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' MORTON TUCKER, OF PHILADELPHIA, PENNSYLVANIA. '

DUSTPROOF HINGE. .

| z‘ipplicaﬁon filed May 9, '7192.’?;. ﬁeﬂal go..' 189,945. |

" This invention relates to hinge butts and
more particularly to the method or process
employed in the formation or manu acture
‘of female hinge butts of the type shown and
"described in my copending application, Se-
rial No. 151,385, filed November 29, 1926.
Heretofore and prior to this invention 1t
has been the common practice £o form these
female hinge members either of pressed
. metal stampings or of castings. Where these
members were forméd of pressed metal
stampings they had the disadvaniage of not
being of sufficient strength and rigidity to
withstand the more or less severe strains and
«tresses to which they wers subjected when
in use, and to overcome this serious disad-
‘vantage resort has been had to various Torms
" and arrangements of reinforcing and bracing
‘expedients, these latter being often in the na-
ture of elements separately secured to the
‘sheet metal stampings. Where the hinge
" butts were made of Cast metal it was ex-
ceedingly difficult, 1f not altogether 1mpossi~
ble,to cast a-female butt of the.type disclosed
and claimed in said copending application-
above referred to without leaving the bear-
~ ing portion of the butt open vo such extent
that dust and other foreign material readily
found its way into the hinge joind. - Cbviously
where it was Decessary o
tinlicity of parts in a single hinge memper 10
order to secure the requisite strength and -

2

rigiditg for withstanding the stralns and
stresses to ‘which the membéer was subjected

6 when in use the cost ob manufacture was con-
siderably increased and the Uime consumed

in assembling these parts was ezcessive. Un

the other hand, where the butt member was -

made in the form of a casting; it Was neces-

with integrally formed inclined side

“accompanying drawings, and finally pointed.

resort to & mul-

A further object of the invention is the -
method of producing a dust-proof hinge butt
by first drop-forging a blank having a hook-
shaped extension at one end thereot rovided

. walls,
then forming this drop-forging such that the
hook-shaped: extension forms -2 COVEring
hood for the hinge pin, and finally colning
the side walls of the hood so that their inner
surfaces will be spaced apart tne exagt re-
quired distance to constitute bearings for the

‘hinge pin upon which is mounted the othar

butt member of the hinge. o
A still further object of the invention 18
the method of producing s femsal hinge butt

L

0

-

 whith is strong, rigid and durable and which -

is provided with a curved hood at ope end
theéreof for protecting the joint againsh the
entry of grit, dust or other foreign material
thereinto. , P 1
Other objects, and objects relating te de-
tails of economy and construction will ap-
pear more fully hereinafter. S

The invention consists. substeniially in .
constructing, combining, locating and reis- 80 -

tively arranging the parts, all as will be mors
fuily. hereinafter set forth, as shown in the.

out in the a2ppended cialms.

‘In the accompanying Grewingss— . . -

Figure 1 is a side view of the inifisliy.drop--
forged blank; ; LT T

Figore 2 is.a plan view therecfi: -~ o

Figureé 3 is an-end view thereof lcoking in

. ’ - h

the direction of the arrows 3—3 of: Figure 0
1, & portion of the blank being shownin:fee-
fieon: - . T R
~ Figure 4 is a side elevation of the blank
frer it has bpefi siraightened info mormal

L
-

96

40 sary to finish the inner surraces of the bear- shape; - - o .
~ ing portion of the member, this being & rela- = Figure is @ ‘plan view of the straight= -
tively expensive and time-consuming opera- ened blank; - - o T
tion ab the same time thab it was practically .=~ Figure 6 is an end View looking im-the di- %
impossible to provide an adequate integrally rection of the arrows 6—6.of Figure 45 . .
45 formed covering for the hinge pin arranged - . Figure 7 is & side view o: the compleled I&F
b0 effoctually preclude any possibility of dirt hingebubty - . - ol
~ or grit entering into the joint and s¢ causing . L%%gure 83s a plan view thereci; - - Bk
~ premsture wear between the parts thereof, ~°° Figure 9 is an-end view lgoking in the ¢i-
" *'{t {s-accordingly among the objects of this rection of the arrows 9-—9-of Figure T and
B0 jnvention to cbviate the aforementioned ob- - Figur * '

2 method for forming the female hinge butt
. of a dust-proof hinge which consists in ini-

“jections

86 ing this

.
‘I

5 , ' '

U _
L

‘and” difficulties by the provision of 'plete hinge. = & . .
ly drop-f blank and finally ﬁjﬁgmghﬁtffl in the method of produ
-tiallv drop-forging a biank and finally press-_ that the firs ‘step in the method.of producing = =

-

rawings and more par-
gures 1, 2 and 3, it.-will be seem -
fomale hinge butts is to drop-forge a

L
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10 into the shape siown in these figures, the

- blank so formed consisting of a leaf 11 having

a hook-shaped extension 12 at one end there. _

 of. ‘This hook-shaped extension extends sub-

- with its

stantially across the entire width of the blank

arranged

10 and -when initially formed is
mouth 13 presenting upwardly and

at right angles to the plane of the leaf 11.

