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This invention relates to the method of
making hinge butts and particularly hinge
butts having curved hood portions disposed
at one end thereof; and the object of the in-

g vention is to provide an improved method
whereby the fashioning of the blank from
which the butt is made is performed in such
manner as to compactly compress the metal
at the hood portion of the hinge so as to form

10 a strong and durable hinge butt; a further
object being to fashion the hood portion of
the hinge in such manner as to reduce the

thickness of the wall of the hood adjacent and

at the free edge of said hood and to increase
16 the thickness of the side walls of the hood both
with respect to the thickness of the blank
from which the butt is formed ; a further ob-
ject being to cut the blanks from a strip-like
workpiece on the bias or diagonally with re-
20 spect. to the longitudinal and transverse
planes of the workpiece to facilitate and sim-
plify the formation of the curved hood por-
tions on said butts; a still further object be-
ing to provide an improved method whereby
25 two hinge butts may be fashioned from a
single blank, and the hood portion of each
butt being disposed at the end portions of the
blank and curved to opposite sides thereof;
and with these and other objects in view, the
30 invention consists in the method of manufac-
- turing hinge butts which is more fully here-
inafter described and claimed.

The invention is fully disclosed in the fol- -

lowing specification, of which the accompany-
35 ing drawings form a part, in which the sepa-
rate parts of my improvement are designated

by suitable referénce characters in each of the.

views, and in which :

Fig. 1 is a longitudinal, sectional view
through a hinge butt made according to my
invention, the section being on the line 1—1 of
Fig. 2. . :

Fig. 2 is a face view of the hinge shown in
45 Fig. 1.

Fig. 3 shows one method of forming the
blanks from which the butts are formed.

40

Fig. 4 is a perspective view showing the

first step in forming the blank. )
60 Fig. 5 is a side and sectional ‘view of a die

for completing the formation of the hood por-

tion of the blank.
Figs. 6 and 7 are side and face views of the

‘butt as formed with the dies shown in Fig. 5.

Fig. 8 is a detail view of another form of
blank which T employ; and,

Fig. 9is a view similar to Fig. 5 but show-
ing the dies employed for fashioning a pair
%‘f_ hinges from a blank such as shown in

1g. 8. .

In Figs. 1 and 2 of the drawings, I have
shown one form of covered joint hinge or
hinge butt which is made according to my
improved method, and this butt consists of
an attaching plate portion 10 in which. is
formed a plurality of apertures 11 for at-
taching the butt to a suitable support. At
one end of the attaching plate 10 is a substan-
tially semi-circular curved hood 12, termi-
nating in a shoulder portion 13 at its.end.
Said end of the hood 12 is preferably thin-
ner than the thickness of the attaching plate.
The curved hood portion 12 is closed at its
opposite ends by walls forming pintle bear-
ings 14 which are apertured as seen at 15 to
receive the usual pintle pin of the hinge. It
will be noted on a consideration of Fig. 2 of
the drawings, that the thickness of the bear-
ings 14 is greater than the thickness of the
metal employed in the attaching plate, which
result is brought about in accordance with
my improved method.

The hinge butt which is shown in Figs. 1
and 2 of the drawings is formed either from
a single blank or a double blank. In Fig.
3 of the drawings, I have illustrated one
manner of forming the single blanks and in
said figure, 16 represents the elongated strip.
of metal which is cut or stamped diagonally
or on the bias to form two workpiece blanks
10a and 106 arranged transversely of the
strip 16, it being understood that the oppo-
sitely disposed blanks are cut from said stvip-
in pairs in the manner illustrated in said
figure, one blank being severed from the other
on the line 17, and each blank including lat-
erally extending curved. éxtensiois 18 from
which the end walls 14 of the butt are formed.

In dot and dash lines, I have shown the
manner of cutting the next adjacent pair of
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. workpiece blanks from the strip 16. It will
be understood that any number of pairs of
blanks may be cut from the strip, depending
solely upon its length.

After forming the separate blanks, exch
blank is fashioned to partially form the hood
portion and the side walls of the hood por-

- tion of the butt in the manner seen in Fig.

