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- Toall whom it muy concern: 3

“a citizen of the United States .residing at

- Worcester, in the county of Worcester and

Commonwealth of Massachusetts, have in-
vented & new and useful Improvement in-
Methods'of Making Screw-Nuts, of which the

*

following is a spectfication. =

[ . L

This invention relates to that dass ()f nuts
10 known as.cap-nut, which have an inwardly
. turned lip at the crown adapted to project

over the screw thread and cover the joint be-

. tween the nut and the screw threaded piece
to which the nut is attached and it has for'|
-1ts objects to 1mprove the quality, simplify.
. the manufacture and reduce the cost of mak-
. ingenuts of this class'{rom sheet metal by the.
- process of upsetting the sheet metal to secure |
~the requisite thickness to cut a screw thread
0 and enable a wrench to be applied to the

base of the nut.

In the f&ccempmﬁngfdﬁwmés. forzmng 8

- part of this specification, Figure 1 represents
- a sheet metal blank from which my improved
nut is made. ~Kig. 2 represents a pair of dies

Sﬂ(ﬁt-lﬂllﬁ-l view the gﬁmpleted nut. B

I first cut =& flat annular blank from sheet:
metal, such as is shown at 1, Fig, 1, having a
central hole 2, less in diameter than the m-
terior diameter of the completed nut. The

annular blank 1, is then stamped between a

pair of dies 3 and 4 into & tapering or funnel-

- shaped piece shown in sectional view at 5,
Fig. 2. The diameter of the die 3 1s the.

" same a8 the interior diameter of the com-

; “pleted nut, and it has its lower end rounded:
4t 6, and provided with a copcentric spur or |

gmj ection 7, fitting the central hole 2 1 the

lank and serving to center the blank 2 with |
the die 3. The rounded end 6 during the"
downward movement of the die 3 expands |

to enab

_ 7 I nut, as shown at 8, Fiz. 2. - The blank,
Be1t known that I, ANDERS G. ANDERSON, | shaped asat 5, Fig. 2, is then placed ur nths
spindle 9, held concentrically with a chcular.
recess 10, in the die 11, with the smaller or " -
erown end of the die uppermost and com- =
“pressed beneath a hollow descending die 12,
provided with a lip 13, which slides over the
| outer surface of the crown portion of the
‘blenk and stripping the metal downward, -
‘upsets the base 14 of the nut blank and
| shapes the interior to fit the cylindrical spin-
| dle 9. The recess 10 of the die 11 is provided
with & movable bottom capable of being lift-
ed as the die 12 s raised to remove the bilank
from the spindle 8. The base 14 is then
trimmed 1n hexagonal or other desired shape
by suifable dies as represented in Fig. 4, and -
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adapted to receive a wrench as shown at 15,

a‘movable support 21, which is capable of

setting of the metal to form a base as this

‘has been heretofore proposed. By my im-

{ Fig. 5. The thickness of the metal at the
crown end of the blank is then further re-
‘duced by turning a portion of the'interior us
-shown at 16, Fig. 5,”?

75

_ orming & shoulder 17 ag
| deep as the screw thread 18, Fig. 7, whichis
then cut on the interior c Aindricel surface

_ 1-19: " Phe screw threaded gl
by which the first operation of stamping or
shaping 18 iperformed. Fig. 3 represents the |
" dies and illustrates the method of upsetting
- “the blank. Fig. 4 shows the dies for trim-
ming the base of the'nut in hexagonal shape.
- Fig. 5 represents partly in sectional view a
- nut blank ready to receive a screw thread.
- Fig. 6 represents the dies for turning the in-
terior flange, and Fig. 7 represents partly in.

| 'he | ,_ lank i3 then ap-
plied to a spindle 20 with its base resting oh 80
“being raised to strip the blank off the spindle.
| . The blank held on the spindie 20is centered
by its screw thread 18, and the upper portion
o .the's?indle-is reduced in diameter gs at 22,
* e the edge of the blank to be turned -
Jinwardly by a descending hollow die 23, fit-
ting the reduced section 22 of the spindle,
| having at its lower end & concentric channel
24, in which the flange 25 is shaped and
‘turned inwardly against the reduced section -
22, thereby bringing the inner edge of the
flange 25 beyond the inner edge of the screw
| thread 18, the amount of. the projection be-
yond the screw thread being determined by
- the difference in diameter between the cylin-
drical spindle 20 and its reduced section 22.
- Idonot herein claim broadly the formation
-of a screw nut from sheest ‘metal by the up-
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proved method I form s small central hole

