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- To all whom it may concern: : ‘than that of the. disks,‘"the“bar’mlérgifl'g;*iﬁf
Be it known that I, Josgrm L. Herzog, a | 'the metal. of which' the ‘disks’ are formed
citizen of the United States, and a resident ) preferably at. points within the 'oufei"’f’éc‘lg
of New York, borough of Manhattan, in | of said. disks. = No claim, however, is made 80
the county of New York and State of New 1| to the bitton itself, as the same is disclosed
York, have invented wn Improved Method of | and claimed in'my Patent No. 973,864, dated -
Foerming Cuff-Buttons, of which the follow- ! October 25, 1910, for cuff buttons,” In the
ing is a specification. . ’ | production of this buttor, T start ‘With' the '
My invention relates to a method of mak. l blank A, having a vib or thickened ‘portion
ing or forming cuff buttons, and more par- }B extending transversely deross ihe sameé, as
ticularly to a button of the style or type | illustrated in F igs. 1, 2 and 3 F rom th
usually known and referred to as a link ¢uff | ribbed blank A: Fig. 1 is: formed, by ‘meari
button, that is, a button comprising “two { of dies or otherwise, the partially shape
disks connected by a bar or shank, the objecti button (!, asillustrated in-Figs'g i 6
- of the invention being to déevise a method and comprising a ‘smallerdisk D and Targer
whereby a button of this character may. be | disk E, connected by the thickendd métal It
readily and economically formed from a sin- | the disks D and E being' formed from ‘th
gle continuous piece of metal, the bar con- | thin portions of the blank A; and the thick
necting the disks being of somewhat greater | ened portion from-the rib- B of thé blan} 5
thickness than the disks, whereby to impart | A. The button  thug: partially “formed ig*
sufficient strength to the finished article to.| then, by means, of dies or otherwise, "o
withstand any strain or stress likely to be | verted inte the shape as illustrated in ki
imposed upon it.- .| 7.8 and 9, the two thin disks being provided
With these and other ends in view, the in- | with the flattened or flanged edges G, and so
vention consists of a method comprising the | the connecting metal ' converted into the
novel steps hereinafter described and pointed™ -comparatively thick bar or post H. It will
out in the claims. L ' be seen that thus far the disks D and E with
In the accompanying drawings, Figure 1 | their }iiﬂt’fened edges G‘Gz lie in substan-
is o plan view of the blank from which the | tially the same plane, the thickened bar H g5
‘button is forned, the button in one stage of | connecting the two disks and gradually
its formation being shown in dotted lines, nerging mto the metal of which sald disks
IMig. 2 is an edge view of the blank. . Fig. 3 | are formed. The button is then bent into its
is a plan ¥iew of the blank showing in dotted | finished form, as illustrated in Figs. 10, 11
lines the button in one stage of its formation | and 12, that is, the two disks I of compara- g
to be cut from said blank lengthwise of the | tively thin metal are set at an angle to each
rib on the latter. F ig. 4 is a plan view of other, and the connecting Jbar I, of com-
~ the button at one stage of its formation, Fig, | paratively thick metal, being at the same
-5 an edge view of the same, and Fig. 6 an | time c:urved‘or bent and then dressed into
end view thereof. Fig. 7 is a bottom plan | its finished form. - : 95
view of the button in its next stage of forma. 1f desired, the form of the ribbed Hlank A
tion, Fig. 8 an ¢dge view thereof, and Fig. 9 | may be somewhat modified, as illnstrhted in
an end view. i"ig. 10 is a plan view of the Fig. 13, that is, may comprise the cojnpara-
finished button, Fig. 11 a side view thereof, | tively thin portions T and rib M, a groove
and Fig. 12 a longitudinal sectional view. or recess N being formed in the under side 100
Fig. 13 is a sectional view of & modified form | thereot, it being understood, however, that
of the blank. Fig. 14 is a blan view of the | the thickness of the rib M in this hhstance
parilally formed button when cut lengthwise | will also be somewhat greater than the por-
of the rib on the blank, and Fig. 15 an end | tions L, in order to in.part to the finished
view of the same. _ article a proper thickness of post or connect- 105
By reference to the drawings, and particu- ing bar. Furthermare, instead of cutting or
larly Fig. 12, wherein is illustrated a sec- stamping the - partially formed button C
tional view of a finished button, it will be- transversely of the rib B, as illustrated in
- seen that I form the button of a single con- | ig. 1, it may be formed lengthwise with
tinuous piece of metal, the button compris- | relation to said rib B, as illustrated in Figs. 110
ing two disks set at an angle to each other, | 3, 14 and 13, in which instance the rib may
and connected by a bar of greater thickness | be made somewhat narrower than in the for-
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mer instance. In either event, the rib or
thickened portion I3 becomes the compara-
tively thick connecting bar or post X of the
finished button.

From the foregoing it will be understood
that the above described method, comprising
as it does, first, forming the button with two
disks of comparatively thin metal connected
by a partially formed bar of thicker metal
from a ribbed blank, secondly, completing
the formation of said disks and bar, and
finally bending said disks at an angle to
each other, is a simple and economical one,
and results in the formation of a particu-
larly strong article from a single continuous
piece of metal, the method, as I have prac-
ticed .it, being largely carried out by the use
of dies for partially forming the - button
from the ribbed blank, and from the par-
tially completed form to the completed
form. :

What I claim is:— ¢ :

1. The method hereinbefore described of

- forming cuff buttons, comprising the partial
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formation from a ribbed blank of the two
disks of metal from the thin portions of

said blank, and a connecting bar from the

rib of said blank, and finally converting said
partially formed button into its finished,
shape. , o

2. The, method’ hereinbefore described of -

979,163

forming cuff-buttons from a single continu-
ous piece of metal and comprising the for-
mation of two disks of comparatively thin

metal with a’connecting portion of thicker

metal from a ribbed blank, the two disks
being formed from the thin portions of said

blank, and the connecting portion from the

rib of said blank, secondly completing the
formation of said disks, and then bending
said disks at an angle to each other:

3. The method hereinbefore described of
forming cuft buttons from a single continu-
ous piece of metal, consisting in-first cutting
from a ribbed blank the partially formed
button, the thinner portions of said blank
forming the disks, and the rib of said blank
forming the connecting metal bétween said
disks, secondly, complefing the formation of
the thickened connecting bar between said
disks and also the shape of the compara-
tively thin disks while in the same plane,
and finally converting the article into its
finished shape. )

Signed at New York, borough of Man-
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hattan, in the county of New York and State -

of New York, this 29’” day of July, A. D.
1910. - : '
- JOSEPH L. HERZOG.

Witnesses: o

A V. Warss,
W. R. Epson,