4 of the drawings, in which figure, 12¢ repre--

10 sents the partially formed hood and 14a the
partially formed wall members. The work-
piece may be fashioned into the form shown
in Fig. 4 by suitable dies, and if desired, the
blank may be heated prior to performing
15 this operation. After the workpiece shown
in Fig. 4 has been obtained, it is placed be-
tween two dies 19 and 20 shown in Fig. 5 of
_ the drawings, which completes the formation
of the curved hood portion and side walls of
2o the butt. '
The die 19 has a beveled wall 19a termi-
‘nating in a curved socket 1956 having side
walls 19¢, whereas the die 20 has a beveled
wall 20¢ arranged in parallel relation to the
wall 19¢ when said dies are brought to-
gether. The upper end of the wall 20¢ termi-
nates in a raised, rounded knob 205 adapted
to enter the socket 195, at opposite sides of
which are surfaces 20¢, which control the
contour of the outer edges of the walls 14 in
completing the formation thereof.

It will be understood that the workpiece
as formed in Fig. 4 of the drawings, is placed
upon the die 20, and as the die 19 moves to-

85 ward the same, the workpiece is fashioned
to complete the accurate formation of the
hood 12 and walls 14. The product thus fin-

. ished is shown at 21 in Fig. 5 of the draw-

ings as well as in Figs. 6 and 7 of the draw-
ings. In the latter figures, it will be noted
that around the peripheral edge of the side
walls 14 and at the free edge of the hood por-
tion 12, there will be a slight flare of metal
indicated at 22 which is trimmed off in the
usual or any desired manner, producing the
outlined contour of the butt as seen in Figs.

1 and 2 of the drawings, after which the pintle

pin apertures 15 will be formed in the side
walls 14 and the apertures 11 will be formed

in the attaching plate 10.

It will be noted that by cutting the work-
piece blanks 10a—105 from the stock or strip.
16 diagonally, the graining of the metal in
the resulting workpieces and especially where
the folded corners 23 are to be formed, note
Fig. 4 of the drawings, the grains in this
part of the workpiece will be primarily on
the bias, thus facilitating the formation of
the corners 23 as well as the hood portion as
a whole, preventing cracking and other rup-
turing of the metal. -

At the same time, in compacting the metal
or fashioning it into the form shown in Figs.
5,6 and 7, and in building up the compara-
86 tively thick walls 14, a very condensed pack-
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ing or amalgamation of the metal is pro-
duced. Thus, the resulting hinge butt will
have by far greater strength and durability
than any other butt of its kind, constructed
in accordance with old and conventional
methods. This result is also brought about
by virtue of the wedge-like action of the die
19 with respect to the die 20. It will also be

. apparent that by cutting out the blanks from

the stockin the manner shown in Fig. 3, com-
paratively little waste of metal is experi-
enced, thus effecting a'saving in the amount

"of scrapping which must be disposed of. It

will be understood at this time that my in-
vention is not necessarily limited to the spe-
cific manner of forming the blanks herein

‘'shown and described, nor to the specific con-

tour of the resulting product.

In Fig. 8 of the drawings, I have shown at
24 a modified form of blank which consists of
an elongated strip at the opposite end por-
tions of which are arranged laterally extend-
ing, curved projecting members 25, from
which the side walls of the hood portions of
two hinge butts are adapted to be formed.
‘With this construction, the blank shown in
Fig. 8 is first fashioned to produce at each
end thereof and on opposite side faces, the
partially formed hood and wall structure
similar to that shown in Fig. 4 of the draw-
ings, after which the complete blank is ar-
ranged between two dies 26 and 27. '
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The die 26 has a beveled wall 28 which

terminates at its upper end in a curved socket
29 and at its lower end in a curved, project-
ing member 30. The die 27 has a beveled
wall 81 parallel to the wall 28 which termi-
nates at its upper end in a curved, projecting
member 32 adapted to enter the socket 29
and terminates at its lower end in a socket 33
in connection with which the member 30
operates so that a curved hood portion 34—
34a may be formed at each end of the work-
piece, and arranged at opposite sides thereof
in the manner illustrated in Fig. 9 of the
drawings. The central portion 345 of the
workpiece joining said hood portions is sev-
ered after completing the formation of the
hood to form independent butts, similar to
the butts shown in Figs. 1 and 2 of the draw-
ings. It is understood that the flared metal
around the hood portions will be trimmed
away as in trimming or removing. the flare
shown in Figs. 6 and 7 of the drawings.

