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CHARLES O. TINKER, OF ASHTABULA, OHIO.

MACHINE FOR MAKING AUGER-BLANKS.

SPECIFICATION forming part of Letters Patent No. 280,098, dated Jﬁ:tie 26, 1883,
- | Application ﬁleﬂ"g]'u]y 24, 188:’3'.' (No Iﬁt}ﬂel.) | | | | |

To all whom it may concerrn: : - A B i the drawings indicate upper and
" Be it known that I, CHARLES O. TINKER, of |-lower flanged rolls mounted in a suitable
Ashtabula, in the county of Ashtabula and | frame, C, and geared by pinions b b to work

. State of Ohio, have invented certain new and | in unison. Power to drive said rolls may be 55
¢ useful Improvements in Machines for Making | communicated to either one; but. i1t 1s here
Auger-Blanks, of which the following isa full, | shown applied to the lower one, as hereinat- \

clear, and exact description. " | 'ter described. - Applied to these volls A D,
This invention relates to.the rolling of au- | between their flanges—as, for instance, by 2 _
cer-blanks, in place of producing them by [ sliding dovetail lock or fit—aretwosegmental 60
16 hammering; and it consists in a certain con- | or othersuitably-shaped main die-blocks, DD’
struction of main dies applied to the rolls, | of concentric curvature, with rolls on their
and subsidiary or secondary dies inserted In | outside faces, and pitched or arranged so that
and made removable from the main dies; also, | they work in rolling contact with each other.
in special driving and clutch mechanism for These diesare construeted with paralleltongues 65
rs operating the rolls and timing the dies to the and grooves ¢ ¢ ¢ and d d' & on thelr convex
work, whereby I am enabled to fashion the | faces, in direction of the length of their arcs,
rough blanks into finished omes with uni- | the tongues of either of said die-blocks D 1)
formity and dispatch, ready for their ultimate being made to correspond with the opp osite |
conversion -into augers; also, the metal is so | grooves in the other, so that they will exactly 70
50 distributed that no additions to theblanks, by fit or enter within each other to p revent the
welding or otherwise, are necessary, and other | escape of metalin the blank betweeun or at the
advantages are obtained, substantially ashere- | sides of the grooves, and so that the tongues ¢
inafter described. | | | ¢ ¢t on the die of the one—say the upper—
~ Reference is to be had to the accomp anying | roll will, in their engagement withthe grooves 7
»s drawings, forming part of this speci jcation, in | ¢ & @ in the die of -the other or lower roll,
"~ which similar letters of referenceindicate cor- | form-a succession of passes or Spaces, ¢ ¢ e,
responding parts in all the figures. for the auger-blank under operation. Thewalls
Figure 1 represents a side elevation ot ama- of these spaces, as formed hy the convex bot-
chine for making auger-blanks embodying | toms of the said grooves d d’ & intheone main 8o
30 my invention, with a portion of the cluteh | die-block, 1Y, and convex exteriors of the
mechanism in section. Fig. 2 is an end ele- | tongues ¢ ¢ ¢ on the other main die-block, I3,
vation of the same. Rig. 3 is a horizontal | are specially shaped to provide for the auger-
~gection of the clutch mechanism in part. Tig. | blank as 1t is suecessively passed through the
. 4 is atransversesection, upon a larger scale, of | spaces e ¢ . The number of these Spaces or S3
35 the upper and lower rolls of the machine, with | passes in the dies of the rolls may be changed,
~dies attached, and showing an auger-blank 1 if desired; but for all practical purposes, and
the course of being operated on. Fig. 5 is a | to produce the finished blank shown in Ifigs.
transverse section of the two main dies, and | 10 and 11, or as it issues from the dies, as
" Fig. 6 a face view of one of them. Ifig. 7 is | shown in Fig. 9, from the rough or plain-go
40 a longitudinal face view of one of the auger- | blank shown In Tigs. 7 and 8, ready for con-
~ planks as or before it is introduced to the ma- | verting, by twisting and otherwise, into the
chine, and Tig. 8 a transverse section of the | complete auger or auger-bit shownin Kig. 12,
same on the linew z in Fig. 7. Tig. 9 is a | three of such passes ¢ ¢ ¢ will suffice, the first
longitudinal face view of the blank after it has | two of which are for breaking down the plain 93
15 been broken down and partly formed in the | blank to prepare it for the final pass, ¢. The
machine. Fig. 10 is a longitudinal face view | conyex surfaces of the tongues ¢ ¢ ¢ in the
of the blank after it has been finished in the | die-block D, and the bottoms of the grooves d
machine, and Fig. 11 is a transverse section d @ in the die-block 1), are m ainly formed
thereof on the line y v in Fig. 10. Tig. 121s alike—that is to say, they are made reversely 100
5o a longitudinal view of afinishedauger as made | beveling from opposite sides, so as to make
from a blank produced in my machine. | the passes ¢ ¢ ¢ deepest in thelr centers, as

s
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~shown in Figs. 1 and 5
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, and with grooved pro-
tuberances ] at one end to 1}1‘01?’1(16 for recep-
tion of the aunger-shank, and with depressions
g inside of theinnerend of the protuberances 7.
This gives a reverse or double-wedge form to

the 1)11111 blank or its opposite &1(1653 or faces,
with the greatest thickness in its center longi

