An insert for plastic sections is manufactured froma flat strip of netal
by hgh-speed progressive di e-stanping which forns the strip into a
threaded femal e insert. The netal stripis first cut into a flat blank
and then thread regions are inpressed on the face of the strip, providing a
thread pitch profile. During the stanping operation, the strip is folded to
forma triangular holl ow tube with sharp-edged protrusions extendi ng
radially outward from each corner of the triangl e. A-tab and

i nterl ocki ng cutout secure Tﬁ? i i iﬁ@kzside edges of the strip
and ensures axi al alignﬁégg 0 E#ﬁggzhggggkggélons. As a result of the
fol ding and stanpi ng process, the thread regions lie along the interior
wal | of the tubular construction and define a thread pitch dianeter

which will accept the screw threaded into the center of the insert. The
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outside corners .of the insert is equal to or slightly larger than the
di anet er of tAhdndentfenplegic setiens/is ngnifadtened o 214t kaipbafiniesal by highdpted a
greater dianmeter than the hole. A closure may be included at the bottom of
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channel "as the insert is installed. Fig. 1 :
first cut into a flat blank 2nd then threzad regions are impressed on the face of the strip, providing a
thread pitch profile. During the siamping operztion, the strip is folded to form a triangular hollow
tube with sharp-edged protrusions extending radially outwérd from each corner of the triangle.
A tab and interlocking cutout secure the abuting longitudinal side edges of the strip and ensures
axial alignment of the thread regions. As a result of the folding and stamping process, the thread
regions lie along the interior wall of the tubular construction and d efine a thread pitch diameter
which wi]].accept the screw threaded into the center of the insert. The resulting tnangular insert
* s sized so that a diameter describing the outside comners of the insert is equal to or slightly larger
than the diameter of the intended receiving hole, while the barbs extend to a greater diameter than
the hole. A closure may be included at the bottom of the insert to provide surrounding matenal

from entering the insert channel as the insert is installed.

Fig. 1



