(No Model.)
.- C. B. BEACH
MAGHINE POR MAKING TURN BUCKLE BLANKS.

No. 438,092, _ _ Patented Oct. 7 1890'
E-i- NN\ . E#

" 7

' e TR 3 Tes
Y ' - - H | ﬂ-
. . a
¢

T
) e : I 772 . . =t
. , i |
€
o
bhe# - | |
.7 HH_(&‘_
//{/?;{{ |1 ‘ f 0
I l 2
- Ha. /
iE: EEE . el 70 pmpaancs /¢
| o
- JP“I'{ = el o “;l l’lll
l .y
Eﬂ | [
e
. fr
i|{(||I j = I'i
ol de -
y 4 E-!! i.. = ) — _’fiﬂl
/ ,« !i A -
Z D Y/ Ihll r . z .\iiﬁu
87 Y 1) e 1y,
= by | = == _i:—-:— %
ARS = e )
7
¢ | tél _ ‘ v/
| 62@%%@0%3 | ' Jnventor

THE NOAAIS PETERE COL, PHOTO-LITHD., WASHINGTUN, D. C.

T




I0

UNITED STATES PATENT OFFICE.

ik "y,

TR e W ik

" oy

CLIFTON B. BEACH, OF CLEVELAND, OHIO.

MACHINE FOR MAKING; TURN-BUCKLE BLANKS.

SPECIFICATION forming part of Letters P&tent No 438 092 dated. October ’7 1890

Application filed December 7, 1887 Renewed 00’601)61 1, 18 88 Serlal No 2861923

(No model.) |

To all whom it QY CONCErh:

Be it known that I, CLIFTON B. BEACH, a,
citizen of the United States and a resident of
Cleveland, county of Cuyahom, and State of
Ohio, have invented certain new and useful
Improvements in Turn-Buckle-Forming Ma-
chinery, of which the following is a, 3peelﬁca-
tion, the principle of the 1nve:r1t1011 being
herein explained, and the bestmodein Wthh
I have contemplated applying that principle
so as to distinguish it from other inventions.

Referring to the drawings, Figure 1 is a

longitudinal vertical section of the anvil and
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hammer, the ejector, cluteh, and punches De-
ing shown in elevation, and a section of the
turn-buckle blank being shown in position.

- Fig. 2 is a plan view of the anvil, die, and
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punches, showing the form of the die. Fig.
3 1s a vertical sectional view of a portion of
the hammer and anvil, the punches being
shown in elevation, and a piece of metal be-

~ing shown in position on the anvil ready to
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against the mill-floor d’.

be operated upon.  FKig. 4 is a cross-section
of the metal bar before swaging. Fig. 5 is a
sectional view of the turn-buckle blank when
taken from the die afterswaging. Fig.6isa
sectional view of the finished turn-buckle.
Kig. 7 is a front elevational view of a stand of
rolls, showing a modified form of machine for

forming the turn-buckle blank.

The anvil A is provided on its outer face
portion with the die-opening ¢ and with the

vertical slot 6. Fitting in the latter is the

spring-pressed ejector C, provided at its cen-
tral portion with shoulder ¢, and having bear-
ing-against this shoulder is the coil-spring ¢/,
sald spring having bearing at its opposite end
Sald ejector is also
provided with annular slot d, and in engage-

ment with said slot is clutch-rod e, that ex-

tends outwardly through horizontal opening
e’ in the anvil. Its outward extremity is piv-
ofed to lever 7, and this latter leverisin turn
pivoted to lug f’, attached to the mill-
At its lower extremity the ejectoris provided
with shoulder-stop c? engaging with the mill-
floor and limiting the upwmd movement of
the ejector When the cluteh is released from
engagement with the same. FIFitting in die-
opening « is the die G, having central slot q,
through which the ejector passes, and pro-
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&T1ded with the elhptlcal aroove i, for forming
the side portlons of the blank and enla,rn*ed
head portions 2/, for forming the heads of the
same.
flush with one another, the sides A* of the

ejector forming the inner periphery of the

oroove h, whlle the shoulders or walls 7 of the

-d1e form the outer peﬂphery of the same.

The hammer-face K is attached to any suit-

The faces of the eJeetor and die are 53
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able hammer K’ and is provided with open- -

ings k, similar in size and correspondingly lo-

e_a,ted with opeuings i/ in the die. Half-cir-
cular openings &’ are also formed at either
end of the die and hammer-face. Said open-
ings %’ in hammer-face and die register with
each other when the hammer is in lowered
position, as do also £ and #’. Through these
openings %’ the punches L have plav, said
punches being connected up with any suit-
able remprocatmw power.

