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4. Cairns. 
The present invention relates to an improve 

rinent in methods for producing parts for lipstick 
holdiers and the like and relates in particular to 
the production of the so-called 'elevator-' or 
carrier-members for such holders, 
One of the objects of the present invezatio is 

to provide a superior method for producing cup 
like carrier-members for adjustable lipsticks and 
the like. 
A further object is to provide a superior method 

whereby carriers of the class referred to may he 
rapidly and economically produced and provided 
with operating projections intermediate their re 
Spective upper and lower ends. 
With the above and other objects in viewy, as 

will appear to those skilled in the art from the 
following, considered in conjunction with the ac 
CC agaraying drawing and appended claims, the 
present invention includes all features disclosed 
therein which are novel over the prior art, 

in the accorpanying drawing: 
Fig, it is a yiew in side elevation of one on 

of Sipstick having an elevator or carrier groduced 
in accordance with the present invention; 

Fig. 2 is a longitudinal sectional view thereof 
taken on the line 2-8 of Fig. 2; 

3.g. 3 is a view mainly in side elevation and 
perty is a section of the ipstick-holder with 2ge co'year-aeraer renoyed 

iig. 4 is a perspectiye view of the carriero 
or elevator-Enenber; 

Fig. 5 is a perspective view of a blank from 
which the carrier-member may be produced; 

Fig. 6 is a view partly in side elevatio; and 
is partly in transverse section of a pairy-drawn 

blank; 
Fig. is a similar view of the bars after the 

same has been subjected to a further forning Operation; 
Fig. 8 is a top or plan view of the partly 

formed blank of Fig. ; 
Fig. 9 is a view partly in side elevation and 

partly in transverse section after the blank has 
been subjected to a still further operation; and 

Fig. 10 is a top or plan view of the unit shown in Fig. 9. 
One mode of practicing the present method 

comprises drawing a disk-like blank 20 (Fig. 5) 
into the form shown in Fig. 6, in Which the pairs 
tially-drawn blank includes a tubular Wal-pora 
tion 2A and an annular flared wall-portion 22 
terminating in a laterally-extending fange 23. 
The partially-formed blank also includes a bots 
ton wall 24 having, if desired, a central perfora 
tion 25. 

(C. 3-16) 

The partially-formed blank of Fig. 6 may now 
be subjected to a further drawing or forming 
Operation, whereby the metal of the flared wall 
portion 22 is largely deflected into a boss-like 
lateral projection generally designated by the 
numera 28 and including an outer wall 27, a 
botton was 28 and complementary side-walls 
28-29, in the operation of forming the boss-like 
projectio 28, part of such metal of the blank 
as is rot, defected to form the said boss is drawn 
to add to the length of the tubular wall 2 and to 
increase the face width of the fiange 23 of Fig. 
6 into the wider fange 3 of Figs, and 8. The 
boss-like projection 26 as thus formed opens 
inWardly into the hollow interior of the blank and 
also opens upwardly through the face of the said fange 89. 

The partly-fortaed blank of Figs. 7 and 8 may 
now be cut to even up the periphery of its flange 
38 &nd to remove the metal of the said flange 3 
froza connection with the upper terminal of the 
OSs 28, thus converting the said hollow boss 26 
efore referred to into the hollow operating 

projection or no 3 of Figs. to 4 inclusive. 
he cutting-away operation just referred to re 

suits in providing the now trimmed-and-sized 
flage 38 with opposed radial terminal edges 
32-32, as illustrated particularly well in Fig. 0. 

The nearly-completed blank of Figs. 9 and 10 
may now be subjected to a drawing or other 
forming operation by Eleans of which the later 
ally-extending fange 33 is drawn upwardly to 
provide a continuation of the tubular portion 2, 
which latter, by the operation just referred to, 

- is now caused to extend above the upper edge of 
the said hollow nib 8, as illustrated particularly Well in Fig. 4. 

