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To all whom it may ooncern .
Be it known that I, HARLEY D. COWLES, &

¢itizen of the United States, and residing atb

Brighton Park, in the county of Cook and
State of Illinois, have invented a certain new.
and useful Improvement in the Manufacture
of Horseshoe-Nails, which is fully set-forth in
the following specification, reference being had
to the accompanying drawings, in which—
Figure 1 represents a plan view of a die for
use in punching horseshoe-nail blanks from
a cold plate; Fig. 2, a perspective view of a
punch adapted for use with. this die; Fig. 3,a

~ perspective view of a section of the platefrom
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which the blanks are punched, the cross-sec-
tion being shown taken on the line z x, Fig. 4,
and Fig. 4 a plan view of the plate with the
mode of cutting the nail-blanks therefrom.

(Shown in dotted lines. ) | |

My invention relates to the manafacture of
horseshoe-nail blanks by punching them out

from a cold plate rolled into suitable form.

This mode of making the nail-blanks has been
attempted before; but usually the blanks have
been punched from the plates or strips of
metal in such a way as to waste considerable
metal; or in cases where a saving of metal has
been attempted the blanks have not been en-
tirely severed from the plate. -

It is the object of my present invention to
punch the blanks from metal strips in such a
way as to occasion very little waste, and at the
same time to completely sever the nail-blanks
from the strips. | |

- Iwill proceed to describe the mode in Which

T carry out my present improved process, and

~will then point out definitely in the claim the

special improvements which I believe to be

new and wish to protect by Letters Patent.

40 - _
in its main featuresis,like any ordinary punch-

In the drawings, A represents a die,which

ing-die, adapted to cut blanks from strips or
sheets of metal, consisting of two parts, a,

“which are joined in the usual way. This die
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need not be deseribed except in some special

particulars, which I will now mention. The
opening inthe dieis of course shaped like the

‘required shape of the blank, having the form

of the head ¢’ at one end, the body o’ along

its middle portion, and a triangular point, a’,

at the other end. It is usual in dies of this

B

ridge, b, like the head of the nail-blank, while

t kind to terminate the die-opening atthis point; -

but I prolong it slightly by making a short
and very narrow opening, o', extending be-
yond the point proper of the blank, as shown
in Fig. 1 of the drawings.

The punch Bis made of & form 1n cross-sec-
tion to exactly fit the opening in the die just
described—that is; at one edge it has a thick
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the body ¥’ is of a thickness corresponding to - --
the width of the nail-blank, and at the other
end has ataper, b?, cortesponding to the point
of the blank and the additional feature of a
thin fin, b, projecting beyond the point-edge
of the punch as usually constructed. It will
thus be seen that the die and punch correspond

65

in shape to the usual form of horseshoe-nail
blanks, with the addition of a thin projecting

fin extending from the point proper a distance 70 -
about equal to the body or main portion of a

blank-head in the direction of the length of

the blank. | o o
I prepare a metal strip or narrow plate, C,

of a width a little greater than the length of 7 5  .

a single nail-blank, the excess being about
equal to the head, or rather main portion or
body of the head, of the blank. This strip of -
metal is rolled or otherwise shapedintoawell- |
known form, so that in cross-section it repre- 8o. -
sents, in a general way, the form of a nail- .

blank with a head at each end, as shown in

Fig. 3 of the drawings. The width of this
strip is the same as the length of the opening
in the die, and its general contour, just men-
tioned above, is well known, and need not be
described here more particularly. Now, it IS
evident that if the strip C be placed over the
cutting -die and the punch operated in the

usual way, & nail-blank will be cut off of the go

uasual shape of horseshoe-nail blanks, except
that it will have a thin little fin sticking out

a short distance from the point, and that if
the strip be then fed along so that its edge .
will extend "beyond the die-opening on the g5
other face the width of a nail-blank and the
punch operated again, twomore similar blanks
will be produced, one resting on the farther
face of the die and the other punched through

the die, and both entirely severed from the 1oo

strip. This operation will be understood from
Fig. 4 of the drawings. Suppose the strip 18 =

...........
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13 ach, which T d
~ -scribed before, and the effect of which is fully
~1llustrated in Fig. 4 of the drawings, where

- the successive cuts are shown by dotted lines
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~at one end laid over the opening in the die,
- and the punch operated, the parts having the
- relation shown in the drawings, the blank

