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IMPROVEMENT IN DIES FOR SWAGING CARRIAGEACLqps,. L

- December 3, 1872.

To all whom it may concern:
Be it known that I, ROBERT R. MILLER of

Plentswlle in the eount} of Hartford and in
~the State of Connecticut, have invented cer-
.+ taln new and useful Imprevements in Dies for

. Swaging Carriage-Clips ; and do hereby de-
~ clare that the following is a full, clear, and eXx-
~ act description thereof, reference bemg had to
~the accompanying drewmg making a part of
- this specification, in which—
- Figure 1 is a perspective view of my im-
- proved dies as relatively arranged. Fig. 2is

a vertical cross-section of the same. Fig.3is

. a perspective view of the upper side ot a clip

~ asformed by

sald dies; and Fig. 4 is a like

" view of the cllp after hswmg' passed through

' :the trimming-dies.

~ Letters of like name and kind refer to like

L "'parte in each of the figures.

In the construection of carriage - -axle clips

" much difficulty has heretofore been experi-

. enced in producing a perfeet article without a
- 'considerable waste of iron and the use of two
- or more sets of forming-dies. Toremedy these
o ebjeetlons 1s the de51gn of my invention,which
~ consists, principally, in the peculiar construc-

~ tion of the forming-dies, substantially as and

o - for the purpose hereinafter specified.

In the annexed drawing, A represents the

0 lower die, provided upon its face with an ele-
- vation, B Whleh has a semicircular form length-
 wise of se1d die and has a length correspond-

P B ~1ng to the length of the band portion of the

| - “at or within said face.
- horizontal portions b of the face of the die, and
~at the transverse center of the same, is pro-
- vided a half-round groove, D, which extends
. horizontally inward to the inner end of said
~ .~ portions b, and thence upward and inward up-
. onor within the raised part B and ends at a
- point near the longitudinal center of the lat-
~ ter, said groove having a uniform size from

© _article to be constructed. From the ends of
- the elevated portion B the face of the die ex-

- tends horizontally outward for about one-half
. of an inch, where said die may either end or,

if extended further, a groove,b may be formed
Wlthm each of the

 its outer end inward until it commences to

o curve upward, and from thence to its inner
- .- end a regulerly decreasing width and depth-

e Within each end of the curved or elevated

* = ~ portion B is provided a depression, E, which,

| in plan view, eerresponds in size a.nd shape to
the like features of the band ends of the clip, -
and at its outer end has a depth of aboutone-

sixteenth of an inch, from whence, as said .
groove extends mward it regularly deereaeee_‘
in depth and finally termmel:es ata point some-

. | Speelﬁeatwn forming part of Lettere Petent Ne 139,413, dated May 27 1873 appllea.tmn ﬁled =

what short of the eorrespondmg end of the '

groove D).

to the like features of the groove D.

Asthus constructed, the dies are plaeed with-
in a drop or other smtable press and operated
in the nsual manner, the heated blank consist-
ing of a straight pleee of round iron, being
placed between said dies and subjected toone.
blow of the upper one. The effect of said blow
“of the upper.die is to spread the metal later-
ally along the whole of the curved elevated =~
portion of the lower die, and at the center of -
said portion to reduce the blank to a thickness .

The upper die F is provided with- -
in its lower face with a semicircular transverse .~
depression, G, which corresponds to the eleva-
tion B of the lower die. A half: round groove,
g, extends longitudinally outward throughthe -

plane portions of the face of said die and cor-
responds in general dimensions and posmen oy

of about one-sixteenth of an inch, while at the -

ends of said raised portion the metal being
caused to fill the depressions E, has about twice - -
the thickness named. The ende of the blank, .
being contained within the grooves D, are. not o

changed in size or shape, butare set downward =

30 as to bring their upper sides upon a line with -
the cerres;)ondm g ﬂattened side of the eentral S

portlen

It is found that by makmg the ﬂa,ttemng T
portions of the dies semicircular the effectpro- .~~~ -
duced is to throw the metal longitadinally out-
ward to the points where a greater thickness ..
is required, thus enabling a, smaller rod of met-
al to be used than would otherwise be the case.

In order that still further advantage maybe =
taken of the longitudinal drawing of the blank: =

the ends of the die A. are provided with suit-
able vertical lugs - A’, which are relatwely

placed so as to just edmlt of the insertion of .
the blank, and which, when the upper dieim- "

pinges upen said blauk confine the ends of the -~
latter and, by preventm g the same from being

lengthened cause all of the excess of metal in =
the central port1011 of said blank to be thrown'i:. i

into the grooves D and E, where most needed.
By providing Wlthm the upper central por
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tion of one of the Jugs A’ a half-round groove,
a, and causing the upper die to closely fill the
space between said lugs, the blank may be cut
from the bar by the same blow that forges the

clip, by which means one machine and one op-
‘eration are saved. |

The blank clip produced by this operation,

shown in Fig. 3, is completed by being passed
through suitable trimming-dies, 80 as o re-
move the surplus metal from its central por-
t1ion.

The advantages possessed by these dies are:
First, they enable the clip to be forged at one
~ heat and by one operation of the dies, thus ef-
fecting an important saving in time and labor
~and preventing the usual loss from oxidization
caused by heating the metal several times;
second, it effects a material saving in metal,
as the diameter of the blank employed just
equals the diameters of the bolt ends of the
clips, while, by the use of ordinary means for

constructing said article, a larger size of metal |

is required -and the bolt ends drawn down, in

order that a sufficient quantity of metal may
be had for forming the central portion.

I am aware that the lugs formed upon the
ends of the lower die and used in connection
with the upper die for cutting the clip-blank
from the bar are not new, the same having
been known and used before.

Having thus fully set forth the nature and
merits of my invention, what I claim as new
18— | _

The swaging-dies A and I provided with the
erooves D and ¢, and made respectively con-

vex and concave longitudinally, substantially =~

as and for the purpose specified.

In testimony that I claim the foregoing, 1
have hereunto set my hand this 29th day of
November, 1872. |

| ROBERT R. MILLER.
- Witnesses: |
SiMEON H. NORTON,
CHAS. K. HILL.

iy




	Drawings
	Front Page
	Specification
	Claims

