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To all whom &t may concern :

Be it known that I, JONATHAN YERKES, a
citizen of the United States, residing in Phila-
delphia, Pennsylvania, have invented an Im-
provement in the Manufacture of Hammers
and Hatchets, of which the following is a speci-
fication.

My invention consists of certain dies, fuily
described hereinafter, for welding pieces of
steel to the blanks of hatchets and hammers,
the main aim of my invention being to effectu-
ally retain the blank while the welding is ef-
fected, all of which is fully described herein-
after. -

- In the accompanying drawings, Figures 1,

2, and 3, Sheet 1, are views of hatchet-blanks
~as they appear in different stages of the manu-
facture ; Fig. 4, a perspective view of the dies
used in operating on the blanks; Iig. 5, a side
view of the said dies; and Fig. 6, Sheet 2, a
plan view of a machine to which the dies may
be applied. - |

In Fig. 1, A 1s a hatchet-blank, having the
usnal elongated eye a, d being the portion of
the blank which has to be converted into the
hammer-head portion of the hatchet, and ¢ the
portion which has to be forged into a blade by
the usual operation, with which my invention
has no connection, the latter being restricted
to the welding of the steel plate x to the end
of the portion d of the blank.

B, Kig. 4, is the fixed die, and B’ the mova-
ble die, and each of these dies is, in the pres-
ent instance, made in two parts, as they can
be more conveniently manufactured in that
way than by making the die in one piece.
The die B has a projection, m, of such dimen-
sions that it will pass freely into the eye a of
the blank,and thereisin the said die B arecess,
7, bearing the relation shown in Figs. 4 and 5
to the projection m. The die B’is constructed
In. & precisely similar manner, and has a pro-
jection, m, and recess %, similar to those of the
die B.

The character of the dies will be still bet{er
understood by thefollowing deseription of their
operation in connection with the welding-die I ;
The patch of steel x, Fig. 1, is first applied to
the end d of the blank A, and the two are then

so brought to a welding-heat. The blank A is

| then so adjusted to the fixed die B that the

projection m shall enter the elongated open-
ing @ of the said blank, the portion d of the
blank being adjusted in the recess n, a portion

of the end of the blank, however, projecting 55

beyond the rear face of the die B. When the
movable die B’ has been moved in the direc-
tion of the arrow, Fig. 4, until it is nearly in
contact with the die B the blank will be firmly
griped within the recesses of the two dies and
the projections m m of the same will have en-
tered the eye of the blank, the patch «, of steel,
resting against the exposed end of the blank,
which projects beyond the dies. The weld-
ing-die D, which is arranged to slide in a di-
rection at right angles to the die B/, moves
suddenly forward, and as suddenly retreats
after striking the steel a sufficiently hard blow
to weld it to the end of the blank, after which
the die B’ retreats from the die B, and the
blank, which is reduced to the condition Fig.
2, 18 released. The projections m of the two
dies play an important part in the operation,
for, the blank being at a welding-heat, the
metal would yield too freely under the action
of the die D but for these projections, which,
entering the eye of the blank, serve to main-
tain the integrity of the same under the blow
imparted by the welding-die. The projec-
tions, moreover, act as guides in the proper
adjustment of the blank to the dies.

When the blank has to be reduced to the con-
dition Fig. 3, a three-sided recess, f, is formed
in each die, and the combined effect of these
recesses will be to reduce the corners of the
blank. This feature, however, forms no special
point of my present invention, as in many
hammer-blanks this corner reduction is not
required,and hammer-blanks are often of such
a character that the shape of the recesses n 7
of the dies must be altered. The blank for a

-shoe-maker’s hammer, for instance, would re-

quire rounded instead of rectangular recesses
n N.

Although the dies may be applied to differ-
ent kinds of machines, and although the mech-
anism for holding and operating the dies forms
no part of my present invention, I have shown
in Fig. 6 a plan view of an ordinary rivet and

bolt-heading machine,in connection with which roo
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the dies may be used.

The die B 1s secured !

to a fixed portion of the machine-frame, and
~adapted to the body of hatechet or hammer

the die B’ to a pivoted trame, I, which is actu-
ated by a cam, I,on a driving-shaft, GG, through
the mediuin of a lever, H, acting ot a projec-

tion of the pivoted frame, the welding-die 1)

being adapted to guides on the frame and be- |

ing actuated by a cam on the driving-shatt
and by a spring, which serves to retract the
die. The driving-shaft is driven, 1n the pres-

ent instance, by a belt passing round a pulley,
W, and the shaft is provided with a clutel,
controllable by a treadle, for stopping and
starting the machine.

]

232,326

I elann as my invention—
The dies B and B/, each having a recess, =,

blank, and a projection, m, adapted to the eye
of the said blank, in combination with the
welding-die D, as set forth,

- In testimony whereof I have signed my name
to this specification in the presence of two sub-
seribing witnesses.

JONATHAN YERKES.

Witnhesses:
JAMES k. TOBIN,
HARRY SMITIL.
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