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Description

Field of the Invention

[0001] The present invention relates generally to a
connector and to a method of manufacturing the connec-
tor. More particularly, although not exclusively, the inven-
tion relates to connectors and to a method of manufac-
turing connectors having fasteners such as hooks and
eyes mounted in an array on clothing or textile items.

Background to the Invention

[0002] Hook and eye tapes are commonly used in un-
dergarments and brassieres to provide a flexible but firm
coupling. In general, an array of hooks is sewn onto a
first tape aligned in rows and columns. A complementary
array of eyes is sewn into a second tape and by engaging
different hooks and eyes a degree of lengthwise adjust-
ment is obtained.

[0003] Both the hooks and eyes are typically formed
of a stiff metal wire with anchors in a form such as a ring
at opposing ends of the wire. A planar side of the hooks
and eyes lies against the tape and individual hooks and
eyes are sewn to the tape over or adjacent the anchors.
The tape may be folded to cover the anchors to prevent
snagging and unwanted contact between the anchors
and the undergarment wearer’s skin. The embedment
disadvantageously thickens the tape and gives a rough
finishing.

[0004] Inanother method to mask the anchors soft tex-
tile cover strips are sewn over the anchors between lon-
gitudinally spaced rows of hooks and eyes. Formation
and securing of the cover strips requires additional cut-
ting and sewing steps. The additional steps increase the
complexity and cost for manufacturing the fastener.
[0005] The cover strips, commonly made of nylon tri-
cot, are folded when sewn to the tape in order to hide the
rough cutting edges of the cover strips and to mask the
anchors properly. The individual layers of cover strips
are in overlapping relationship to each other. This in-
creases the overall thickness which aside from detracting
from the overall aesthetics of the garment, oftentimes,
the outline of the fastener is visible through outer tight
fitting garments and provides discomfort to the wearer.
[0006] During the manufacturing process, continuous
strips of hooks and eyes are severed at intervals to pro-
ducetheindividual tapes. The individual tapes bear sharp
edges. As these tapes are commonly sewn to undergar-
ments for coupling, they end up rubbing against the skin
of the wearer. To avoid continuous abrasion that would
render the garment uncomfortable to wear, mechanical
grinding may be used to smooth out the sharp edges.
However, the smoothened edges may still cause discom-
fort after prolonged exposure to the wearer. This is es-
pecially the case when the undergarment is to support a
relatively large passive gravitational mass.

[0007] US 6 820 312 B1 discloses a method of man-
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ufacturing a connector having hooks for a hook-and-eye
connector comprising the steps of fastening a plurality of
hooks in an array on a first sheet portion; folding over a
second sheet portion to cover the first sheet portion; join-
ing the first and second sheet portions along two oppos-
ing edges; and inverting the first and second sheet por-
tions such that each fastener protrudes outwardly.
[0008] Atthehigh end market, undergarments, lingerie
and brassieres are fashion which brings out the figurative
beauty of a woman. They are seen as accessories rather
than hidden costumes. A wide range of styles of lingerie
and brassieres now exists, to be worn in a variety of sit-
uations, and with a variety of outergarments. The degree
of shaping and coverage varies between styles, function-
ality and fashion, fabric, and colour, from purely utilitarian
to sensual. Hence most of them are an attempt by de-
signers to produce a garment which fulfils a practical role,
while being an attractive piece of clothing in itself. Ap-
pearance and tactile quality of the individual tapes may
be considered unsatisfactory where the stitches and
seams are visible.

[0009] Itis an object of the present invention to over-
come or substantially ameliorate at least one of the above
disadvantages or more generally to provide an econom-
ical way of producing thin seamless fasteners that are
comfortable to wear.

Summary of the Invention

[0010] According to the first aspect of the invention
there is provided a method of manufacturing a connector
having fasteners, such as hooks or eyes for a hook-and-
eye connector, comprising the steps: fastening a plurality
of the fasteners in an array on a face of a backing sheet;
forming an aperture in a first sheet portion for receiving
each fastener, each aperture extending between oppos-
ing first and second surfaces of the first sheet portion;
inserting each fastener into a respective aperture such
that the face of the backing sheet is directed inwardly to
lie against the first surface; abutting a second sheet por-
tion with the second surface and joining the first and sec-
ond sheet portions such that they are joined along at least
two opposing edges common to both the first and second
sheet portions; fixing the backing sheet to the first or sec-
ond sheet portion; inverting the first and second sheet
portions such that the face of the backing sheet is directed
outwardly, each fastener protrudes outwardly from each
aperture and the backing sheet lies between the first and
second sheet portions.

