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| Applieatiqn filed June 25, 1888, Serial No, 278,123, (No model.)

To all whom it may concern: |

Be it known that I, HENRY P. FISKE, of
Waterbury, in the county of New Haven and
state of Connecticut, have invented an Im-
provement in the Method of Forming Metal
Blanks; and the following is declared to be a
deseription of the same. '

My present improvement is adapted for use
with a machine for making decorative nails,
forwhich T filed an application for patent un-
der date of September 23, 1887, Serial No.
250,472, which application was duly allowed
April 13, 1888. S

In the method of forming metal blanks be-
fore my present invention it was usual to cut
satd blanks either from a strip of metal which
was wider than the blank when cut or to cut
sald blanks from a sheet of metal, in either
of which cases there was a good deal of sur-
plus metal forming serap which it was nec-
essary to remelt and roll for further use.

The peculiarity of my present im provement
In the method of forming metal blanks con-
sists, essentially, in cutting the metal blanks
from a strip of metal that is narrower than
the diameter of the finighed blanl, and in the
carrying out-of my improvement I employ a
die and matrix for cutting and forming the
blank, {the recess in the matrix being about
as deep as the thickness of two blanks, the

die in entering the matrix eutting the blank, !

and when the same brings the blank up against
the base of the depression said blank is spread
to completely fill the opening in the matrix,
and 1s made thinner by the spreading opera-
tlon, and an annular rib is formed on one face
of the finished blank.

Myimprovement relates especially toblanks |
Trom which are formed decorative nai Is; but

blanks for any other purpose may be cut in
the same manner.

In the drawings, Ttigure 1 is a front eleva-
tion of the strip of metal and the face of the ;:
longitudinal section of |

matrix. Iig. 2 is a
the die, matrix, and strip of metal just before
the cutting of the blank. Tig. 3 represents
separately the blank eut. TFig. 4 represents
the face of the'die, and Fig. 5 a longitudinal
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section of the die and matrix and strip of
metal and the completely-formed blank. TFig.
6 15 an elevation of the finished blank.

¢ represents the strip of metal; b, the hody
portion of the die, and 0’ its cutting-face. ¢
represents the matrix, and ¢’ the depression
In the same. erepresents the cut hlank, and
e’ the finished blank.

By rveference to Fig. 1 it will be scen that
the width of the strip of metal from which
the blank is cut is considerably less than the
diameter of the depression in the matrix, and
also of the face U’ of the die. In the opera-
tion of the parts I prefer, as shown in the
drawings, to feed the strip of metal ¢ verti-

cally to the cutting device, which device, in

making the cut, as will be seen from Figs. 1
and 2, separates the blank, like the one shown
in Ifig. 3, from the strip of metal «, forcing
the same into the depression ¢/, the small tri-
angular points at 1 constituting the waste or
scrap. The further movement of the matrix
¢ against the die b forces the blank e to the
bottom of the depression ¢/, the movement of
the parts being continued to compress the
blank and spread the same in the depression
¢’ until it completely fits the same into the
shape shown in I'ig. 6, the finished blank being
thus made thinner, and also the metal, by com-
pression, harder. The finished blank may be
pushed out of the depression in the matrix
In any desired manner preparatory to other

- blanks being cut and finished.

I have shown in Ifigs. 2,4, and 5 the face of
the die with an annular depression which

serves to form the annular rib on one face of

the finished blank, this being adapted to ve-
ceive the nail-head informingdecorative nails.
It 1s apparent that in my present improve-

. ment there will be very little waste metal or
- serap requiring remelting for further use.

I am aware that bars of metal have been
cut off to form blanks and carried into a die
and spread laterally by pressure to fill the die:
also, that in the manufacture of sheet-metal

nail-heads dies have been used to cut out a

tull-sized blank, and then to form a cireular

rib or cup that receives the head of the nail.
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In my present method the two operations are ‘ ing the blank and forming a cire ular rib upon 10
made use of so as to save material and facili- | one surface and sim ultaneously spreading the
fate the manutacture. “metal laterally to fill the die, substantially as

. T elaim as my invention—
= The method herein specified of forming
metal blanks, the same consisting in cutting

4 piece of metal by suitable dies from a Erip

or sheet of metal which 1s narrower in width

than the finished blank, and then compress-

- speetfied.

Signed by me this 21st day of Juune, 1338,

- JTENRY P. FISKE,

Witnesses: | |
RO, T PINCEKNEY,
VWILLIAM G MOTT.
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