The operation of forming the tur n—buckles
is as follows: I take a bar of iron or steel,
preferably of the shape shown in section in
Fig. 4, and cut 1t into suitable lengths to pro-
duce the desired buckle. The severed por-
tion 1s then heated to a soft swaging heat and
placed on the die, as shown in Fig. 3. It is
then struck by the hammer and the blank is

| hammered and swaged into the shape shown

in Fig. 5, the ﬂ‘leat pressure exerted by the
h::'bllll’ﬂel causing the metal to exactly conform.
to the shape of the die and the openings
formed in the hammer-head that 001resp0nd
and register with the enlarged openings 7’
of the dle
swaged, the hammer is maintained against the
WOlleO‘ metal, while the -punches T, are ad-
Vanced and puneh the metal forward, as indi-
cated by the dotted linesin Fig. 1. The lever
fisthen drawn back, thus freemn* the cluteh
from engagement Wlth the slot in the ejector.
Thse eoﬂ-sprmrr 1s then free to exert its force,
which i1t does, foreing upward the ejectorand
the finished turn-buckle blank. The shoul-
der-stop ¢, engaging with the mill-floor,
causes the upward movement of the ejector
to be suddenly arrested, and the blank is thus
freed from engagement therewith. The thin
web 1n the inner portion of the blank is then
punched out, and the openings formed by
punches 1, dulled through and tapped out
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When the meta,l 18 thoroughly
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- of the die, |
corresponds with the face portion of the die

25

30

in embodiment of my invention.
may therefore be made therein, provided the
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from either end, thus giving the required
right and left hand thread. Aportlon of the
we?l may be removed by the aotwn of the
dri

In my modified machine for forming the
turn-buckle I use a stand of rolls M N, “each
provided with suitable cams m and havmn‘
elliptical grooves n and enlarged head form-
ing depressmns n’ and outer port1on n? flush
Wlth the cams. The cams m cause the metal
of the blank passing through the rolls to be
forced out into the grooves a‘nd head-forming
depressions, and a turn-buoklo having a thm
central web is formed similar to the blank
formed by the hammer and die. The blank
when freed from the rolls is then drilled and
the web punched out, as in my preferred man-
ner of forming it. In this modified form of
apparatus the cams 7 correspond with the
raised portion of the die used in my preferr ec’l
form, while the grooves n and depressions 1’
correspond mth grooves v and depressions 7/
The outer portion n* of the rolls

outside the groove. Therefore the rolls may
be looked upon merely as modified forms of
dies or swaging-tools, the lower roll corre-
sponding to the die and the upper answering

the purpose of the hammer shown in the pre- '

ferred form.

The foregoing de‘Scl’lptIOﬂ and accompany-
ing drawings set forth in detail mechanism

principles of construction respectively recited
in the following claims are retained and em-
ployed.

tinetly claim as my invention— |
1. In turn-buckle-forming machinery, a die

having agroove of turn-buckle form, substan-

tially as Set forth.

2. In turn-buckle-forming machinery, a die
having a groove of turn-buckle form, the face
molosed by said groove formed in a right-line
plane, substantmlly as set forth,

3. In turn-buckle-forming machinery,a die
having a groove of turnﬂbuokle form, the en-
tire faee inclosed by said groove being in pro-
jection from the latter, substa,ntla,llg ag set
forth.

4, In turn-buckle-for mmg machinery, a die
having a groove of turn-buckle form, the face
mclosed by said grooves being in projection
from the latter and formed in a right-line
plane, substantially as set forth.

5. In turn-buckle-forming machinery, the
combination of two refrlsteunfr dies, each said
die having a groove of turn- buolrle form sub-
stantmlly as set forth.

6. In turn-buckle-forming maohmel y, the

combination of twodies, eaoh said diehaving
a groove of turn-buckle form, and also ha,vmfr

the face inclosged by said groove in proj eotmn |

from the latter, said two dies having their

!

