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This invention relates in general to new and useful 
improvements in the construction of needles, particularly 
needles adapted for use in sewing machines and like 
mechanisms, and more particularly relates to a novel 
manner of providing needles with enlarged shanks at a 
minimum cost. 

Needles are normally formed in pairs although they 
may be formed singly. In the forming of a needle, 21 
piece of wire having a diameter corresponding to the 
intended diameter of the shanks of the needles is pro 
vided. Except for those portions of the piece of wire 
which become the shanks of the needles, the wire is cut 
down or swaged down to the blade size, then the cus 
tomary thread grooves are formed in the needle blades, 
after which the needles are ?nished by the forming of the 
eyes therein and the simultaneous forming of points which 
are disposed in opposed relation. The cutting down or 
swaging down of the wire from the diameter of the shank 
to the blade diameter is a time consuming and, therefore, 
expensive operation. 

It is, therefore, the primary object of this invention to 
provide a needle which includes the conventional grooved 
lade formed in needles of the type to which this in 

vention relates, and wherein the shank is separately formed 
and suitably secured to the blade whereby the need 
for the cutting or swaging down of the wire in the initial 
blade forming operation is eliminated. ‘ 

Another object of this invention is to provide a novel 
method of economically forming needles for sewing ma 
chines and like machines, the method including the steps 
of providing a wire of a constant cross section and hav 
ing a continuous longitudinally extending groove therein, 
cutting off .a length of the Wire and work forming the 
length of wire to form at least one needle blade having 
a point at one end and an eye therethrough adjacent the 
point and aligned with the groove, and securing an en 
larged shank on the blade and remote from the point. 

Another object of this invention is to provide a novel 
needle for use in sewing machines and like machines, 
the method including the steps of forming a needle blade 
from a continuous wire having a longitudinal groove 
therein, and then securing a shank to the needle blade. 
A further object of this invention is to provide a needle 

particularly adapted for use in sewing machines and like 
mechanisms, the needle including a needle blade and an 
enlarged shank, the shank being butt bonded to the needle 
blade. 
Another object of this invention is to provide a novel 

needle which includes a blade and a shank formed of 
different materials. 

Still another object of this invention is to provide 
a novel needle which includes a needle blade and a shank 
wherein the shank and blade are formed of metal and 
are suitably bonded or welded together. 

Yet another object of this invention is to provide a 
novel needle including a needle blade having an en 
larged shank telescoped over one end thereof, the shank 
being ?xedly secured on the needle blade. 

Another object of this invention is to provide a novel 
method of forming a needle of the type having an en 
larged shank, the method including the steps of provid 
ing a wire of uniform cross section and with a continuous 
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longitudinal groove formed therein, cutting off a length 
of the wire, work forming the wire length to form at 
least one needle blade, and then molding over one end 
of the needle blade an enlarged shank. 

Still another object of this invention is to provide a 
novel needle particularly adapted for use in sewing ma 
chines and like mechanisms wherein the blade of the 
needle is formed separately from the shank and wherein 
the blade may be formed from a wire of constant cross 
section and having a groove therein wherein the usual 
swaging down of the wire from the shank diameter is 
eliminated, and the shank being added to the blade in 
a separate operation with the shank being separately 
formed. 

With the above and other objects in view that will 
hereinafter appear, the nature of the invention will be 
more clearly understood by reference to the following 
detailed description, the appended claims and the several 
views illustrated in the accompanying drawing. 

In the drawing: 
FlGURE l is a schematic view showing the initial step 

of forming a needle in accordance with this invention 
wherein a predetermined length of wire is cut from a 
continuous wire. 
FIGURE 2 is a perspective view of a needle blade 

formed in accordance with this invention. 
FIGURE 3 is a schematic perspective view showing a 

shank being molded on the needle blade remote from the 
point thereof. 
FlGURE 4 is a perspective view showing a completed 

needle. 
FEGURE 5 is a rotated perspective view of the needle 

of FIGURE 4 and shows further the details of the con 
struction thereof. 
FIGURE 6 is an enlarged fragmentary transverse sec 

tional view taken along the line 6-d of FIGURE 4 and 
shows the speci?c relationship or" the shank with respect 
to the blade. 
FIGURE 7 is a schematic perspective view showing 

the manner in which a shank is provided for the blade 
by ?rst cutting off a length of tubing and then telescop 
ing the tubing over the blade remote from the point 
thereof. 
FIGURE 8 is a perspective view of a needle which 

has been formed by butt bonding a separate shank to the 
needle blade. 