[0011] Preferably, the first and second sheet portions
are parts of one sheet joined by a fold elongated trans-
verse to the opposing edges to form a pocket.

[0012] Preferably, each fastener has an outer end in-
serted through the aperture and an inner end fixed to the
backing sheet, and during insertion, the backing sheet is
folded away from the outer end such that the outer end
projects from the backing sheet before being inserted
into the aperture.
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[0013] Preferably, one or more of the at least two op-
posing edges are joined by thermal bonding or ultrasonic
welding.

[0014] Preferably, the apertures are formed in the first
sheet portion by a cutter that vibrates ultrasonically.
[0015] Preferably, the first and second sheet portions
are made from fabric.

[0016] Preferably, the first and the second surfaces
are thermally bonded.

[0017] Preferably, the first sheet portion is made from
Elastomeric polyurethane.

[0018] Preferably, the plurality of the fasteners is sewn
on the face of a continuous strip of backing sheet.
[0019] Preferably, the continuous strip of backing
sheet having fasteners is segmented at intervals by a
cutter ultrasonically vibrated to form individual backing
sheet.
[0020] Preferably, the connector is a hook.

[0021] Preferably, the connector is an eye.

[0022] According to the second aspect of the invention
there is provided a connector for a clothing or textile item,
comprising: a backing sheet; a plurality of hook or eye
fasteners fixed in a first array to the backing sheet; first
and second sheet portions joined along at least two op-
posing edges common to both the first and second sheet
portions, the first sheet portion includes a second array
of apertures, at least one of the first and second sheet
portions is fixed to the backing sheet, the backing sheet
lies between the first and second sheet portions and each
fastener projects from a respective one of the apertures.

Brief Description of the Drawings

[0023] An embodiment of the present invention will
now be described by way of example only and with ref-
erence to the accompanying drawings in which:

Figure 1 is a schematic perspective illustration of a
continuous tape of backing sheet with arrays of eye
fasteners,

Figure 2a is a schematic top view illustration of the
backing sheet with an array of eye fasteners,

Figure 2b is a schematic perspective illustration of a
backing sheet with an array of eye fasteners,

Figure 3 is a schematic illustration of laminating a
first surface with a second surface to form first and
second sheet portion of a cover member containing
apertures for engaging with the eye fasteners,

Figure 4 is a schematic illustration of severing a con-
tinuous tape of folded cover member to form individ-
ual cover member for eye fasteners,

Figure 5a is a schematic perspective illustration of
inserting the eye fasteners on the backing sheet into
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the apertures of the cover member,

Figure 5b is a schematic perspective illustration of
the eye fasteners inserted through the aperture of
the cover member by folding the backing sheet away
from the outer end of the eye,

Figure 6a is a schematic perspective illustration of a
connector with the eye fasteners inserted into the
apertures of the cover member,

Figure 6b is a schematic cross-sectional view of the
connector with the eye fasteners inserted into the
apertures of the cover member,

Figure 7a is a schematic perspective illustration of
the connector turned inside-out exposing outer ends
of the eye fasteners,

Figure 7b is a schematic cross-sectional view of the
connector turned inside-out exposing the outer ends
of the eye fasteners,

Figure 8 is a schematic perspective illustration of a
continuous tape of backing sheet with arrays of hook
fasteners,

Figure 9a is a schematic illustration of laminating a
first surface with a second surface to form a first
sheet portion of a cover member for hook fasteners,

Figure 9b is an enlarged schematic perspective il-
lustration of part of Figure 9a,

Figure 10 is a schematic perspective illustration of
inserting the hook fasteners on a backing sheet into
apertures of the cover member,

Figure 11ais a schematic illustration of a connector
with the hook fasteners inserted into the apertures
of the cover member,

Figure 11b is a schematic cross-sectional view of
the connector with the hook fasteners inserted into
the apertures of the cover member,

Figure 12a is a schematic perspective illustration of
the connector turned inside-out exposing outer end
of the hook fastener,

Figure 12b is a schematic cross-sectional view of
the connector turned inside-out exposing the outer

end of the hook fastener,

Description of the Preferred Embodiment

[0024] The accompanying drawings depict the steps
in manufacturing a connector 1 having fasteners such as
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hooks 2 and eyes 3 arranged in an array. Although a
method of manufacturing a connector 1 having fasteners
such as hooks 2 and eyes 3 is illustrated it should be
appreciated that this invention extends to other types of
two component male or female fasteners.

