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HARDWARE MARKING DURING- ROLLING 

Meyer Paper, St. Paul, and Donald W. Knudtson, George 
G. Olson and Richard F. Piouser, Minneapolis, Minn; 
said Knudtson, said Ulson, and said Ronser assignors to 
said Paper 

Fiied Sept. 12, 1969, Ser. No. 55,373 
14 Claims. (Cl. 80--9) 

This invention relates to marking hardware during a 
rolling process in the course of making it. Speci?cally it 
is a means of marking hardware by placing marking insert 
dies in a larger die that is performing some other function 
by rolling the stock between portions of it. The invention 
further features structures for making such markings in 
delible by impressing indicia into the metal and yet mak 
ing sure that the bolt is not hazardous to handle after it 
has been marked. 

Accordingly it is an important object of this invention 
to provide a means for marking merchandising informa 
tion on pieces of hardware in an indelible manner. 

It is another object of this invention to mark hardware 
with such indicia during some manufacturing step that 
is necessarily carried out. 

Still another object of this invention is to provide such 
a marking for hardware that requires no special knowledge 
or ability beyond reading to use. 

Still another object of this invention is to provide such 
marking that does not increase the time involved in manu 
facturing the items. 

Still a further object of this invention is to impress 
indicia into the surface of hardware without distorting the 
hardware beyond reasonable tolerances. 

It is a still further object of this invention to provide 
such a marking method and structure for hardware that 
does not create hazardous,‘ sharp projections on the hard 
ware so marked. 

Yet a further object of this invention is to provide a 
marking technique which is novel by reason of novel 
marking dies that can be inserted as and become parts of 
still other dies normally used in formation of hardware 
and which by reason of their removability and replace 
ability can be readily changed or altered with a minimum 
of stoppage of the manufacturing of equipment. 

Still other objects will become apparent from the par 
ticular disclosures and from the description herein. 
To the accomplishment of the foregoing and related 

ends, this invention then comprises the features herein 
after fully described and particularly pointed out in the 
claims, the following description setting forth in detail 
certain illustrative embodiments of the invention, these 
being indicative, however, of but a few of the various ways 
in which the principles of the invention may be employed. 
FIGURE 1 is a fragmentary plan view of a roll thread 

forming machine equipped with the marking structure 
of this invention; hidden parts are shown in broken lines; 
FIGURE 2 is an elevational view of the stationary one 

of the two roll threading dies showing the marking dies; 
hidden structure is shown with broken lines; 
FIGURE 3 is a plan view’ of a different form of roll 

threading die and illustrating the marking inserts partially 
removed; 
FIGURE 4 is a fragmentary elevation of the roll thread 

ing die shown in FIGURE 2; 7 
FIGURE 5 is an elevational view of a bolt marked on 

the dies shown in FIGURES 1 and 2; and 
FIGURE 6 is an elevational view of a bolt marked with 

the die of FIGURES 3 and 4. 
Referring to the drawing and particularly to FIGURE 

1, there is seen the ?xed die'holder 10 of a roll threading 
machine that is supported on the usual frame member 11 
and its position located by stop pin 12. Usual clamp 14 

2 
which is tightened by means of the washer 15 and cap 
screw 16 hold, in the die holder lit, the stationary portion 
of the die. Here shown is a two part roll threading die 
having the thread forming portion 1'7 and the straightener 
bar It} both held in holder it) by means of clamp 14. The ' 
bolt blank 19 is shown being rolled between the ?xed die 
described and movable die 2b which is held in the sliding 

1 jaw 21 of the machine. A clamp similar to that for the 
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?xed die is also provided for the removable die at 22 and 
is held in place in a similar manner by the washer 24 and 
the cap screw 25. An end clamp 26 secures the die end 
wise in movable die holder or jaw 21, and washer 2.7 and 
cap screw 23 secure clamp 26. As jaw 21 carrying die 28 
moves in the direction of the black arrow, at the right 
thereof in FIGURE 1, bolt 19‘ is rolled between the dies 
as shown by the curved arrow nearly circling it. 