Referring now to the drawings in detail, it will be seen 
that there is illustrated in FIGURES 4 and 5 a typical 
needle which is formed in accordance with this invention, 
the needle being generally referred to by the numeral ll). 
The needle it? includes a blade 11 which is provided at 
one end with a point 12 and at the other end with an en 
larged shank 13. The shank 1113 is telescoped over the 
blade ll and in the illustrated form is formed of a suitable 
plastic material, as is best shown in FIGURE 6. The blade 
11 is provided with a thread groove 14 which extends longi 
tudinally thereof and for the full length thereof except 
along the point 12. he blade 11 is also provided with 
an eye l5 which is aligned with and opens through the 
thread groove lid. The shank 13 is ‘preferably formed 
with a ?at 16 to facilitate the orientation thereof.‘ It is 
to be noted that the shank 13 can he provided with a por 
tion 17 which projects into the groove 14 and forms a 
mechanical interlock between the shank l3 and the blade 
11. . 

In‘the forming of the needle Iii, a wire 13 of any length 
is provided. This wire l3 has the groove 14 formed 
therein and the wire 18 is or" a constant cross section cor 
responding to the cross section of the blade: ll, such as 
that shown in FIGURE 6. The wire 18 is cut to a pre 
determined length by means ofia suitable cutter 26} in any 
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known manner. The length of the removed portion of 
the wire will vary depending upon the particular needle 
and whether or not two needle blades are simultaneously 
formed. In the forming of needles, it is customary to work 
the middle portion of a length of wire so as to simultane 
ously form two points. However, it is feasible to form a 
single needle blade at one time. This invention is not 
restricted to the forming of a single or double needle 
blades. 
A typical needle blade 11, prior to the application of 

the shank thereto, is shown in FIGURE 2. When the 
shank is of the type illustrated in FIGURES 4 and 5, the 
needle blade I]. is positioned within a suitable mold, sche 
matically illustrated in FIGURE 3 and generally referred 
to by the numeral 21, in the position shown in FIGURE 
3. Plastic material is delivered to the mold 21 through an 
injection nozzle 22 so as to ?ll a cavity 23 of the mold 2?. 
around the end of the blade 11 remote from the point 12 
thereof. At this time, it is pointed out that shanks may 
be simultaneously applied to a plurality of needle blades 
in a single multiple cavity mold. It is also feasible for 
the needle blades Ill to be in back-to-back relation so 
that a single spline or sprue of plastic material may inter 
connect a large number of needles for ease of handling. 

It is to be understood that although plastics are the 
simplest materials for use as shanks, the shank 13 could 
equally as well be formed of metal. The metal could be 
cast or could be in the form of metal powders which are 
compacted or sintered or otherwise bonded together and 
to the needle blade 11. 

Referring now to FIGURE 7 in particular, it will be 
seen that the plastic material of the shank 13 need not be 
molded around the needle blade 11, but may be provided 
in the form of a length of tube 24. The tube 24 is cut to 
a predetermined length by means of a cutter 25 and the 
length of the tubing 26 cut from the tube 24 is then tele 
scoped over the needle blade 11 in the manner shown in 
FIGURE 7. The connection between the tubing 26 and 
the needle blade 11 may be a bonded one, or a sufficiently 
tight ?t to assure the securemcnt of the newly applied 
length of tubing 26 to function as the shank for the needle 
blade 11. On the other hand, if it is so desired, the as 
sembled needle blade 11 and the tubing length 26 may 
be pressed in a suitable mold and the tubing 26 reshaped 
under the in?uence of a combination of heat and pressure. 