‘marked 1 will be cut off. Then let; the strip

- face,while blank 3 will be cut off and punched

~through the die-opening, the strip being cut
. entirely from edge to edge eachtime by reason |
- of the narrow extension at the point portion
of both die and punch, which has been de--

~extending transversely across the strip. The
20 operation on being repeated will obviously eut
- off two additional blanks, 4 and b, of Fig. 4 of

 thedrawings. Now,itwill beseen that by this |
- method of punching the blanks from the plate
. the nail-blanks are produced very rapidly—
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two at a time—and from a cold plate of metal,
~from which they are completely severed

- and without any material waste of metal, for
. the little fin that is left projecting from the
- point proper of each blank is hardly worth
. 39
- Succeeding process of finishing the blanks is
- readily disposed of.

consideration in this connection, and in the

Tt is obvious that by properly gaging the

- @ : foot of the strip blanks may be cut of differ-
35 ehb Bl
- that the portion projecting over onto the face

ent size, for if the strip is fed forward so

. of the die beyond the opening is a little less
- than the width of the die-opening, evidently
two blanks will be cut off of substantially the
same shape, but one a little lighter than the
other, being of a little less width, and so at
one and the same operation blanks of differ-
ent sizes may be cut from the same stock with-
out any change whatever in the operating
45 Mechanism. : |
It will be understood of course that the die
and punch are fitted to any suitable machine
or mechanism for holding the die and oper-
ating the punch, as described above, suitable
50 gages being provided also to regulate the re-
quired feed of the metallic strips. Ihave not
shown any machine or mechanism for this
purpose, for the reason that such machinery
is extremely common and well known, and re-
55. quires no description or illustration here to
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enable any ordinary mechanic familiar with |

‘be fed forward until it projects ontothe farther
~ 1ace of the die, and beyond the die-opening a
~ distance equal to the width of the body of a
- nall-blank, and the punch operated again, |
- obviously blank 2 will be cut off at the farther:
edge of the cutting-die and left on the farther:

- Lam aware that, broadly considered, asimi- o
-lar process has been employed in the manu- -~
facture of nails, and Letters Patent No.145,336,
~granted to me December 9, 1873, showtheap-
plication of the process, broadly considered, to -
‘the production of ordinary nails; but in that 65 B
‘batent, and others showing a similar mode of ~
making nails, it will be oticed that the strip
of stock is of a width exactly equal to the

l |

this class of machines to provide the neces-

sary mechanism for the operations herein de- -
,Scribed......... | S | | o L |

length of a nail so that the nails are cut off, -~
‘heads and points being formed and termi- | R
ﬂﬂfﬁﬂg at each edge of the: StI‘lp | :NO:‘W"’ 3‘131113: B RS R
‘mode of cutting will not answer for horseshoe-
‘nail blanks, for it will not make the heads =
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suificiently heavy for the purpose of horse-

shoe-nails. If, on the other hand, the cutting o
18 done with a punch and die less in length ~

‘than the width of the strip, so as to give a R
sufficient body to the nail-heads, obviously
‘the blanks will beleftattached at their edges,

‘and another operation will berequired to sepa- SRR
rate them from each other, and this has been =~
found impractical, for the reason that it in- =~
the blanks, leaving themin bad condition for =~
finishing. Since the granting of the patentto 85

[ me mentioned above I have sought to devise
| some way of applying the main principle of

| the system of punching nails therein shown
To the manufacture of horseshoe-nail blanks,
and after repeated experiments have finally

believe completely solves the problem of malk:
Ing horseshoe-nail blanks by punching from g3
cold metal in a cheap and successful manner.
Having thus described my invention, what T
claim as new, and desire to secure by Letters
Patent, is— ' - o
The cutting-die the opening of which con-
forms to the shape of a horseshoe-nail blank,
and has a short narrow extension, «!, at the
point end thereof, in combination with a die-

1G0O

punch of similar contour in cross - section,

whereby horseshoe - nail blanks may be
punched and entirely severed from metallic
strips, as herein described, and for the pur-
poses set forth.
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| HARLEY D. COWLES.
Witnesses:

W. C. CORLIES,
A. M. BEST.
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devised the mode herein described and illus- ~—
Arated, which Thave found by practical useto -
“be entirely successful and satisfactory, and I~
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