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To all whomy &6 may concerr:

Be it known that I, CHARLES
KINS, of the city and county of Providence,
and State of Rhode Island, have invented a

5
Bars for Side-Weighted Horseshoes; and 1 do

hereby declare that the following specifica-

tion, taken in connection with the drawings

ro furnished and forming a part of the same, is

a clear, true, and complete description of my
invention. R . B

o In my application for Letters Patent filed
 May 9, 1891, Serial No. 892,209, I disclosed
15 various forms of bars containing blanks for
7 gide-weighted horseshoes, and I therein ex-

pressed preferences for such bars as con-
tain the blanks in double lines as compared

 with those in which the blanksare in asingle
55 line. 1 have now, however, practically dem-
" opstrated that in rolling single-line blank-
bars flatwise and laterally displacing the waste
metal the slight excess of scrap or waste as
compared with that involved in double-line
ing is practically of littie consequence,
bhecatse of a minimum of destructive wear on
‘the die-roll and the high speed at which the
bars can be produced. Moreover, in the flat-

wise single-line rolling each blank is formed

30 in as perfect condition as when rolled in
double lines, and with proper variation$ in
the grooving or displacing tongue of the die-

* roll portions of the metal which would other-
" wise be waste orscrap may be readily utilized
35 in the formation of reinforeing projections at
various portions of the shoe. '
of serap or waste ‘metal I further find that it
will be well reduced by first rolling stock-bars
" of a thickness substantially equal to or but

40 little greater than _ '

forming thereon a liberal bevel at one side

and edge. When the die-roll operates flat-

‘wise on the bar so beveled, the tongue or edge

displacing portion ot the roll in
blank worksadjacent to the bev-
the small’ bulk-of metal which
oeach blank

w

- vcutting and
45 forming the l
eled line and the of
is laterally displaced inproducin

involves a minimum of “destructive labor by
‘the tongue of theroll.  Itisto be understood,

certain new and useful Method of and Appa-
ratus for Manufacturing Blanks and Blank-

Tn the matter.

the blanks desired and |

-l

‘bar and laterally displacing the metal thereot
at one edge to a degree variably correspond-"-
ing to the varying width of the consecutive .

blanks. Theforming of the nail-head creases
6o

stock-bar is of great practical value I do not
restriet myself thereto, inasmuch as the main
feature of my present invention consists in
first rolling a flat straight stock-bar of suit- .
able sectional area and then flatly rolling said

simultaneously with the shaping of the blanks
will of course be always preferable to sub-
jecting the blanks to a subsequent operation;
but this latter procedure may be practiced

| with satisfactory results if the shaping of the
blanks be first performed, as described, this

latter being the most important operation.

~ Afterdescribing my improvements in detail

in connection with the drawings, the several
features of my invention will be degignated in
the appropriate clauses of the claim hereunto
annexed.

Referring to the drawings, Figure 1 illus-
trates in bottom or tread view a pair of side-
weighted horseshoes embodying blanks from
blank-bars produced in accordance with my
presentinvention, dotted lines indicating cer-
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| tain desirable variations in the distribution
of metal. - Fig. 2,in bottom or tread side view,

edge view, and in several sections, illustratesa
blank-bar containing such blanks as are em-

lar views illustrates a blank-bar differing from

‘that shown in Fig. 2 in the matter of afford-

ing a specially - beveled iuside edge in the
shoes formed therefrom. FKig.4illustratesin
front view a set of rolls affording passes for

two forms of stock-bar and a die-roll pass for

the single-line blank-bar, Fig. 2. Figs.5and
6 in side view and cross-section, respectively,
illustrates plain and beveled stock-bars.

~ The first stepin the production of the blank-
bar A of Fig. 2 or A’ of Fig. 3 is the rolling
of a stock-bar of suitable sectional form and
area. The stock-bars are substantially flat-
sided and straight-edged and a little thicker -
and a little wider than the blanks desired. For

_ I however, that although the beveling of the 50 |
HENRY PER- |

80
' bodiedin shoesshown in Fig.1. Fig.3insimi-
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the production of the blank-bar in both forms,
Figs. 2 and. 3, the stock-bar may be substan- - .r
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tially rectangular in cross-section, as
stock-bar B of Fig. 5; but substantially valu-
able results accrue by beveling it at one side
and edge, as at @, on the stock-bar B’, Fig. 6.
The second step in the production of the
blank-bars A and A’ is the rolling of a suit-
able stock-bar flatwise and laterally displac-

Ing waste.metal at one side of.the bar to an.
extent corresponding to the varied width of-
each blank b and ¥’ in the blank-bar A, Fig.:

2, or the blanks 3? b%in the blank-bar A’ Fig.
3. It will now be observed that these differ-
ently-designated blanks in the blank- bars,
Figs. 2 and 3, although end to end in-one line,

are respectively “rights” and “lefts,” a right -

blank b being used in the appropriately-des-
ignated shoe C of Fig. 1, and the left blank

b’ in the shoe C’. “ Each blank is therefore of | _
| placing tongue &
its length and tapered throughout the re-.