[0025] Referring to the Figure 1-6 there is depicted an
elongate tape of backing sheet 4. A plurality of eyes 3
are sewn on the face of backing sheet 42 in an array
comprising three longitudinal rows, within which they are
aligned in transverse columns. Each eye 3 is formed of
wire in a planar shape, comprising a pair of rings at its
inner end 6 joined by a C-shape portion at its outer end
7. The eyes 3 are sewn to the backing sheet 5 proximate
the inner end 6. The continuous tape of backing sheet 4
is cut transversely by a cutter vibrated ultrasonically at
intervals to form individual backing sheet 5. In the pre-
ferred embodiment, each backing sheet 5 contains an
array of six eyes 3. The eyes 3 are arranged in a form of
three parallel rows each with two eyes 3 parallel to each
other. The eyes 3 are uniformly spaced and are aligned
in the same orientation.

[0026] According to the invention, a first and second
layer 44, 45 is thermally bonded to form a one layered
tape 9. The tape 9 is folded along its length resulting in
a double layered tape 10 with only half the width of the
original tape. The folded tape 10 is cut transversely at
intervals to form individual cover sheet 11. The cover
sheet 11 comprises a first sheet portion 12 and a second
sheet portion 13. Each sheet portion 12, 13 have two
sets of opposing ends 15, 16, 17, 18. The firstand second
sheet portions 12, 13 are parts of one sheet joined by a
fold 14 elongated transverse to the opposing edges 15,
16, 17, 18 to produce a pocket 19. The joining of the
opposing edges 15, 16, 17, 18 of the cover sheet 11 is
by ultrasonic welding and the segmentation of the folded
tape 10 is performed by a cutter vibrated ultrasonically.
The welding of the opposing edges 15, 16, 17, 18 and
the segmentation of the folded tape 10 are carried out
simultaneously. One or more of the at least two opposing
edges are joined by thermal bonding. The first sheet por-
tion 12 comprises of a first and a second surfaces 20, 21
opposing each other. The two surfaces 20, 21 are ther-
mally bonded.

[0027] Arrays of apertures 8 are punched along the
length of a continuous tape of bonded tape 9 by a cutter
ultrasonically vibrated. The apertures 8 are formed for
receiving each eye 2. Each aperture 8 extends between
opposing first and second surfaces 20, 21 of the first
sheet portion 12.

[0028] Preferably, each first sheet portion 12 contains
an array of six apertures 8. The six apertures 8 are ar-
ranged in three parallel rows each having two apertures
sitting parallel to one another. The rows are uniformly
spaced and the number of apertures 8 corresponds to
the number of eyes 3 on the backing sheet 5. The orien-
tation of each aperture 8 also corresponds to the orien-
tation of the eyes 3 on the backing sheet 5.

[0029] The eyes 3 on a face of the backing sheet 42

15

20

25

30

35

40

45

50

55

are provided in rows for inserting into the corresponding
rows of apertures 8 on the pocket 19. During the insertion,
each eye 3 on the backing sheet 5 is inserted into a re-
spective aperture 8 such that the face of the backing
sheet42is directed inwardly to lie against the first surface
20. The second sheet portion 13 is abutted against the
second surface 21. The backing sheet 5 is folded away
from the outer end 7 so that the outer end 7 is allowed
to be inserted into the aperture 8 easily. The face of the
backing sheet 42 is directed inwardly to lie against the
first surface 20. The backing sheet 5 is then fixed to the
first or second sheet portion 12, 13. In the preferred em-
bodiment, the backing sheet 5 is thermally bonded to the
first surface 20 of the first sheet portion 12. The first sur-
face 20 is formed from Elastomeric polyurethane and the
first and second sheet portions 12, 13 are made from
fabric. The first and second sheet portions 12, 13 are
inverted such that the face of the backing sheet 42 is
directed outwardly with each eye 3 protrudes outwardly
from each aperture 8 and the backing sheet 5 lies be-
tween the first and the second sheet portion 12, 13. The
eyes 3 are substantially planar.

[0030] In another preferred embodiment, the first and
second sheet portions 12, 13 are parts of different sheets
and are joined only at the opposing edges 15, 16, 17, 18.
The joining of the opposing edges 15, 16, 17, 18 of the
coversheet 11 is by ultrasonic welding. After the insertion
of the eyes 3 on the backing sheet 5, the first and second
sheet portions 12, 13 are inverted such that the face of
the backing sheet 42 is directed outwardly with each eye
3 protrudes outwardly from each aperture 8 and the back-
ing sheet 5 lies between the first and the second sheet
portion 12, 13. The eyes 3 are substantially planar.
[0031] Referring to the Figure 8-11 there is depicted
an elongate tape of backing sheet 24. A plurality of hooks
2 are sewn on the face of backing sheet 43 in an array
comprising one transverse column of two hooks. Each
hook 2 is formed of wire in a planar shape, comprising a
pair of rings atits inner end 26 joined by a C-shape portion
at its outer end 27. The hooks 2 are sewn to the backing
sheet 25 proximate the inner end 26. The continuous
tape of backing sheet 24 is cut transversely by a cutter
vibrated ultrasonically atintervals to form individual back-
ing sheet 25. In the preferred embodiment, each backing
sheet 25 contains an array of two hooks 2. The hooks 2
are arranged in a form of one row with two hooks parallel
to each other. The hooks 2 are uniformly spaced and are
aligned in the same orientation.

