
METHOD OF FORMING BLANk 

Ø - 

    

  

  

    



5 

UNITED STATES PATENT OFFICE. 
ALBERT LATHAM, or WALTHAM, MASSACHUSETTS, ASSIGNOR. To BOSTON FAST COLOR EYE 

LET COMPANY, OF PORTLAND, MAINE, A CORPORATION OF MAINE. 
... METHOD OF FORMING BLANKS FOR covERING EYELETs. 

No. 893,739. specification of Letters Patent. Patented July 21, 1908. 
Application filed October 26, 1905, serial No. 284,573, Renewed December 12, 1907, serial No. 406,202, 

To all whom it may, Goncern: 
Be it known that ALBERTLATHAM, a citizen of the United States, residing at Wal 

thiam, in the county of Middlesex and Com 
monwealth of Massachusetts, have invented 
a certain Improved Method of Forming 
Blanks for Covering Eyelets, of which the 
following description, in connection with the 
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that portion of a sheet which is surrounded 

40 advantageous since the considerable area of 
and will be defined in the claims. 

accompanying drawings, is a specification, 
like : characters on the drawings in 
dicating like parts in the several figures. 
This invention relates to the treatment of 

covering material in the manufacture of blanks used to form wear-resisting coverings 
for eyelets. -- 
The invention comprises a method of form 

ing blanks in which great economy is prac 
ticed by utilizing material which, in proc 
esses hitherto employed, has been wasted. 

In the following specification and claims 
the word “blank' will be used to denote 
that portion of the covering material which 
is applied to an eyelet, whether said portion 
be formed or shaped before or during the 
covering operation. 
The invention will be described as em 

ploying sheet overing material and the ex 
pression “blank-area' will be used to denote 
that area of a sheet of material which is 
occupied by a blank. The expression 'in 
side the blank-area' will be used to indicate 

by thé blank-area. 
It has been a common practice to cover 

eyelets with plastic material in the form of a 
sheet, a portion of the material, of substan 

blank intended to register with the lacing 
passage of an eyelet. This method was dis 
material thus removed was wasted. When blanks for several eyelets were formed from 

45 
a sheet, superfluous material intervened be 
twoen the curved outlines of adjacent. 
blanks, and this superfluous material also 
was wasted. In methods heretófore used it 
has been considered necessary. to use a sheet 
of a thickness approximating the maximum 
thickness intended for the blank, and hence, 
those portions of a sheet which were wasted comprised considerable areas of relatively. 
thick stock, 
Many millions of 

material by increasing the thickness of a 
relatively thin sheet within a blank-area, to 

pair of coöperating blank (?????? 

eyelets are covered 

yearly with celluloid, the material commonly 
used for this purpose, and the multiplied 
waste occasioned as above suggested is a 
source of serious expense to those engaged in 
this industry. The initial cost of celluloid is 
so great as to forbid discarding waste mate 
rial and consequently all waste is carefully 
preserved and reworked into new sheets or 
the like. This does not, however, avoid a 
considerable loss because the process of re 
working is itself expensive. Obviously it is 
highly desirable to utilize as much as possible 
of the material in its initial form thereby re 
ducing the amount of waste necessary to be 
reworked and eliminating in large part the 
secondary expense heretofore involved in the 
use of celluloid. 
To this end the present invention contem 

plates the employment of a relatively thin 
sheet of covering material so that wasted 
ortions shall be of less volume than when 
ost from a thick sheet, and the invention 
also contemplates a further reduction of 
waste by using material which would other 
wise be wasted, in increasing the thickness 
of the relatively thin sheet to form the thick parts of a blank. 

: More specifically this invention consists 
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in a method of forming blanks from sheet . 

form a blank of greater thickness than the 
sheet. . . . . . . . 

In the particular a 

85 

plication of the inven 
tion herein shown and described, the method 
is characterized by moving material from in 
side the blank-area outward to utilize that 

90 

waste material in increasing the thickness of 
the blank. ? 
Other characteristics of the ti will be explained in the following description invention. 

