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o all whomy 1€ oy conceriy:

Be it known that I, Luxe CHAPMAN, of
Collinsville, in the county of Hartford and
State of Conmecticut, have invented certain |
new and useful Impmvements Pertaining to
the Manufacture of Wrench - Forgings, of
which the following 18 a speciﬁcmion, refer-
ence being had to the accompanying drawings,
in which—

Figure 1

shows a side view ol a bar-section

(of 1ron or steel) such as commercial bars are-
cub into as a step preparatory to the other
- during the heading operation, and then open
again.

steps taken in carrying out this mvention.
Mg,
section. I%ig. 3 shows a side view of the same
bar-section after its divi 1sion, by suitable dies
or Qpems mfo two CGrreSpondmﬁ blanks.
Ifig. 4 shows a face view of the heading-die.
]11{}‘ 5 shows a side view of the ]le.&dlllﬂ die.
L]ﬂg. 6 and 7 show face views of the corre-
bpmlﬁm parts of the holding -die.

the blanks shown in Ifig. 3, preparatory to
the lhieading operation. Xigs. § and 9 show
upper end views of the cmlupondm parts
of the holding-die, as in Ifig. 6 the blanik is
shown in one of the parts, If1g. 10 shows ¢
view of the forging produced lw the hmﬂmn
operation.

Thisinventionis herein shown and deseribed
as applied to the production of a forging for
the bar and bead of & ¢* hammer’”’ or ““ monkey -’/
wrench.
duced by the common blacksmith’s art.
methods and means have been
tried to abridge and cheapen their manuface-
ture.

An advantage of the methods and Means
herein descr ibed is that one is enabled fo talke
commercial bars—that is, bars of 1ron o1 steel
such as are readily procurable in market with-

out extra cost for peenliarity of shape—and by

-short and simple and cheap operations con- |

vert thent into the desired forgings.
This method and means are as tollows: Take

commercial bars, substantially rec‘t"mﬂulm in
cross-section w:&th oreater width t]nn thick-

2 shows an edge view of the same bar-

One of |
these parts is represented as 1101{11113‘ one of

These forgings were originally pro- |-
Sinee
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bly eold—into the lengths or bar-sections d.
Then by suitable cuttlm dies or shears cut
these bar-sectio: a———cold or hot, but prefer-
ably cold—into the two cor leSp{}]}leG blanks
b. Then heat the large end of the blank to o

forging-hieat and phce it in the holding-die.

This ]101(11110 die has a ‘‘head-matrix?’ for
forming the Tiead and a bar-matrix for hold-
1ng the bar. Itis pr eferably made in two cOL-
l*E‘S])Ol]dlI]ﬁ halves or parts, ¢ ¢, which, In suit-

apnle machinery and under s 1111‘1]31@ power,
0108(3 together face to face to hold the blank

After the blank is in place in the
holdmﬂ die, the hieading-die d, moved by suit-
able nmclnnel y and u nder qmtabl-:; power, ad-
vances foward the holding-die, 111}5@%111@ the
enlarged end of the 1)1"1111~.., and forcing the
metal thereof to fill the head-matrix of the
holding-die, after which the heading-die re-
treats to its normal position of rest. Practi-

cally the amount of stock in the enlarged end
of the Dblank shounld be sliehtly in excess of

the amount required for the head of the forg-
ing, in order to insure the complete and en-
tire filling of the head-matrix. This excess
will form o fin, ¢, on the forging, which 18
afterward trimmed off. |

The essential feature of the blank b 18 that
the enlargement ab one end is substantially on
one side ()[ the bar, and that it has nunderneath
the shoulder & 0,
hottom of the head-matrix, %ubshutlallv aids
in supporting the blanL under the ]1&1{7[111@

operation.

‘ﬁ]l](,h by resting upon the
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The characteristic {{:m tre of the diesisthat

the walls of the head-matrix form the botiom,

-sides, andsend or ends of the head, while the

heading-die docs nobt enter the 1101(11110 -die,
but ovu]al):-_. the head-matrix, and in ‘lctl(}il

o

£

forces the excess of metal 1]}13{} Iateral fin or

fins.

A substantial part of this invention 1s used
if the cutting of the bhar-section into the cor-
responding blfml s b b is omitted and Dlanks
of this shape be otherwise produced.

To give an idea of the dimensions of the

ness, and cut them—eold Or hot, but prefera- i commereial bars used and .of the blanks 'md

O
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dies, I have in some of the accompanying | tions « into the blanks b b, and then heading
drawings given in figures the dimensions for
~a fifteen-inch wrench.  Dimensions for other |
sizes can be readily gotten at from these.

- I claim as my invention—

- The method art, or process of producmn"
wrench- foromn*s consmtnm in cutting bar-sec-

the blanks in dies, all Subatmtnlly as herein

deseribed.
| LUKE CHAPMAN.
‘Witnesses: . |
-~ OLIVER F. PERRY,
ALBERT L. THAYER.
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