It is also feasible to utilize the broad principle of a 
needle blade formed from a uniform cross sectional wire 
wherein the wire is of the same cross section as the needle 
blade without telescoping a shank over the blade. With 
respect to this, reference is made to FIGURE 8 wherein 
a needle, generally referred to by the numeral 27, is shown. 
The needle 27 includes a blade 28, which is identical to 
the needle blade 11 with the exception that it is shorter 
than the needle blade 11. The needle blade 28 is provided 
With a point 29 and has a thread groove 35} extending 
from the point to the opposite end of the needle blade 28. 
The needle blade 23 is also provided with an eye 31 which 
corresponds to the eye 15. The needle 27 also has a 
shank 32. The shank 32, instead of being telescoped over 
the needle blade 28, as described in the foregoing ex 
amples, is butt bonded to the end of the needle blade 23 
remote from the point 29. Depending upon the particu 
lar metal used in the formation of the shank 32, the shank 
may be welded or brazed to the needle blade 28. 

In the formation of the shanks, either by a molding proc 
ess or by a butt bonding process, it is proposed that various 
metals may be utilized. The metals would be preferably 
steel and aluminum, although it is feasible to utilize other 
metals, including copper, brass, bronze, zinc, nickel, etc. 

It will be readily apparent that needles formed in ac 
cordance with the foregoing may be formed at much lower 
costs and needles are presently being formed in that needle 
constructions do not involve any cutting or swaging down 
of the initial wire from the diameter corresponding to the 
diameter of the shank and the diameter of the blade. In 
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4 
lieu thereof, the smaller diameter wire may be utilized, 
and the shanks applied thereto on a mass production basis 
wherein numerous shanks may be simultaneously applied, 
either by molding or bonding, including welding. Fur 
ther, since the wire is of a diameter corresponding to the 
blade diameter, the usual thread groove may be formed 
therein by a drawing process or any other process, thus 
making the forming of the thread groove less expensive 
than in the customary needle forming practice. 
Although numerous assemblies of needles formed in 

accordance with this invention have been speci?cally il 
lustrated and described, it will be apparent that other 
minor variations in needle constructions in accordance 
with this invention may be made within the spirit and 
scope thereof, as de?ned in the appended claims. 
What is claimed as new: 
I. A needle particularly adapted for use in sewing ma 

chines and like mechanisms, said needle comprising an 
elongated blade having a point at one end, a thread groove 
extending longitudinally of said blade from said point, an 
eye in said blade adjacent said point and in alignment 
with said thread groove, said blade with the exception of 
said point and said eye being of a constant cross section, 
and a separate enlarged shank telescoped over said blade 
at the end thereof remote from said point, said shank be 
ing ?xedly secured on said blade with said groove receiv 
ing a portion of said shank and forming a mechanical in 
terlock therewith. 

2. A needle particularly adapted for use in sewing ma 
chines and like mechanisms, said needle comprising an 
elongated blade having a point at one end, a thread groove 
extending longitudinally of said blade from said point, an 
eye in said blade adjacent said point and in alignment 
with said thread groove, and a separate enlarged shank 
telescoped over said blade at the end thereof remote from 
said point, said shank being ?xedly secured on said blade, 
said groove extending through said shank and receiving 
a portion of said shank to form a mechanical interlock 
therewith. 

3. The needle of claim 2 wherein ‘said shank is formed 
of plastic. 

4'. The needle of claim 2 wherein said shank is formed 
of plastic molded ‘around said blade. 

5. The needle of claim 2 wherein said shank is formed 
of plastic tubing. 

6. The needle of claim 2 wherein said shank is formed 
of material molded ‘around said blade. 

7. The needle of claim 2 wherein said shank is formed 
of metal powder molded around said blade. 

8. A method of forming a needle particularly adapted 
for use in sewing machines and like mechanisms, said 
method comprising the steps of providing a constant cross 
sect-ion wire having a continuous longitudinally extending 
‘groove therein, cutting off a predetermined length of the 
wire, work forming the length of wire to form at least one 
needle blade having a point at one end and an eye there 
through ‘adjacent the point and aligned with the groove, 
and securing an enlarged shank on the blade end remote 
from the point. 