Referring now to FIGURE 2 the straightener bar 13 
above the threading die 17 has a cavity or channel 36 
formed in it, and the straightener bar is separable from 
the threading die 17 at line 29. Channel 30 is formed in 
the bottom of the straightener bar 13' Within the cavity 
3!? are a series of marking blocks such as the ones desig 
nated 31, 32, 34 and 35. The blocks as seen in FIGURE 
1 are of a length exactly equal to the thickness of the 
straightener bar 13. They abut against the inner portion 
of the die holder It} in the same manner that straightener 
bar 18 does. These blocks will not yield toward the die 
holder It? therefor. On the face of the two blocks marked 
31 and 32 are shown indicia that might be desirably im 
pressed into a bolt shank. The cent symbol 36 and 
numeral here iliustratively shown as Number 6 and 
designated 37 are provided on face of the blocks and 
extend beyond the face of the straightener bar sufficiently 
to engage the shank of bolt I9. In this illustration blocks 
34 and 35 are blank. They merely come out flush with 
the face or" the straightener bar 3 and do not engage the 
bolt shank. As the bolt blank 19' is rolled through the 
threading machine therefor, it is impressed with a 6¢ as 
shown at 38 which indicates the normal unit price for 
the item of hardware. The checkout clerk may give ap 
propriate discounts on quantities as instructed. 
The channel 3&1 will be seen to be nearer the discharge 

or right hand end in the ?gures of the die straightener 
bar 16 than to the end in which the bolt blank enters at 
the commencement of the threading operation. At the 
same time it is not arranged precisely at the end. In 
fact, it is considered desirable to have the slot 3% spaced 
from the end of the straightener bar at which the bolt 
is discharged to leave a ?at area designated 39. By so 
spacing slot 39, at least one full roll of the bolt shank 
occurs after marking and before discharging it. The 
purpose of this one additional roll is to ?atten out any 
sharp edges that may have been raised on the bolt shank 
in the course of forming indicia in it, 

Actually channel 30 could be located otherwise in the 
straightener bar I8, but it is considered most desirable 
to roll the bolt shank once before discharging it and 
preferably a little more than that. In fact, most desir 
ably the space 39 represents the circumference the shank 
of the bolt being rolled plus 146 of an inch with a toler 
ance of plus or minus 1/32 of an inch. A single roll of 
the bolt shank thus provided by the machine is adequate 
to knock off any sharp corners that may have been raised 
on impressing the indicia 355 on it and at the same time 
does not destroy the legibility of the markings. 
thermore, this ?nal rolling makes sure that the shank of 
the bolt is within acceptable tolerances for normal use. 

In FIGURE 3 and FIGURE 4 is shown another form 
of roll threading dies in which the straightener bar por 
tion 40 and the threading portion 41 are formed from 
a single piece of material. There is no division between 
these two pieces in which to cut a channel. Consequently 
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the channel, in this case designated 42, is formed in the 
top of portion 40 so that the channel is easily formed 
and marking insert blocks 44, 46, 47 and 43 are accessible 
for removal as illustrated in FIGURE 3 by sliding themv 
out of the die block portion 4%}. When this form of die. 
is used a clamping bar or a shim 48 is usually applied 
on top of the die. This shim or bar 48 aids in engaging 
and holding stationary the marking die inserts 44 through 
47. The usual die clamp 49 is secured by means of a 
washer 15 and cap'screw 51 holds the die 4512-41 within 
the ?xed die holder of the press similarly to the clamp 
14-46 in FIGURE 1. In FIGURES 3 and 4 a different 
group of marking dies are shown to illustrate how addi 
tional indicia could be placed in the shank of bolt 19. 
The price of the bolt is shown as 89’: rather than 6¢ and 
the additional marks XB have been formed thereon which 
could for example designate that the bolt is made of a 
special type of steel not usually used for this form of 
bolt or that it has been especially heat treated or other 
wise adapted to a particular purpose. 
FIGURE 5 illustrates a bolt that has been marked 

with the die of FIGURES 1 and 2 wherein the shank 
52 of the bolt blank 19 has been marked with the price 
6¢ as at 38 just above thread 54. 

In FIGURE 6 a bolt blank 55 on which the threads 
56 have been formed has been marked with the indicia 
57 at a point substantially spaced from the thread as 
would occur in the structure shown in FIGURES 3 and 4. 

While this application has shown illustratively a hexa 
gonal head bolt as the subject matter on which indicia 
is printed, this same technique can be employed in any 
manufacture of hardware in which a rolling operation 
similar to this roll threading is employed. Similarly a 
wide variety of different forms of threaded hardware 
that are threaded on such roll threading machines could 
be marked in this maner. For example, carriage bolts, 
lag screws and other forms of threaded hardware of this 
general type could obviously be marked in this fashion. 
It is clear, therefore, that this invention provides a means 
for marking hardware that is manufactured in part at 
least by a rolling process in a manner that is positive 
and indelible. No amount of handling or length of time 
in stock will destroy the markings on the bolts. Further 
more, as this marking is carried out during another nor 
mal process of manufacturing, little or no additional cost 
in manufacturing is entailed. In using the hardware 
thus marked, it is obvious that hardware dealers can 
employ part-time or temporary help and not feel handi 
capped. The bolt will inevitably come from its place 
of stock with the correct price indicated on it. There is 
little likelihood of an inaccurate price being charged. 
Likewise the clerk does not have to remember what 
the price on each item in the hardware is. The ?atten 
ing feature by rolling the bolt on the ?nal roll, more 
over, is sufficient to assure that the customers or the 
clerks handling the bolts bare handed will not be injured. ' 
Furthermore, bolts mixed in the wrong bins or stock sup 
ply place will nevertheless have the correct price asso 
ciated with it for easy reference. 

