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To a,ZZ whom it may concern: |
3e 1t known that I, GILBERT I’. KENEHAN,

‘acitizenof theU mted States,and a resident of |
Cleveland, county of Cuyahoga, and State of

{hio, have invented certain new and useful
Improvements in Processes of and Dies for
Making Belt-Fasteners, of which the follow-
ing is & specification, the prineiple of the in-
vention being herein explained and the best
mode in which I have contemplatéd applying

that principle so as to distinguish it from.

other inventions. -
The objects of my invention are to provide

“animproved process of making belt-fasteners

and to provide an improved dle for carrying
out a part of said process.
The annexed drawings and the following

description set forth one “mode of carr yingout

the invention, such specific mode being but
one of various ways in which the pr 11101[}15 of
the invention may be used. .

In such annexed drawings, Figure I repre-
sents a top plan view of the fe unale die for
cutting belt-fastener blanks; Fig.II, a botton
plan view of the male die for said fe,nm]e die;
Fig. 11, a view of the blank; Ifig. 1V, a top
'DL?LH view of the female die for bendmﬂ‘ and

shaping the blank; Fig. V,atop plan view of

said die, showing the blank in position upon

the die; Fig. V I an elevatwn of the dies for
bending and shaping the biank, showing the

blank upon the die and the dies ready for op-
erating upon the blank; Fig. V1I, an eleva-

tion of the dies, showing pertlons of the male
‘die broken away and 11111%1;1.:1‘[111# the dies ay

having bentand shaped thé blank Fig, VIII,
an elevatlon of the dies, showing por tmns of
the male die broken awayand illustr ating the
mnale die as-being raised to withdraw the bent
and shaped blmk Fig. IX, a side elevation
of the maledic for bendmfr and shaping; Fig.
X, a bottom plan view of “said die, and Fiﬂ‘b
XT and XTI perspective views of the bent and
shaped blank and of the finished belt-fastener.
In the drawings, the letter A indicates the
female die, and A’ the male die, by means of
whicli the first siep in my improved process
is carried out—viz, the cutting of the blank.
The female die lias long notches @ and short

so notches ¢ in the sides of its opening, and the

male die has correspondingly-shaped long

the ribs of “the female die.
ribs D’ of the dic are formed with upwardly-

t teeth «® and short teeth «® upon its sides, by

means of which the long prongs & and short
prongs O” of the belt- fastener blank 13 may be

formed by cutting or stamping-the blank from

sheet metal, plefcmblv sheet-steel.  YWhen
the blank hdb been cut or stamped it 1s placed
upon a female bending and shaping die C,
whieh is formed with a straight-sided 1eft-
angular recess C’, of the same width as tho
fastener to be formed.. The upper edges ¢cof
thetdcess are rounded, so as to admit of the
metalof the blank bein‘g sinoothlydrawn down
between the sides of the recess. Tworibs C*
are secured in each sule of the recess, have

T ounded upper edges " and guide projections
¢”at thelr upper emls between which theshort
prongs of the blank may be placed. The ribs
are preferably formed from round pins or

bolts having their lower ends ﬁtted into cor-

responding ey]mducal holes ¢ in the bottom
of the recess, said holes forming coutinua-
tfions of ecylindro- serrment,al grooves in the
sides of the recess, said grooves and holes be-
ing drilled at the same time in making the
die. A portion of the outer sides ol the pins
which form the ribs is cut off flat, so as to
form the flat faces of the ribs. The bottom of
the recess C’ has a longitudinal groove (%, the
purpose of which will be e‘{plmnbd A ma,le
die D is formmed with vertical ribs D7 upon it

sides, having vertical grooves D° betwe

them, the grooves ﬁttmn* so as to slide upon
The faces of the

tapering rounded recesses d, corresponding
in sh.«mpe to the curvature to be given to the
inner'sides of the long prongs of the fastener,
and the bottoms or faces of the greoves D
have upwardly-tapering rounded recesses (I’
corresponding in shape to the curvature to be

given to the inner stdes of the short prongs

Gf thefastener. The lower ends 2 and d? oi
sald recesses are rounded. YWhen this male

dieisforced down uponthe blank which rests

upon the upper side of the female die witlh
its short prongs between the guide-projec-
‘tions c*, the blank will be drawn down into

| the Female die, bending the prongs at right

angles to the body 0 of th{, fastener, the shovt
prongs being bent on lines inside of the lines
upon which the long prongs are bent. The
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tapering and rounded recesses in the sidesof |

the male die will shape the prongs rounded
upon theirinnersides and will give the prongs

the inward curve b% upon the outer sides of._
‘their points of bending, and the straightsides

of the recess and ribs of the female die will

~shape the outer faces of the pronws stlawht

10

and flat.

