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To all whomy it May CoONcer :

Be it known that I, ALEXANDER MCINNES,

of St. Louis, Missouri, have made a new and |
useful Improvement in Link-Welding Dies, -

of which the following is a full, clear, and ex-

act description, reference being had to the

annexed drawings, making part of this speci-
fication, in which— o
Figure 1 is a view in perspective, showing
the link as before welding; Fig. 2, a view of
the.link welded; Fig. 3, a face view of the

lower part of the die; Fig. 4, a face view of the

 upper part of thé die; Fig. 5, a front eleva-
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tion of the die, the upper part being raised;
Fig. 6, a side elevation of the die, the upper
part being raised; Fig. 7, a vertical section
taken on the line 7 7 of Fig. 8; Fig. 8, a sec-
tion taken on the line 8 8 of Fig. 7, the link
being welded and the fin formed thereon;

Fig. 9, a section similar to that of Fig. §, the

upper part of the die being raised, and the
link being reversed to bring the fin into PoOS1-
tion for being sheared. off; Fig. 10, a section
similar to that of Figs. 9, 10, the die being

closed and the fin sheared off; and Kigs. 11
and 12, respectively, a plan and an edge view

of the link before the fin is removed.
The same letters denote the same parts.
The present invention relates to the con-
struction of the recesses in the parts of the die,
and the modeof forming and removing the fin.

A, Fig. 1, represents the form in which the.

'~ Par is prepared for the die, the link being

39

45

shaped and ready for welding. _

- BCrepresent the two parts of the improved
die. The lower part, B, has a recess, b, to re-
ceive the end of the link to be welded. The
noticeable feature of the recess is its depth,
the recess, measured from the level of the out-
er portion, ¥, of the face b* of the part B, be-
ing deeper than one-half the thickness or di-
ameter of the bar from which the link is being
made, and the walls of this recess above a
horizontal plane intersecting the semicircular
floor of the recess are perpendicular to said
plane; or the walls may have a slight upward

flare to allow the link to be readily drawn.
T will here state that during the

irst opera-

\ tion of the dies on the link

bar, in the form shown In Fig. 1, 18

the recess in both

dies will be entirely filled with metal, the sur- 50

plus being pressed out between them, form-
ing the fin «. The center b* of the part B 18
elongated in the direction of the length of the
link, and it is projected upward higher than
the entire thickness or diameter
from which the Iink is made.

- The upper part,
the lower part, b,
shallower than one-lralf the thickness or di-
ameter of the bar from which the link 18 made,
and at the center of the part C is a chamber,
¢, to receive the projection b*.  The outer por-
tion, 0%, of the face °
the outer portion, ¢, of the
C'is shaped out somewhat,

face ¢*, of the part
to provide clear-

‘ance for the scale incident to the operation.
follows: The.

The welding operation is as
laid 1n
the recess b of the part B. The part C is then
closed upon the part B and bar A, forcing
the bar into the position shown in Figs. 7, 8.
The projection 3° serves to ouide the part C
to its proper bearing upon the part B. 1G

algo acts to force such metal as is in excess of

what is needed in forming the weld to the outer
side of the recess b, where it is formed 1nto 2
fin, @. This fin, however, owing to the depth
of the recess b, comes above the center of the
link, as seen in Fig. 8. Theupper part of the
die is then raised, and the link reversed and

' 1aid in the position shown in Fig. 9. It will

of the bar’

of the part B, as well as.

C, of the die conforms 0
the recess ¢ therein being.
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be seen that in this position thelink 1s upheld

over the recess b by reason of the fin bearing
“TThe upper part, C, is then

upon the edge b'.
closed again upon the lower part, B, foreing
the link from the position shown in Fig. 9 into
thiat shown in Fig. 10, and in so doing, shear-

ing the fin from the link and finishing the lat-

ter, as shown at A’, Fig. 2.
It will be seen that after the first operation

the link will present an angular portion, as

well as a fin, and that during the second Op-

eration of cutting off the fin said angular por-
tion will be more or less reduced. During
the third or finishing operation the link will

| be made approximately round in cross-section.
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It 18 not necessary that the link should be ex- | having a recess, ¢, of less diameter than the 10

actly cylindrical in cross-section. finished link, the chamber for receiving the
‘1 claim— projection &, and the recess ¢, forming the

The die herein described for welding links | upper fin-cutter, all constructed and adapted
5 and cutting off the fins, cousisting of the part | to operate substantially as desecribed.

B, having arecess, b, of agreater depth than the ALEXANDER McINNES.
diameter of the finished link, the projection Witnesses:
or guide 0%, and the recess b, forming a raised C. D. Moobvy, f '

fin-cutter, in combination with the part C, - ALBERT G. FIsu.
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