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To all whom it may concern:

Be it known that we, Sir.as E. JERALDS
and EpDwIN R. LAWTON, both of Cheshire, in
the county of New Haven and State of Con-
necticut, have invented a certain new and use-
ful Improvement Pertaining to the Manufac-
ture of Handles for Cutlery and the like, of
which the following is a description, reference
being had to the accompanying drawings,
where—

Figure 1 is a view in longitudinal central
seetion of a tubular blank with closed end.
Fig. 2 is an end view of the same, showing its
outline in eross-section. Tig. 8 is a face view
of one of the taper-forming dies used in the
practice of our invention. Fig. 4 is a viewin
central longitudinal section of the taper-form-
ing dies closed together. Tigure 5 is a side
view of the Dblank after it has been tapered.
Figure 6 is aview in cross-section of this blank
on plane denoted by line x # of Fig. 5. TFig.
7isa face view of one of the finishing-dies.
Fig. 8 is a view in vertical central longitudi-
nal section through the finishing-dies. Tig.
9 is aside view of a handle. Tig. 10isa view
of the butt-end of a handle. TFig. 11 is a view
in eross-seetion of the handle on plane denoted
by line y y of Fig. 9. i

Our improvement relates to the special elass
of handles adapted for use in table-cutlery and
the like, which handles, as herein described,
form a specific branch of our manufacturing
business, and no further step toward the adap-
tation of the handle to its intended use, when
combined with a blade or tool, is ab present
done by us.

Asrelatestoour improved processor method
of making the within-deseribed handle, a spe-
cific advantage over the prior art is that by
this method a handle is formed of a hollow
seamless tube of sheet metal with closed end,
which handle is tapered and formed to the de-
sired shape as to outline in eross-section with-
out the aid of a mandrel of any kind or ma-
terial. :

The article produced by the practice of our
improved method has important advantages
over articles for a similar use in the prior art
in that it is of the pecunliar configuration that
enables it to be nsed for handles in the high-

est-priced and most desirable class of goods
that are put upon the market. Suncha handle
ineludes in the highest degree the advantages
of exact adaptation of weight and thickness
of metal to the strength required in the com-
pleted article. It isformed of one piece with-
out joint, break, or seam. It therefore pre-
sents a uniform surface of one and the same

-metal, upon which any plate may be deposited

with superior results in uniformity of finish.

In the accompanying drawings, the letter
denotes what may be termed a ‘‘tubular
blank,” having one closed end, b, and the
other end, 0, open. These blanks are drawn
from a metallie disk in any well-known man-
ner, and are purchased by us from those mak-
ing a specialty of such work as a distinct ar-
ticle of manufacture. This blank is of sub-
stantially uniform circular eross-section from
end to end, and in the practice of the first
step in our method of making a handle it is
held in a suitable tool, and while rotated upon
its longitudinal axis is fed by degrees between
the body parts ¢ ¢ of the taper-forming dies
¢. In Fig. 3 is shown a front face view of one
of these dies having the tapered groove ¢’ ex-
tending completely across the die. A corre-
sponding groove is formed in the body-half ¢”
of the taper-forming die, and these dies are
secured in a hammer or drop and are brought
together in quick succession, striking upon
the blank,which is tapered to any desired ex-
tent toward the open end, as shown in Iig. 5,
as it is fed between the dies. Amn alternate
method of forming this taper is to subject the
cylindrical blank to compression between rolls
that lie lengthwise of the tubular blank, or
which receive it crosswise of therollsin grooves
or dies borne by them.

As the next step in the practice of our im-
proved method,thetapered blank dissubjected
to pressure, or formed Dby repeated blows in
the finishing-dies e. These dies, consisting of
body-halves ¢ ¢’, have in their meeting faces
a chamber, ¢°, in which, when the dies are
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forcibly united, thetapered blankisecompressed -

so that it conforms substantially to the walls
of the chamber on all sides.

The resnlting outline of the completed han-
dle is shown in Figs. 9, 10, and 11.
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It is evident that our method of making the
within-described article is applicable without
regard to the specific thickness of metal, the
outline and the configuration of the exterior
surface, and the details as to the length and
section of the handle are matters limited only
by the specific use to which the finished arti-
cle is to be put. This oval handle in the last
step in the process is formed from the tapered
eylindriecal blank without the aid of a mandrel
or interior resisting core of any kind, advan-
tage being taken of the resistance of the curved
shell of the tube to any change that tends to
flatten it, which causes it to fill out the mold
in all parts. This is the most important step
in our process, as it is a saving in labor and
material over methods in which a fusible core
is used, and such a handle cannot be produced
by the use of a sectional mandrel.

Thearticle produced by our within-deseribed
process is not claimed herein, as it forms the
subject-matter of our application (of which
this is a division) filed March 10, 1884, Serial
No. 123,575, and reference is hereby made and
attention ealled to our said application.

We claim as our invention—

1. The process of forming hollow seamless
cutlery-handles having a smaller area of cross-
section at the blade end than at or near the
butt, which consists in compressing hollow

. seamless shells of thin metal to the desired

shape in dies, the resisting properties of the
empty shell causing its exterior surface to
conform substantially to the interior shape of
the forming-dies, all substantially as described. 35

2. The within-described method of making
tapered and seamless hollow articles of metal,
as knife-handles and the like, which consists
in first forming a cylindrieal tubular blank,
closed at one end and without joinbt or seam,
then tapering such empty blank by compres-
sion or percussion, and then forming such ta-
pered blank to the desired shape in cross-see-
tion in a closed chamber between the dies, the
resisting properties of the walls of the empty
shell causing its exterior surface to conform
substantially to the interior shape of the form-
ing-dies, all substantially as deseribed.,

3. The method or process of forming a hol-
low tapered metallic tube with closed end into
an oval shape in cross-section, which consists
in subjecting said hollow tube to pressure in
a closed chamber between dies, the resisting
properties of the walls of the empty shell cans-
ing its exterior surface to conform substan-
tially to the interior shape of the forming-dies,
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| all substantially as described.

SILAS E. JERALDS.
EDWIN R. LAWTON.
‘Witnesses:
EpwARD A. CORNWALL,
Eunice B. CORNWALL.



