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UNITED STATES PATENT OFFICE.

PETER J. SHRUM, OF MONACA, PENNSYLVANIA, ASSIGNGR TO COLONA MANUFAC-
. TURING COMPANY, OF PITTSBUBGH, PENNSYLVANIA, A CORPORATION OF PENN-

SYLVANIA.
METHOD OF MAXING TEREAD-PROTECTORS.
1,118,372, Specification of Letters Patent. ’ " Patented Nov. 24, 1914,
Applcation filed February i&,' 1914, Serlal Wo, 820,828, .
1% all whom it may concern: ed.end f the pipe to be protected and of 65

Be it known that I, PeTER J. SHRU’M,“& the pt}rt.icu,lar gize for which the protector
citizen of the United States, regsiding at 1§ designed. The blahk should be of such a
Monaca, in the county of Beaver and State length as to provide at its upper portion a

g of Pennsylvania, have invented certain new straight section or neck b which is to be
and- ugeful Improvements in Methods -of glightly constricted or reduced in diameter, 60
Msing Thread - Protectors, of which the and a lower bulging or rounddd section ¢,
following is a specification. ‘ the terminal edge of which is to be turned

"My invention consists of an improved inwardly to form the limiting flange d, as
10 method of making thread protectors or gimi- clearly shown in Figs. 5 and 6. :
lar articles from longitudinzv.l c;zlindrical The dies for forming the device consist of 65
sections of metal tubing, and has o1 its ob- .a lower, preferably stationary, die 2 and an
ject particularly to form devices of thiskind upper vertically movable die 3—6, adapted
 for the purpose of making thiead protec- to bs mounted in and actuated by the recip-
15 tors, of the type disclosed In the prior pat- rocating head A of a suitable press.

_ ent of Apr. 28, 1912, No. 1023969, issued to The Towey die 2 is provided with a bowl- 70
myself, William C. Rae and Joseph W. shaped cavity 4, of a diameter adapted to -
Ripper. ‘ : " Teceive the end of the blank a, rounded in-

The .protector consists of a cylindrical wardly toward the center, whereby to force
20 shell having 2 contracted end portion for the edge of the blank inwardly as it is
the threads, a bulging clearance portion ngar pressed downwardly by the upper compound 75
the other end, and an inwardly turned lim- die 8—6. At the center of the lower die 2
iting flange. = : is a .circular sbutment 5, extending up-
The device is formed from tubing, pref- wardly sufficiently far to provide a {imiting
25 erably seamless tubing,by an upsetting proc- central core for the inwardly swaged edge
ess, whereby to turn {ae one en of the blank- ofrtihe blank, as indicated in Fig. 2. 8¢
inwardly, reducing its internal diameter to The upper outer die 3 1s secured to head
provide the limiting flange, and at the same A and 18 provided with a cylindrical tele-
time forcing the other enu longitudinally ~scoping mandrel die 6 supported by an up-
3¢ of the blank, and also drawing it inwardly per hmltm{; flange 7 upen an annular shoul-
for the threaded portion, the operation be- der 8, a clearance space 9 being provided ' 85
ing perforned ‘o one continuous step, by above die 6, preferably in head A, to allow
means of suitable dies. for upward movement of die 6, as in Fig. 2.
Tn the drawings illustrating the operation Outer die 3 1s srovided with an annular
a5 or method,—figure 1 shows the upper and flaring wall 10 of bell form, adapted to com-.
lower die in open position, with the tubular press the entering edge portion b of the 80
blank inserted, ready for the operation. blank inwardly toward the terminal 11 of
Fig. ¢ is a similar view, showing the dies die 6. Said terminal-is reduced in diameter
cloved together at the end of the operation. to provide a mandrel bearing for the con-
40 Fig. 3 isa sectional view of the dies, lke tracted end b of the formed article, beyond
Fig. 1, showing the operation of stripping -an annular shoulder 12. The depth of clear- 95
the finished protector from the upper die. ance cavity 9 1s §ubstantmlly equal to the
Fig. 4 is a plan view of the lower die. Fig. length of the straight neck b, which engages
5 is o longitudinal sectional view of the lon- shoulder 12 and forces-die 6 upwardly, as in
gitudinally pressed blank, as formed be- Fig. 2. The space for the remainder of the
ween the dies. Iig. 6 is a plan view of the protector, comprism the rounded bul in%mo
device. Fig. 71sa vertical sectional view portion ¢, 18 divided between the depth o
of the finished protector, provided with the the flaring bebbportion 10 and of the bowl-
attaching threads, and in operative relation shaped or dished £0rtmn 4 of the die 2.
g to the end of the pipe, shown in dotted lines. Centrally of die 6 and extending up-
Tn the drawings, the blank a consists of a  wardly through head A is a knock-out rod 105
section of tubing of the required length, di- 13 having at its lower end a knock-out disk

ameter, and thickness to produce the fin- or abutment 14 and at 1ts upper end a limit-
sshed article for sttachment upon {hethread- ing mut or collar 15. An arresting bar 19K
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extends through a clearance opening 17 in
head A, against which the upper end of
rod 18 strikes, as the finished artizle is
raised by'the upper dic and the holding ac-
tion of the compressed ring arcund terminal
11. Rod 13 being thus arrested, disk 14 en-

-gagep against the inwardly tnrned flange d,

- oreibly detaching the finished article from

10

15

20

whe. entral die, as in Fig. 3, allowing it to
T : : g

rop <, I “ving the machine ready for the
next opdray, mn. '

. Whenthe dies are brought together, the
opposite end portions of the blank will be
drawn inwardly, the maximum diameter of
tho blank being sobstantially retained in the
crw of the pulging portion ¢, The metal
in the en ¢ etaining lip or flange ¢ and in
the threaw., providing portion or neck b is
‘therefore compressed «r densified, thereby
mcreasing its streugth and enduring qual-
ities, and providing fer cutting of the
threads in the finished article. Such fin-
ished article; as shown in Fig. 7, is provided
with the interior threads 11, tapped co-ex-

5 tensively with the fength of the inner

“straight portion of the neck 7, and when the
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protector is screwed upon the pipe, as indi-
cated, its movement is limited by the termi-
nal flange , while at the same time prac-
tically covering the entire threaded portion
of the tubn.

By the above described method T am en-
abled to dispense with the use of interior
mandrga]s heretofore employed and to pro-

T
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. o .
duce the finished article in one operation,
ready for the threading step. o

It will be understood that the size, pro-
portions, and other elements of the dies are
to be designed for each particular. size,
shape, and gage of protector, and that the
operatian may be performed in connection
with any suitable formig mechanism hav-
ing other details of construction, within the
provinee of the skilled mechanie, _

Having described my invention, what I
claim is: , o ' .

1. The method of making thread pro-
tectors from tubular blanks consisting in si-
multaneously applying endwise and inward
trausverse swaging pressure at the terminal
portions of the blank while maintaining the
normal diameter hetween the same.

2. The method of forming the body por-
tion of a thread protector from a blank of
open-ended tubing censisting in simultane-

verse swaging pressure at the termiral por-
tions of the blank, maintaining the normal
diameter between the end portions, and pro-
viding a straight tubular section at one re-
threed end of the blank. :

In testimony whereof I hefeunto affix my
signature in the presence of two witnesses.

- PETER J. SHRUM.
Witnesses: :
Wit G Brewver,
Groeerr. TruMperen.
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~onsly applying endwise and inward trans- -
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