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To all whom it may concern : _

Be 1t known that I, ARCHELAUS M. HOWE,
of the city and county of Worcester and
State of Massachusetfts, have invented a cer-
tain new and useftul Process of Making Cut-
ter-Stocks or Forming-Plates from which to
Manufacture Dies and Cutters; and I do
hereby declare that the following is a full,
clear, and exact description of the same, ref-
‘erence being had to the accompanying draw-
ings, which form a part of this specification,
and in which— |

Figure 1 represents a view of the forming-
rolls, (on a small scale.) Fig. 2 represents a
view of the fagot for producing my improved
cutter-stock. Figs. 3, 4, and 5 represent sec-
tional views of the plates at different stages
of the operation; and Fig. 6 represents a sec-
tional view of the finished stock. |

"The method heretofore practiced for form-
ing stock or plates for cutters or dies has |
been to weld the steel to the corner of the
bar of iron by means of hammers, and after- |
ward to draw and flatten the plates by rolls.

This operation requires that the stock be
‘heated several times during the process of
forming the plates, while the bars from which
the stock is formed require to be made of a
peculiar shape expressly adapted for the pur-
pose. | |

The object of my present invention is fto re- |
duce the required amount of labor and to fa-
cilitate the operation of forming the plates,
while at the same time iImproving the quality
and uniformity of the stock produced.

My improved process 1s as follows: I form
a fagot of a bar of iron, A, about one and
one - half or two inches square, and some

—

twelve inches in length, and a bar of steel, |

B, of the same width, or about one-fourth
inch less width than the iron, nearly or quite
the same length, and about one-quarter of

il

the thickness of the iron. 'These bars A and |

- B are placed 1n a furnace and properly heat-
ed, a suitable flux applied to their faces, and l

the two pieces placed together in the manner

shown in Fig. 2. The bars thus placed to-

gether are heated to a proper welding-heat,

- when the fagot is taken from the furnace and

passed through between welding-rolls C C,
Fig. 1, which roll and weld the steel and iron
to each other, and give to the bar the sec-
tional form indicated in Fig. 3. The bar is
then turned in a diagonal position and passed
between concave-faced rolls, of the shape in-
dicated at D D, which impart to it a cuni-
form section, as illustrated by Fig. 4. Tt is
next passed between rolls of the form E E,
giving to the bar the sectional form seen in
Kig. 5, then through roll F' F, and finally be-

‘tween the rolls of form G G, by means of

which the plate is reduced to the desired fin-
ished form and size, as illustrated in Fig. 6.

- This entire operation is performed with but
a single heating of the fagot, and in about
one-third of the time required by the usual
process of forming the plates.

By my improved process of making the
cutter-stock, I am enabled to use ordinary
square bars of iron and steel without requir-
ing such bars to be rolled especially for the
purpose, and the fagot being put up in short
pieces the welding of the steel to the iron is
rendered more certain and uniform, while the
metal can be heated in a comparatively small

furnace, and to a more equal degree with less

liability of burning or overheating, and the
bars can be handled with much greater facil-
ity and convenience than long bars.

By first rolling the fagot flat, I obtain a firm
weld between the parts A B, and by then
passing it through between concaved rolls in
a diagonal position, the steel B is pressed to
the side of the plate in such a manner that
the subsequent forming-rolls leave the fin-
ished plate with the line of junction between
the steel B and iron A in a diagonal position,
the body of the steel being laid to the edge of
the plate In a proper manner'to produce the
cutting-edge of the knife or die, as indicated
in Fig. 6.

The plates or stock thus formed ean be used
for the manufacture of cutting-dies of various
kinds, as well as for straight knivesand cutters
for planing-machines, hay-cutters, and other
machines. |

By using a wider or narrower bar of steel, B,
for forming the fagot, the width of the steel




facing on the finished stock can be varied as |
IMay De desired, or to suit the particular class.

~ of cutters to be made therefrom.

Having deseribed myinvention, what I claim
therein as new, and desire to sectre by Letters
Patent, 18—

The process of formnw cutter stock or plates

as above described, whuehy the parts A and |

155,088

Bare welded squarely together and then rolled
in such a manner as to carry the steel to one
edge of the plate, substantially as set forth.

ARCHELAUS M. HOWE,

Witnesses:

CraAs. H. BURLEIGH,
Gro. I, PECK.
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