9. A method of forming a needle particularly adapted 
for use in sewing machines and like mechanisms, said 
method comprising the steps of providing a constant cross 
section wire having a continuous longitudinally extending 
groove therein, cutting off a predetermined length of the 
wire, work forming the length of wire to form at least one 
needle blade having a point at one end and an eye there 
through adjacent the point and aligned with the groove, 
and securing an enlarged shank on the blade end remote 
from the point in telescoped relation. 

It). A method of forming a needle particularly adapted 
for use in sewing machines and like mechanisms, said 
method comprising the steps of providing a constant cross 
section wire having a continuous longitudinally extending 
groove therein, cutting off a predetermined length of the 
wire, work forming the length of wire to form at least one 
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needle blade having a point at one end and an eye there 
through adjacent the point and aligned with the groove, 
and molding an enlarged shank on the blade end remote 
from the point. 

11. A method of forming a needle particularly ‘adapted 
for use in sewing machines and like mechanisms, said 
method comprising the steps of providing a constant cross 
section wire having a continuous longitudinally extending 
groove therein, cutting off a predetermined length of the 
wire, work forming the length of wire to form at least one 
needle blade having a point at one end and an eye there 
th-rough adjacent the point and aligned with the groove, 
and molding an enlarged plastic shank on the blade end 
remote from the point. 

12. A method of forming a needle particularly adapted 
for use in sewing machines and like mechanism-s, said 
method comprising the steps of providing a constant cross 
section Wire having a continuous longitudinally extending 
groove therein, cutting oil a predetermined length of the 
wire, work forming the length of wire to form at least one 
needle blade having a point at one end and an eye there 
through adjacent the point and aligned with the groove, 
and molding an enlarged metallic shank on the blade end 
remote from the point. 

13. A method of forming a needle particularly adapted 
for use in sewing machines and like mechanisms, said 
rnethod comprising the steps of providing a constant cross 
section wire having a continuous longitudinally extending 
groove therein, cutting otf a predetermined length of the 
Wire, work forming the length of wire to form at least 
one needle blade having a point at one end and an eye 
therethrough adjacent the point and aligned with the 
groove, and securing an enlarged shank on the blade end 
remote from the point by telescoping a sleeve over the 
blade. 

14. A method of forming a needle particularly adapted 
for use in sewing machines and like mechanisms, said 
method comprising the steps of providing a constant cross 
section wire having a continuous longitudinally extending 
groove therein, cutting 01f a predetermined length of the 
wire, work forming the length of wire to form at least 
one needle blade having a point at one end and an eye 
therethrough adjacent the point and aligned with the 
groove, and butt bonding an enlarged shank on the blade 
end remote from the point. 
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15. A method of forming a needle particularly adapted 

for use in sewing machines and like mechanisms, said 
method comprising the steps of providing a length of con 
stant cross sectional wire having a continuous longitudi 
nally extending groove therein, work forming the length 
of wire to form ‘at least one needle blade having a point 
at one end and an eye therethrough adjacent the point 
and aligned with the groove, and securing an enlarged 
shank on the blade end remote from the point. 

16. A method of forming a needle particularly adapted 
for use in sewing machines and like mechanisms, said 
method comprising the steps of providing a length of con 
stant cross sectional wire having a continuous longitudi 
nally extending groove the-rein, work forming the length 
of wire to form at least one needle blade having a point 
at one end and an eye therethrough adjacent the point and 
aligned with the groove, and molding an enlarged shank 
on the blade end remote from the point. 

17. In a method of forming a needle particularly adapt 
ed for use in sewing machines and like mechanism, said 
method including the steps of providing a constant cross 
section wire having a continuous longitudinally extending 
groove therein, cutting off a predetermined length of the 
wire, work forming the length of Wire to form at least one 
needle blade having a point at one end and an eye there 
through adjacent the point and aligned with the groove. 
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