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To all whom i may-goncern: . .
Be it known that. I,- Franz A. FUL LER,

‘o citizen-of the :Umted States, resml ng in

“the city of Newark, in the county of
5.and State of New Jersey, ha
-certain new and  useful ~Improv

SSQY

_and I do hercby .declare the *“m-owmpr to be

a -full, clear, and exact description of the .
10, mventlon such ‘as will enabls others skilled.

make, con- -
. struct, and tse the same, reference bomu had.
to the accompanying- drawmgs and to nu-.
- merals-of reference marked: thefaou, whlcﬂ‘
15 form a part of this S}IIGCH'IC(J}IOD o

' ~_This invention has ref re'lce to. 1"nprove—..
ments in the manufa ictiire of frames for bags-
and purses, especially for travemnd “chate-

in the art to which it pertams tox

Lme and similar bags:

-The object of my mveiﬁiou is to o‘m"co*ne’
precent difficulties in- dispensing -with the"

numerous simple means for connecting the
- pivot members with the main- \ody of the

frame sectlon, in order to produce a. bag
25 framie - with . sharp angular‘ corn Brs, by_
‘making a frame-from one piece 6f material,

thereby produem«r a- neat, sharp and “solid
“corner angle,- free’: from- open 301nts, and
-one: in- svhich- the- cmckmw 0T puchemno' of

30 the metal ‘at-the corners. of the frame dur-
~.ing ‘the process of the. manufacture of the .
Twas well” adaptefl

“same, is entirely overcore,: -

In’ the ‘accompanying drawmfrs formmu
a part of this spemﬁoahon, e
+ Figure 1 illustrates:-the bhnk \—rhlcn sub-

‘ seqvently forms - the -bag-frame member, 1
preparatory to ch'znnehncr the member an dr
- making the bend to: form the SQUATE COTner..

Fig.- 2 illustrates the bhnk after being

40 channeled

Fig. 3 illustrates a. plan view. ot the sarae.

Fms 4, 5,6, 7,8,-9, 10 and 11 represent, .
respectnely, fravmentftry views and 1Frans—_

:_verse .sections of- the bag frame mmember

45 illustrating. the progresswe steyafol form-.
' - form the corners thereof. * This method -of
. _procedure is_ ohjectionable; however, in that.
~a joint must. be-formed at the corners of
the bag frame which not only ma‘bermlly,
impairs the. appearance: of the frame but
which also-opens. frequently after the r;iw :
The .-
_—»present method enables the" formation of a -
ard meial

ing the sharp cormers. .
- Fig. 12 1llustrates a fronu elev tlon of
baO' frame and. : =

Fw 13 111ustrates e cross-secmon of tho-f
50. same, T

Smnlar nurlerals of refere nee refor to hka_,
" parts throughout the spemﬁoatma fmd draW—j‘

11'10‘8

ve invented
‘ements - in .
Processes for Manufacturing Bag Frames;

“Tn desorlbmg tne process fomnng a part’,»

0 THE "v’LERGD“"" CO

Semal No. 478, eza-

fof my 1nvent10n I Wlll slmultar\eously de- -
scribe the prodact of the same, so that those .

skilled -in. the ‘art”to which it -pertains,

may ‘gain g full knowled ge: of the procecs,,

as well as of the product
The  present . mventlon, as- Drev ous?y

=R2
laine and similar bags.

‘60
- stated, relates to an improved process for ..
i_-‘mmufacwrmu frames for bags and purses, . .
and more partlcularly for: trfwelimo chate- 77"
“These bag frames =~

are in many instances, U-shaped in.cross- 6
section so that the m‘xtemal of the bag may "

be secured wwithin the frame membars and -

it is desirable in- many. instances to LOI‘I"'} the. -
“bag’ frames. w1tn sharp - angular” corners. = -
'TOL reasonn of economy and durability it is.

70"

desirable in, many instances to form these:

{rames of hard-sheet metal and with the

‘methods hﬂretofore practiced. it has been

Found practically impossible to form bag -

frames of this character by a bending: oper--

ation without materially” Weakemnv the -

frame at the corners therecf and causing

the metal to pucker at such points:which .

vfroquently cauges the bag frame fo crack

and also presents an uqseemly appeamnca
Hitherto bag® frames of
scribed have been made i in accordaqce With

,the process. -described "in- my Patent. No..
1,056,272, March 18, 1918, in which a Blank
jOL umform width was emp;oyed and which
_for ‘the use of metals of = -
;,-.tne sotter varieties, ,but 1y present proc- 4
‘655 1is adapted to bag frames made Arom. T

.lwra metal and ‘for that reason. a blank of -
.tiniform width i Is dispensed with and a blank

is ‘used. which is provlded with “enlarged

“portions: intermediate of its ends, the en-
larged portions of said blank’ subcequontly-

the character ‘de- -

80

00

cons;,*tutmo the:inside corners of the frame.”

To obviate this objection, the general prac-
‘tice has been to make sharp. cornered bag
.frames of ‘this character, when~hard meual
is used, by: cvttmg away- a portion. of the
.metal to facilitate bending of the same to’:f

has ‘been "in ‘use- for a short period.:

bag ﬁuﬁnn o* thls character of

100 -
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“the central portion of the blank 1

40

enlarged . portions 3—3.

[> i - 1,468,941

and having sharp angular cmners without
forming any joints or seams at the cormers
ther eof the bag frame being formed in such
a manner that 1o puclzels or cv‘mlps are
formad in the side walls
corners and that the corners thereoi
the frame has been bent to its completed
form, are not weakened in any way, but are
equally as strong as any ,otnel oruon of the
frame. .