" latter

At opposite sides of this curved extension 12
are. 1ntegrally formed side walls 14, these
being inclined outwardly and upward-

1

ly with respect to one another to provide the

L8

)

necessary clearance or draft for the drop-forg-
Ing die or hammer. . Asis most clearly shown
in Figure 2 the curved portion 12 lies wholly

below the plane of the leaf portion 11, and it
the side walls 14,

will further be seen that
which are of substantially circular formation,
have the greater portions of their peripheries
joined integrally to the curved extension 12.
The side walls 12 are preferably of oreater

thickness than is the leaf 11, and the curved

‘extension 12 gradually decreases in thickness

~from its line of connection with: the leaf 11

451

to its outer free edge 15. o
A fter the blank 10 has been so formed, it is

o subjected to the next operation wherein the

- 10

hook-shaped extension 12 is bent upwardly in

~such manner that its mouth 18 presents for-
‘wardly and in a direction substantially paral-
leling the plane of the leaf 11, the resultant

- product being shown most clearly in Figures

 4,5,and 6. _ :
‘this last operation the hook-shaped extension

It will be seen that as a result of

12 will have been shifted from a position be-
low the plane of the leaf 11 to a position above
said plane.. '

The partially completed butt shown in Fig-

- _I'-ures 4—6 1s then subjected to an op
T

colning the side walls 14 so that their inner
surfaces will be spaced apart the exact re-
quired distance. This coining operation is

. ~ carried out by placing the butt in a suitable

- the inner surfaces of the walls 14, these latter

M)

43

other.

colning press having an anvil or gauge of a
length equal to the desired distance between

being positioned one either side of the anvil.
The coining dies are then operated to force
the walls 14 inwardly and toward the sides
of the anvil

in substantial parallelism with respect to each
This coining or straightening of the
side walls 14 accurately spaces them to snugly

-accommodate the companion or male hinge
butt 16 (see Fig. 10) therebetween, the neces-

sity for finishing the inner surfaces 17 of the
side walls 14 being entirely eliminated with

the result that considerable time ,labor andex-

pense are saved 1n the manufacture of these

female butt members. In fact, as has already

been pointed out, it is almost impossible to
properly and conveniently finish:the interior
surfaces of the hook-shaped extension 12,
especially when the latter is of the form
shown in Figures 4 and 7 having its free edge

then be drilled

side walls, these holes bein _ _
ment and of a diameter sufficient to snugly

the inner surfaces of the

- the hinge,

eration for

facturing the female

until the walls are straight and

1,688,272

15 lying well to one side of the vertical plane

of the hinge pin axis,. =~ = o
After the side walls 14 have been coined
to proper position, the outer surfaces there-

of together with the edges 18 of the leaf 11.
manner, as

may be. finished in any suitable n '
for instance, by grinding. The holes 19 may
or otherwise formed in the
in axial align-

accommodate therein the opposite ends of the
hinge pin 20. The holes 21

70

in the leaf 11 may

also be drilled and countersunk if necessary.

The male butt member 16, which forms no
part of the present invention, is provided

8n

with a transversely bored head 23 arranged .

to be received within the curved extension 12

ot the female butt member 10 so that the hinEe B
e

pin 20 may be projected therethrough., T
integrally formed side walls 14 overhie and
conceal the ends of the head 23, while the

curved hood portion of the extension 12 over.
lies and conceals

s approximately three-fourths
of the cylindrical surface of said head as well
as the joints between the ends of the head and
side walls 14. The
tree edge 15 of this hood or cover portion acts

as a stop to limit the opening movement of

It will be apparent to fhose skilled in the
art that by the

posstble to provide a female hinge butt mem-
ber which is not only exceedingly strong,

thereby re‘sducing the possibility of its being

thrown out of alignment or otherwise
damaged, but which also may be constructed
Imexpensively and in one piece, even though
the member be of the fully enclosed type. -

.1t is to be understood of course that va-
rrous changes and modifications may be had
from time to time without departing from
the real spirit of this invention and if is ac-

method just described it is

90
96
100

105

cordin%Iy intended that the appended claims

covert
1cally.

e invention broadly, as well as specif-
~ What is claimed as new and useful is:

110

1. The herein described process of manu-

_ L butt of a dust proof
hinge, which consists in producin¥ In one
u

operation a drop-forged blank ine ding a

curved portion at one end thereof ‘having

diverging side enclosures, and then straight-
ening said enclosures into substantial par-
allelism. =~ o | | -

- 2. The herein described process of manu-
facturing a hinge butt, which consists in ini-

tially and in one operation shaping a blank
such that its longitudinal section is in the

form of a hook, the opposite sides  of the
curved portion of the hook being provided
in said initial operation with diversi o walls,
and then pressing said walls out of
and mto substantial parallelism. ..