[0032] According to the invention, a first and second
layer 46, 47 is thermally bonded to form a one layered
tape 29. The tape 29 is folded along its length resulting
in a double layered tape 30 with only half the width of the
original tape. The folded tape 30 is cut transversely at
intervals to form individual cover sheet 31. The cover
sheet 31 comprises a first sheet portion 32 and a second
sheet portion 33. Each sheet portion 32, 33 have two
sets of opposing ends 34, 35, 36, 37. The firstand second
sheet portions 32, 33 are parts of one sheet joined by a
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fold 38 elongated transverse to the opposing edges 34,
35, 36, 37 to produce a pocket 39. The joining of the
opposing edges 34, 35, 36, 37 of the cover sheet 31 is
by ultrasonic welding and the segmentation of the folded
tape 30 is performed by a cutter vibrated ultrasonically.
The welding of the opposing edges 34, 35, 36, 37 and
the segmentation of the folded tape 30 are carried out
simultaneously. One or more of the at least two opposing
edges are joined by thermal bonding. The first sheet por-
tion 32 comprises of a first and a second surfaces 40, 41
opposing each other. The two surfaces 40, 41 are ther-
mally bonded.

[0033] Arrays of apertures 28 are punched along the
length of a continuous tape of bonded tape 29 by a cutter
ultrasonically vibrated. The apertures 28 are formed for
receiving each hook 2. Each aperture 28 extends be-
tween opposing first and second surfaces 40, 41 of the
first sheet portion 32.

[0034] Preferably, each first sheet portion 32 contains
an array of two apertures 28. The two apertures 28 are
arranged in parallel row each and sitting parallel to one
another. The number of apertures 28 corresponds to the
number of hooks 2 on the backing sheet 5. The orienta-
tion of each aperture 28 also corresponds to the orien-
tation of the hooks 2 on the backing sheet 25.

[0035] The hooks 2 on a face of the backing sheet 43
are provided in a row for inserting into the corresponding
row of apertures 28 on the pocket 39. During the insertion,
each hook 2 on the backing sheet 25 is inserted into a
respective aperture 28 such that the face of the backing
sheet43is directed inwardly to lie against the first surface
40. The second sheet portion 23 is abutted against the
second surface 41. The backing sheet 25 is folded away
from the outer end 27 so that the outer end 27 is allowed
to be inserted into the aperture 28 easily. The face of the
backing sheet 43 is directed inwardly to lie against the
first surface 40. The backing sheet 25 is then fixed to the
first or second sheet portion 32, 33. In the preferred em-
bodiment, the backing sheet 25 is thermally bonded to
the first surface 40 of the first sheet portion 32. The first
surface 40 is formed from Elastomeric polyurethane and
the first and second sheet portions 32, 33 are made from
fabric. The first and second sheet portions 32, 33 are
inverted such that the face of the backing sheet 43 is
directed outwardly with each hook 2 protrudes outwardly
from each aperture 28 and the backing sheet 25 lies be-
tween the first and the second sheet portion 32, 33.
[0036] In another preferred embodiment, the first and
second sheet portions 32, 33 are parts of different sheets
and are joined only at the opposing edges 34, 35, 36, 37.
The joining of the opposing edges 34, 35, 36, 37 of the
coversheet 31 is by ultrasonic welding. After the insertion
of the hooks 2 on the backing sheet 25, the first and
second sheet portions 32, 33 are inverted such that the
face of the backing sheet 43 is directed outwardly with
each hook 2 protrudes outwardly from each aperture 28
and the backing sheet 25 lies between the first and the
second sheet portion 32, 43.
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[0037] The steps for manufacturing the connectors 1
may be in any order.

[0038] Figure 7a, 7b, 12a and 12b discloses connec-
tors 1 manufactured by the method disclosed in figures
1-6 and figures 8-11.

