting a slide fastener chain substantially
as described with reference to and as illustrated in the accompznying

drawings.