438,002

spectively registering with each other, sub-
stantially as caet forth

7. In turn-buckle-forming maohlllely, the
combination of two dies, each said die having
a groove of turn-buckle form and also ha,vmﬂ'

the face inclosed by said groove in progectlon_

from the latter, said two orooves being of
equal depth and said tWO. oroove-inclosed

faces being of equal progectlon?substantmlly
as set for th

8. In turn-buckle-for mmo* machinery, the

combination of two dies, eaeh sald die having

a groove of turn-buckle form, and also ha,vmﬂ* -

a swaging-face inclosed by said groove, sald
two groove-inclosed swaging-faces being par-
allel with each other, snbstautmllyas set forth.

9. Inturn-buckle-forming maechinery, a die
provided with an elllptloal oroove terminat-

i ing in enlarged head portlons, substantially

as set forth.

10. Inturn-buckle-forming m%chmmy,adm
provided with an elliptical groove, the longi-
tudinal end portions of said groove of en-
larged formation, substantmlly as set forth.

11 In turn-buokle forming machinery, the
combination, with a die prowded with an el-
liptieal groove terminating in enlarged head
portlons, of a hammel-dw provrded with a
corresponding elliptical groove having en-
larged head portions,said hammer-die: adaptod
to engage with said first die, substantially as

| set fOlt}h
Change

12. In turn-buckle-forming machinery, the
combination of two swaging- dl_es, each hav-

ing an elliptical proj e'oted portion in a right-

| line plane surrounded by a groove, which lat-

| ter has its end portions of greater transverse
I therefore particularly point out and dis-

dimensions than its central transverse por-

| tions, substantially as set forth.

13. In turn-buckle-forming machinery, the
combination, with a die hanvmcr an elliptical

| groove, of a second die prowded with an un-
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broken projecting face formed in a right-line

plane, said face conforming in shape and
practically equal in size with the face of said

110

first die lying within said groove, said dies

adapted to engage with each other, substan-
tially as set forth.
14. In turn-buckle-forming machinery, a

die having a groove of turn-buckle form, the
face molobed Within said groove being in pro-

jection from the latter and in a rw*htdme

plane, a portion of said facebeing an e,]ector
substantially as set forth.

15. In turn-buckle-forming machinery, the

11§
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combination, with a die hamncr a groove of
turn-buckle form, and also having an ejector -

opening formed within the outline of said

groove, of an ejector fitted in said openm
| Santmutmlly as set forth.

16. In turn-buckle-forming machinery, the

combination, with a die having a groove of

turn-buckle form, and also having an ejector-
opening within the outline of said groove, of
an ejector fitted in said opening and having

said grooves and inclosed pr og jecting facesre- | a portion of its side constituting a portion of
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the inner periphery of said groove, substan-

tially as set forth.

17. In turn-buckle-forming machinery, the
combination, with a die having an elliptical

g groove, and also having an ejeetor-opening

- within the outline of said groove, of an ejector
fitted within said opening and having its
ejecting-face flush with the adjacent face of
the latter, substantially as set forth.

10
combination, with a die having projecting
central and marginal face portionsand an el-
liptical groove intermediate thereof, of an
ejector fitted in an opening formed in sald

15 projecting central face portion, substantially

as set forth. |

19. In turn-buckle-forming machinery, &
die having a groove of turn-buckle form, and
also having a punch-groove located at one
end of and parallel with the plane of said
first-mentioned groove, substantially as set
forth. .

20. In turn-buckle-forming machinery, the
combination of two dies having registering
grooves of turn-buckle form,and also having
registering end punch-grooves parallel with
the planes of said first-described grooves,
snbstantially as set forth. |

21. In turn-buckle-forming machinery, a
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18. In turn-buckle-forming machinery, the

| enlarged end portions, and also provided with

portions, substantially as set forth.

22. In turn-buckle-forming machinery, a
die having a groove of turn-buckle form, and
also having a projecting marginal face por-
tion provided with two punch-openings lo-
cated parallel with the plane of said groove
and respectively connecting with the longi-
tudinal end portions thereof, substantially as
set forth. |

23. In turn-buckle-forming machinery, the
combination of two dies, each said die having
an elliptical groove provided with enlarged
end portions, substantially as set forth.

| 24. In turn-buckle-forming machinery, the

3

punch-openings connecting with said end
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combination of two registering dies, each

having an elliptical groove with enlarged end
| portions, eachsaid die also having two punch-
~openings respectively connecting centrally
with said end portions parallel with the plane
of said groove, substantially as set forth.
I In testimony that I c¢laim the foregoing to

be my invention 1 have hereunto set my hand

this 3d day of December, A. D. 1887.
CLIFTON B. BEACH.

Witnesses:
J. B, FAY,
E. J. CrLIMo.
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