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To all whom it may conceriv:

- Be it known that I, SHUBAEL COTTLE, of
the city, county, and State of New York, have
invented a new and useful Improvement 1n
Processes of Manunfacture of Stud, Collar, or

-~ Sleeve Buttons, of which the following 1s a

tO

specification. - .

My invention consists in a new process of
manufacturing a stud, collar, or sleeve button

in the form of a metallic shell withoutan open-

ing into its interior, the said button being pro-

- duced from a single piece of sheet or thin

20

metal. | | o | |
My process cousists, essentially, in first pro-

ducing a tube of thin metal of uniform thick-

ness and closed at one end; second, compress-

ing said tube at about its middle, so as toleave
two portions, one closed and the other open,

joined by a shank of narrower diameter; and,

third, closing the open portion. The bution
therefore contains two flanged portions united
by a shank. One of these flanged parts 18

~ made smaller than the other and constitutes
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the head of the button. The other part forms

the base or back, which is double. IKither the
closed or open part of the tube after compres-
sion may be converted into the back by flatten-
ing and drawing it out to larger diameter than
the uncompressed portion of the tube. This
flattening and enlarging may follow or precede
the final closing of the opening of the button.
- In the accompanying drawings, IFigures 1 to
5, inclusive, are sectional views of my button
during different successive stages of its manu-
facture. Figs. 6 to 9, inclusive, exhibit the

successive stages of a button made by modifi- | |
theblanlk to take the form above described are

cation of my said process. In the processilius-
trated by I'igs. 1 to 5 the head of the button is

left open during the various stages, and 1s

finally closed. 1In Figs. 6 to9 the back of the
button is left open until the final closing.
Similar letters of reference indicate like
parts. o .
The initial form of the blank is represented
in Fig. 1, the same being a short«section of

tube closed and rounded at one end. By means

of suitably-formed dies thistube is compressed

at its middle portion, as shown at A, IFig. 2.
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“and the closed portion C below the part A may |

The compressed part ultimately becomes the

post or shank of the button. The open por-

tion B above the part A may become the head

i
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become the base or back. I next flatten and

draw out the part C to form a double base or

back, ¢/, Fig. 3. This I may do by pressing 55 =
the blank in suitable dies. In this stage the
shank A and base C' are completed in form,

the head B, however, being. still open. The
button is now adjusted in the lathe so that the

open end of the head Bis convenlently pre- 6o

sented to the action of the spinning-tool, and

by means of this tool the circumferential edge

is spun inward, as shown at B, Fig. 4. This

‘spinning operation is continued until the open-

ing is entirely.closed by the metal meeting, 65
when the upper surface of the head 1is finally
smoothed off, thus completing the construec-
tion of the button. - B

By the above suecessive steps 1t will be ap-
parent that theshank A is first produced, then 7o
the base or back C, and finally the closed head
B. I may modify this so as toleave the back
open untilafter the shank and head are formed.
Thus in Fig. 6 the blank appears substantially -
the same as in Fig. 2, with the exeeption that 75

the closed part b, which becomes the head, is

smaller than the closed part C in Fig. 2,which,
as already described, becomes. the base or

baek. The part a, Fig. 6, is similar to the

part A, Fig. 1. The upper circumferential 8o
edge of the part ¢, Iig. 6, is drawn inward by
spinning, so as to cause the blank to take the
form shown at ¢’ in Fig. 7. Then the opening

in the part ¢ is closed by continuing the spin-

‘ning operation, as shown in Fig. S, and the 85

base is finally flattened, as shown 1n Fig. 9,
which figure is obviously the same as Fig. 5.
- The various manipulations suitable to cause

all well known to workers in metal and others go

skilledintheart. Iproduce,asalready stated,

the shanks at A or ¢ by compressing the blank

in dies; but I do not limit myself to this
means, because I may produce the same form B

by spinning. So, also, I flatten the base C"or g5

¢ by pressing in dies; but I may do it by up-

setting or spinning. 8o, also, I may close the

opening in the base ¢’ or head B’ by spinning,

as described, or by compression in dies or up-

setting. | - I0C
“In ancther application for Letters Patent,

filed on the 28th day of October, 1837, Serial

No. 253,582, and now pending, I have fully

deseribed and claimed the button produced by




I1G

-~ ond, compressing and thereby 1edncmg the
dmmeter of said tube at aboutits middle por-
- tion; third, closing the opening in said tube
byp ressmﬂ* tocrether and 1nto close contact the

| 15

the aforesaid process as a new construction.
Thesubject-ma uter of s'ud apphmtmn isherein

disclaimed.

1 clalm-—— |
1. The process of manufacture of a stud, col-

lar, or sleeve button of thin metal without an
1ts interior, and having two |

opening into
flanged portions and a eonneetnw-shank sub-

‘stantially as herein deseribed, Whl(}h conmsts_
1n first forming a tube ofmetﬂ of substantially

uniform thlckne.ss and closed at one end; sec-

metal around the edge of the opening in said

- tube, substantially as described.

20

25

2. Theprocess of manufacture of a stud, col- |

lar, or sleeve button of thin metal xubhmlb an

0pen1nn into its interior, and having a hollow
head, a double base, and a hollow connect-
ing-shank, which consists in first producing a
| tube closed at one end; sccond, compressing |
and so reducing the diameter of said tube at |

about its middle portion; third, flattening the | .-

384,192

| closed part of said tube to form a flange of
greater diameter than the uneompressed por-

t1011 of sald tube; fourth, closing the opening
in said tube by-pressi:ng- into close contact the
metal around the edge of the opening in said
tube, substantially as described.

3. The process of manufactdre of astud, col-

'lar or sleeve button of thin metal Wlbhout an
opening into its interior, and having a hollow
head, a double base, and a hollow connecting-
shank, which consists in first producing.a tube
closed at oneend; second, compressing and so
“reducing the diameter of said tube at about its -

middle portion; third, closing the opening in

tube, and, fourth, ﬂattenmﬂ* the portion of the
tube so closed to produce a flange of greater

diaimeter than the non-compressed partof said

tube, substantially as deseribed.
' SHUBAEL COTTLE.

Witnhesses:
 PARX BENJAMIN,
HDGAR GOODWIN.
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‘sald tube by pressing into close contact the 40
-metal around the edge of the opening in said
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