[0039] A further aspect of the invention is depicted in
figure 7a and 7b. According to the figures, there is de-
picted a connector 1 mainly for clothing or textile item
which generally comprises of a backing sheet 5 and a
plurality of eye 3 fasteners fixed in a first array to the
backing sheet 5. First and second sheet portions 12, 13
of a cover member 11 are joined along at least two op-
posing edges 15, 16 or 17, 18 common to both the first
and second sheet portions 12, 13. The first sheet portion
12 including a second array of apertures 8, at least one
of the first and second sheet portions 12, 13 is fixed to
the backing sheet 5. The backing sheet 5 lies between
the first and second sheet portions 12, 13 and each eye
3 projects from a respective one of the aperture 8.
[0040] A further aspect of the invention is depicted in
figure 12a and 12b. According to the figures, there is
depicted a connector 1 mainly for clothing or textile item
which generally comprises of a backing sheet 25 and a
plurality of hook fasteners 2 fixed in a first array to the
backing sheet 25. First and second sheet portions 32, 33
of a cover member 31 are joined along at least two op-
posing edges 34, 35 or 36, 37 common to both the first
and second sheet portions 32, 33. The first sheet portion
32 including a second array of apertures 28, at least one
of the first and second sheet portions 32, 33 is fixed to
the backing sheet 25. The backing sheet 25 lies between
the first and second sheet portions 32, 33 and each hook
2 projects from a respective one of the aperture 28.
[0041] It should be appreciated that modifications and
alterations obvious to those skilled in the art may fall with-
in the scope of the present invention as defined by the
claims. For example, in the preferred manufacturing
process the backing sheet is bonded to the second sur-
face of the first surface portion of the cover member be-
fore inverting the first and second sheet portions. In an
alternative embodiment, the lamination can take place
after the inverting of the first and the second sheet por-
tions.

[0042] In the preferred embodiment, there are a pre-
ferred number of hooks and eyes. In an alternative em-
bodiment, the number of hooks and eyes may be varied.
[0043] In the preferred embodiment, the first surface
of first sheet portion is Elastomeric polyurethane. In an
alternative embodiment, the first surface can be made of
any other materials.

[0044] In the preferred embodiment, a plurality of fas-
teners in an array is fastened on the face of a backing
sheet. In an alternative embodiment, a single fastener
may be fastened on the face of the backing sheet.
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Claims

A method of manufacturing a connector (1) having
fasteners (2,3), such as hooks (2) or eyes (3) for a
hook-and-eye connector (1), comprising the steps:

a) fastening a plurality of the fasteners (2, 3) in
an array on a face of a backing sheet (42, 43);
b) forming an aperture (8, 28) in a first sheet
portion (12, 32) for receiving each fastener (2,
3), each aperture (8, 28) extending between op-
posing first and second surfaces (20, 21, 40, 41)
of the first sheet portion (12, 32);

c) inserting each fastener (2, 3) into a respective
aperture (8, 28) such that the face of the backing
sheet (42, 43) is directed inwardly to lie against
the first surface (20, 40);

d) abutting a second sheet portion (13, 33) with
the second surface (21, 41) and joining the first
and second sheet portions (12, 13, 32, 33) such
that they are joined along at least two opposing
edges (15, 16, 17, 18, 34, 35, 36, 37) common
to both the first and second sheet portions (12,
13, 32, 33);

e) fixing the backing sheet (5, 25) to the first or
second sheet portion (12, 13, 32, 33);

f) inverting the first and second sheet portions
(12, 13, 32, 33) such that the face of the backing
sheet (42, 43) is directed outwardly, each fas-
tener (2, 3) protrudes outwardly from each ap-
erture (8, 28) and the backing sheet (5, 25) lies
between the first and second sheet portions (12,
13, 32, 33).

The method of claim 1 wherein the first and second
sheet portions (12, 13, 32, 33) are parts of one sheet
joined by a fold (14, 38) elongated transverse to the
opposing edges (15, 16, 17, 18, 34, 35, 36, 37) to
form a pocket (19, 39).

The method of anyone of claims 1 or 2, character-
ised in that each fastener (2, 3) has an outer end
(7, 27) inserted through the aperture (8, 28) and an
inner end (6, 26) fixed to the backing sheet (5, 25),
and wherein at step c¢) the backing sheet (5, 25) is
folded away from the outer end (7, 27) such that the
outer end (7, 27) projects from the backing sheet (5,
25) before being inserted into the aperture (8, 28).

The method of anyone of claims 1-3, characterised
in that one or more of the at least two opposing edg-
es (15,16, 17,18, 34, 35, 36, 37) are joined by ther-
mal bonding or ultrasonic welding.