Ludmaﬂy, and with the necessary increase 01‘
metal near the shank, as shown in Figs. 9 and
10. The convex surface of the tongue ¢* of the

‘main die-block D, and bottom of the groove
r:Z in the die-block 1Y, forming the final pass |

* are, however, huthel 1)10V1de(:1 near their

rear end& with other depressions, /i i, (only seen |
i Fig, 6 as made in the die- block D" but both }

dies are alike,) and intercepting pomt forming
and mden‘tlm secondary dies B 1. These de-

pressions & & “and secondary dies & I aive the |

necessary swells i ¢ to the outer end of the
blank and form the point £ for the screw of the
auger; also, said secondary dies cut off or near-
ly sever, so that it may be afterward broken
off the waste metal 7 at the outer end of the
Ilumhcd blank. The construction of the main
die-blocks D D', as described, distributes the
metal to differ ent parts of the blank as re-
(quired, especially to the part of the blank
from which the head and cutting-edges of the
auger are produced, and the combined dies
serve to give the necessary finish to the blank
without we] ding metal onto it to subsequently
form the spurs, ])ﬂmted screw, lips, and cut-

ting-edges of the auger shown in Fig, 12, Of
course angers of ditforent S1Ze8, and more or
less of different shapes, will require corre-

- sponding clhmﬂ CS 1n tlm construction of the
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dies and in the depth and shape of the depres-

sions inthem; but the same peeuliar ity of con-

struction will: prevail throughout. Herc ]L
may be observed that the fix st two passes, ¢ ¢,
which are mainly for breaking downthe blme

are narrower than the final pass, ¢, just as the

finished Dblank shown in Iigs. 9, 10, and 11
18 wider than the plain 1)1‘111111 show 1 in Figs,
Tand 8,which plain blanlk, when the main dle
DI ar G by the turning of the rolls in 1 eeeiving
position, i1s passed fia %L between the tongue ¢
and groove dof the one pass, e, and &1106(‘&531\’6]37
uotwcen the tongue ¢ and groov ° d" and tongue
¢ and groove @ of the passes ¢ ¢, It weh of
these 01)0 rations on the blank is 5{3])11 ate and
distinet from the other, and the blank requires

to be properly heated for all of them.

The secondary or point-forming and indent-
ing dies E I¥ are inserted 1":;1(11&11}? within or
1111011'::-11 the main dies D D’ at points so as to
act upon the end portion of the body or broad
part of the blank, and may rest at their inner
ends against the bodies of the rolls. Said sec-

ondary dies are made slightly taperi mg out- |

ward, so that they can be readily raised and
removed from the sliding and adjustable ox
removable main dies for ](}Sh"l] pening when
necessary.

Ashereinbefore deseribed, the blankis ‘wted

| ing the continuous action of the driv er,

| Sh‘bft outside of the pulley I, i

by the wedge H from its engagi:

the main die-block D'agthe two main die-blocks
D Din or by the rotation of the rolls come in-
to position to receive theblank. I have found
from actual experi
ble or convenient to run the rolls continuously
sufficiently slow for the operator to so place
the blank in its proper place in the dies. I
consequently give the rolls an intermittent re-
volving motion and apply thereto a controlla-
ble rLl‘ttt)lllflfulc cluteh or stop without interrupt-

and
SO tlnt the rolls will be stopped, and by
their  friction ]em*’un stopped  a Suﬂmlent
length of time during each revolution for the
I eceptmn of the bl'mL 1nits successive ehanges
or passes between thie main dies. The means
represented for this purpose are constructed
substantially as follows: I in Figs. 1 and 2 is
a driving pulley or wheel arranged loosely
upon the shaft of, say, the lower r 011 B. This
wheel carries an outside face disk or portion
constructed with @ recess, m, in its outer face,

| having a sloping back t]mt 15 pr ef(,mbhr mced

W1th steel to resist the shock of a clutch- -pin,
1, that engages with it. Ifast upon said roll-

