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To'all whom, it MY, CONCETR: )
‘Be it known that I ALBERT LATHAM, a

citizen of the United Slates, residing at Wal-.

tlism, in the county of Middlesex and Com-
monwealth of Massachusetts, have invented
o certain Improved Method of Forming
Blanks for. Covering Eyelets, of which .the
following description, in connection with the

’ accompanying" drawings, is a specification,

like reference -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. - , ' S
The invention comprises & method of form-
ing blanks in which great economy is prac-
ticed by utilizing material ‘which, in proc-
esses hithetto 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 formied or shaped before or diuring the
covering operation. o S
‘The invention will be described as em-
ploying sheét ’*covering material and the ex-
pression *“ blank-area’” will be used to denote
that ares of a sheet of material which is
occupied by a-blank. The expression ‘“‘in-
side the blank-area’’ will be used to indicate

- that portion of a sheet which is surrounded
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~ advantageous since the considerable area of,

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-

tially the full thickness of the sheet, bein.
removed to form the céntral apertureof eac

-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
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.a sheet, superfluous material intervened be-

twoen the turved outlines -of sadjacent.

* blanks, and this superflyous material ‘alsa

8o

was wasted. In methods heretofore used it
has been considered necesgary 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 jareas of relatively .
_thick stock, - ! o :

Many ‘millions " of

- material by increasin
relatively thin sheet within a Dlank-area, to
“form a blank of greater thickness than the

pair of codperating blank f()x:ming

efrelets are covered | Fig. 1. (

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 irito new sheets or
the like. This does not, however, avoid a
considerable loss because the process of re-
working i$ itself éxpensive. 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 preseht invention contem-

_plates the employmentiof a relatively thin

sheet. of covering.material so that wasted
ortions shall be of lessi volume than when
ost from a thick sheet; and the invention
also contemplates a further reduction of
waste by using material (whicli would other-
wise be wasted, in increasing the thickness

of the relatively thin sheét to form the thick
‘parts of & blank. :

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

the thickness of a

sheet.
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~In the particular application of the inven- - -
tion herein shown and described, the method -

is characterized by moving material from in-
side the blank-ares outward to utilize .that

90

waste material in increasing the thickness of **

the blank. o

- “‘Other  characteristics | of - the ih‘;rénﬁio"‘n‘-_ B

will be explained in the following description
and will be.defined in the claims.- - :

96

Deviges which may conveniently. be used

in the practice of a method embodying this
‘invention aré shown in the accompanying -

drawings, in which:

. Figure -1 is & vertical section thx"ough';.a;

2°is a view in perspective of a sheet of plas-
tic miaterial with a blank formed thereon b
the dies shown in Fig. 1, (reduced one-half
from Fig. 1). - Fig. 31s a bottom plan view:
of the-acting face of the upper die shown in
Am?so- reduced one-half). - Fiws,” 4 -
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dies. Fig. - 3
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- forming die.

&

and 3 are respectively a vertical section and
a bottom plan view of a modified blank-
Fig. 6 is a vertical section of a
pair of cooperating eyelet-covering dies such
as may be used in covering eyelets with
blunks formed according to this invention.
Fig. 7 is'a vertical section of an evelet 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
emploving the specific devices shown in the
drawings, & relatively thin sheet of plastic
covering material, preferably celluloid, is
used and an annular rim of greater thick-
ness than the sheet, is formed upon said
sheet Ly ‘moving material from inside the
rim outwardly and from outside the rim in-
wardly to contribute to the increased thick-
ness of said rinw o

As shown in Fig. 1 a sheet A of plastic
material rests on a flat die B and is acted
upon by a die C.
recess ¢ all two presser-faces E and ¥, The
face E is concave and frusto-conical in form
and inclines inwardly to the recess ¢. The
face ¥ is circular and flat. .

The plastic material usually employed in
covering eyelets is normally hard or rigid
and may conveniently be rendered plastic
by the upplication of heat.  To this end the
dies B and C, or either of themn alone, may be
lieated 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 Y)racticing 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 A in |

" the circumference of a circle, and as it de-
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scends the inclined face E moves material
inwardly from said circumference to con-
tribute to the formation of a blank in the re-
cess ¢. '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 ¢ 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 I has acted to move mate-
rial outwardly from inside the blank-area to
the blank a leaving the thin circular portion

d. It will be noted that the portions b and
d are materially thinner than the normal

thickness of the sheet (sec ¢, Fig. 1), consid-

The die C has an annular

| the particular form of the finger.
“time the blank is preferably plastic as when

‘manner the eyelet is covered.. .