The method of anyone of claims 1-4, characterised
in that either (a) the apertures (8, 28) are formed
into first sheet portion (12, 32) by a cutter that vi-
brates ultrasonically; or (b) the first and second sheet
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portions (12, 13, 32, 33) are made from fabric; or (c)
the first sheet portion (12, 32) is made from Elasto-
meric polyurethane; or (d) the connector (1) is a hook
(2); or (e) the connector (1) is an eye (3).

The method of anyone of claims 1-5, characterised
in that the first and the second surfaces (20, 21, 40,
41) are thermally bonded.

The method of anyone of claims 1-6, characterised
in that the plurality of the fasteners (2, 3) is sewn on
the face (42, 43) of a continuous strip of backing
sheet (4, 24).

The method of claim 7, characterised in that the
continuous strip of backing sheet (4, 24) having fas-
teners (2, 3) is segmented at intervals by a cutter
ultrasonically vibrated to form individual backing
sheet (5, 25).

A connector (1) for a clothing or textile item, includ-
ing:

a backing sheet (5, 25);

a plurality of hook or eye fasteners (2, 3) fixed
in a first array to the backing sheet (5, 25);
first and second sheet portions (12, 13, 32, 33)
joined along at least two opposing edges (15,
16, 17, 18, 34, 35, 36, 37) common to both the
first and second sheet portions (12, 13, 32, 33)
and characterised in that, the first sheet por-
tion (12, 32) includes a second array of aper-
tures (8, 28), at least one of the first and second
sheet portions (12, 13, 32, 33) is fixed to the
backing sheet (5, 25),

the backing sheet (5, 25) lies between the first
and second sheet portions (12, 13, 32, 33) and
each fastener (2, 3) projects from a respective
one of the apertures (8, 28).

Patentanspriiche

1.

Verfahren zur Herstellung eines Verbinders (1), der
Befestigungselemente (2, 3), wie beispielsweise Ha-
ken (2) oder Osen (3) fiir einen Haken- und Osen-
verbinder (1), hat, wobei das Verfahren die folgen-
den Schritte umfasst:

a) das Befestigen einer Vielzahl von Befesti-
gungselementen (2, 3) in einer Gruppierung auf
einer Flache (42, 43) einer Tragerbahn,

b) das Formen einer Offnung (8, 28) in einem
ersten Bahnabschnitt (12, 32), um jedes Befe-
stigungselement (2, 3) aufzunehmen, wobei
sich jede Offnung (8, 28) zwischen einer ersten
und einer gegenulberliegenden zweiten Oberfla-
che (20, 21, 40, 41) des ersten Bahnabschnittes
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(12, 32) erstreckt,

c) das Einsetzen jedes Befestigungselementes
(2, 3) in eine jeweilige Offnung (8, 28) derart,
dass die Flache (42, 43) der Tragerbahn nach
innen gerichtet ist, so dass sie an der ersten
Oberflache (20, 40) anliegt,

d) das Aneinanderstof3en eines zweiten Bahn-
abschnittes (13, 33) mit der zweiten Oberflache
(21, 41) und das Verbinden des ersten und des
zweiten Bahnabschnittes (12, 13, 32, 33) derart,
dass sie entlang von wenigstens zwei gegen-
Uberliegenden Kanten (15, 16, 17, 18, 34, 35,
36, 37), die dem ersten und dem zweiten Bahn-
abschnitt (12, 13, 32, 33) gemeinsam sind, ver-
bunden sind,

e) das Befestigender Tragerbahn (5, 25)andem
ersten oder dem zweiten Bahnabschnitt (12, 13,
32, 33),

f) das Umwenden des ersten und des zweiten
Bahnabschnittes (12, 13, 32, 33) derart, dass
die Flache (42, 43) der Tragerbahn nach aufen
gerichtet ist, jedes Befestigungselement (2, 3)
von jeder Offnung (8, 28) aus nach aulen vor-
springt und die Tragerbahn (5, 25) zwischen
dem ersten und dem zweiten Bahnabschnitt (12,
13, 32, 33) liegt.

Verfahren nach Anspruch 1, wobei der erste und der
zweite Bahnabschnitt (12, 13, 32, 33) Teile einer
Bahn sind, die durch eine Falte (14, 38) verbunden
sind, die sich quer zu den gegenuberliegenden Kan-
ten (15, 16, 17, 18, 34, 35, 36, 37) erstreckt, um eine
Tasche (19, 3 9) zu bilden.

