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1o all whom it mday concern.:

Be it known that I, JULTUs KINDER, of the
city of Brooklyn, in the county of ngs and
State of New York have invented a new and

5 useful Improvement 1n the Method of Making
Chain-Links, of whlch the following 1saspe(31-
fication.

My invention relates to the method of mak
ing solid links for chains, which are composed

[o of two series of similar ]mks arranged alter-
nately in the chain and in planes Whl@h are
transverse to each other.

In my application for Letters Patent Serial

- No. 206,859, filed herewith, I have described a

15 novel constr uction of thelmL which prevents
the chain from losing its ﬂemblhby when sub-
jected to strain; and I have also there de-
seribed a solid lmk cut from metal having op-

posite flat surfaces, and which Simnhtes the !

20 appearance of a llnk made of wire.
The first result, above referred to, is $ecured
~ by making in the cross-portion of bhellﬂk and
between the two loops which are formed by
bending the end portions of the link in the
25 same direction, an 1lnward bend which extends

.- 1n the same direction as the loops, and which

~serves when strain is applied to the chain to
spread the loops which embrace said ecross
~ portion, and prevent them from drawing to-

30 ward, the middle thereof and bendmﬂ' the
Cross portion outward. - ~

The second result, above referred to, is se-
cured by cutting or stampmﬂ' the -blanks for
the links from sheet or piate metal having op-

35 posite flat surfaces, and then subjectmg the
top of the links to pressure, in order to round
their side bars or. members transy ersely to
their length{ and the same result I secure ina
more perfect degree by first rolling a wire

40 down to the form of flat strip, then cutting
out the blanks therefrom; and finally subject-
ing the blanks to pressure in order to round
‘the top surfaces of the side bars or membexs
In a transverse direction.

45 -In the accompanying drawings, Flﬂ*ures 1
and 2 are end and side views of a piece of
round wire. Figs.3 and 4 are end and plan
views of the same wire after it has been rolled

~out flat, and of proper thickness and width.

K pllan and a transverse section of a blankfor
a link embodying my invention. Fig.8rep-

resents two links connected together. Figs.

9 and 10 are sectional elevations in planes at

right angles to each other of a die, and a side

elevation of a punch for fmmmw the link-

blanks; and Fig. 11 represents a piece of chain
embodymﬂ' my invention.
wimilar letters of reference desmuate cor-

responding parts in all the figures.

A. designates a piece of brass, steel, or other

metal wire of proper caliber, and which is first

S35

rolled down, as shown in I‘lﬂs 3 and 4,s0 as .
to form a strlp of sufficient widsh and bhlck ¥
ness to form the link or link-blank B. Bythe 65

| operation of rolling the strip from a wire the

edges of the strip will ‘be allowed to retain

| their rounded or convex form, and the outer.
edges of the links or link- blanhs B will hzwe_
| similar form, as shown in Fig. 7.

The links or link-blanks B mwht be cutb from

would then be square a,nd angular when cut
out, and would be left so, or wounld require a

'Separate operation to round them, The strip
A from whbich the link-blanks-are cut might

be dir ect]y produced by drawing, of the form
shown in Ifigs. 3.and 4, without first produe-
iIng a round mre, and bhen rolling 113 down to

ﬂat form.

At about the mlddle of the luwth of each'

blank B, I form the bend d, Whlch is pressed
down ward‘ from the rounded top of the link or
blank,asshown in Fig. 7, and which, when the
end portions of the link or blank are bent to
form. the loops b, remains or comes in position
at about the middle of the cross portion ¢, be-

tween the loops. This bend d extends in the

same direction as the loops b, and its purpose
is to spread the loopsd of another link, which
embrace the cross portion ¢, as shown in Fig.

flat sheet or plate metal; but thelr outer edges
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S, and prevent said two loops from drawing

toward the middle of the cross portion, and by
bending it outward and wedging into it when
strain 18 applied to the cham destroymﬂ' or
impairing $he flexibility of the chain. The

bend d, therefore, not only braces the cross

portlon ¢ against bemg drawn outward, butby

| spreading the loops b, which embrace the Cross
50 Higs. o, 6, and 7 are 1espectwely a sSide “VIGW, | portlon} 1tpreventsthemfrom dmwnwto‘ﬁ ard
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| prommately V-shaped projections /4, which,
with the recesses f/, form the downwar d bends
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‘the middle of the er 0S8 portmn where 1t has | ing solid cham‘hﬁks, consisting in cutting the

least strength.
The cuttmg of the]mk from the strip A, the

formation of the bend d, and the roundmg of

the top of the link may 'all be produced by the.

punch C and die D. (Shown in Figs. 9 and
10.) The die has at the parallel longitudinal
sides of its slot ¢ overhanging or concave lips
f, between and under which the strip A isfed
forward, and IllldeLV of the length of the
punch-slot e are the bends or approximately
V-shaped recesses f’in the die. The lower
edge of the punch C is shaped to giveashear-

ing cut in removing the metal to form theslot
in the link, and theshoulder 2, Whe]ethepuuch
proper _]OII]::, the shank (, is coneave, so as to
round off the npper and inner angle or dorner

of the side bars or members and ends of the

link around the slot which is in thelink. The
shoulder %, at the sides of the punch, has ap-

d in the link-blank B.
What I claim as my invention, and desneto

secure by Letters Patent, is—
1. The improvementin the method of mak-

link from flat metal, and .producing the bend

or indentation @ at about the middle of the o

length, and in subsequently bending the end

portlons to form loops, which extend in the

same direction as the bend or indentation d,

substantially as and for the pur pose herein de-
scribed.

- 2. The improvement in the method of mak-
ing solid chain-links, consisting in cutting the
link from flat metal and in then rounding the
inner top edges of the link around the Slot

| subsbantmlly as and for the purpose herem de-

seribed.
- 3. The 1mpr ovement in the method of mak-

ing solid chain-links, consisting iu, first, pro-
ducmfr a flat strip with rounded or convex
longltudmal edges, in then slotting and cut-
ting the strip transvelsely to form links, and
10 101111(11110* the inner top edges of the link
around the slot, substantially as and for the

puarpose herein "described.

| JULIUS KI\TDER

Witnesses: -
FrREDK. HAYNES,
MINERT LINDEMAN.
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