898,789

erable waste material having been removed
from said portions to increase the thickness
of the blank. o :

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 in connection 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 & modified form of blank-forming die I
is shown in Figs. 4 and'5. This die has in
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general the same characteristics as one of the

dies shown in Fig. 1, except that the presser
face E is omitted in the modification. This
die T has a recess ¢ for shaping the blank, and
it also has u presser face F, which acts upon
the sheet materiel t0 1move material from in-
side the blank-area into the recess ¢. . In the

“use of this die. no material is moved from

outside the blank-area inwardly. ‘
Inordertodemonstrate how a blank formed

“according -to this invention may be used,

eyelet ¢covering dies are shown in Fig. 6 and
a covered evelet is shown in Fig. 7.

The exelet to be covered is shown as hav-
ing an outwardly projecting flange at one
end.  This evelet is positioned in a eylin-
drical aperture fin a lower covering die G,
(sce Fig. 6), witlrthe lower face of its flange
resting on supports ¢ ¢ which project up-
wardly from the face of the die. A blank is

-placed upon the eyelet flarige and an upper

die H is pressed upon it.

The die H has an annular recess k which
gives the final shape to the covering of the
evelet und which has the proper conforma-
tion to suit this purpose.. The blank a is
preferably formed to fit approximately with-
1 said recess k. The die 1T also has s trim-,
ming edge { and a depending finger §. - As the
die ¥ descends the finger § penetrates the
thin portion d inside the bLmk—area and

‘either removes it entirelv or wipes part of it
down on the inside of the flange, or it may

be, into the barrel of the evelet, acéording to
At ‘this

acted upon by the blank-forining die C..-
When the recess % descends it embraces the
blank ¢ and presses it down upon the eyelet
flange and forces some of the material be-
neath the flange into the spaces between the

supports ¢ g. The trimming edge j cuts
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away any fragments which may have been

Ieft around the edge of the blank ¢. In this’

_ Ttis not intended to claim as a part of this 1
invention the specific method of covering an "

forming eyelets, having heads or coverings
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-eyelet just described; but any method of -

ige




-~

iel}

o
Lo

[5)
o

)
<>

893,739

of plastic material, which mvolves the use of
2 Blank formed in accordance with this in-
vention, comes within the proper scope of
{his invention as it is defined in the claims.

While the method of this invention has
heen deseribed as applied to the formation
of a blank for covering an evelet having a
contral lacing passage, it is to be understood
that in its broad aspeets the invention is ap-
plicable to the formation of blanks for cover-
me lacing hooks and similar articles, and
therefore the word “evelet” wherever oeeur-
ving in the specification and claims shoudd
when the context permits he constraed as
including evelets, acing-hooks and stmilar
articles,

uving fully deseribed my invention what
I elaim. as new and desire to secure by Let-
ters Patent 18—

1. The method of forming blanks from
sheet material which consists in concentrat-
ing material of a relatively thin sheet . a
Llankearea to form a hlank which is thicker
thar the sheet material.

5 Phe method of forming blanks {rom
plastic material which consists in moving
waste material into a blank to form a blank
which is thicker than the plastic matevial. .

5. The method of forming blanks from
plastic material prior to the evelet covering
operation, which consists in moving material

‘,

|

5 The method of forming blanks from
sheet material Wwhich consists n Moving ma-
terial from inside a blank-arew into said area
to produce a greater thickness in said are:
than the thickness of the sheet material.

6. The method of forming blanks from
sheet material which consists in moving ma-
tevial from inside the blank area and from
ottside said area into said area to form a
blank thicker than the sheet material,

7. The method of forming blanks from
sheet material which consists in moving ma-
tevial from inside the blank-area and from
ontside said area, to that part ol said area
which is desired to be thick.

Q. The method of forming blanks from
sheet material which consists in moving
waste material to increase the thickness of a
portion of a sheet thereby forming a hlank
which lies substantially in the plane of the
sheet.

9. The method of forming blanks from.

sheet material which cousists in moving ma-
terial laterally in the plane of the sheet to
inerease the thickness of material in a hlank-
area. .

10. The method of forming blanks from
sheeb material which consists in forcing ma-

' terial radially outward from inside a blank-

to those points where a blank is desived to be

thick to form a blank of greater thickness
than the plastic material,

4. The method of forming blanks [rom
sheet materiad which consists in inereasing
the thickness of the sheet in a blank-area by
moving material from inside saitdl blank-area
outward.

arca and radially inward from outside said
avea and shaping the material so moved to
form s blank thicker than the sheet material.
“In testimony whereof T have signed my
name to this specification in the presence of
two subscribing witnesses.

' ALBERT LATHAM.

Witnesses:
Jonxson MoORGAY,
Bens. J. Tnoyas,
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