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To all whom it may concern: . - .. -
Beit known that I, JorN C.SPEIRS, a ¢itizen
of the United States, residing at Worcester,
in the county of Worcester and State of Mas-
sachusetts, have invented a new.and useful
Improvement in Methods of Making Wrench-
Bodies, of which the following is a specifica-
tion.

My invention relates to the parts-or forg-

ings which are employed in making monkey
wrenches, and the especial object.of my in-
vention is to cheapen and improve the con-
struction of monkey wrenches by providing
an efficient and simple method of so forming

or forging wrench bodies that they will be

provided with elliptical or non-circular sock-
ets for receiving the movable jaw or shank of
the wrench. '

To these ends, my invention consists of the
improved methods, as hereinafter desecribed
and more particularly pointed ount in the
claims at the end of this specification. ’

Referring to the accompanying drawings,
Figure 1 is a side elevation of the forging or
blank from which my body is made. Fig. 2
is an end elevation of the same. Fig. 3 is a
side elevation of the forging after the central

longitudinal hole has been drilled. Fig. 4 is.

an end elevation of the blank at this stage of
its manufacture. ¥ig. 5 is a side elevation of
the wrench body in its complete form, or after
the bosses have been flattened by pressure.
Fig. 6 is an end elevation of the same, and
shows the form which-the longitudinal hole
assumes after this operation, and Fig. 7 is a
side elevation of a complete wrench con-
structed according to my invention. _

The method of making my wrench body is
as follows: ,

I first forge or form a suitable blank A, of
substantially the shape shown in Figs. 1 and
2. This blank is formed with a jaw portion
10, and with a series of bossesa. The bosses
are segmental in shape, and are formed on
opposite sides of the blaiik in order to form a
thickened portion in that part of the blank in

which the longitudinal hole for receivingthe.

wrench-shank isformed. The blank A is pro-
vided with an aperture to receive the nut
which forms a part of the complete wrench,
and with eut-away portions 12 and 13 at each

- side of the nut-aperture 11.

The next step in the manufacture of my
wrench body is to form or drill a hole b lon-
gitudinally in the blank A, through that part
of the blank which is reinforced or thickened

by the bosses a. The form of the blank after

this operation, is substantially that shown in
Figs.-3 and4. I then place the blank A ina
suitable press, or otherwise apply pressure to
the same, and flatten the bosses or enlarge-
ments ¢, until the blank or body portion pre-
sents. substantially a plane surface. This
step in the manufacture of my wrench body
converts the longitudinal hole b from the cir-
cular shape shown in Figs. 3 and 4 to the sub-
stantially elliptical shape shown in Figs. 5
and 6. Ihavefound by following this method
of forming a wrench body, that I am able to
produce an elliptical hole longitudinally in
the body of the wrench, which requires very
little or nofinishing, and which is well adapted
to receive the ordinary shank of the wrench.
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The advantage of my method is that the

wrench body is practically completed by forg-
ing, and the slow step of shaping the hole by
broaches or-cutters is done away with. -

It it is desired to make a more nicely fin-
ished hole in completing the wrench body, the

hole b may be dressed out or finished, and
-this may be done either by driving a broach

through the same, or by using a suitable mill-
ing cutter, and I preferably use a broach for
this purpose.

It will be seen that as thehole is practically
brought to the desired shape by forging, all
that remains to be done by the broach or cut-
ter is simply to smooth out or dress the hole.

The wrench body having thus been formed
into shape, its surface may be smoothed and
polished, or may be milled in order to present
a smooth surface, and may then be plated or
may be finished up in any of the ordinary
manners.

Fig. 7 illustrates the wrench body, as used
in the complete wrench. In the aperture 11,
I insert a nut 14, which has a roughend or
milled periphery, and.-a shank 15, which car-
ries the jaw 16, is inserted through the hole
b, and the nut 14 is adapted to engage the
partial thread 17, which is formed upon this
wrench-shank, g :

I am aware that changes may be made in

1 the comnstruction and the precise form of
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wrench body which I have shown is illustra-
tive merely, and simply shows one form which
can be produced by my method. I therefore
do not wish to belimited to the details of con-
struction, but ‘

‘What I do wish and desire to secure by
Letters Patent is—

1. The herein described method of forming
a wrench body, which consists in forming a
blank with enlarged portions or bosses, bor-
ing or forming a longitudinal hole through
these enlarged portions, and then compress-
ing the enlarged portions of the blank so that
the longitudinal hole will assume substan-
tially an elliptical shape, substantially as de-
scribed.

2, The herein described method of forming
a wrench body, which consists in forming a

. Dblank with segmental enlarged portions or
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bosses, forming a longitudinal hole through
the enlarged portions, and applying pressure
to the enlarged portions, until the blank has

substantially plane sides, so that the longi- |

tudinal hole will assume a flattened or elon-
gated form, substantially as described.
3. The herein described method of forming

a wrench body, which consists in forging a
blank with enlarged portions or bosses, drill-
ing a longitudinal hole through these en-

Jarged portions, flattening the enlarged por-

tions or bosses so that the longitudinal hole
will assume a flattened or elongated shape,
and finishing or smoothing out the longitudi-
nal hole, substantially as described.

4. The herein described method of forming
a wrench body, which consists in forging a
blank with segmental enlargements or bosses
a, drilling a longitudinal hole b through these
enlarged portions or bosses, compressing the
bosses ¢ until the blank has substantially
plane sides and the hole b has an elongated
or flattened shape, smoothing or finishing the
hole b, and finally finishing and polishing the
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exterior of the blank, substantially as de-

seribed. :
In testimony whereof I have hereunto set
my hand in the presence of two subseribing

witnesses. ‘ .
JOHIN C. SPEIRS.
Witnesses:
Louis W. SOUTHGATE,
PaiL. W. SOUTHGATE.
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