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The present invention relates to improve 
ments in clips for drawer pulls, and has for 
an object to provide a one piece sheet metal 
clip having an interiorly threaded shankpor-its r 
tion and a bail loop portion. Heretofore Re 
one piece sheet metal clips have been so 
formed that the shank had a seam extend 
ing its full length, the metal being bent into 
cylindrical form about the axis of the shank, 

to so that, in Small diameters, it was prac tically impossible to produce a true cylin 
drical shape, and there was a tendency for 
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of the clip, showing 
cross sectional shape. 

s. 

ich the cipis 
bail 12 adapt 

the seam to open up and for the threads to supp 
become disaligned. It is an object of the shan 
present invention, therefore, to provide a perp 
one piece sheet metal clip in which the shank 
is so formed as to provide a true cylindrical 
shape and in which there is included an un-front 
broken cylindrical portion adapted to main- at it 

25 substantially reinforced in the process of 
shaping and forming the same. 
With the above and other objects in view. 

an embodiment of the invention is shown 
in the accompanying drawings, and this en- p 
bodiment will be hereinafter more fully de 
scribed with reference thereto, and the in 
vention will be finally pointed out in the 

30 

claim. 
In the drawings: . . . . 
Fig. 1 is a front elevation of a conven 

tional type of drawer pull provided with a 
one piece sheet metal clip, according to the 
present embodiment of the invention, 

35 

Fig. 2 is a vertical sectional view thereof, 
40 showing the same attached to a drawer panel. 

Fig. 3 is an enlarged perspective view of 
the clip. - - - 

Fig. 4 is a plan view of the flat sheet metal 
blank from which the clip is formed. 

15 Figs. 5, 6, 7 and 8 are side elevations show 

2 tain the cylindrical shape and prevent any jectil 
possibility of the shank opening up. It is a e 
further object to provide a structure which if 
may be formed from relatively thin sheet 18 and the . . . . . 
metal and in which the shank portion will be the hole. 11 of the face plate. The loop is 

... also provided at its lower portion, adjacent, 
the shoulders 19 with projecting lugs 20 at 
to han 

between these slits and the outer extremity being relatively, thickened and providing a 
continuous unbroken circumferential por tion. The thickening of this portion is great 

... entire length. . . . . . . . . . . . . . 
The clip is formed from a flat sheet metal pe 

face of the face plate, the extension 
}ck 16 adapted to engage within 

each sid gainst which the bail is adapted 
s 

is prevented from coming int 
contact with the face plate. 

opposed slits or seams 21 extending from the inner extremity thereof to a point 
Spaced from the outer extremity, the portion so '80. 

est in line with the seams, and gradually de-iss 
creases toward the sides where the metal re mains substantially, unthickened. The inte 
rior of the shank is threaded, as at 22, for its 

Refering othedrawings, their Wii 
comprises a face plate 10 having a rectangular " 

thereof adapted to engage the " 

that it is maintained in avertical 

The shank, according to the present inven." 
tion, is provided at each side with diametri 

  

  

  

  

  

  

  

  

  

  

  



the blank, however, t 

its claim. Having thus described my invention, what 
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blank, as shown in Fig. 4, the shank forming 
portion of this blank being provided in each 
of its longitudinal edges with pairs of spaced 
notches 23, the longitudinal edges of the 
shank forming portion of the blank extend 
ing from these notches to the extremities of 
this portion adapted to form the seams 21 of 
the shank, and the portion of the blank be 
tween these notches adapted to form the con 

lotinuous unbroken cylindrical portion of the 

371 

shank including an end portion continuously 
unbroken circumferentially and a portion having a pair of diametrically Epei longi 
tudinal seams extending from said unbroken 
portion to the other end of said shank, the 
portions of said shank between said seams be 
ing unbroken, and a bail loop integral with 
and extending from one of said unbroken 
portions between said seams. Signed at Bridgeport, in the county of 

shank. This portion is adapted to be bent Fairfield and State of Connecticut, this 1st 
and trawn into shape in a die, the notches 
being provided for the purpose of permitting 
the drawn metal to flow without ridging, so 

15 that in the completed shank-the notches are . 

day of July, 1927. HARRY G. SPECHT. 
closed by the metal flowed into them. Fig.5 r 
illustrates the manner in which the blank is 
first shaped in a suitable die to produce the 
shank, this die bending thesides into; cylin- . . . . . . 

20. drical form to bring the seam forming edges together and drawing the intermediate por 
tion into cup shape, the flow of the metaldur sing this drawing operation being such that 
the excess moves into and fills the notches 23 

5 so that there is no ridging, and the circum 
ferential portion is relatively thickened in 
line with the seams, as shown in Fig. 9, the punch of the die being so shaped as to main 
tain a uniform cylin 

30 ing. -- " - . . . . . ' ' Y. W. ' ' ' , , . ww.'" . . . . 

- ing of the blank insures a uniformity in 
length of the shark, the extremities of the 'shank forming portion of the blank being 
brought together and determining the len 

indical bore for thread 
he partial drawing and partial bend 

35 of the shank, whereas if the blank were 
drawn along its entirelength, there would 
be a variation in the length of the shank cor 
responding to variations in the thickness or stricture of the metal, and a further trim 

40-min operation would then be necessary. By 
con EYE FEE's end of 

45 where it is most required, and is of sufficient 
. length; to maintain the cylindrical shape of 

the shank and prevent distortion or opening 

the blank, however, this portion may be rela-i 
itively thickened and provides a continuous 
unbroken band giving strength at that point 
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up under the action of the attaching screw. 

in 
3 arid finally the loop forming portion of the 
f ankisbent into U-shape as shown in Fig. 8. 

, ; have illustrated and described a pre 
erred and satisfactory embodiment of my 

The next step in the process consists in cut 
; : 50 ting off the dome end of the blank, as shown 

in Fig.6 to produce a tube. The shank is 
interiorly threaded, as shown in Fig. 7, 

invention; but it will be obvious that changes 
may be made therein, within the spirit and sie, thereof, as defined in the appended 
:I claim and-desire to secure by Letters' Pat 
entis: . . . . . . 
A one piece sheet metal clip for drawer 

pells sand the like, comprising a threaded 
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