only in the circular blank and enlarge it fo

the interior digmeter of the nut by expansion

_ 8N _ the | over the rounded end of & die 3, not only 105
~ tapering interior of the die 4, and reducing | saving in stock, but at the.same time redue-
- the thickness of the metal at the smaller ,énﬁ-'? ‘ing the thickness of the metal at 8, to form

of the blank which forms the crown of the } the crown of the nut. I also upset.the base




and secure an nferion w? Imm al surface by
“the
R ﬁ'&mat 2 W?mdu 28l 5 l}lhdl{" by the

a1y uun d and
‘15 3 '-I'll)t(}(-/ﬁ'_

(,Ol il1}119%131 A f_}t ‘i. il{: {) ; Pi_.t.ti‘

tion of a die, the pressure of which is applied

10

20

26

'-'t{‘ﬁ the outs:z.de, of the blank, and with a move-

went Yrom the crown towsrd the base, thus

.--'-fm'fher reducing the metal at che crown and
- -#Iatmppmg it, te‘ward the base.

3 pressure fromn the outside in-

smi@ 25 by a

Y aL

heen a.,Lit thereby enabling the 1‘11193&1 10 be

cut Hy a tap pawnfr enbir eh* through the nut

and alowing a comparatively T.‘vlf;“'{,ﬁ‘ﬂ e {0

. be formed on the crown, of Lb( nut.” Kach
of the operations illustrated in Figs. 2 and

'y

3 can be accomplished by & single move-
ment of the dies, whereas the shaping of thﬁ
nut from a s solid flat blank woulc require

‘progressive shaping of the metal by s series
‘of éwo or more operations in nlace of each one
- reguired }JV my method,

Wﬁat i claim as my

. The within deserihed mefh od of mal king

3! &rew nut from a funpel shaped blank, con- |

sisting in upsetting the larger end of the fun-
nel shaped blank by the pressure of & recipro-

- ,mtmﬂ Ewl ow die which compresses the fun-

nel shaped blank around a stationavy cylin- |
‘drical spindle, forining & screw thread in the

'_,_E:amnl{ centering the hlwh by its serew thread

on & spmdie havi ing a reduced section and
turning over the end of the blank to form an
- mtﬂ‘rm {lange,

substantially as described.
‘The within (1&5:{:}:1%}9& mathod of making
a serew nul {from 8 1 sheat md.ﬂl blﬁnk HOIE

.-..'Lh

1 also turn uhe'

ly against the reduced section 22 of o
centering spindle after the screw thread has:

111‘?(,111710?1 ﬁﬂ& dﬂalre-
40 Sacm‘t by Letters Patent is:—
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[ sisting
a cone eutm Lole whose dinmeter is les

1110* an mierior flange at its

3008 4 E

in stamping an aunular plate, hoving
Q3 ﬂlﬂu
the mterior diameter of the nut, toreme said

‘blank into o die having u funnel-shaped re-
cess by a v empmm“lm » die having g rounded

end b} which the cmtml PO tion of the
blank 1s expanded and its fhm}::.“l{%b reduced

to form the crown of the nut, ceubexmw the 4

D
funnel-shaped blank on o w}m{m( 2l f-:pmdle

with the LLI‘G‘E}F end of the blank supported
and ﬁpp]jmw pressure to the mz_tSldc of the
blank by s reciprocating hollow die by which

| Lhe metal is foreed from the erown Ssection

into the base seetion of the hlank n,ml the
blank 1s compressed around the evilndricsal

. - o,
| spindle, mduuiw the thickness of the crown -
section and fo.tm,ﬁg' an. nterior shoulder in

theblank, cutting a serew thread in the base
section of the bl unk and mtuwm d tummrr

over the erown seciion to form sn. mtﬁrml
ilange, bumtaﬂtmﬁy as deseitbed.

3. The method of making a seraw nut hav-

nut blfmk
T“lﬂ eeufm—-

m first mttmg 3 screw thr GP dIn g
supporting said blank by its base

.mﬁ‘ the same by iis smew ».lnmd in proper
e

ation to a reciprocating die having a recess

10

N0

‘I'h':_-
DY

r

Cra wvx commtuw ;}0,

wdapted to shape the ﬂange ancl wimnﬂ OVer 65

a (hmm on the crown of the blank h r the
pressure of said die, whereby gaid ﬂmfrql 13

made concentrie Wiﬂl satd ser oW thread, ::,ub--_

stantially as described.
Dated this 9th duy of January 1903.
| ﬂNﬂLRS ¢3 HNDEEE{)N .
Witnesses:
- Pexgrorr CoMBERBACH,
Rurys B. FowLer.
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