95 

Devipes which may conveniently be used 
in the practice of a method embodying this 
invention are shown in the accompanying 

2 is a viewin perspective of a sheet of plas 
tic material with a blank formed thereonb 
the , dies shown in Fig." 1, (reduced one-half from Fig.1). Fig. 3 is a bottom plan view 
of the acting face of the upper die shown in 
Fig. 1. ?? reduced one-half). Figs, 4 
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dies. Fig. , 

105. 

  



and 5 are respectively a vertical section and 
a bottom plan view of a modified blank 
f?rming die. Fig. 6 is a vertical section of a 
pair of coöperating eyelet-covering dies such 
as may be used in covering eyelets with 
blanks formed according to this invention. 
Fig. 7 is a vertical section of an eyelet cov 
ered by a blank formed according to this 
invention. 
The figures are drawn approximately to 

the scale of 3 to 1, except Fig. 1 which is 
drawn to a scale of 6 to 1. 

In preparing a blank for covering an eye 
let having a central lacing passage, by the 
preferred application of this novel method 
employing the specific devices shown in the 
drawings, a relatively thin sheet of plastic 
covering laterial, preferably celluloid, is 
used and an annular rim of greater thick 
ness than the sheet, is formed upon said 
sheet by noving naterial from inside the 
rin outwarally and fron outside the rin in 
wardly to contribute to the increased thick 
ness of saic rin. 
As shown in Fig. a sheet A of plastic 

laterial rests on a flat die B and is acted 
upon by a die C. The die C has an annular 
recess claid two presser-faces E and F. The 
face E is concave and frusto-conical in form 
and inclines inwardly to the recess c. The 
face F is circular and flat. 
The plastic material usually employed in 

covering eyelets is nor ally hard or rigid 
and may conveniently be rendered plastic 
by the application of heat. To this eind the 
dies IB and (, or either of then alone, may be 
heated in any suitable manner, or the sheet 
A may be heated separately, and introduced 
to the dies in its altered state. Any other 
practicable method of rendering the sheet A 
plastic may be adopted if desired. 

In practicing this invention by the above 
described devices, the die C is brought down 
upon the sheet A of plastic material and sub 
jected to suitable pressure. The lower edge 
of the presser face E engages the sheet Ain 
the circumference of a circle, and as it de 
scends the inclined face E moves material 
inwardly from said circumference to con 
tribute to the formation of a blank in the re 
cess c. The face F meets the sheet A on a 
circle inside the blank-area and as it de 
scends, said face F moves material from 
beneath it outwardly into the recess c to 
complete the formation of the blank. - 

Fig.2 shows a blank formed as just de 
scribed. The presser-face E has acted to 
move material inwardly to form the blank 
a, leaving the thin annular portion b, and 
the presser-face F has acted to moye mate 
rial outwardly from inside the blank-area to 
the blanka leaving the thin circular portion 
d. It will be noted that the portions b and 
d are materially thinner than the normal 

65 thickness of the sheet (see e, Fig. 1), consid 
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erable waste material having been removed 
from said portions to increase the thickness 
of the blank. 

It is by no means essential that this im 
proved method of preparing blanks be prac 
ticed in connection with such apparatus, as 
is here shown and described or in making 
blanks of the type used for illustration. The 
invention is not to be restricted in its appli 
cation to use inconnection with any partic 
ular sort of mechanical contrivance. 
By way of illustrating the many possible 

forms of apparatus which might be used in 
practicing a method embodying this inven 
tion a modified form of blank-forming die I 80 
is shown in Figs. 4 and i 5. This die has in 
general the same characteristics as one of the 
lies shown in Fig. 1, except that the presser 
face E is omitted in the modification. This 
die I has a recess c for shaping the blank, and 
it also has a presser face F, which acts upon 
the sheet material to nove material from in 
side the blank-area into the recess c. In the 
use of this die, no, material is moved from 
outside the blank-area inwardly. 