In both forms of construction shown, it
will be apparent that the hood portions are

formed at the end of the blank or workpiece, .

and that the male and female dies employed
in both manners of constructing the hinge
butts have the same wedge-like contour to
facilitate the fashioning of the workpiece

into the desired form, and in produeing the.

strength - and durability in the resulting
product. '
In the several steps of forming the com-
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plete hinge butt and especially in forming

the curved hood portion and the end walls
- of the hood portion, the blank or workpiece

is, preferably heated to facilitate the fash-
5 ioning of the same into the desired form.
It will be understood that I am not necessa-
rily limited to the particular form and con-
struction of hinge butts herein shown and
described, nor to the specific manner of
blanking and shaping the same; and various
other changes in and modifications of the
method herein set forth may be made within
the. scope of the appended claims without
departing from the spirit of my invention or
sacrificing its advantages.

Having fully described my invention, what
I claim as new and desire to secure by Let-
ters Patent, is:— . '

1. The herein described method of making
hinge butts having curved hood portions dis-
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posed at one end thereof, which consists in -

forming a predetermined blank having mem-
bers projecting from opposite sides of the
blank adjacent-one end thereof, heating the
blank to a predetermined temperature to
facilitate the fashioning thereof, then fash-
ioning the end of the blank having said pro-
jecting members through' a series of succes-
sive operations to first partially curl said end
of the blank in the direction of one side face
thereof and to dispose said projecting mem-
bers at substantially right angles thereto and
in alinement with the side edges of the blank,
and then fashioning the blank thus formed to
complete the forination of the curved hood
portion and to compact the metal of said pro-
jecting members to form at opposite sides of
the blank comparatively thick wall mem-
bers continuous with said hood portion and
the adjacent part of the butt, and forming
a similar hood portion with wall members
at the other end of the blank in the operation
of forming said first named hood portion,
and the last named hood portion being dis-
-posed and curved to the opposite side face of
the blank. ‘

2. The herein described method of mak-
ing hinge butts having curved hood portions
disposed at one end thereof which consists
in providing an elongated and comparatively
wide stock strip, cutting butt blanks diagonal-
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ly from said strip to dispose the grain of the .

metal on the bias with respect to the longi-
tudinal plane of the resulting blank, each

i5 of ‘said blanks having projecting members -

disposed at opposite side edges of predeter-

mined sections thereof and lying in the plane

of said blank, fashioning said sections of the

blank to form curved hood portions and end

¢ walls formed from said projecting. members

and continuous with said hood portions and

of greater thickness than the thickness of the
material in said blank.

3.  The herein described method of making

5 hinge butts having curved hood portions dis-

3

posed at one end thereof which consists in -

providing an elongated and comparatively

wide stock strip, cutting butt blanks diago-

nally from said strip to dispose the grain of
the metal on the bias with respect to the lon-
gitudinal plane of the resulting blank, each of

said blanks having projecting members dis-

posed at opposite side edges of predetermined
sections thereof, fashioning said sections of
the blank to form curved hood portions and
end walls formed from said projecting mem-
bers and continuous with said hood portions
and of greater thickness than the thickness
of the material in said blank, one of said hood
portions being disposed at each end of the
blank and projecting on opposite side faces
of the blank and severing the central portion
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of the blank to form independent hinge butts. -

4. The herein described method of making
hinge butts having curved hood portions dis-
posed at one end thereof which consists in
providing an elongated and comparatively
wide stock strip, cutting butt blanks diago-
nally from said strip to dispose the grain of
the metal on the bias with respect to the lon-
gitudinal plane of the resulting blank, each
of said blanks having projecting members
disposed at opposite side edges of predeter-
mined sections thereof, fashioning said sec-
tions of the blank to form curved hood por-
tions and end walls formed from said pro-
jecting members and continuous with said
hood portions and of greater thickness than
the thickness of the material in said blank,
one of said hood portions being disposed at
each end of the blank and projecting on op-
posite side faces of the blank and severing the
central portion of the blank to form inde-
pendent hinge butts, and then forming pintle
pin apertures in said end walls.

