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(54) Manufacture of a hose
mouthpiece

(67) A process for manufacturing a
hose mouthpiece by joining a nip-
ple 1A to a mouthpiece body 5
having an axial nipple holding hole
6 which includes a tapered portion.
The tapered portion has a diameter
which gradually increases toward
that end of the hole around which a
surface defining a seat 8 for one
end of a hose is formed in the
body. One end of the nipple is
press fitted into the tapered portion,
and the seat defining surface is
caulked about the nipple using a
tool 7, whereby the nipple is se-
cured to the body. The process is
suitable for making, for example, a
mouthpiece for a brake hose, and is
inexpensive, since it does not in-
clude welding or brazing.
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1 GB2121705A 1
SPECIFICATION dance with the process of this invention; and
Figure 3 is a longitudinal sectional view of a
Process for manufacturing a hose mouth- hose mouthpiece obtained by the process of
piece this invention.
5 70
BACKGROUND OF THE INVENTION DESCRIPTION OF THE PREFERRED EMBODI-
1. Field of the Invention: MENT
This invention relates to a process for manu- The process of this invention employs a
facturing a hose mouthpiece, such as for a nipple 1A and a mouthpiece body 5 which
10 brake hose, by joining a mouthpiece body and 75 are prepared separately from each other as
a nipple together. shown in Fig. 2. The mouthpiece body 5 is
prepared from a steel bar or the like by
2. Description of the Prior Art: cutting, and has a female screw thread 2, a
A hose mouthpiece, such as for a brake first seat surface 3, a sleeve 4, a nipple
15 hose, has hitherto been manufactured by cut- 80 holding hole 6 which defines a fluid passage
ting, for example, a steel bar having a predet- with the axial bore of the nipple, and a
ermined length into a shape having a nipple 1 second seat surface 8 definining a seat for
to which a hose is connected, a female screw one end of a hose. The first seat surface 3
thread 2 by which the mouthpiece is con- encircles one end of the hole 6, while the
20 nected to a nozzle member, and a seat 3 for 85 second seat surface 8 is provided around the
the nozzle member, as shown in Fig. 1. This other end of the hole 6. The hole 6 includes a
method, however, requires a lot of time and portion spaced inwardly of one end thereof,
labor because of, for example, complications and having a diameter which gradually in-
involved in the formation of the nipple. Vari- creases toward the other end thereof. This
25 ous methods have, therefore, been proposed 90 portion has a tapered contour in longitudinal
to overcome those disadavantages. According section as shown in Fig. 2. It is tapered at an
to these methods, a mouthpiece body having angle of 4° to 8°. If this angle is smaller, the
a nipple holding hole and a nipple are pre- nipple 1A may fail to fit in the hole 6 tightly
pared separately from each other, and the enough to achieve a tight seal therebetween.
30 nipple is inserted into the nipple holding hole, 95 If the angle is too large, the nipple is liable to
and secured to the mouthpiece body by weld- buckling when press fitted in the hole 6. The
ing or brazing or otherwise. These methods, nipple 1A is prepared from a steel tube or the
however, require an expensive welding or like having a predetermined length. If desired,
brazing apparatus, and a lot of time and labor it is possible to use a nipple having a fir-tree
35 for the welding or brazing job. 100 end which may be prepared by rolling or
cutting.
SUMMARY OF THE INVENTION The nipple 1A is press fitted into the ta-
This invention provides a simple process pered portion of the hole 6 in the mouthpiece
which makes it possible to manufacture hose body 5, and the seat surface 8 is caulked
40 mouthpieces at a low cost without requiring 105 about the nipple 1A by a tubular punch 7 as
any welding or brazing apparatus. The process shown in Fig.3, whereby the nipple 1A is
of this invention employs a mouthpiece body secured to the body 5. Thus, the nipple 1A is
and a nipple which are prepared separately firmly joined to the mouthpiece body 5 by
from each other. The mouthpiece body has a press-fitting and caulking, and a tight seal is
45 nipple holding hole, and a seat surface en- 110 obtained between the nipple 1A and the
circling one end of the hole, while another mouthpiece body 5.
seat surface defining a seat for a hose is A hose may be connected to the mouth-
provided around the other end of the hole. piece in a customary manner, i.e., one end of
The hole includes a portion having a diameter the hose is inserted into an annular space
50 which gradually increases toward the other 115 between the nipple 1A and the sleeve 4, and
end thereof. The nipple has an outside dia- the sleeve 4 is caulked about the hose.
meter which is substantially equal to the lar-
gest diameter of the nipple holding hole. The CLAIMS
nipple is inserted at one end into the hole by 1. In a process for manufacturing a hose
55 press fitting through the other end thereof, 120 mouthpiece by joining a nipple to a mouth-
and the seat surface around the other end of piece body having a nipple holding hole, the
the hole is caulked about the nipple, whereby improvement which comprises:
the nipple is secured to the mouthpiece body. forming said hole with a tapered portion
having a diameter which gradually increases
60 BRIEF DESCRIPTION OF THE DRAWINGS 125 toward that end of said hole around which a
Figure 1 is a longitudinal sectional view of a surface defining a seat for one end of a hose
conventional hose mouthpiece; is formed in said body;
Figure 2 is a longitudinal sectional view of press fitting one end of said nipple into said
the nipple and the mouthpiece body which tapered portion through said end of said hole;
65 are going to be joined to each other in accor- 130 and
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caulking said surface about said nipple,
whereby said nipple is secured to said body.

2. A process as set forth in claim 1,
wherein said tapered portion has a taper angle
of 4° to 8°.

3. A hose mouthpiece when made in ac-
cordance with the process claimed in any one
of claims 1 to 3.

4. A process for manufacturing a hose
mouthpiece substantially as hereinbefore de-
scribed and with reference to Figs. 2 and 3 of
the accompanying drawings.

5. A hose mouthpiece constructed and ar-
ranged substantially as hereinbefore described
with reference to Fig. 3 of the accompanying
drawings.
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