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To all whom it may concern:

Be it known that I, WARREN H. TAYLOR, a | pared cup-shaped finishing covering.

citizen of the United Sta‘teej residing at Stam-
ford, in the county of Fairfield and State of
Connectleut have invented certain new and
useful Improvements 1n Door-Knobs, of which
the following specification, taken in connec-
tion with the accompanying drawings, is a
full, clear, and exact description.

My invention is designed toproduce aknob
having a handsome and absolutely durable

- surface which shall be economical to manu-
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facture, and at the same time be of high me-
chanical exoellenoe,whloh in a'knob, mvolves
rigidity combined with' hghtnese These re-
sults have been sought with more or less suc-

cess in several of the well-known methods of
manufacturing door knobs.

casting the knob and shank in a single piece,

or by oa,stmn' the knob in one piece and the
shank in- another and then joining them.

Knobs of sheet metal have also been made
by makingan inner core of two hollow pieces,
applying to each core piece a separate finish-
ing piece of metal of finer quality, and then
fastening together the two finished pieces in
any suitable manner. Xnobs have also been

‘made to a conslderable extent of an inner
core of a single piece of metal, and an outer

covering of a single piece of ﬁmehmw metal.
The inner core can be made more oheaply in
two pileces than in one, while 2 much hand-

- somer knob can be produced by making the

finishing metal covering in a single. plece

- In my 1nventlon therefore, I employ an inner
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core of two sections, and an outer covering of

a single piece of ﬁmshmw metal whmh is

formed around the seotlona,l core and serves
to hold them together.

thread, and may be made solid and of the

same metal as the finishing metal of theknob,

or it may be made of a metal core with the

45 covering of finishing metal on its exterior.

In order that my improvements may be
- fully understood, I will first describe the

same with reference to the accompanying

drawings, and afterward particularly point

5o out the novelty in the annexed claim.

. Figure 1 showe in mde eleva,twn the knob-

The usunal way
of making hl“‘h grade knobs has been by

_ The knob-shank is |
fastened to the core of the knob by a scerew-

ehank the sectional knob core, and the pre-

Fig. 2
shows the same parts in eeotlon | Flg 3is a
| sectional view of the knob completed. Fig.

4 is a side elevation of the same.

In carrying my invention out, as shown in
the drawings, I employ an inner hollow core
for the knob constracted of two steel cups 1,
2, which may be struck up into shape by
suitable dies or formed in any other manner.

ing the proper relative position of these cups

| 1 and 2, so that their exterior surface will be
flash, I form their meeting edges with engag-

inglips or rabbets 3,4. The partor cup1,is
formed with the central shank opening 5, and
the inturned screw collar 6, for the attach-
ment of the knob shank 7. The screw collar
is thus flash with the surface of the cup into
which it projects. When the sections of the
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For convenience in manipulation and insur-
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hollow core are brought togethet in any suit-

able manner, the ﬁmehmw covering S of finer

metal is formed around them by means of

“dies or by spinning, or other suitable means.

The finishing covering is first formed into a

{ cap as shown in FI"'S 1 and 2, so that the

core will fit 1nto 1t, &nd the sides of the cup
are afterward made to closely conform tothe
shape of the core. 'The finishing sheet of

metal having been formed over the core 18
carefully out aronnd the shank opening of

the collar, and the shank is serewed or other-
wWise fdstened in place. The shank is formed

with the customary spindle opening 9, the !
screw - threaded head 10, and an annular lip

or shoulder 11, which overlaps and covers the
edge of the ﬁmshmw metal surrounding the
core, so that only the finishing metal is visi-
ble flOIll the outside.

as shown in Fig. 2. In this case the edge of
the finishing metal is spun around the lip 11
so as to be concealed when the shank is

| screwed in place.

The finishing metal may Dbe of any ple-—
ferred kind, as for instance, bronze, brase,
aluminium, &o _-

1'his oonstruotlon i8 parmoula,rly advanta-
geous for the reason that shanks of various
forme can be readily fastened to a knob, so

If desued the shank
may be formed with the inner core of some
| cheap metal covered with the finishing metal,
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So-

90.

109D



9 532,609

that any form of shank and spindle may be | with a central shank opening 5,and an in-
employed, and the knobs can be thereby | turned screw collar 6 located wholly within
adapted cheaply to any make of lock, ren- | the cup, the shell 8 enveloping the core hav-
~dering it unnecessary to carry in stock so | ing a central shank opening surrounding the
¢ large a line of knobs as is ordinarily neces- | shank opening of the collar, and the shank 7 zo
sary to meet the various demands of the | having the screw threaded head 10 engaging
trade. -- | | | the screw collar within the inner ecup and the
Having thus described my invention, the | annular shoulder 11 bearing against the edge
~ following is what I claim as new therein and | of the enveloping shell and binding the edges
ro desire to secure by Letters Patent: | of the core and shell together around the 2j;
As a new article of manufacture a door ’ shank-opening; substantially as described.
knob comprising an inner core formed of | WARREN H..TAYLOR.
two cups 1, 2, having flush exterior surfaces Witnesses:
and connected by a rabbet joint 3, 4, at their - Gro. E. WHITE,
15 meeting edges, the inner cup being formed SCHUYLER MERRITT.
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