8. The herein described method of manu-
facturing a hinge butt, which consists in ini-

lvergence

1'-15'..

120
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and in one direction &rop—forgihg a

{.-4"

tially
blank in the
extension at one end thereof, said extension
lying below the plane of said leaf and being
provided in said operation with diverging
side walls, then bending said extension such
that it lies above said plane, and then colning

" said side walls to remove the divergence there-

1)

" hook-shaped end portion with outwardly di-

5

20

-walls inwardly

25

Hforging a
at one end

&0

35

©

45

KD

‘blank in the form of a leaf having
y )

between and bring them to proper gauge.
4. The herein described method of manu-
facturing hinge butts which consists in ini-
tially and in one operation shaping a blank
‘n the form of a leaf having a substantially

verging side enclosing walls, said end portion
lying to one side of the plane of said leaf,
bending said end portion at the line of junc-
tion between said end portion and said leat
so as to position the former to the other side
of the plane of the latter, and pressing sald
. and 1nto
allelism with respect to each other. |

5. The herein described method of manu-

facturing a dust proof-hinge butt, which con-

sists in 1nitially and simultaneously drop-
blank to form a curved extension
thereof having diverging side en-
closing walls and subsequently colning said
snelined side walls to the exact gauge desired.

6. The herein described method of manu-

facturing a female hinge butt, W iich con-
sists in forming in one operation, & blank
having a hook-shaped extension at one end
thereof provided with diverging side enclos-
ing walls; and then, in a subsequent operation,

coning said walls into parallehsm.

7 The herein described method of manu-
facturing the female butt of a dust
hinge, which consists.in drop-forging a lank
to produce in one operation, & leaf including
at one end thereof a transverse depression

provided with diverging side enclosing walls,

and then coining said walls to remove the
divergence to bring them to proper gauge.
8. The herein described method of many-
facturing a hinge butt, which consists in ini-
tially and in one operation drop-forging a
a hook-
shaped extension at one end thereo said ex-
tension being provided in said operation with
side-encloging walls and being further pre-

sented upwardly and at right angles to the

form of ‘a leaf having a curved

to the exact gauge required. .

‘substantial par-

Emof'-

thickness toward its outer free end and sa

plane of said leaf, and subsequently bendin
said extension such that it presents towar
the free end of said leaf and in substantial
parallelism with said plane. ~ ' '
" 9, The herein described method of manu-

55

facturing a hinge butt, which consists in ini- -

tially and in one operation forming a blank
having a leaf and a curved portion extendin

transversely across one end thereof, sal

curved portion being initially presented up-
wardly and at right angles to said leaf and
being provided in said initial operation with
diverging side-enclosing walls, then straight-

60

65

ening said blank such that said curved por- -

tion presents itself In a direction paralleling
said leaf, and finally coining said side walls

10. The herejn described method of mam-
facturing a hinge butt, which consists in 1ni-
tially and in one operation drop-forging &

70

blank to form a leaf having a transverse de-.

pression at one end
wardly and at rigﬁ an%les to said leaf, said
depression being nitially provided in sald

operation with oppositely inclined side walls,
then straightening said blank such that the

depression presents in a direction paralleling
said leaf, then removing the divergence be-
tween. the side walls, and finally forming

thereof presenting up-
75

apertures in said walls for accommodating

the ends of a hinge pin. o
" 11. The herein described method of manu-

facturing a female hinge butt which con-

sists in initially and in one operation produc-
ing a drop-forged blank comprising & leaf
and a transversely extending curved portion
including diver%ing side-enclosing walls, said
curved portion being of gradually decreasi‘ng

free end being spaced from that part of the

85

00

curved portion which is of greatest thickness

whereby to form a mouth presenting upward-
ly and at right angles to said leaf, then bend-

ing said leaf with respect to said curved por-

95

tion until the mouth of the latter facesIn'g

direction paralleling
ing said side-enclosing
divergence and establish them in substantial
parallelism. . T
In testimony
affixed my signature. .
- MORTON TUCKER.

said leaf, and then coin-
walls to remove their

whereof, I have hereunto

100
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