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5 Claims.

1

This invention relates to an imptroved process
of forming a pen nib and to the improved nib
resulting from such process.

An object is to provide an improved method
for the formation of an iniegral, unitary, seam-
less pen nib which possesses to a marked dégree
the physical characteristics desired in a pen
nib.

Another object is to provide an improved pen
nib formed from and as an integral piece and
wherein the threaded neck portion of the nib
constitutes a seamiess tubuldr neck portion. The
nib exhibits an integral structural form which
serves peculiarly well to carry out all the pur-
poses of a pen nib. :

Another object is to provide an improved
method whereby a pen nik is formed from a
unitary sheet metal blank by first drawing the
blank into a unitary, seamiess cup shape, hold-
ing the cup shaped blank while performing vari-

ous finishing and shaping operations thereon, re-.

moving the bottom portion of the cup and con-
touring, threading and otherwise finishing the
tubular bottomless cup to form a complete nib.

In the fabrication of the nib there is first formed
a uhitary pear-shaped blank. This blank is drawn
to a seamless, tubular cup shape which deter-
tnines the general shape and size of the com-
pleted nib. Preferably this drawing is performed
in two operations to obtain the diameter and
axial dimension of cup desired. The cup ex-
hibits a high pcint on one side, produced by the
neck portion of the pear shaped blank, and a
low point on the side diametrically opposite

the high pecint and the edges of the cup .

slope as arcs from the high point to the low
point. The finishing and contouring opsrations
are performed upon this seamless, unitary ele-
ment and such contouring once established is
thereafter permanently retained in the com-
pleted nib. The cup shaped element is held in
position in part through engagement with the
slot in the bottom of the cup and the arcuate
edge portions are finished to the desired shape.
The bottom portion of the cup is then removed
and the finishing operations are completed upon
the bottomless, seamless tubular element which
is held in position in part through engagement
with the finished arcuate edge portions which
extend from the high side to the low side.
Various other objects, advantages and impor-
tant features of the invention will more fully
appear from the following claims, specification
and in the drawings. In the drawings the several
steps which illustrate-the formation of the com-
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2
pleted nib from the metal blank are shown. This
showing is largsly diagrammatic because the tools
and fixtures are illustrated in diagrammatic
fragments only:

Figure 1 is a plan of a pear shaped hlank which
is the béginning of the process for forming the
nib,

Fig. 2 illustrates the first draw of the blank
shown in Fig. 1 and wherein a cup shapéd blank
is produced,’

Fig. 3 illustrates the second draw of the blank
and wherein the cup shaped blark is elongated
and reduced in diameter,

Fig. 4 illustrates the step of forming the locat-
ing slot or keyway in the bottom of the cup
Shaped blank of Fig. 3,

Fig. 5 is a horizontal sectional view taken on
the line 5—5& of Fig. 4,

Fig. 6 is a fragmentary elevation of the point
of the nib blank and its positioning support shown
in Fig. 4. '

Fig. 7 is a vertical sectional view illustrating
means for holding and positioning the nib and
the shaping of those edges adjacent the low. side
of the cup shaped blank.

Fig. 8 is a vertical sectional view of a char-
acter similar to that shown in Fig. 7 but showing
the . grinding wheel acting upon those edges of
the cup shaped blank adjacent to the high side
of the cup or the point of the nib,

Fig. 9 is a vertical sectional view generally
similar to that of Figs. 7 and 8§ but showing the
nib. supported in position for the roller of the
imprinting wheel to pass thereover to impring
the same with a name and an arcuate line,

Fig. 10 shows the blank supported in position
for the cutting off of the bottom portion there-
of, .

Fig. 11 illustrates diagrammatically the con-
touring of the cup shaped blank from a cylin-
drical tubular forin to the tapered form it will
possess when completed, .

Fig. 12 is a sectional view illustrating the finish-
ing of the interior of the nib,

Fig. 13 is a sectional view illustrating diagram-
matically the threading of the inner end of the
nib,

Fig, 14 is a view illustrating diagrammadtically
the supporting of the nib for the punching of the
heart-shaped opening therein illustrated in
Fig. 16,

Fig. 15 is.a vertical secticnal view taken on the
line i15—15 of Fig. 14, '

Fig. 16 is an elevation of the completed pen nib.