In the claims when the word bolt is used for brevity 
it'should be understood to include any threaded element 
on which the threads may be formed by roll threading. 

It is apparent that many modi?cations and variations 
of this invention as hereinbefore set forth may be made 
without departing from the spirit and scope thereof. 
The speci?c embodiments described are given by way of 
example only and the invention is limited only by the 
terms of the appended claims. 
What is claimed is: 
l. A die for a roll threading machine having a thread 

ing portion and a straightener bar portion, said straight 
ener bar portion having a cavity therein, inserts slidably 
engaging and completely ?lling the cavity in said 
straightening bar portion, and an indicia forming por 
tion that extends beyond the surface of said straightener 
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4 
bar portion of said roll threading die on at least one of 
said inserts. 

2. The roll thread forming die of claim 1 in which 
said cavity is in the bottom of a separable straightener 
bar portion. 

3. The roll threading die of claim 1 in which said 
cavity is in the top of said straightener bar portion, and 
a clamping bar engaging the top of said straightener 
bar portion when it is in use. 

4. The roll threading die of claim 1 in which said 
cavity is a whole member multiple of the width of one 
of said inserts. 

5. A roll threading die comprising, a threading por 
tion and a straightener bar portion, said straightener bar 
portion having a cavity therein, said cavity being rec 
tangular and of a Width substantially equal to the cir 
cumference of a bolt shank that is to be formed by 
said roll threading die, a plurality of insert blocks that 
slidably engage said cavity and being of a ?xed width 
with respect to said cavity whereby a given number of 
said insert blocks tightly ?ll said cavity, at least one of 
said insert blocks having indicia forming portions that 
extend beyond the bolt engaging surface of said straight 
ener bar portion, said cavity being arranged with its 
side nearest to the discharge end of said roll threading 
die spaced a distance therefrom that is equal to the cir 
cumference of the bolt to be threaded said roll thread 
ing die plus 1,/1(; of an inch plus or minus 1/fa2 of an inch. 

6. A die for roll threading machine having a thread 
ing portion and a straightener bar portion, said straight 
ener bar portion having a cavity therein, indicia forming 
marking inserts removably engaged in the cavity of said 
straightening bar portion, and means for holding said 
indicia forming marking inserts stationary in said cavity 
with the indicia forming portions thereof extending 
beyond the surface of said straightener bar portion of 
said roll threading die. 

7. The die of claim 6 in which said die has a dis 
charge end and said cavity has its portion nearest the 
discharge end of said die spaced therefrom slightly more 
than the circumference of a bolt to be threaded by said 
die. 

8. The die of claim 7 in which said cavity is of a width 
substantially equal to the circumference of a bolt being 
threaded by said die. 

9. The die of claim 6 in which said cavity is of a 
width substantially equal to the circumference of a bolt 
being threaded by said die. 

10. A rolling die comprising a forming portion and 
a straightener bar portion, said straightener bar portion 
having a cavity therein, said cavity being rectangular 
and of a width substantially the circumference of an 
item to be roll formed, a plurality of insert blocks that 
slidably engage said cavity and being of a width with 
respect to said cavity whereby a given number of said 
insert blocks tightly ?ll said cavity, said cavity being 
arranged with its end nearest to the discharge end of 
roll threading die spaced a distance therefrom that is 
equal to the circumference of a bolt to be threaded 
said roll threading die plus V10 of an inch plus or minus 
1,132 of an inch. 

11. A die for roll forming having a forming portion 
and a straightener bar portion, said straightener bar por 
tion having a cavity therein, an indicia forming marking 
insert removably engaged in the cavity of said straight 
ening bar portion, and means for holding said indicia 
forming marking insert stationary in said straightener bar 
portion cavity with the indicia forming portions thereof 
extending beyond the surface of said straightening bar 
portion. 

12. The die of claim ll in which said die has a dis 
charge end and said cavity has its portions nearest to 
the discharge end of said die spaced therefrom slightly 
more than the circumference of a unit to be formed by 
said die. ' ' 
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13. The die of claim 12 in which said cavity is of a 
width substantially equal to a circumference of a unit 
to be formed by said die. 

14. The die of claim 11 in which said cavity is of a 
width substantially equal to the circumference of a unit 
being formed by said die. 
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