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To all whom it may concern: 
Beit known that we, THEOPHILUS R. HYDE, 

Jr., and JOHN LINES, of Waterbury, in the 
County of New Haven and State of Connecti 

5 cut, have invented a new Improvement in 
Methods of Making Stocking-Supporters; and 
we do hereby declare the following, when 
taken in connection with the accompanying 
dra Wings and the letters of reference marked 

Io thereon, to be a full, clear, and exact descrip 
tion of the same, and which said drawings con 
stitute part of this specification, and repre 
sent, in 

Figure 1, a face view of the loop complete; 
15 Fig. 2, a reverse side of the same. Figs. 3, 4, 

5, 6, 7, 8, and 9 illustrate the method of com 
pleting the article; Fig. 10, a modification. 
This invention relates to an improvement 

in the method of manufacturing that class of 
2O devices which consist of a V-shaped metallic 

loop attached to the end of a strap, and so 
that a portion of the stocking being drawn 
into the said V-shaped loop maybe thereby en 
gaged So as to support the stocking, the strap 

25 being attached to the waist above. 
The loops above referred to have been 

stamped from sheet metal by means of dies, 
the dies leaving the loop in the required 
shape; but in such construction the inner 

3o edge of the loop is unavoidably rough or un 
finished and liable to cut the stocking. To 
overcome this difficulty the loop has been 
first cut out at the narrower portion of a width 
greater than that required for the finished 

35 loop, then the edge inclosed within a double 
strip of metal, which produces a rounded 
edge upon the inside of the loop; but in such 
construction a very considerable addition of 
metal is required for the production of the 

40 article and a comparatively large expense for 
labor is also required in the production of the 
bushing and its application, there being in 
many cases. Several operations necessary to 
complete the article. This construction is 

45 therefore expensive. 
Our invention relates, particularly, to the 

construction of that class of stocking-sup 
porters in which the inner edge is rounded or 
finished by thickening the metal at the edge, 

5o the invention having for its object to avoid 

the necessity of the greater width of metal, 
and also the operation required to contract 
the narrower portion of the loop after the 
metal has been turned over. . . . . . . . 
To this end the invention consists in draw- 55 

ing the metal from the inside of the loop, pro 
ducing an opening of no greater width or dif 
erent in shape from that required for the 
finished articles, such drawing producing a 
flange projecting from the reverse side, and 
then that flange closed over onto the surface, 
so as to produce a rounded edge of double 
metal, and as more fully hereinafter described. 
Ablankis cut from sheet metal and cupped, 

the outline of which corresponds to the shape 65 
required for the finished article, and the in 
side also corresponds to the outline of the in 
terior required for the finished article, this 
shape being shown in Figs, 3, 4, and 5. The 
metal being punched from one surface, pro- 7o 
duces the bottom a of the cup and the sur 
rounding sides b, these sides being of a depth 
corresponding to the width of the flange re 
quired to be turned over, and the outline of 
the cup corresponds to the opening required 75 
for the completed loop. The bottom a of the 
cup is removed, leaving the sides b projecting 
as flanges on that surface of the blank, as 
seen in Figs. 6 and 7. Then the flanges are 
turned over onto the surface from which they 
project, as seen in Figs. S and 9. By thus 
drawing or striking the blank into cup-shape 
the flanges are drawn out from the metal and 
without the necessity of making any change 
in the shape of the opening through the loop 85 
in the completion of the loop, that shape be 
ing the same in the cup itself as in the fin 
ished article. By this process of manufac 
ture we are enabled to cut the blank of the 
shape and outline of the complete loop, and 
so that the loss of metal required in making 
the blank wider than the finished loop is 
avoided, as also the operation of compressing 
the loop laterally to bring it to the required 
width is avoided. 95 
We have described the operations in the 

manufacture as distinct steps; but it will be 
understood by those familiar with the manu 
facture of sheet-metal articles that the blank 
ing out, the drawing up, and the punching loo 
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Out of the bottom, as well as the return of 
the flange, may be made in a single machine, 
SO as to be practically one operation. 

It is not essential to this method of manu 
facture that the bottom shall be left in the 
blank for the purpose of drawing the flanged 
sides, although that is preferable, as it gives 
a more perfect uniformity to the width of the 
sides than could otherwise be done. The bot 
ton may be omitted, an opening being cut 
through the blank so much less than the com 
pleted opening as to afford metal for the 
drawing up of the flange, as seen in Fig 10, 
and so that the drawing out will force the 
metal through and project it in the form of a 
flange on the reverse side. The invention is 
not to be understood, therefore, as limited to 
any particular steps in the process of manu 
facture. - 

We claim 

476 

The herein-described method of making V 
shaped loops for stocking-supporters, consist 
ing in drawing the metal into cup shape from 
the inside of the loop, thereby forming a re 
cess, the outline of which is the same shape 
and size as the opening in the complete arti 
cle, removing the bottom of the said recess, 
thereby leaving the sides of the cup as flanges 
around the opening, and turning the said 
flanges over onto the surrounding surface, 
substantially as described. 
In testimony whereof we have signed this 

specification in the presence of two subscrib 
ing witnesses. 

THEOPHII,US R. HYDE, JR. 
JOHN LINES. 

Witnesses: 
C. M. DE MOTT, 
J. H. PILLING. 
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