- The pen nib of this application is formed from
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a metal blank which may be a gold alloy or other
suitable metal such as is used in the fabrication
of pen nibs for the better quality fountain pens.
This blank is cut to present what might be termed
a pear shape indicated by the numeral 2. The
neck of this pear shape is indicated by numeral
22. This pear shaped blank is drawn between
suitable male and female die members indicated
diagrammatically as 24 and 26 to form the cup
shaped blank 28 shown in Fig. 3. Two steps are
employed in the drawing so as to bring the die
to a cup shape of substantially uniform thick-
ness and of the desired length and diameter.

This cup shaped biank 28 is then finished and
shaped as hereinafter set forth to produce a pen
nib of the desired shape and size. To facilitate
the holding of the nib for the carrying out of the
various forming and shaping operations, the bot-
tom of the cup shaped blank is provided with a
locating point. Such point is hereshown as em-
bodied in a slot 35 extending transversely of such
bottom portion.

In Fig. 4 the cup shaped blank 28 is shown as
supported and positioned upon a diagrammati-
cally illustrated fixture 32 and a punch 34 is pro-
vided to knock out the part to form the slot. The
pen nib is held properly positioned during this
forming operation because this slot must be
accurately located.

Following the formation of the slot 38 in the
bottom of the cup shaped blank such blank is
held in a suitable fixture or chuck illusirated
schematically as 36 in Fig. 7 and a schematically
illustrated shaping wheel 38 is brought to bear
against those arcuate edges of the cup adjacent
to the low side thereof to properly shape and
finish such edges to the desired arc.

Following this operation the blank 238 is held
within a fixture 40 and a grinding wheel 42 may
be employed to shape and finish the arcuate edges
adjacent to the point of the blank. This step is
schematically illustrated in Fig. 8.

Following the carrying out of the step shown
in Fig. 8 the nib is supported and located within
a fixture illustrated diagrammatically as 44 in

Fig. 9 and an imprinting wheel 46 is employed to -

imprint an arcuate line 48 and a name or other
designation 58 upon the nib. The supporting
fixture 44 is shown as having a pin or the like 52
to assist in positioning the pen thereof.

In carrying out of the above described opera- *

tions of shaping and finishing and imprinting the
nib is properly supported and positioned in part
at least by virtue of the locating slot 38 formed
in the bottom thereof.

Following the steps above described, the nib 5

is held by a fixture or chiick assembly 54 ilius-
trated diagrammadtically in Fig. 16 and a cutier
56 cuts along the line 58 removing the bottom
portion of the nib providing a nib of a seamless
tubular form but of a generally cylindrical shape
as shown in Fig. 10. Such a nib possesses a sub-~
stantially uniform thickness throughout and is
accurately dimensicned and fashioned.

The nib is now shaped within a contouring tool
assembly which may include a fixture assembly
68 and a tool assembly 52 to the shape generally
shown in Fig. 11 and where the nib 28 is illus-
trated as having been tapered to the form shown.

Fig. 12 illustrates schematically the boring out
or shaping of the interior of the nib 28 so that
it tapers in thickness as illustrated in such Fig. 12.

Fig. 13 illustrates the nib 28 of Fig, 12 as being
supported and interiorly threaded as at 68.

In Fig. 14_the nib 28 is shown as supported so
that the heart-shaped opening 68 may be

10

15

20

30

40

60

4

punched therein. 'This is diagrammatically illus-
trated. A punch member is indicated as 76. A
punch or fixture assembly is indicated as 72.
Holding portions of such fixture assemblies are
indicated as 4.

It is understood that throughout the figures of
the drawing the illustrations cf the tools and fix-
tures is purely schematic because the claims of
the invention relate to the process of carrying
out of the steps set forth on the resulting nib
regardiess of the details of construction of the
fixtures and tools whereby the operations are
performed. The result is the production of a
pen nib which is an integral, uniform, seamless,
tubular structure.