It will thus be seen that by the process just de 
scribed a completed carrier or elevator 33 of cup 
shaped for n is produced having the upper edge 
of its hollow operating-projection or nib 3 lo 
cated below the upper edge of the body-portion 
of the carrier or elevator proper. 

the carrier or elevator 33 may be utilized in 
a variety of adjustable holders for lipsticks or 
other material, such, for instance, as the holder 
illustrated in Figs. to 3 inclusive, which includes 
a relatively-deep cup-shaped body-member 38 
having a series of annular beads 35 formed around 
its lower portion and provided with a longitudi 
nal slot 36 extending at its lower end partway 
into the annular beads 35 of the said body-mem 
ber and being flared at its upper end as at 3 
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and intersecting the upper edge of the said body 
member. 
Adjacent its upper end, the slot 36 of the body 

member 34 is shaped to provide a pair of stop 
shoulders 38-38 which serves to engage the up 
per edge of the operating-nib 3 of the carrier 
33 to thus limit the upward travel of the said 
carrier. When the carrier 33 is moved upwardly 
Sufficiently to engage the upper edge of its op 
erating-nib or boss 3 with the stop-shoulders 
38-38 of the body-member 34, it will be noted 
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that the upper edge of the said carrier proper 
is substantially flush with the upper edge of the 
said body-member 4, as indicated by broken lines 
in Fig. 3. 
When the carrier rests upon the botton wall 
9 of the body-member 4, it will be noted that 
the upper edge of the nib is in substantial 
alignment with the uppermost one of the beads 
35, and when a cup-shaped cover or cap 4 is 
sleeved over the upper portion of the said body 
member 34 to engage its lower edge with the up 
permost one of the beads 5, the nib or boss 3 
of the carrier 33 will lie at or below the lower 
edge of the said cap or cover 4. 
Should the nature of the material from which 

the elevator or carrier is formed be of such char 
acter as to require annealing between operations, 
such annealing may be accomplished by means 
of methods usual in the art. 
The invention may be carried out in other spe 

cific ways than that herein set forth without de 
parting from the spirit and essential character 
istics of the invention, and the present embodi 
ment is, therefore, to be considered in all re 
spects as illustrative and not restrictive, and all 
changes coming within the meaning and equiva 
lency range of the appended claims are intend 
ed to be embraced therein. 

I claim: M 
1. A process for producing a cup-shaped carrier 

member of the class described having an inte 
gral hollow boss laterally offsetting from its side 
wall at a point intermediate its outer and inner 
ends comprising: shaping a blankto a form which 
includes a cup-like portion, a flange laterally-off 
setting from the outer end of the said cup-like 
portion and a laterally offsetting hollow boss ad 
joining both the said flange and the said cup 
like portion; and subsequently deflecting the said 

2,108,512 
laterally-extending flange into subsequent par 
allelishin with the axis of the member and beyond 
the outer edge of the said boss to form a contin 
luation of the said cup-like portion. 

2. A process for producing a cup-shaped car 
rier member of the class described having an in 
tegral hollow boss laterally offsetting from its 
side wall at a point intermediate its outer and 
inner ends comprising: shaping a blank to a 
form which includes a cup-like portion, a flange O 
laterally-offsetting from the Outer end of the 
said cup-like portion, and a laterally offsetting 
hollow boss adjoining both the said flange and 
the said cup-like portion; cutting away the ma 
terial of the said flange adjacent the upper edge 
of the said boss; and deflecting the said lateral 
ly-extending flange into substantial parallelism 
with the axis of the member and beyond the 
outer edge of the said boss to form a continuation 
of the said cup-like portion. 

3. A process for producing a cup-shaped car 
rier member of the class described having an in 
tegral hollow boss laterally offsetting from its 
side Wall at a point intermediate its outer and 
inner ends comprising: forming a cup-shaped 
blank having an outwardly-flared portion; up 
setting the material of the said flared portion 
to form a laterally-offsetting integral hollow 
boss and further shaping the said outwardly 
flared portion to produce outwardly-extending 
flange; and subsequently deflecting the said out 
Wardly-extending flange into substantial paral 
lelism with the axis of the member and beyond 
the outer edge of the said boss. 

4. A process for producing a cup-shaped mem 
ber of the class described having an integral 
hollow boss laterally offsetting from its side wall 
at a point intermediate its outer and inner ends 
comprising: forming a cup-shaped blank having 
an outwardly-flared portion; upsetting the ma 
terial of the said flared portion to form a lateral 
ly-extending integral hollow boss; further shap 
ing the said outwardly-flared portion to produce 
an outwardly-extending flange; removing the 
metal of the said outwardly-extending flange ad 
jacent the outer edge of the said boss; and de 
flecting the said outwardly-extending flange into 
Substantial parallelism with the axis of the mem 
ber and beyond the outer edge of the said boss. 

BOWARD F. RECHENBACH. 
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