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1o all whom it may concern: ]

Be it known that we, HorATIO G. KELSEY
and HENRY A. HARTSHORN, of West Haven,

- 1n the county of New Haven and State of Con-
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necticut, have invented a new Improvementin
the Manufacture of Buckles; and we do hereby
declare the following, when taken in econnec:
tion with accompanying drawings and the let-
ters of reference marked thereon, to be a full,
clear, and exact description of the same, and
which said drawings constitute part of this
specification, and represent, in— |
Figure 1, a top or plan view of the active
portions of the machine; Fig. 2, a horizontal
section through the side benders and former
in the plane of the tongue portion of the buckle
on the former; Fig. 3, the tongue complete as
formed by the machine; Fig. 4, the working-
face of the side benders; Fig. 5, the working-
face of the former. | |
This invention relates to an improvement in

- that class of buckles for wearing-apparel in
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which the buckle is composed of two parts—a
frame and a tongue portion—each part made
from wire, the tongue portion bent to form the
loop, and the ends of the frame bent around

‘the inner side of the loop to form the hinge,

and such as commonly known as the ** Harts-
horn buckle,’’ and such as patented to Harts-

‘horn July 10, 1855, No. 13,218. -

In this class of buckles it is necessary that
the engaging ends of the tongue shall be
brought to a sharp point, or nearly so. Here-

‘tofore this has been done in some cases by

grinding, in other cases by rotating hammers,

~and 1n other cases by squeezing the point ends

between dies, which throw the surplus metal
on.opposite sides of the point end in the form

- offing. Then the fins are cut off and the point
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finished by tumbling or otherwise; but in

“either case the operation adds considerably to

the cost of manufacture, which it is the object
of our invention to avoid. The tongue por-
tion of the buckle is represented in. Fig. 3.
This part of the buckle is made from wire
bent into the required shape to form the two
tongues .¢@ @ on one side of the loop A. To

bend the blank, a former, B, (see Fig. 1,)

formed point upon the end of the wire, and as
the wire advances the required distance an-

stands vertical, and whichin transversesection
correspondsin shapetothe insideof the tongue
part of the buckle.

Crepresentsthe preliminary bender,adapted
to reciprocate toward and from the former,
as indicated in broken lines, Fig. 1. On the
face of the bender a recess is formed corre-
sponding, substantially, to the outside of one-
half the loop portion of the buckle. The wire
1s fed in between the former and the prelimi-
nary bender C, as indicated in Fig. 1, and cut
off to the proper length. Then the bender C
advances toward the former and turns the two
ends onto the former, bringing the blank into
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‘Ushape, as indicated in broken lines, Fig. 1.

Then side benders advance and complete the
loop, leaving the tongues projecting at right
angles to the loop.

Instead of cutting off blanks from the wire |
ab right angles, I make a diagonal cut, as in-
dicated at b, Fig. 1. This leaves a partially-
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other like diagonal cut is made, severing the
blank from the body of the wire and leaving
1t between the bender and former, as seen in
Fig.1. Theineclination of the two ends of the
blank are opposite each other because of the
diagonal cut made, as before deseribed. The
blank thusintroduced is first bent by the pre-
liminary bender C, as before described and as
seen in Fig. 1. o

D D represent two side benders, the face of
which corresponds to the side of the former,
and so that as the two advanee upon opposite
sides of the former they force the end portions
inward and bring the ends of the blank par- 85
allel with each other and at right angles to
the loop, eompletely forming the loop, as seen
in Fig. 2. The faces of the two bending-dies
D D have a cavity formed therein, as seen in
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Iig. 4, the cavity running to a sharp point go

corresponding in position to the point end of
the blank. The former also has a correspond-
ing recess upon its side, as seen in Fig. 5. As
the two side benders,D D,advance, the cavity
therein is brought onto the respective ends of g5
the wire, and because of the point shape they
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- 1ts propershaping,
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- the blank to shape..

suen
| pomts hemﬂ fm med complete in the operation
of bendnw-—-tlmt is ‘to say, in bending the
tongue pmtlon of the buckle plemsely the
“sameactionof thediesisrequiredasthatwhich -
~we have described; but by forming the point
cavities in the reqpeetit ¢ benders the point 18
produced without additional operations over
that which is necessarily required in bending
Afterthe blank has beeu |

~ thus completed it 1s forced from the former b_} |
e =ih-wmcr cavities 1n tzhulr face terminating in
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“intoa completely Shaped pomt, Ela 1ndlcatedf
?IDPIﬂS.-2=ﬂﬂ(13 SRS R o
Because of the dmﬂ*oml cut nnde as befm e
| descnhed in severing the blank from the body
of ftlie?Wifrfe,? there is no'more 1netal left nupon
~ the point end of the blank than is required for
| the obliquity of the cut: be-
o ingmade withdue mgardto the metal: 1*eqmredf

1o R

for so completely forming the point.

By this method of forming the 1)011113 the op-n .
er atmn% lnthelto required Im this purpose--
s before described—are avoided. the |
chines for'm
i stantially sueh as desmlbed consisting in the
combination of the stmtmna,ry fermer B, its
shape corresponding .to the interior. of the
tongue part ot the buckle, a cutterthe cutting-
:edne of whieh is obliqueto the line of wire f(,d
to the machine and whereby obliquely - cut
points are formed on the blank, the recipro-
cating preliminary bender C, and the reeipro- - -
cating gide benders; DD, the S‘le side benders =~

. =the, stripper in the usual manner.

- We have not shown the nmchme complete,

as the mechanism for operating the respective

- slides which carry the preliminary bending-die -

- and the side benders,

ooare commohn and w ell known and do not re- .
quire illustration, it only belng necessary to
- gay thatareciprocating nmvement isimparted

as well as the Stllpper'?

We claim—

The hereln- de%cubed 1n11)1'ovement inma-
45

anufacturing buckle-tongues, sub-

i point. slnpe for the: point end of the b]fmk L
:SLIbStcLlltld” y as described. |

- HORATIO. G KLLSI"Y
- HENRY A HARTSHOR‘\T
VVltnegseS*- . |
 FRANCIS N STLR S
. ixVIiLTiJIiU?I B. PLACE.

‘bring the partially-formed point of the ends | to the preliminary die and to the side benders. -
toward the former, such movementbemg timed

for the introduction or feed of the wire,which ... .. .

ils also produced in the usual manner. - .=
~ The diagonal eut is produced by cuttels the
;cuttmn*—edtre of which is obligue to the line of.
the wire; as indicated at E, Fig. 1, which rep-
resents one of the eutters, the: eutters being.
substantially the cutters employed n machmes; )
for this purpose, excepting in the diagonal

:1)0%1131011
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