Such nib is formed from a metal blank that
initially possesses a pear like shape as shown in
Fig. 1. Such pear shaped blank is drawn into a
cup like form wherein the neck 22 of the pear
shape constitutes the high point on one side of
the cup. The bottom of the cup is provided with
the locating slot 6. By means of suitable fix-
tures or work holder devices the cup is held and
positioned in part through the slet so that the
arcuate edges which extend from the high point
to the low side of the cup are finished to the de-
sired shape. The cup is then given the desired
contour and interior finished shape, threading
and imprinting to provide the completed nib
structure.

What I claim is:

1. That process of making a pen nib com-
prising forming a pear shaped metal blank,
drawing such blank into a seainless, integral cup
with the neck part of the pear shapsd blank
constituting a high point upon one side wall of
the cup, providing a locating point on the boitom
of the cup, holding the cup and positioning the
same in part by means engaged with said locat-
ing point and while the same is so held con-
touring those edges of the blank which extend
between the high and low points upon opposite
sides of the cup, removing the bottom from the
cup and finishing the blank to form the nib.

2. That process of making a pen nib having
a tubular end portion opposite the point end
comprising the following steps forming a pear
shaped metal blank, drawing such blenk inio
a cup shape so that the neck part of the pear
shaped blank constitutes a high point upon one
side of the cup wall, forming a locating slot
transversely within the bottom of the cup, hold-
ing the cup shaped blank in position and with
positioning means engaged within said slot and
correspondingly contouring those edges of the
cup shaped blank extending away from the high
point while the cup is so held in position to form
the point end of the pen nib, cutting ofF the bot-
tom portion of the cup shaped blank by cutting
transversely through the side wall of the cup
spaced from the bottom thereof forming a uni-
tary, seamless, tubular end portion opposite the
point end of the pen nib shape, contouring said
pen nib and threading the same interiorly at its
tubular end and finishing the blank o form a
pen nib,

3. That process of making a pen nib compris-
ing forming a pear-shaped metal blank, draw-
ing such blank into g cup-shape with the neck
part of the pear-shaped blank constituting a
high point upon one side of the cup wall, further
drawing said cup-shaped blank tc reduce its
diameter and increase its axial dimension, form-
ing a locating slot extending diametrically across
the bottom of the cup-shaped blank, holding the
cup~shaped blank in position with positioning
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means engaged within said slot and correspond-~
ingly contouring those edges of the cup-shaped
blank which extend away from the high point of
the side wall thereof, cutting off the bottom
portion of the cup-shaped blank by cutting
through the side wall of the cup spaced from
the hottom thereof forming a unitary seamless
tubular end portion at the end of the pen nib
opposite to the point end, contouring said tubular
blank by tapering the same radially thereof to-
ward the point and increasing the thickness
thereof toward the point, threading that end of
the tubular nib element opposite to the point
end thereof and finishing the nib element to
form a tubular pen nib.

4. That process of making a pen nib which
includes drawing a metal blank into a seamless
integral cup exhibiting & high point upon one
side wall and substantially diametrically there-
from a low point on the opposite side wall of the
cup-shaped blank, providing an engageakle
locating pecint on the bottom of the cup-shaped
blank, holding the cup-shaped blank and posi-
tioning the same in part by means engaged with
said locating point and while the same is so held
contouring those edges of the side wall of the
blank which extend between the high and low
points thereof, removing the bottom from the
cup-shaped blank, shaping the tubular portion
of the blank adjacent to the end from which
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the bottom was removed and finishing the blank
to form a nib. :

5. That process of making a pen nib com-
prising shaping and drawing a metal blank into
a seamless integral cup, providing a positioning
opening in the bottom of the cup-shaped blank,
holding the blank and positioning the same in
part by means engaged within said opening, con-
touring the edges of opposite portions of the side
wall of the cup-shaped blank from a high point
on one portion of the side wall to a low point
substantially diametrically opposite from the
high point, removing the bottom from the cup-
shaped blank and finishing the blank to form a
nib.
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