substantially uniform width for a portion: of

mainder of itslength. One.edge of the blank

18 straight throughout itslength,:as at c, this

edge. -being .a .portion of the. ‘G"O-I'PeSpondi'ng-
straight-edge of the blank-bar, bat more Sy m-
metrically . developed. . At the opposite or
specially-shaped edge one portion-is straight
and, parallel with the adjacent edge of the
roll, as.at ¢/, and the other is-inclined, as at
¢?,.thus. affording in the shoe:a wide toe, a
wide. side .and heel, and a narrow side and
heel. . .In the forming of the specially-shaped
edge. ¢’ ¢% provision.is made for

displacement.of . metal and.correspondingl y

varying the linear and sectional contour of.
the shoe at. its inner -edge,. two such varia--

tions being illustrated. by the.obvious differ.

ences between the. narrow. and wide bevels.

of the blanks in the bars of Figs. 2 and 3, and

~further differences.are indicated by dotted
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~used by me may. be -afforded by a group of.

60

lines in. the: shoes of F ig..1, as will be here-.

inafter again. referred to. .The ‘best.results. |
will obviously acerue if during the rolling

and shaping. of the. blank-bar the nail-head
creases d are simultaneously formed, and it
is at least desirable at the same:time to make
end. parting cuts or scores, as.at.e, although
these may be dispensed with- wholly by rely-.
the endwise separation of the blanks. ~The-
nail-creases din each blank are in line with

each other and closely adjacent. to and par-.

allel. with -;-_the:St,might edge ¢ of the blank.
The.scrap or waste metal

ready removal.. . ..~ . . e
Reterring now to Fig. 4 it will be.under-
stood that.the several roll-passes D, D’,and E

rolls. .mounted in. one. housing or mounted
separately, it being preferable, however,that

the die-roll E* and its-co-operating erooved

roll Ei*should constitute a separate organiza~

tion conveniently adjacent to.the .stock-bar
rolls. The pass D-is afforded: by rolls ¢ and
9’, which- are of the plain- ordinary tongue-
and-groove type, for rolling. the stock-bar B

[} .
]
-
-
-

1 double-line blank-bars, and the same consti-
-tutes the subject of a separate application for
| Letters- Patent; |
rolls differing materially from the die-roll B
the characteristic feature of
'JOQ
‘near one edge of the roll and parallel there-
whichis at intervals inclined to- -

varying -the-

Ing upon-properly-gaged. cutting-shears for:

pieces fand 7’ of the .
blanlc.-bars,A and A’,,a_re l'lISl-ll-'&lly SO: far SeV-__-
ered. from. the bla—nl;.-ba,r. as to admit-of their

with the | of Fig. 5. The roll J at the pass D’

,,

:

‘with, and

1

and the variable shape of

~herein shown,

able collars,

-shoes, Fig.

470,365

18 a plain
tongue-roll, the grooved roll 4’ havin g at one
side an upwardly-inclined annual bevel, as at
W*, forrolling the stock-bar B’ of Fig. 6, withits
bevel ¢ at one side and edge. The die-roll E’
has a face which at its widest
wide as the widest portion of the tread side of

ablank;and at 4’ th e-fa,ce_corresppnds in width

with the tapered or narrowest portion of g
blank,and a grooving or displacing tongue %
defines one edge of said face, said tongue be-

“ing'straight and parallel with the adjacent end

of the roll at intervals, as at <, but inclined
toward the ‘opposite edge of the face, as at ¢/,

and then it is reversely inclined from said
-edge back to the succeeding straight portion

at the rear side of the roll opposite to that
shown inthe drawin gs. * This grooving or dis-
18 varied in its cross-sec-

tional contour according to the particular

-form in which the inner edge of a shoe inay

be desired, and -its contour in- this instance
can be readily determined by the various sec-
tional eontours of the serap metal f of Fig, 2

u

vening between it and the blanks. - ﬁ
I have-devised a die - roll" for producing

(see Serial No. 401,7 53,) said

which is a grooving -tongue located mainly

the groove inter-

point at 7 is-as
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ward and from the opposite edge of -the roll. -

k-

The roll E?

movable -and adjustable in a manner well

may be an ordinary solid grooved -
roll,orthe groove may be afforded by two mov-
or one stationary and the other:

108

known, and in either event the groove or pass

should beatrifie widerthan thestock-bartobe

used, and also so that the straight ornon-in-

-clined portion of the displacin g-tongue % will
foceupy a-line well within

by the adjacent side of the
‘Ing space for the free displacement of the

passE, this afford-
inetal at the narrowest or lightest parts of the
scrap-piece f.

the side next to the face of the roll

portions at, and at the inclined: portion if ig

widely beveled on the outer side, asclearly in-
diecated in the appropriate sectional view of -
125
tongue atitsinner side next to the face of the
or widened for pro-
“ducing the blank-bar A’ ; but the outer sideis
provided with-a minimum and uniform bevel,
It will be seen that there is ample space af-
Tforded by the groove of the roll R |

the blank-bar A. " The beveled surface of the

rollis materially enlarged

laterally displaced from the Pplain stock-bar;,
and that with the beveled stock-bar B’ there is

the plane occupied:

