-~ (No Model.) R o | - - 2 Bheets—>Sheet 1. c
J. H. SIMPSON. o
~ART OF MAKING TURN BUCKLES.

No. 410,120.  Patented Aug o7 1889

b
Exﬁ, & \‘\ ‘/; |
i e : : e e -

6 ' === 6
. —& E—=r7 =T %
7=
=
. WITNESSES - o I INVENTOR

M. PETERS, Photo-LRhographor, Washington, D, €.




B t2 Sheets——SheEt_S.

o J. . SIMPSON. -
~ ART OF MAKING TURN BUCKLES.
o
|

- Patented Aug. 27 1889. o

\ . e

\w

" o | IH_VENTQR L S S
| | | ' LleyickesS .
. PETERS, Photo-Lithagrapher, Washington, D. C. - |

| ,. __ ..

(No Mod_ei.)

No. |
|
wi

No. 410,120
P
;)
e
' . _ TNESSES - '|_ | S



- Un~rrep StaTes PATENT OFFICE.

JAMES T1. STMPSON, OF PITTSBURG, PEXNSYLVANIA, ASSIGNOR TO CARNEGIE,

PHIPPS & CO., (LIMITED,) OF SAME PLACE.

ART OF: MAKING TURN-BUCKLES. o

. SPECIFICATION forming part of Letters Patent No. 410,122, dated Auyust 27,1889, ©
o | Application filed May 6, 1889, Serial No, 309,6'84. (No model,) o | H

To all whom ©t may concerm: o
~ Beit known that I, JAMES M. SIMPSON, ot
- Pittsburg, in the county of Allegheny and
State of Pennsylvania, have invented a new
-5 and useful Improvement in the Art of Mak-

ing Turn-Buckles, of which the following is-
- a full, clear, and exact description, reference
being had to the accompanying drawings, in

-~ which—
O

according to my-invention. Fig. 2 is an end
view thereof. Iig. 3is a plan view of one of
- the dies which I use in the manufacture of

iz the turn-buckle. Fig. 4 is a plan view of the
same in connection with the end mandrels or
tongues which are used to shape and com-

- press the nuts or ends of the turn-buckle, the
turn-buckle being shown thereon in longi-

20 tudinal section. Fig. 5 is a vertical longi-

tudinal section on the line « xof Fig. 4. ¥ig.

- 61is a vertical cross-section on the line y 4 of

Fig. 5. Fig. 7 is a plan view, and Fig. 8 1s a
side view, of the finished turn-buckle.

2¢ Like symbols of reference indicate like
parts in each. _ . I |

In practicing the method of manutacture

I first form a blank comprising side pleces,

- which constitute the straps of the turn-buckle,

20 and end pieces, which form the heads ornuts,

~and place such blanks between lateral dies,

which grasp and hold the same firmly, clos-

ing in upon the blank, so that their faces

shall fit neatly together. These side diesare

s not designed of themselves to exert any sub-

stantially forging or shaping action on the

~ blank, but simply to close in upon and to

hold the same, the forging and shaping be-

ing performed by end dies which enter cavi-

g0 ties of the side dies, engage the ends of the
blank and force the same inwardly, so as to
displace the metal of the blank and to cause
it to fill the die-cavity and to assume accu-
rately the shape thereof.  For this purpose

45 the blank is originally formed preferably of

somewhat less .cross-sectional area than the

 die-cavity, or at least of no larger cross-sec-

tion. The result of such method of manu-
facture, as distinguished from a method in
50 which the blank is reduced and shaped by

lateral action of the dies, is that the turn-

~ Figure 1 is a plan view illustrating the
“blank from which a turn-buckle may be made

wasted, and the subsequent side finishing

may be formed in any of the modes hereto-

fore known in the al‘t;rbut-fufthef-tsake‘"of]_-“' 

more clearly illustrating my invention I have

‘shown in the drawings a form of blank which
‘is deseribed in a prior patent application, - =
Serial No. 285,505, filed October 8, 1838, and =~

I shall describe my present invention as re-

gards its application to s ach blank. T first
| form a compound blank of the sort shown in
TFigs. 1 and 2, which iscomposed of two pieces
3 of iron, preferably of the shape in eross- = -
section and about the desired length of the

buckle is formed With()_lit fing, no metal is

or dressing necessary when lateral fins are’
formed on the blank may be dispensed with.

In the practice of my method the blank — -

straps of the finished buckle, and shape them -

into the form shown in Fig. 1, so that when

_ Lok 70
placed together,as shown in that figure, their -~
ends shall be in contact and their middlepor- - -

tions spread out from each other, though the
last-named feature is not essential, as the

strap-pieces may be made substantially par-

75

allel and spread after they have been united

at the ends, as. hereinafter described. The e
ends of the strap-pieces are then confined to- ~ -

oether by bands or rings 2, which are placed =~
8o

over these ends, and are preferably of sufli-

cient length to project beyond the same.
These bands or rings may consist of stripsof .

metal scarfed at the ends and bent round

into annular form, the scarfed ends being
adapted to be subsequently united in the R
shaping and welding of the turn-buckle; oxr

the bands may consist of rings or sections of =~

tubing completely welded before they are put =

on the strap-pieces. The material of which

the bands are made. is preferably scarfed at

90

‘the end, as at b, to conform to the shapeof = .
‘the shoulders of the strap-pieces 3 and to . .
prevent the band from cutting into these

strap-pieces in' the end compression of the o

dies. When the compound turn-buckle blank

has been so formed, it is, when at a welding

heat,j welded ;:_Lnd Shaped 1111301:116 ﬁmshedtul‘ll- ..

buckle by any suitable means, the parts 3

forming the straps of the buckle and the

bands 2 forming the nuts or heads. I have

oa

illustrated dies for this purpose in Kigs. 3, 4,
5,and 6. They consist of two dies for hold- .
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T :These.Phl]llgel"SC&l’Ty.Eb.t- their ends tongues: flow out laterally and to fill the die-cavity,

. . > . . . . . . . . . . . : : : Lo

... The plungers 6 are actuated by cams, slid-| ture is eheapened, and a strong and shapely

. 20ing wedges, or any other convenient power | article is obtained. T T
devices. | I claim— |

| to end compression, whereby the materialof = =

S ST T R S sl)(}il?‘tiOHSs of the die-cavitv. . the side pieeeg and end !pieeielg of the blanl: 65 B

...+ that the tongues 7 shall enter the cavities MJAMES H., SIMPSON. '~
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