Verfahren nach Anspruch 1 oder 2, dadurch ge-
kennzeichnet, dass jedes Befestigungselement (2,
3) ein duReres Ende (7, 27), das durch die Offnung
(8, 28) eingesetzt wird, und ein inneres Ende (6, 26),
das an der Tragerbahn (5, 25) befestigt wird, hat,
und wobei bei Schritt c) die Tragerbahn (5, 25) weg
von dem &uferen Ende (7, 27) gefaltet wird derart,
dass das aulRere Ende (7, 27) von der Tragerbahn
(5, 25) aus vorspringt, bevor es in die Offnung (8,
28) eingesetzt wird.

Verfahren nach einem der Anspriiche 1 bis 3, da-
durch gekennzeichnet, dass eine oder mehrere
der wenigstens zwei gegenulberliegenden Kanten
(15, 16, 17, 18, 34, 35, 36, 37) durch thermisches
Bonden oder Ultraschallschweiften verbunden wer-
den.

Verfahren nach einem der Anspriiche 1 bis 4, da-
durch gekennzeichnet, dass entweder (a) die Off-
nungen (8, 28) durch eine Schneidvorrichtung, die
durch Ultraschall vibriert, in den ersten Bahnab-
schnitt (12, 32) geformt werden oder (b) der erste
und der zweite Balmabschnitt (12, 13, 32, 33) aus
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Gewebe hergestellt werden oder (c) der erste Bahn-
abschnitt (12, 32) aus einem elastomeren Polyu-
rethan hergestellt wird oder (d) der Verbinder (1) ein
Haken (2) ist oder (e) der Verbinder (T) eine Ose (3)
ist.

Verfahren nach einem der Anspriiche 1 bis 5, da-
durch gekennzeichnet, dass die erste und die
zweite Oberflache (20, 21, 40, 41) thermisch gebon-
det werden.

Verfahren nach einem der Anspriiche 1 bis 6, da-
durch gekennzeichnet, dass die Vielzahl von Be-
festigungselementen (2, 3) auf die Flache (42, 43)
eines durchgehenden Tragerbahnstreifens (4, 24)
genaht ist.

Verfahren nach Anspruch 7 dadurch gekennzeich-
net, dass der durchgehende Tragerbahnstreifen (4,
24), der Befestigungselemente (2, 3) hat, in Abstan-
den durch eine durch Ultraschall vibrierte Schneid-
vorrichtung segmentiert wird, um einzelne Trager-
bahnen (5, 25) zu formen.

Verbinder (1) fir einen Bekleidungs- oder Textilarti-
kel, wobei der Verbinder Folgendes einschlief3t:

eine Tragerbahn (5, 25),

eine Vielzahl von Haken- oder Osen-Befesti-
gungselementen (2, 3), die in einer ersten Grup-
pierung ander Tragerbahn (5, 25) befestigt sind,
einen ersten und einen zweiten Bahnabschnitt
(12,13, 32, 33), die entlang von wenigstens zwei
gegenlberliegenden Kanten (15, 16, 17, 18, 34,
35, 36, 37), die dem ersten und dem zweiten
Bahnabschnitt (12, 13, 32, 33) gemeinsam sind,
verbunden sind, und dadurch gekennzeich-
net, dass der erste Bahnabschnitt (12, 32) eine
zweite Gruppierung von Offnungen (8, 28) ein-
schlief3t, wnhei wenigstens einer von dem er-
sten und dem zweiten Bahnabschnitt (12, 13,
32, 33) an der Tragerbahn (5, 25) befestigt ist,
wobei die Tragerbahn (5, 25) zwischen dem er-
sten und dem zweiten Bahnabschnitt (12, 13,
32, 33) liegt und jedes Befestigungselement (2,
3) von einer jeweiligen der Offnungen (8, 28)
aus vorspringt.

Revendications

Procédé de fabrication d’une fermeture (1) compor-
tant des éléments d’attache (2, 3), par exemple des
crochets (2) ou des oeillets (3) ou une fermeture a
crochets et oeillets (1), comprenant les étapes ci-
dessous :

a) fixation de plusieurs éléments d’attache (2,
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3) dans un réseau sur une face d’une feuille de
doublure (42, 43) ;

b) formation d’'une ouverture (8, 28) dans une
premiére partie de la feuille (12, 32) pour rece-
voir chaque élément d’'attache (2, 3), chaque
ouverture (8, 28) s’étendant entre des premiére
et deuxieme surfaces opposées (20, 21, 40, 41)
de la premiére partie de la feuille (12, 32) ;

c) insertion de chaque élément d’attache (2, 3)
dans une ouverture respective (8, 28), de sorte
que la face de la feuille de doublure (42, 43) est
dirigée vers l'intérieur pour reposer contre la pre-
miére surface (20, 40) ;