For the pur pose of easlly tvzlthdra(wmﬂ* the
bent and shaped blank from the female die,

an expeller K, of stirrup shape, is pivoted.
with its lonwtudm&lly slotted  sides e upon’
pins d* upon the ends of the male die, the ex- |
peller fitting into the groove C?in the bottom

of the recess when the male die is forced to

the bottom of said recess.” The pins d* may

slide in the slotted sides of the expeller when .

- the male die is within the recess and the ex-

20

peller will draw the bent blank out of the fe-

male die when the male die 1S ra,lsed after
having bent the blank.

The outer sides of the pwng% of the bent.

and shaped blank are chamfered or beveled,

‘my invention maybe employed for the mode
‘herein explained. . Change may therefore be
°

as shown at 0% by grinding or other suitable

25 -process, and the blank 18 ﬁmshed as a com-
-~ plete belt-fastener ready for use.

Other modes of applying the punmple of

made as regards the steps herein set forth
provided the principles of operation respect-

ively recited m the followmw clalms are em-
ployed. |

- I therefore partleulaﬂy pomt out and dls_
tinetly claim as my invention— -

1. A step in the pmcess of ma,kmﬂ' belt-
fasteners, which consists in mmultaneousl
- bending.and shaping the prongs of the fast-

-ener-blank, substantially as set forth.
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Bhapiw said prongs, substantially as set forth..
3. The process of making belt - fasteners,

.. which consists in first cuttn_n* the blank and
-_ f‘thereupon simultaneously be:admg and Shap-

ing the pmnrrs, substantmlly as set forth.

462,260

4. The process of making belt - fasteners,
which consisisin ﬁrstcuttmn‘theblank thiere- 5o

upon simultaneously . bendlnﬂ' and sha,plnﬂ‘

the prongs, and finally chamfermfr the ounter
sides of the ends of the prongs, substantmlly

as set forth.
5. A set of dies for bending And shaping the 55

| prongs of belt-fastener blank% consisting of
‘a recessed female die and a correspondingly-
shaped male d1e, one of said dies having shap-

ing-recesses in its sides for the prongs of the .
blank snbstantially as set forth. - 6o

- 6. A set of dies for bending and shapmﬂ*
the prongs of belt-fastener blanks, consisting

of a strgight-sided and right-angled female

die having ribs upon the sides of its recess,
and a eormspondmgly-sh&ped male die hav- 65

ing corresponding grooves and ribs in and

upon its sides formed with prong-shaping re-

it - -2l

2. A step in the process of making belt-_'
~ fasteners, which consists in 51m111ta,neously-'
bending: the prongs of the fastener-blank
~along two lines at each side of the blank and

t.cesses intheir faces, substantially as set forth. -

7. The combmatmn with a pair of diesfor
bendmn' and shaping- belt-fastener blanks, of 70
an upwardly-movable expeller fitting in the-
bottom of the female die, substantmlly asset

forth.

8. The combination, wﬂ:h a male die and a
temale die for bendmﬂ' and shaping belt-fast- 7g
ener blanks, said female die having a longi-

| tudinal groove in its bottom, of an expeller
, | shaped to fit into said groove and connected

to be withdrawn by the'male die,substantially

as set forth. 8o
9. The combmatlon, wicth a male and a fe-

male die for bending and shaping belt-fast-

‘eper blanks, said male die having projecting -

pins upon 1ts ends and said female'die having

y | a longitudinal groovein the bottom of its re- 35

cess, of a stlrrup—sh&ped expeller fitting in
the groove of the female die and having lon-
o*ttndmally -slotted sides sliding upon the pins-

of the male die, substantially as set forth.

In testimony that I claim the foregoing to go

| be myinvention I have hereunto set my ha,nd

thlb 14th day of April, A, D. 1891.

GILBERT P. KENEHAN
YVItnesses

WM. SECHER,
HORACE IF. PARKS.
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