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(Ln mudel )

To all whom it may J concern:
Be it known that I, SAMU oL A HhWIl‘T of

_Buﬁala, in the county of Krie and State of

New York, haveinv ented certain new and use-

ful Improwmentb on a Method of Forming
Adzes; and 1 do hereby declare that the fol-

lowing description of my sald invention, taken

~in cmmectmn with the accompanying c:heet of

IO

© ' drawings, forms a full; clear, and exact spect-
fication, which will enable others skilled 1n

- the. ‘LI't to which 1t -appertains to make and

- 1%
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‘;',50 into & tube, F and then ﬂa,nﬂ'e the same 011 I &d.aes produced maday, and greatly enhanced xoo

use the same,

This invention has general reference 1:0 1m-
provements in the-method of mdnufacturmg
carpenters’, coopers’, and other adzes; and it_

steps in the said manufacture, as hereinafter

~first fully set forth and de%cubed and then

~ servetoillustrate my saidinvention more fully,

- adaz.
1ts condmon prevmus to welding the socket.

pmnted out in the claim.
In the drawings already referred to, which

and form a part of this specification, FFigure
1is a perspective view of aforged blank of an
Fig.'21s a plan of the same, showing

Figs. 3, 4, and 5 are elevations of the socket
in 11:8 various LODdItIOHQ Fln' 6. is a 101101

' tudinal sectional elevation of the. dlﬁb em-

~ is the object of my present invention, and at
- the same time to produce an article of supermr
.~ quality, I proceed as follows: : -
4
o _Sstmu of the body A 1 phce the same in a die
| - of any suitable. constructmu, and shape the
- -same s0 as to produce thereon an annular |

. ployed for finishing and welding.
-39

Like parts are demgnated by corres;yondmn'
letters of reference in all the figures.

- A in these drawings representb the body of |
. a carpenter’s, cooper’s, or other adz. having |
- the usual hedd B faced with a steel plate, D.
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This body, as heretofore made, is. forged out

“of a square rod, after which the steel and then

the socket If 1.5 welded on, it being quite a
Iaborious 1)1ece of work to produce an adz,

R “and from six to eight of them are considered
40

a good day’s work by very competent workmen.
- To reduce the time of manufactare, which

Having roughly drawn out the leduced por-

bead or rise, a. I now roll a strip of metal

oue end, SO as to c.:mse the lower ed% of S‘ud |

tube to ﬁt the triangular portion I, as well as

the curved part A. This being doue, I tack—
that is to say, slightly weld—the steel D and

tube F to the body A, and then put a welding
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heat onto the same, a,fter which 1 place the--
piece into the female die J, and give 1t one or

more blows with the male die K in a drop-
press, to complete in one operation the weld-
ing and final shaping operations. In these

dies the lower or female die.is formed with a

cavity corresponding to the contour of the

‘adz, &c., to be produced, and with another
Gylmdrlcal cavity ﬂdapted to receive the shank.

T of a tapering mandrel, H, loosely inserted

consists in the pecuhar mnmpulatlons and | into the said die J. The die K is generally a
flat plate having a recess, (or aperture if de--

sired,) b, serving as a female die for the man-
dlel H, .:IS hereinafter to be referred to.
Tt will now be observed that the body A
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previous to receiving its tinal shape in the

drop-dies, is mot punctured for the eye or ap-
erture for the handle. This I prefer to do at
the moment when the article receives its final

shaping in said drop-dies, where the mandrel
'H forms the punch and therecess b the die, so

that'when the body A isdriven into the lower

die the mandrel H will penetrate said body,

and thereby accomplish the desired result.
It will be further observed that by provid-

o™

...........

_.plaoed in proper 1)031131011 for welding, and't
then 1t fills the rounded corners of the tube
caused by the flanging, and thus makesa per-

75

ng— ----- the body A mth the annular bead or rise |
Tirst, it forms

fectly smooth socket for the handle, which -

Jatter is quite an advantage and improvement.
By welding the tube T to the body A, as -

90

described, a more perfect union of the parts

1S a,ttamed than by simply butt-welding said

as heretofore practiced.

After the-article has-been- pwduced as here-. E
95 i
to form the blade, and the steel for the eut-j_ JRE
ting part welded on in any desired manner. -
By proceedmn' in the manner descrlbed I-'-'; .

tofore described, the stab end G'is drawn out

have succeeded in tripling the quantity of

‘tube, (or ¢ jumping,” as it is frequently called ) o
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their quality and finish, which latter result,
owing to the smaller amount of labor con.
sumed 1n grinding and finishing, is quite an

- 1tem In the class of edge-tools to which my

1O

Invention appertains. |

1t 1s perfectly obvious that by the method
described I am enabled to produce, in addi-
tion to adzes, many other tools having a steel-
faced head and a long socket for the reception
of the handle.

In describing this invention I have stated

- that 1 prefer to puncture the body A at the

20

final operation in the dies J K. I do, however,
not wish to confine myself to this operation,
since I may punecture the eye previous to the
welding on of the socket. Ifthe formermethod
18 proceeded with, the die K should be pro-
vided with an outlet for the burr resulting
from the puncturing of the body A, which
will not be necessary if the latter method is
preferred. |

239,978

Having thus fully deseribed my invention,
1 claim as new and desire to secure to me by
Letters Patent—

The improved method of forming adzes and
other similar tools having a-deep socket at
right angles to the plane of such tools, said
method consisting, essentially, in first draw-
ing out the body A, then drop-forging the
game, S0 as to produce thereon an annular bead
or rise, a, then forming an open tube, then
flanging the latter, as described, and finally
welding and finishing the same under pressure
1n dies, all as hereinbefore set forth and de-
scribed. | o

In testimony that I claim the foregoing as
my invention I have hereto set my hand in
the presence of two subseribing witnesses.

S. A, HEWITT.

Afttest:

MICHAEL J. STARK,
J. W. BEsT.
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