_ In Figure 1 T have shown & shéet metal
blank 1 3s it is punched out. The blank 1
comprises a main body porticn provided
at its e\tremlty with ears 2.
of its ends the blank is provided with

thereos ot th

v

COrnefs the
is first placed in a bul-abk die and
~ig chan-
of Fl(rure 1,50

frame member 4 with sharp
blank 1

nelled qlono the dotted ]_lﬂc

“that a cross- gection i is, as sliown in I‘1ome o,"
and a side elevation is as shown in l?wure :

9. Tt will-be seen fronmi:an inspec tlon of
Figure 2

opposite or underside.
After the blank 1 is channeled and pro-

' vided with the cusps and notches as hereto--

fore described, the hinge members 7—7 are
bent fzt right qngles to the main body mem:=
ber 7/, as ilustrated i 1n, Figures 4, 6, 8 and 10.

The cusps 5—5 will be Found to contain a
sufficient amount of material provided for by
the enlarged portions 3—3 of the blank so as
to strétch around the angle:of the bend with-
out weakening the same. -

To. complete, the frame - mémber & with.
sharp cormers after the bl‘lnk 1 has been

placed in a suitable die and the central por-

- tion thereof channeled ﬁlono the dotted lines

of Tlrrure 1 which hés a
lvstrfxtocl inh l“lcmre 5, the frame member is

" sttbjected to semml pv'eswmo operations eachr
one of which compresses the channel of the
irame member more ancl more as cleatly in-:

dicated in sigures 6, 7, 8, 9, 10 and 11, in

which the last opera’mon com Uletes the shqm .
-cornets and the channel. -

In Figure 4 it will be noticed that tl1° cor-
ner 8 of the fiame member is provided with
a surplusaﬂe of metal; which when the frame

. member is subjected to another pressing op-

60

' 65

eration results in the frame illustrated in
Figures 6 and 7, the 1ot.nclea corners 9 hav-
ing been made more square and the channel

more contracted. The frame member when
: ub]ected to another: pressing operatwn re-
sults in the frame illustrated in I"igutes 8-~
‘and 9 in which the corner 10.is practmally
“square and the channel further . contracted.

A final ‘pressing operation results in the

sharp corner 11 ancl the completed chan- -

nel 12.

aiter

Intermediate.

To ¢omplete the

, that the blanlk when channeled as-
 described is also simultaneously formed with
the cusps 5—5 on the. upper side
" notches or depressed portions 6—6 on the )
~ ber U-shaped in cross-section, forining said -
- channeled member with niotches in the edwes

and the”

cross-section as 1=

The prooxesswe pressing operations above
described c(mse the surplugage ‘of metal atl

the enlarged portions 323 of the blank 1 to.
be graclually and evenly forced into the cor-
ner of ths frame thereby proclucmo 2 COTRer:

which-is equally as strong, if not stlonger
as any other portion of the frame. It 1s to

operations is governed by the depth of the
channel;
fewer pressmg operations.

By the process described, I am enabled to’

a frame of less depth requlrmor '

™

be understood that the number of pressing -

pr oduce a bag frame member which is com-. -

posed of a. smdle piece of metal, and-without
the usual opén ]omts and anglecl connections,
and ye by- the exercise of this process, I am.

able to produce the frame with a minimum

of waste material, and at the same time, pre- -

serve maximum - strenoth -at the ‘hitherto
weakened points in the: frame :

I desire to secure by Letters Patent, is =—

1. The process of forming channeled sheet .

80

-85
Having thus described my 1nventlon, What“ :

metal frames congisting “in forming a -flat- -

‘sheet metal blank, provided with enlaro“ed
portions 1ntermeollate its ends, bending’ said
blank transversely to form a channeled mem-

of the side walls theréof and +with, cusps pro-
jecting fromi the top vall thereof at said en-
largecl portions, and bending' the channeled
member at the notches in the side walls
thereof to form the hmoe members of the
frame,

9. The proceqs “of formlng sheet metalv

frames consisting in forming a flat sheet
metal blank, Mprovmled withi énlarged portions

intermediate-its ends, channellno the eentral
portici of said blank loncrltuclmally and si-

20
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multaneously forming cusps progectmcr from: -

the upper vrall of said chantieled portion of

the blank at said- etilarged portions and

notéhes adjacent said cuspsiin the edges of

the side walls of the channeled portions of
arid bending the blank at the:
‘notched portlons thereof to form a completed

the blank;

member-with sharp ecorners.:
3, The process of forming charineled sheet

“metal frames consisting in forming a flat
sheet metal blank, prowclecl with enlarged

portions intérmediate its ends; bending said

115 ¢

blank transversely to form a channeled tem- -

ber U-shaped . in cross-section, forming said
channeléd member with notches in'the edoes

“of the QlCle walls thereof and with cusps pro-

jecting from the top rall thereot at said en-

120

larged portions, -and- bending ‘the channeled .

member at the notches in the 51cle swalls there--

of to form the hinge members of the frame,
and thereafter pressing the blank to form a

“ completed member with sharp corners.

4. The process. of forming sheet metal -

Erarnes consisting in forming a flat- sheet

metal blank, prov1ded with enlarO'ed portlons :



1468941 - .. s
intermediate its ends, channeling the central “pressing the blank to form a conipleted- mem- 10
portion of said blank longitudinally and si- ber with sharp.corners. =~~~ - = '
multaneously forming cusps projecting from - T ;
the upper wall of said channeled portion of - this sixteenth day of June, 1921.
the blank at said enlarged portions’ and =~ LT e
notches adjacent said cusps in the edges of : .- FRANZ A. FULLER,
the side walls of the channeled portions of  Witnesses: - R
the blank, and bending the blank at the -~ Frep’k C. Fiscmer, .~ .
notched portions - thereof and thereafter - A.B. UNpErHILL.

‘This specification signed and witnessed e