- Forforming the blanksfor the
1;thegrooving ordisplacing tongue
'k is quite steep and but slightly beveled on
; buton the -
outer side it is variably beveled; the tongue

“being alike on both sides along the straight -

IIO

115

I20
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| -for accommodating the ‘waste metal which ‘is
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even still more Space affmded for the waste | bars contammg a 511:101@ line of blanks for 5 5

metal and that the weight of the latter will be

lessened to the extent of the reduction in the
cross-sectional area of the scrap-piece due to
the bevel, and in working such beveled stock-
~ bars the edn'e of the portion of the tongue % |
- atecan occupy a line along the stoek-bar ad-

jacent to the junction of the flat top surface
~ and thebeveled surface.
ers d’ are appropriately located par&llel with

the end of the roll farthest from the tongue

k, and in some instances the creasers wﬂl be

: contmuous but they will always afford the

15
" Dbut usually, as shown, with four head- pomts
at the wide side and three at the narrow or

By thus working the.

20

30

light side of the shoe.
_blank—bals by flatwise-rolling and Wlth the
blanks in a single line it wﬂl be seen that
for producing Gertam special forms of side-
weighted shoes the tongue has only to be cor- |

special depresswns or head - points in the.

creasers, and they will be varied in number,

I eSpendmwly var 1ed—---—-as, for instance, the nar-
row heels of the shoes can be broadened, as
indicated in dotted lines; thuslessening waste

“and increasing the tread area atthe heel with-

out materlally changing the side-weighted
character of the shoe and to some extennless-
ening waste. Again, by imparting an out-
'ﬁ&t‘d curve to the tongue k& adjacent to the

junction of the wide .:md narrow portions 1t
~will takein some of the otherwise waste metal_-

“and increase the width of the. shoe, as indi-

35

40

45

50 P

cated in dotted lines in Kig. 1, at the toe, and
thereby also increase its f ront weight.

 Ithas been stated thatin both of theblank- :
bars shown the blanks are consecutively
rights and lefts, and it will be obvious that

when the wide end of one blank abuts in
the same bar against the narrow end of the

next blank in 11ne the blanks will either be

all lefts or all rights, and while such bars are

less desirable than those shown, the method
described would be employed in producing |

all of them, and the die-rolls would -be the

same to the extent that each would essen-

tially have a grooving and metal- -displacing

tongue pmtly par allel with one edge or face

of the roll and par 1313 mclmed towmd the op-
osite edge.

IIavmw thus described my mventmn I

claim as new and desire to secure by Lettelcs
Patent—

- 1. The method or pl ocess of nmnlﬂt'aetut ing

The nail-head creas-

s1de-wew*hted horseshoes which consists in
first rolling a flat str a,lﬂ‘ht-edﬂ'ed stock-bar of

snitable area in Gross- Seetlon and then roll-

ing said bar flatwise and formlnﬂ' one edge of
the consecutive blanks by laterally dlsplaemﬂ*

the metal at the corresponding edge of the
bar to an extent corresponding .to the varia-

tion in the width of each blank, substantially

-as descr ibed.

2. The method or process of manufacturing
bars containing a single line of blanks f01
side-weighted horseshoes, which consists in

6o

rolling a straight-edged stock-bar of appro-
pr 1a,te sectlonal area “and beveled at one side

and edge, and then' rolling said bar flatwise

and variably forming one edge of the con-
‘secutive blanks by latelally dlSpl&Cl]Il‘T the
‘metal at the beveled side and edge of the bar,
substantially.as described.

. 3. The method or process of m&nufaetuunw
ba,rs containing a single line of blanks JE01 |

side-weighted hmseshoes, which consists in
first rollmn* a flat straight-edged stock-bar
and formmﬂ* applopma,te nall head creases

s1im ultaneous]y with rolling said bar flatwise,
| and shaping the censecutw blanks by later-

ally displacing metal at one edge of the bar

toanextent corresponding to the varied width |
of the blank, substantially as deseribed.
4. A dle-—loll for forming bars containing a

single line of side- welghted -horseshoe blank‘s

70:
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prowded with a grooving-tongue, which is lo-

opposite edge, said roll being adapted, sub-
stantially as descrlbed to 0pemte flatly upon
a stock-bar of metal for shaping one edge ol
consecutive side-weighted-horseshoe blanks,

and laterally d1splaemw waste metal at one

edn*e of the bar.

'5. A die-roll for forming bars contammg a

cated mainly near and parallel with one edge
of said roll and is also inclined toward the-

90

05

single line of side- Weln‘hted ‘horseshoe blanks,
provided with a WI'OOVI]JH'—-tonfrue’ which is 1o,

cated mainly near and parallel with one edge

of the roll and is inclined at intervals towmd.
and from the opposite edge of the roll,and is

also prow"lded with appmprlate Gle&SGIS for

forming nail-head creases in the blanks, sub-
Stantmll} as described.

CHARLES HENRY PERKINS,
Witnesses:

Cras. H. PERKINS Jr.,
CHARLES K. STA_RK
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