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2o all whom it may concern.
Beitknownthat I, AMBROSET. MATTHEWS,

a citizen of the United States, residing at Wor-

cester, in the county of Worcestel and State of
5 Mdssaehusetts, have invented certain new and
useful Improvements in Stove-Knob Bottoms
or Backs; and Ido hereby declare that the fol-
lowing is a full, clear, and exact description
thereof, which, 1n connectlon with the draw-
ings makm« a part of this specification, will
enable others skilled in the art to which my
invention belongs to make and use the same.

My invention relates to stove-door knobs, or
knobs for other purposes, made. out of sheet
15 metal, and molded by suitable dies into the
shape desired; and my invention consists in
certain novel features of construction of the
bottom section or back of the knob, as will
hereinafter be fally described, and the natare
thereof indicated by the claims. The top sec-
tion or front of the knob, to be combined with
my improved bottom section or back in any
usual and well-known way, may be made in the
usual manner and of any desired shape, as my
invention relates only to the bottom section or
back of the knob.

I am well aware that it is not new to make
the bottom section or back of metal knobs for
stoves and other purposes out of a single piece
of sheet metal, punched out or molded into
the desired shape by means of suitable dies.
This is old and well known; but heretofore the
sheet metal used has always been cut into a
disk or circular blank for the purpose of mold-
ingitinto the desired circular shapeatits edge,
to correspond with the circalar shape of the
edge of the top section or front of the knob
with which it is connected; but my improved
bottom section or back for knobs is formed
out of a piece of metal or metal blank of non-
circular shape or form, as will be hereinafter
fully described.

Referring to the drawings, Fldme 1 repre-
sents in elevatlon a knob with my improved
bottom section. Fig. 21is a central vertical
section of the knob shown in Fig. 1. Fig. 3
is a side view of my improved bottom section
of a knob. Fig. 4isa central vertical section
through the same. Figs. 5 and 6 are top and
50 bottom views, respectively. Fig. 7 represents

the metal blank from which the bottom section
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of the knobshown in the drawings is molded,

showing the shape of the same. Fig. 8 is a
modified form of the metal blank shown in
Fig. 7, to be hereinafter described; and Fig. 9 g5
represents a circular metal blank, to be here-
inafter referred to. The dotted lines repre-
sent the blank shown in Fig. 7.

In the accompanying drawings, the part
marked A is a metal knob for stove-doors and 6o
for other purposes. It is made of the top and
bottom sections, B and C, which are molded
into the shape shown out of blanks of sheet.
metal by means of snitable dies and punches,
in the usual and well-known manner. The 65
sections B and C are united together by over-
lapplng their edges in the usual manner, as
shown in Fig. 2. :

The top secmon B, may be formed out of a
circular blank in. the usual and well-known 7o
manner, my present invention relating only

to the bottom section, C.

The bottom section, C hasheretofore, prior to
my present 1nvent10n been formed or molded
out-of a metal blank of circular shape, such 75
as shown in Fig. 9, and it has been deemed
necessary to use a cireular blank, D, from
whieh to form or punch out, by means of suit-
able dies, the bottom or back section of the
knob corresponding to the section C, in order 8o
that its top edge, f, would be of circular form
to correspond with the circular form of the
lower edge, b, of the top section, B, so that
the sections B and C could be joined together
at their edges and form a tight joint.

The bottom section, C, of my invention,
(shown in the drawmgs,) instead of being
formed out of a blank of sheet metal of eir-
cular shape, as shown in Fig. 9, is formed out
of a blank of metal, B, of the shape shown in gc
Fig. 7.

’i‘he blank E is of the same thickness as the
blank D, but contains only about two-thirds
of the amount of metal, for the portions ¢ ¢
must be cut out of the blank D to form the g5
blank E. The blank E is shaped or molded
into the section € by means of suitable dies
and punches, it requiring only two operations
and two sets of dies to transform the blank E
into the bottom section, C.

In the operation of forming the section C
from the blank 1 the edges d dof the blank B
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are brought together and abut against each
other, except at their outer ends, where they
do not meet, but leave the two openings e,
which farnish a ready means for the insertion
of a wire or tool to support the completed
knob in the process of nickelplating it.

The edges ff project out in a circular form
to form the cireular top of the bottom section,
C, which meets and is connected with the cir-
cular bottom of the top section, B.

‘When a circular blank, D, is used for the
bottom section of a knob, it requires four op-
erations and four sets of dies to form out of
said cireular blank D a section correspond-
ing to the section C, which, as above stated,
requires only two operations and two sets of
dies to form the same out of the blank E.

InFig.8 Thaveshowna modification or modi-
fied form of the blank E, the blank F having four
projecting parts, ¢, extending out in opposite
directions. {The manner of forming the bottom
section, C, out of the blank F is substantially
thesameasabove deseribed, in connection with
the blank E, for in molding the blank F to
form the section C the edges & & will meet and
abut, the same as the edges d d of blank E,
and the edges ¢ ¢ will project. out in circular
form to form the circular top of the section,

_ the same as the edges ff of blank E; but there
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will be four openings corresponding to the
openings ¢, instead of two, as in the case of
the section C, made out of the blank K, as
above described.

The value of my invention will be readily
appreciated by those skilled in the art. By
using blanks E, from which toform the bottom
sections of knobs, instead of circular blanks
heretofore used, a great saving of material is
brought about, for the blanks K can be cut out
of a strip of sheet metal with much less waste
than the circular blanks D, and there is much
less metal in a blank E than in a blank D.
There is no waste in trimming off the top
edges of thesection C after the same is formed
out of the blank E, as there is when it is formed
out of circular blank D.

It requires but two operations and two sets
of dies to form the seetion C ont of the blank

E, while four operations and four sets of dies . -

are required to form a corresponding section
out of the circular blank D, so that there is a
great saving of the cost of production of the
completed knobs having bottom sections of
my improved construction.

I prefer to use for my improved bottom sec-
tions of knobs blanks of the shape of the blank

E above described; but a blank F may be

used, or a blank with three projections instead
of four, with very good results. ‘

I have shown in the drawings my invention
in connection with a stove-door knob of well-
known design; but it will be understood that
my invention may be used equally well in con-
nection with metal knobs of any other design

or pattern, and I do not limit myself to the de- 6

sign or pattern of the knob A illustrated in
the drawings.

Having thus described my improvements in
stove-knob bottoms or backs, what I claim
therein as new and of my invention, and de-
sire to secure by Letters Patent, is—

1. The improvement in the construction of
the bottom or back sections of metal knobs for
stoves and other purposes, which consists in
cutting out a non-circular blank, as E, and
then forming said blank by means of suitable
dies and punches into the section C, with the
edges d d butting against each other, substan-
tially as set forth.

2. A non-circular blank, as E, from which
to form the bottom or back section of metal
knobs for stoves and other purposes, substan-
tially as shown and deseribed. ‘

3. The section C, having thé openings e and
formed out of blank E, substantially as set
forth.

AMBROSE T. MATTHEWS.

Witnesses:
EDMUND CONVERSE,
JoHN C. DEWEY.
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