18 another disk
or W heel (x, through which the pin n slhides,
and 1s ])1&5&6{1 inward by a spring, o, to e1-
gage with the recess m in the puﬂcy " when-
ever a wedge, H, thatis pressed downward by
a spring, #, is raised for the purpose, said
wedge or wedge-shaped bolt H being so ar-
rang ed that Wh@ll pressed down the hedd of

the clutch -pin 2, by striking on the inner sur-
face of said Wedﬂe I (11111110 the rotation .of

the disk G, causes said pin 10 be withdrawn
from engﬂwenmnt with the wheel I, A stirrup
or treadle mechanism, I J KK, serves to lift the
wedge H when requir ed. When an auger blank
is to be inger ted between the dies D D" therolis
A B have their motion mﬂonnbwzﬂlv arrested
by the withdrawal from engagement with the
continuousl y-revolving pulley Fof the cluteh-
pin # by the head of said pin striking the de-

pressed wedge H,which is soarranged that said
rolls are RfOl)l)G(l when their dies are in proper
recelving position for the blank.  After the
sertion of the blank the operator presses
down on the stirrup I and raises or releases
the wedge H, which allows the clutch-pin »
to enter the I eee% m 1n the pulley If,) when said
recess during the rotation of the ]m]le} COMES
into engaging line or position with said pin.

The oper ‘LLO]‘ having released his foot from the
treadle I, the rolls are then rotated, in common
with the pulley I, to secure the action of the
dies on the blank; but after one revolution the
clutch-pin 2 is ¢ hgmn automatically withdrawn
12 position to
provide for the msertion of the auger-blanlk
11 the next groove of the fower main (11(3 whert
the 01](31‘&th]1 18 repeated as before. This ac-
tron is repeated until the blank shown in Fig.
9 18 produeed by the operation of the tonnue
¢, groove o, and secondary dies E I on The

upon successivelywithin the grooves d d' ¢ of | blme

111(,1113 that 1t 1s not practica-
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I am aware Lh&t rolls having 130110‘1168 and

orooves in their working -Slll‘f‘lces operating as

- dies to produce an article the counterpart of |

10

._ "

20

80 cut.

the recess between the tongue and the groove
are old for various purposes, and thatinsome
cases devices have been combined with said
rolls for cutting the blanks info the required
lengths and for tapering or pointing the ends

not claim, 1101' vet the cluteh mechanism by

itself or 111651)60t1V6 of its connection Wlth the

rolls and their dies; but,

Having thus fully described my mvent] on

I elaim as new and desire to. secure by Let‘rer
Patent—

1. In a machine for 1011111g anger- bhnhs
the combination, with the rolls A B of the 1‘6-
movable main di e blocks D D, constructed with
a series of parallel tongues and grooves for
syiecessive action on the anger- blmﬂx as de-
scribed, and jointly thereW]ﬂl the- Secondarv

T emovable pointing and. cutting-off dies I I,

25

arranged to intersect said main dies, snb%tfm—
‘Lﬂ]lv a8 shown and deseribed. -
2. The tongued and grooved roller die- block&

D D’, promded with a series of parallel passes |

having upper and lower transversely-concave
Or :1*everc:ehr~1)eveled surfaces,and with g grooved

protuberances f and {10]._)1‘9%'55101% g at or near |

i@l

llllll

Such, therefore, in the abstract, 1 do |

Ca

then:* one end, essentnl]} as and for the 1)111' 30

poses herein Set forth.

| D D', having their ﬁnal pass, e, for the blanlk

3. Thetongued and grooved main dle blocks

:-under operation constructed to give increased
~depth at its center lonﬁ‘ltudnmll), and with
“grooved protuberances j and depressions g at

or near its one end, and depressions . & near

1ts opposite end, 1n combm ation with the point-

Ing and cuttlnﬂ off dies I I¢/, substantially as
shown and deacrlhed

nd for the 1}1111)08(‘%
specified.

4. The combination of a treadle or stirrup
mechanism with the wedge H and its control-

| ling-spring 7, the shdmn clutch-pin »# and its

spring o, the 1'(}?_‘01?111{‘1 disk orwheel G, through
which said pin s fitted to slide, the loose re-
volving driving wheel or pulley IY, constructed
with an engaging-recess, m, for the pin %, and.
the geared 10115 A DB, and the many 1).:L1"1]161
tong ted and orooved die-blocks DIV, fitted to

' or within sectional portions of said 1"0]1% sub-
stantially as and for the purposes herein de-

seribed.

CHARLES O. TINKER_.

Witnesses:

- CEAS. TINKER, -
B. H. RICKARD.
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