5. The herein described method of making
hinge butts having curved hood portions dis-
posed at one end thereof, which consists in
providing an elongated and comparatively
wide stock strip, cutting butt blanks diago-
nally from said strip to dispose the grain of
the metal on the bias with respect to the lon-

gitudinal plane of the resulting blank, each .

of said blanks having projecting members
disposed at opposite side edges of predeter-
mined sections thereof and lying in the plane
of said blank, fashioning said sections of the
blank to form curved hood portions and end
walls formed from said projecting members
and continuous with said hood portions and
of greater thickness than the thickness of the
material in said blank, trimming the butt
thus produced, and then forming pintle pin
apertures in said end walls.

6. The herein described mefhod of making
hinge butts having curved hood portions dis-
posed at one end thereof, which consists in
providing an elongated and comparatively
wide stock strip, cutting butt blanks diago-

‘nally from said strip to dispose the grain of
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the metal on the bias with respect to the lon-

‘gitudinal plane of the resulting blank, each

of said blanks having projecting members
disposed at opposite side edges of predeter-
mined sections thereof and lying in the plane
of said blank, fashioning said sections of the
blank to form curved hood portions and end
walls formed from said projecting members
and continuous with said hood portions and
of greater thickness than the thickness of the
material in said blank, trimming the butt thus
produced ‘and then forming pintle pin aper-
tures in said end walls, and heating said

blank during the operation of fashioning the

same.

7. The herein described method of forming
blanks from which hinge butts having curved
hood portions disposed at one end thereof
are fashioned, which consists in providing an

elongated, comparatively -wide, strip-like .

stock of sheet metal, then successively cut-
ting peirs of blanks from said stock in such
manner as to dispose the longitudinal plane
of the blanks diagonally and on the bias with

respect to the grain of the stock to facilitate

and simplify the fashioning of the curved
hood portions on each of said blanks. -

8. The herein described method of forming
sheet metal blanks used in the manufacture
of hinge butts having curved hood portions
disposed at one end thereof, which consists in
providing a comparatively wide, elongated,
sheet metal stock, successively cutting elon-
gated blanks having projecting members dis-
posed at opposite side walls thereof from
said stock, in such manner as to dispose the
grain of the stock on the bias with respect to
the longitudinal plane of the blank.

9. The herein described method of forming

sheet metal blanks used in the manufacture-

of hinge butts having curved hood portions

disposed at one end thereof, which consists in
- providing a comparatively wide, elongated, -

- sheet metal stock, successively cutting elon-

gated blanks having projecting members dis-

posed at opposite side -walls thereof from
said stock, in such manner as to dispose the.

- grain of the stock on the bias respect to the
Tongitudinal plane of the blaiik and to inter- °

" 55

mesh one blank with respect.to an adjacent
blank to reduce the waste in the material of
said stock and to cut an oppositely disposed
pair of blanks from each transverse section of
the stock. : - / .
10. The herein described method of making
hinge butts which consists in providing elon-
gated strip-like blanks having oppositely dis-
posed projecting members at one end thereof
and lying in the plane of said blank, fashion-
ing said end of the blank adjacent said pro-
jecting members to form a curved hood por-
tion and of said projectin;; members end
walls for said hoo,dp portion, then upsettin
the material of said projecting members an

adjacent portion only of the blank to form a

curved hood portion and end walls the latter
being of greater thickness than the thickness

of said strip-like blank, trimming the prod-

uct thus formed, and then forming pintle pin
apertures in the end walls of said hood.

In testimony that I claim the foregoing as
my invention I have signed my name this
3rd day of October, 1930.

: JOSEPH SOSS.
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