In order to demonstrate how ablank formed 
according to this invention nay be used, 
eyelet ?overing dies are shown in Fig. 6 and 
a covered eyelet is shown in Fig. 7. 
The eyelet to be covered is shown as hav 

ing an out wardly brojecting flange at one 
end. This eyelet is positioned in a cylin 
drical aperture fin a lower covering die G, 
(see Fig. (3), witlr the lower face of its flange 
resting on supports g g which project up 
waardly from the face of the die. A blank is 
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placed upon the eyelet flange and an upper 
die H is pressed upon it. 
The die H has an annular recess h, which . 

gives the final shape to the covering of the 105 
eyelet and which has the proper conforma 
tion to suit this purpose. The blank a is 
preferably formed to fit approximately with 
in said recess l. The die II also has a trim 
ming edge i and a depending fingeri. As the 
die H descends the finger i penetrates the 
thin portion d inside the and 
either removes it entirely or wipes part of it 
down on the inside of the flange, or it may 
be, into the barrel of the eyelet, according to 
the particular form of the finger. At this 
time the blank is preferably plastic as when 
acted upon by the blank-forming die C. 
When the recess descends it embraces the 
blanka and presses it down upon the eyelet 
flange and forces some of the material be 
neath the flange into the spaces between the 
supports gig. The trimming edge cuts 
away any fragments which may have been 
left around the edge of the blanka. In this 12b 
manner the eyelet is covered. 

It is not intended to claim as a part of this 
invention the specific method of covering an 
eyelet just described; but any method of 
forming eyelets, having heads or coverings iss 
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i pias fic: material, which involves the use of 
: }; tak fored in accordance with this in 
veº ! ) tiom, comes Within the proper scope of 
this invention as it is clefined in the claims 

VWhile tlhe in het hoc of this invention ilhas 
been described as applied to the formation 
of a blank for covering an eyelet ha ving a 
ce 1 ral lacing passage, it is to be understool 
that in its roal aspects the invention is ap 
licable to the formation of blanks for cover 

ing lacing hooks and similar articles, and 
the refore the word 'cyclet' wherever occur 
rii ygR in i. tlhe sp (y (?ifi(?: ti( ) ) :lin (l (?lai hys slh ()iti(! 
wil en the context, per unnits be constried as 
in('li i ding eyelets, lacting-hooks anti similar 
articles. - 

living fully described my invention what 
I claim as new and desire to secure by Let 
ter's Patent is:- 

1. The method of forming blanks from 
sheet material which consists in concentrat 
ing inlaterial of a relatively thin sheet in a 
! ») k-area to form a llank which is ticker 
tinal t} e shoot inatorial. 

3. The method of forming blanks from 
lastic: material which consists in ni i ving 

'w' iste material into a blank to form a blank 
which is thicker than the plastic material. . 

3. The method of forming blanks from 
plastic naterial prior to the eyelet covering 
operation, which consists in mo ving material 
to those points where a blank is desired to be 
thick to form a blank of greater thickness 
than the plastic laterial. 

4. The method of forming blanks from 
sheet laterial which consists in increasing 
the thickness of the sheet in a blank-area by 
n() ving laterial from inside sai blank-area 
outware. 

na nne to this specification in the 

5. The method of forming blanks from 
sheet material which consists in moving ina 
terial from inside a blank-area into said aliea, 
to produce a greater thickness in said area 
than the thickness of the sheet material. 

6. The method of forning blanks from 
sheet material which consists in Ioving ima 
te rial from insiele the blank area and from 
outside said area into sail area to form a 
blank thicker than the sheet material. 

7. The method of forming blanks from 
sheet naterial which consists in moving ma 
terial fro) inside the blank-area and from 
outside said area, to that part of said area 
which is desired to be thick. 

S. The method of forning blanks fron 
sheet material which consists in moving 
waste inaterial to increase the thickness of a 
portion of a sheet thereby fortning a blank 
which lies substantially in the plane of the 
sleet. 

9. The method of forning blanks from . 
sheet laterial which consists in moving ina 
terial laterally in the plane of the sheet te » 
increase the thickness of material in a blank 
?al"?8?. 

10. The method of forming blanks from 
sheet material which consists in forcing ina 
terial radially outward fron inside a blank 
area and radially inward from outside said 
area and shaping the material so moved to 
form a blank thicker than the sheet material. 

In testimony whereof I have signed my presence of 
two subscribing witnesses. 

ALBERT LATT HAM 
Witnesses: 

Jo]HNSON MolRGAN, 
BENJ. J. TIOMAs. 
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