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Lo all whonv 1t may concermn:

Be it known that I, AugusTUus M. MOGEE
a citizen of the United States, residing at
Cleveland, in the county of Cuyahom and
State of 01110 have invented certain new and
useful Improvementsin the Process of and Ma-
chine for Heading Blanks for Bolts or Riv-
ets; and [ do her eby declare that the following
18 a full, clear, and exact deseription of the
uwentlon which will enable othem skilled in

the art to which it appertains to make and

use the same.

1The invention relates to a process of head-
ing blanks for bolts and rivets; and the *in-
wentlon consists in the process as hereinafter
deseribed, and pmtlculmly pomted out in the
claim.

In the acwmpanyuw drawi ings, Hig are 1 is
a plan view of the machine.
gitudinal section thereof. Fig. 3 is a trans-
verse section-on line X X, Fig. 1. Fig. 4 1is a
central horizontal Seetmn tthwh the dles
and punch, showing these parts in the posi-
tion when a bolt or rivet stem is nearly
headed. Fig.5is a view of a finishing-punch.
IFig. 6 1s a view of one of the dies.
:;md 8 show headed blank% in different Stfw es
of completlon |

In the drawings, A represents a rectangular

metallic frame, made sufficiently heavy to
withstand the operations of the machine.
This frame is recessed to receive the dies B
I3",one of which is fixed to the frame, as seen
in Fi 3, and the other is supported on an
arm C attaehecl to a rock-shaft D, journaled
in the Supportmﬂ‘-standalas of the frame.
The arm C also is recessed to receive the die
B, and has a refractin g-spring ¢, whereby the
arm 1s normally held in the pos1t1011 seen 1n
Fig. 3. The dies are secured in position by
(,lampuw-serews and have semi-cylindrical
grooves b, the counterpart of each other, and
cavities b’ to receive and give shape to the

the stock-bar by the action of the punch and
dies, as shown in nearly-completed form in
Fig. 4

In I‘1ﬂ"s. 1 and 4 I represents the end of a
rod from which the bolt or rivet stems are
cut, one such blank being shown in the die,
Fig. 4,and therod E in position to be pushed

frame,

I‘15}* 2 1s a lon-

Figs. 7

forward when the die B is swung back, as in
Fig. 3, and the stem that has been headed 1is
per mltted to drop to the floor. When the rod
E is pressed forward to be headed, its end

‘strikes a stop F, and then as the die Bis forced

to the right agamst die. B’ by the beveled
piece G a shearing cut is performed on the
rod K between die B and the steel block H,
set in cross-bar 7, fixed firmly in the main
The block H is slightly recessed at /"
to receive the end of the bolt-stem, so that
sald stem may be carried back slightly and
prevent the head from being driven entirely

through over the end thereof, as might occur

1f this provision were not made, especially if
the punch were given its full thrast. A hand-

piece ¥ is shown for chslodﬂmﬂ the bolt-

blank from the recess /.

I represents a shaft driven by a pulley and
having a cam % set therein, which engages
with a clapper K, socketed in a cross- ‘head L,
sliding in guides in the main frame.
clapper K is normally held out of contact
with the cam ¢ by a rod and spring m, sup-
ported in a bracket m/, fixed on the cross-
head. The shaft and cam may therefore be

1n constant movement; but the machine will

be at rest unless the clapper is borne down
to be struck by the cam. This action-is un-
der control of the operator through lever N,

I'pivoted on the main frame and having an arm

1, which bears on the clapper. A counter-
welight n” on the lever keeps the arm » con-
stantly upon the clapper ready for action.
When the pressure thus brought to bear on
the clapper is withdrawn, the retracting-rod
and spring M instantly raise the clapper out
of reach of the cam and the machine stops.

O is a plunger projecting into the cross-
head L, as seen in Fig. 2, and slightly adjust-
able therein to give more or less entrance to

The -
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1ts thrusts by means of metal plates o,inserted

behind it. In the opposite end of the plunger
18 a socketo’, in which is supported the punch
P. (Seen e]fﬂdl"ﬂ ed in Fig.4.) This punch is

forined with a eoneave end corresponding to
the convexity of the head of the bolt, and is
in exact alignment with the bolt-stem in the
die.

In operation, when the clapper is brought
down into engagement with the cam on the
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+ plaeced in the die, the
~corporated and blend
usually by a single thiust of the punch—that ;

- main shaft, the plunger and punch are forei- |

~ bly driven forward, and the stock-bar 0% from |

~which the head of the bolt or rivet is formed, |
‘being first suitably heated, is placed in posi-

Y

sald

g

tion with its end against the stop I¥. Then

as the punch strikes said bar and bears its |
~end against the dies 1t instantly severs the:
| end from the bar, and, driving it into

the recess of the die upon undabout the end |
of the unheated- bolt or rivet stem, as seen. |
- partly completed in Fig. 7 and completed in:
~Tig. §, the stemn 1s headed and that part of
the procesq 1s - finished.
. term ¢

a - ‘““bolt or rivet blank.”

by the cam 1 .engaging shouldered projection
r on the bar R, which is secured fo the bot-

tom of the 'GI"OSS'-h(}ﬂd,' thus releasing the

20

shown in IFig. 7.

or by machinery.

“headed bolt from the dies and throwing all
the parts into position. to be refed and to re-
- peat the: operation above described. -

- completes the process and produnw the blank
Then: if it is desired to fin-
ish the -blml.lg 1t may be done in the usual way.
by swaging the head thereon either by hand
I'or this purpose the same:
- machine may be used, and in some instances

‘the same dies, exeept in reverse order.
carry out this step, the bolt or rivet stem is
temperature, and, being

This

heated to a welding

ed with the bolt-stem-—

- a cross-section \1111 not reveal the point of

This forms what 1
The cross-:
“head is then carried back to its startin g-point

-~ To | heated bar, and foreing
cold stem or shank in one die to the full CX- |
ient fm* use, substamml]y as set forth.

head is so thoroughly in- Mt 1 30 ,; -

414,949

union. The texture .mld strength of both
metals are undisturbed: by this method of
heading, thus: producing

8 blank im which

35

the head is as firm and perfect as the body y

Jitself,  In KFig. 5 lb SIIOW']] a punch suitable .
for this WOI‘L RN - | o

In the forefromn desemptmn I h.:we (,onﬂm,d |
-myself to the exacb devices
drawings.

shown 1n the

carrying the process into effect.

Having thus deseribed my 11’1V011f1011 wh&t I

claim as new, and desu*e to secure by Letters

_P.:Ltel'lt i§—

The methﬁd of nmhmﬂ' bl‘mk boltﬁ wluuh :
consists in cutting the.bolt stem or shank
from a cold bar into suitablelengths and hold-
ing thestem or shank so formed in adie, then .
heating a bar for forming the heads of the
bolts l(}ﬂb(}llt a welding: temper ature, cutting

off blank-head after. bl-&n.k:-@-head: from said

| AUGU bTUS M
W 1tueb%5 r

H. . F quER;

HENRY K. LOWER.
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‘Obviously these might be mate-
rially varied and still be wulun ‘Llle aplrlb -
and scope of my invention. AR

- The process of heading a bﬂlt or rive L stem
or like article subsmntmﬂy in the manner
herein described is regarded, broadly, as my -
invention, and the maechine hereshown is but
one of but possibly several practical w.ﬂ.ys of
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each Dblank upon a.
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