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To all whom it may conceriv:
Be 1t known that I, JAMES HAFER, Jr., a
citizen of the United States, and a resident of

Augusta,Bracken county, State of Kentucky,

have invented certain new and useful Im-

provements -in Sheet - Metal Buttons and |

Blanks Therefor; and I do declare the follow-
ing to be a clear, full and exact description
of the iliventién, reference being also had to
the accompanying drawings, with the refer-
ence-numerals marked thereon, whleh form a
part of this speclﬁeatlon -

This invention relates to the eonstructmn

- of buttonsof the kind which have prongs pro-
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jecting from the under side of a head which
in width exceeds the width of the prongs and
which buttonsare held in'place by the clench-
ing of said prongs against the under side of
their broader heads with the fabric between
the two. They are used for various pur-
poses, one of which is as a tufting-button in
connection with upholstery, manufacture of
cushions, carriage-seats, &c.
erally manufactured of blanks formed to

shape and which blanks are punched out of

sheet metal. The ob;]ectlon to this mode of
manufacture 18 the excessive waste of mate-
rial due to the requirement of additional
width of the blank in the center, the loss be-
ing in some cases almost equal to the metal
actually used to form a button and is rarely
less than half such quantity. This loss of
material increases the manufacturing cost of
these buttons unnecesSarﬂy, and the’ object
of my invention is to avoid this logs alto-
gether, thereby reducing the manufacturing
cost 130 a corresponding deﬂ‘ree This ob;]ect
isattained byusing a blank “Which is so shaped
as to permit its punching without any waste

whatsoever, its shape at the same time being |

such as to perm1t therefrom the formation of
the particular-shaped button here in view
under use of automatic machinery.

In the following specification, and particu-
larly pointed out in the claims following, is

found a full description of the invention, to-
oether with its method of manufacture, pa,rts, |
and eonstructlon, the whole being also illus-
trated in the a,ccompa,nymw dramnﬂ's, in |
which— |
Figure 1 shows in perspectwe view a but-
ton. ma,nufactured as contemplated by my in-

| vention.

They are gen- |

‘Fig. 2 is a side viewthereof. Fig.
3 in a view similar to FKig. 1 shows a button
pmVlded and finished with an added head,
such as is necessary when used for a,tuftmﬂ'-
button. Fig. 4 shows it so used—that is, as
a,,-tufl;inn'-button Fig. 5 shows a plan view

of the blank outof whlch thisbuttonis formed.

Fig. 6 illustrates the various steps for pro-
ducmn‘ this blank. |

In the drawings, Figs. 1 and 2 show the
shape of the button clea,rly 10 being the
broader and enlarged head thereof, and 1111
the prongs projecting from the under side of
the same, the whole being formed integrally
in one piece, the blank for it being stamped
out of sheet metal.  'When used as atuftmﬂ'-
button, the metal head may be covered W1t]1

fabric or other added matemal a8 shown in

Kig. 3.
Fig.
prongs clenched against the under side of
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4 shows the button in place with the -

the broader head and the fabric 12 clamped

between the two.
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The principalobjectof thlsmventwn which
is cheapness of manufacture, is attamed by

producing the button, and partwularly its

head, in such a manner that it may be formed

out of a blank which may be stamped out of
the material without any waste whatsoever.

Fig. 5 shows this blank after it is finished
and ready to be formed into the button, the

| portionsthereof intended for head and prongs

being indicated by the same numerals which
indicate these partsin the button. The man-

8o

ner in which this blank is cut and prepared

is illustrated in HFig. 6, the material being in
form of strips 13, of a width limited to the
width of the prongs and which are fed into a
suitable machine, the blanks being succes-
sively cut off on a line inclined to the edges
of the blanks and as shown at14, so that each
cut forms at once the points of two prongs
and also one of the sides of each of said two
prongs, so that between thisline of separa-
tion no waste whatsoever results, since the
parts on each side of such line form parts
of the button. These lines of separation are
all parallel to each other and.at an acute

angle to the parallel edges of the strips from
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which the blanks are cut, the resulting shape

being that of a flat elonﬂated rhomb. They

also fmm one of the s1des of the prongs as
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‘stated, the other side being formed by the |

straight edge of the blank strip. The points
of the prongs’ are on alternate sides of the
blank strip, which, however, is rather an ad-
vantage, since when the button is complete
the said prongs enter the fabric at points
separated from each other, and the resulting

- opening in the fabric is not so large and a
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better hold is obtained.

To obtain the head 10, which is broader
than the prongs, the metal is spread between
these latter, as shown at 15, it having been
cut or split first, as shown at 16. It is pref-
erable to make this cut 16 and subsequent
spreading of the metal to form the broader
head before the blank is entirely separated
from the blank strip, since as long as still so
connected it may be better held and manipu-
lated. Theprocedure would then be, first pro-
viding the cut or slip 16, next spreading the
same, as shown at 15, and finally cutting off
the blank. The operation may be a contin-
uous one—that is to say, while one is spread
another one may be made at the same time in
thesamestrip,whichissimply advanced every
time a length equal to a blank, and while a
blank is cut a head is spread and a cut for
another one is made, the same strip having
been advanced again another length. The
completion of the button is now readily un-
derstood, and consists of simply bending the
portions intended for the prongs at an an-
gle to the central portion of the blank form-
ing the head.
that this saving in metal and avoidance of
wasteareduetothefactthat the headalthough
broader than the prongs does not require any
additional width of the blank at that particu-
lar point and permits the use of narrow metal
strips which need not be any wider than the
prongs. ‘I'his is because the additional width
for the head is obtained by splitting and
spreading the metal at this particular point
of the blank. It is obvious that in buttons
with a broader head which is not so obtained
the blank must provide for this additional
width, which although being needed at the
center portion of its length only requires
nevertheless a strip of metal of a width at
least as wide as the blank at this its widest

It will be further understood

701,717

part. Sincethislargest widthis, however, ca-
tnally needed only for a small portion of the

length of the blank midway its ends where -

the head is located, it follows that those parts
of the blank to either side of the prongs and
between their ends and the head in the mid-
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dle are largely and in most cases entirely -

wasted. It is clear that in order to avoid
this particular waste it is not absolutely nec-
essary that the blanksbecut fromstrips equal
in width only to the width of the prongs, al-
though this is the most convenient size, and
they may also be cut with equal advantage
from pieces of larger width and size; but in
no case does the blank require a width ex-
ceeding the width of the prongs,notwithstand-
ing the larger width which the blanks would
require where the part for the head is located
in it. This is because such larger width is
obtained in the manner described and not
by the use of additional metal.

IHaving described my invention, I claim as
New—

1. A sheet-metal button having pointed at-
taching-prongs, a head from the under side of
which they project, such head being broader

than the width of the prongs,which additional

width is obtained by splitting, separating and
spreading the split metal thereat.
2. A button made from a blank of sheet

metal in the shape of an elongated rhomb, the-

points of which form attaching-prongs, being
bent substantially at right angles to the cen-
tral portion of the blank which is split and
laterally spread to form the head.

3. A blank for a sheet-metal button, being
in the shape of an elongated rhomb, the cen-

ter portion of which is split and then later-

ally enlarged to form the head and the point-
ed end portions of which are adapted to form
attaching-prongs after being bent substan-
tially at right angles to the center portion

~which forms the head._

In testimony whereof I hereunto set my
hand in the presence of two witnesses.

JAMES IIAFER, JR.

Witnesses:
FRANK CLENNY,
JAMES IIAFER, Sr.
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