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To all whom tt may concermn:

Be it known thatl, JACOB J. UNBEHEND, of
Syracuse, in the county of Onondaga, in the
State of New York, have invented a new and
useful Process of Making Rivets, of which the
following, taken in connection with the ac-
companying drawings, is a full, clear, and
exact description.

My invention relatesto an improved process

for constructing rivets from solid wire, and |

has for its object the production of a simple
and effective method, whereby the rivets
are coutinuously, rapidly, and automatically
formed from solid wire at a minimum cost of
expense; andit consists, essentially,in cutting
the wire into sections, contacting one ex-
tremity with a die ordies for splitting ordivid-
ingthesameand formingelinching orsecuring
prongs, and contacting the oppositeestremity
with a die or dies for upsetting the same and
forming a head, all as hereinafter more par-
ticularly described, and pointed out in the
claims. - |

In deseribing this invention, reference 1s
had to the accompanying drawings, forming
g part of this specification, in which like let-
ters indicate corresponding parts in all the
views.

Figure 1 represents an elevation of a sec-
tion of wire. Fig. 2 represents an elevation
of the completed rivet formed from said sec-
tion and shown with its prongs edgewise.
Fig. 3isa sectional view of a pair of oppositely-
arranged dies, illustrating the first step of
splitting or dividing one extremity of thewire
section into projecting arms. Fig. 4 isa sec-
tional view illustrating the second step of ap-
proximating said arms in operative position,

and thus forming the same into securing- |

prongs. Iig.5isasectional view illustrating
the final step of upsetting the opposite ex-
tremity of the wire section for forming the
rivet- head; and Fig. 6 is a sectional view
showing a modified form of my process.

A represents a shortsection of wire of suit-

able length and diameter to form the desired

size of rivet. These sections are preferably
continuously cut by suitable cutting mech-
anism, not necessary to herein illustrate or

describe, since it is evident that in carrying |

out myinvention any desired form of cutting
mechanism is used which will cut off the wire.

il

B represents a die having at one extremity
an opening b, with which the upper extremity
a of the wire section is registered, thus allow-
ing the lower extremity ¢’ to project there-
from, as shown in dotted lines, Fig. o. |

C represents a die oppositely arranged to
the die B, and formed with a suitable oper-
ating-face ¢, adapted to be broughtin contach

with the projecting extremity o’ of the wire

section for splitting or dividing the same.

As illustrated, the operating-face ¢ of the
die C in the operation of splitting or dividing
the projecting extremity o’ of the wire section
forces the separate divisions thereof into lat-
erally-projecting arms a® ¢®. At the present
time experience has demonstrated that this
operation is more practical than that of sup-
porting the wire section completely within the
opening g of the die G and splitting its lower
extremity thereof by forcing the plunger H
into said extremity, as shown in Fig. 6. It
will be understood, however, that when using
metal of suitable hardness and density this
latter process may be used, andthatthe same
would be an immaterial departure from my
invention. |

In order to render the operation of forming
the rivet-head more simple, practical, and
economical, I extend the opening b entirely
through the die B, and during the formation
of the prongs or arms ¢® support the section
A in position by means of a plunger or rod
D, secured to a suitable support D’. Imme-
diately after the formation of the arms or
prongs ¢? the planger D is withdrawn from
one side of the die B and the die C from the
opposite side, whereupon the wire section A
is, by means of a suitable plunger E, forced
through the opening 0 until 1ts upper ex-
tremity @ projects beyond the face 0’ of said
die. Asthesection is forcedthroughtheopen-
ing b, thearms ¢?are drawn together, asshown
in Fig. 4,into their normal operative position,
and thus form prongs suitable for entering
the article to which the rivet is to be secured.
After the wire section isforced to the position
shown in Fig. 4, a suitably-formed die F, hav-
ing an operating-face f, is brought into con-
tact with said outwardly-projecting extremity
a, for upsetting the same and forming the
rivet-head. The plunger E is then further
operated through the opening 0 to discharge
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the completed rivet, as shown in dotted lines
in Figs. 5 and 6. | I
As illustrated and described, I have shown
but one operation as necessary both for split-
ting or dividing one extremity of the wire sec-
tion A and upsetting the opposite extremity,
but-it isevident that instead of a single oper-

atlon two or more may be used.

It will readily be understood that hy means

of suitable connecting mechanism, not neces-

sary to herein show or describe, these sepa- |
rate dies are arranged relatively or consecu-

tively, so that the various operations upon
the wire section are produced automatically
and consecutively. This method of prodic-

ing rivets from solid wire is of particular ad-

‘vantage, since a rivet produced from wire is

far stronger than rivets produced from sheet

‘metal, and, moreover, by producing the rivet
directly from the wire by the consecutive op- |

eration of dies the rivets are produced with
the utmost rapidity and economy.

It will be understood that I do not herein
limit myself to any particular construction of

dies, nor to the order of the steps of my pro-

cess, since,if desired,the head may beformed
first instead of the securing-prongs.
Having thus fully described my invention,

~what I claim as new, and desire to secure by

30 Letters Patent, is—

|

455,008

1. The herein-desc¢ribed process of forming
rivets from solid wire, the same consisting in
cutting the wire into sections, contacting one

extremity of said section with dies for split-
ting or dividing the same and forming secur-

ing-prongs, and then contacting the opposite

35

extremity with the die or dies for upsetting -

the same and forming a head, substantially as
set forth. | | | |

2. The herein-described process of forming

rivets from solid wire, the same consistingin
cutting the wire into sections, contacting one
oxtremity of the section with a die or dies for
splitting or dividing the same and forming
lateral projecting arms or projections, forcing
said section through an opening for bringing
together said arms and forming securing-

prongs, and then contacting the opposite ex-

tremity of said section with anoppositely-ar-
ranged die or dies for upsetting thesameand

forming a head, substantially as described.

In testimony whereof I have hereunto

40

signed my name, in the presence of two at- -

H

testing witnesses, at Syracuse, in the county

of Onondaga, in the State of New York, this

10th day of June, 1890. |
| JACOB J, UNBEHEND.
Witnesses: . | |
- CLARK H. NORTON,
- M. BAXTER.
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