d) butée d’'une deuxieéme partie de la feuille (13,
33) contre ladeuxieme surface (21, 41) etliaison
des premiére et deuxiéme parties (12, 13, 32,
33), de sorte qu’elles sont reliées le long d’au
moins deux bords opposés (15, 16, 17, 18, 34,
35, 36, 37) communs aux premiére et deuxieme
parties de la feuille (12, 13, 32, 33) ;

e) fixation de la feuille de doublure (5, 25) surla
premiére ou la deuxiéme partie de la feuille (12,
13, 32, 33) ;

f) inversion des premiére et deuxiéme parties
de lafeuille (12, 13, 32, 33), de sorte que laface
de la feuille de doublure (42, 43) est dirigée vers
I'extérieur, chaque élément d’attache (2, 3) dé-
bordant vers I'extérieur de chaque ouverture (8,
28) etlafeuille de doublure (5, 25) étantagencée
entre les premiére et deuxiéme parties de la
feuille (12, 13,32,33).

Procédé selon la revendication 1, dans lequel les
premiére et deuxieme parties de la feuille (12, 13,
32, 33) constituent des parties d’une feuille reliées
par un pli (14, 38) allongé transversal aux bords op-
posés (15, 16, 17, 18, 34, 35, 36, 37) pour former
une poche (19, 39).

Procédé selon les revendications 1 ou 2, caractéri-
sé en ce que élément d’attache (2, 3) comporte une
extrémité externe (7, 27) insérée a travers 'ouver-
ture (8, 28), et une extrémité interne (6, 26) fixée sur
la feuille de doublure (5, 25), la feuille de doublure
(5, 25) étant lors de I'étape c) repliée a I'écart de
I'extrémité externe (7, 27), de sorte que I'extrémité
externe (7, 27) déborde de la feuille de doublure (5,
25) avant son insertion dans 'ouverture (8, 28),

Procédé selon I'une quelconque des revendications
1 a 3, caractérisé en ce que un ou plusieurs des
au moins deux bords opposés (15, 16, 17, 18, 34,
35, 36, 37) sont reliés par thermoliage ou par sou-
dage par ultrasons.

Procédé selon I'une quelconque des revendications
1 a 4, caractérisé en ce que (a) les ouvertures (8,
28) sont formées dans la premiére partie de la feuille
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(12, 32) par un

moyen de coupe a vibrations ultrasonores, ou (b) les
premiére et deuxieme parties de la feuille (12, 13,
32, 33) sont fabriquées a partir de tissu ; ou (c) la
premiére partie de la feuille (12, 32) est fabriquée a
partir d’un polyuréthane élastomere ; ou (d) la fer-
meture (1) est constituée par un crochet (2) ; ou (e)
la fermeture (1) est constituée par un oeillet (3).

Procédé selon I'une quelconque des revendications
1a5, caractérisé en ce que les premiére et deuxié-
me surfaces (20, 21, 40, 41) sont reliées par ther-
moliage.

Procédé selon 'une quelconque des revendications
1 a6, caractérisé en ce que les plusieurs éléments
d’attache (2, 3) sont cousus sur laface (42,43) d’'une
bande continue de la feuille de doublure (4, 24).

Procédé selon la revendication 7, caractérisé en
ce que la bande continue de la feuille de doublure
(4, 24) comportant des éléments d’attache (2, 3) est
segmentée par intervalles par un moyen de coupe
a vibrations ultrasonores pour former une feuille de
doublure individuelle (5, 25).

Fermeture (1) pour un vétement ou un article textile,
englobant :

une feuille de doublure (5, 25) ;

plusieurs éléments d’attache a crochets ou
oeillets (2, 3) fixées dans un premier réseau sur
la feuille de doublure (5, 25) ;

des premiére et deuxiéme parties de la feuille
(12, 13, 32, 33) reliées le long d’au moins deux
bords opposés (15, 16, 17, 18, 34, 35, 36, 37)
communs aux premiére et deuxiéme parties de
la feuille (12, 13, 32, 33) et caractérisée en ce
que la premiére partie de la feuille (12, 32) en-
globe un deuxiéme réseau d’ouvertures (8, 28),
au moins une des premiére et deuxieme parties
de la feuille (12, 13, 32, 33) étant fixée sur la
feuille de doublure (5, 25) ;

la feuille de doublure (5, 25) étant agencée entre
les premiére et deuxiéme parties de la feuille
(12, 13, 32, 33) et chaque élément d’attache (2,
3) débordant d’une ouverture respectives des
ouvertures (8, 28).
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