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To all whom it may concern:

Be it known that I, HuserT C. HART, of
Unionville, in the county of Hartford and
State of Connecticut, have invented certain

5 new and useful Improveinents in Blank-Swag-
ing Dies; and I do hereby declare the follow-
ing to be a full, clear, and exact description
of the invention, such as will enable others
skilledin the art to which it pertains to make

ro and use it, reference being had to the accom-
panying drawings, which form part of this
‘Specification.
My invention relates to an improvement in
blank-swaging dies; and it consists in cer-
15 tain novel featuresof construction, which will
be fully described hereinafter, and particu-
larly pointed out in the claims. |

The primary object of my invention is to
provide a T-shaped die for swaging blanks

20 for spoons and forks, which comprises a male
and a female member, the blank being placed
in the groove of the female member and sub-

- Jected to pressure or hammering from the
mmale member, which is placed in the grooves

25 of the female member upon the said blank,

and in this manner swaged, so as to spread
the metal of the blank both lengthwise and
Crosswise.
~ Another object of my invention is to make
3o the groovesin the female member fiat and the
projection upon the male member convex, so
that the blank after being swaged is con-
caved, or the bottom of the grooves in the fe-
male member may also be made convex, so
35 that the blank is concaved upon both sides
~ after being swaged, or to make the grooves in
the female member flat, and the engaging-
face of the projection of the male member
concave, so that the blank is spread and made
40 convex, or both the grooves and the projec-
tion made concave, so that both sides of the
blank will be made convex after being swaged.
Thepurpose and object of making the blank
- concave or convex I8 to facilitate the spread-
45 Ing of the blank when it is passed through
rolls to make a spoon or fork.
In the drawings, Figure 1 is a perspective
view of the male member of the die. Fig. 21is
a similar view of the female member of the
;o die.

I B the female member théreof. The male

memberAofthedieisprovided witha tapering

~orangular projection C, whichis thickest atits

center and gradually decreases inward until 55
it substantially vanishes at the junection of
its inner end with the cross projection D of
the said member. The object of making this
projection C gradually diminish in thickness
from its center to its inner end is to leave the 6o
blank almost unswaged or entirely unswaged
at this point, thus making it thick, as this is
the correct shape it is desired to give the
blank after being swaged—that is to say, it
18 desired to have the spoon or fork thickest 65
at the junection of the handle and the forked
or bowl portion, and this is accomplished by
having this angular portion C gradually de-
crease 1n thickness from its center to its inner
end. The cross projection C extends across 7o
the male member A at the inner end of the
projection C, and this ¢ross projection D is
made convex, as shown.

Made in the female member B of the die is

‘an angular groove E, which extends to the 73

outer edge of the member, as shown, has an

' open outerend, and is made of a shape corre-

sponding to the shape of the projection C, ex-
cept the depth thereof does not decrease to-
ward 1ts inner end or increase to correspond 8o
with the decreasing thickness of the projec-
tion C. As here shown the groove K is made
convex 1n cross-section, though this may be
left flat, if preferred. A cross-groove ¢ ex-
tends across the inner end of this groove K, 85
into which the inner end of the groove E en-
ters, as shown. This groove  is also made
convex, as hereshown, though this groove, too,
may be left flat, if desired. In this manner I
produce a die having a male member pro- go
vided with substantially a T-shaped projec-
tion and a female member provided with a
T-shaped groove to correspond with the T-
shaped projection upon the male member.
The blank tobe swaged and out of which the g5
spoon or fork is to be made is eut consider-
ably narrower than is desired and placed in
the female member,and then the metal thereof

1s swaged until the handle portion fits the an-
nular groove K, thus lengthening and widen- rco
ing the said blank and spreading the bowl

A indicates the male member of the die, and | portion of the blank to any desired extent.




When the blank is to be converted into a
spoon after being swaged convex or concave,
it is passed between rolls and lengthened and
widened thereby.
ing, or spreading of the metal is greatly facili-
tated by making the blank either concave or

- convex, as before described. - By cutting the
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blank narrower and shorter than is desired

and then swaging it, as deseribed, a great deal
of waste metal is saved over the old process
of rolling the metal and then cutting the
blank therefrom.

By making the die either convex or con-
cave, as described, the metal is spread easier
and with less hammering than would be re-
quired to accomplish the same end if the
grooves and projections of the said male and
female members of the die were made flat;
yvet 1 do not desire to limit myself to making

the grooves and projections either concave or

convex, as the object of saving metal by

- spreading and lengthening the same by swag-
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ing, as described, would be accomplished by
making the said grooves and projections flat
and subjecting them to greater pressure or
hammering in a T-shaped die, substantially
as herein described.

The above object could be accomplished by
two separate operations—that is to say, by
subjecting the handle portion {o a swaging
action in one die and then the bowl or fork
portion of the blank to a swaging operation
in another die—and I do not, therefore, desire
to limit myself to the idea of Spleadluﬂ‘ both
by a single die. |

Hﬂvmn thus deseribed my invention, I
claim— -

1. A forkor spaon blank swagingand shap-
ing die, comprising a male member having a
longitudinal projection which tapers toward
1ts inner end and a transverse projection at
the tapered end of the said longitudinal pro-
jection and a female die having a longitudi-
nal groove which tapers toward its inner end

to receive the longitudinal projection of the |

male member and a transverse groove at and
communicating with the tapered end of the
longitudinal groove, whereby a blank is
shaped and swaged at thesame time, substan-
tially as set forth.

2. A diefor shapingand swaging spoon and

This lengthening, widen-
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fork blanks, comprising a male member hav-

ing a lon mtudm al projection and a transverse

Proj ecblon at the inner end of the longitudi-
nal projection and a female die havmn' a lon-

oitudinal groove and a transverse groove to

receive the projections of the male member,
the longitudinal groove and projection being
reduced in depth at theirinner ends to leave
the blank thickestat that point, Substantlally
as and for the purpose described.

3. A die for swaging and widening spoon
and fork blanks, comprising a female member
having a longitudinal and a transverse groove
com mumcaunfr with the innerend of the lon-
gitudinal groove and a male member having
a lonmtudmal and a transverse projection at
the inner end of the longitudinal groove,one of
the members having the longitudinal groove
or projection made l‘OlllldII]“" in CI‘D‘SS-SBLIIOH
and the transverse groove made rounding in
longitudinal Seetlon whereby the blank 1s cor-
1'esp01ldi-n oly rounded, for the purpose speci-
fied.

4. A die for swaging blanks, comprising a
male and a female member each having, re-
spectively, substantially a T- shaped ﬂ*m()ve
and projection, the ends of the cross-groove
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and projectionthereof extending to the edges

of the said members and the outer andinner
ends of the longitudinal groove and projec-

tion ex‘rwdmw respectively, into the cross-

groove and to the edge of the said cross pro-
jection, substantmlly as shown.
5. A fork orspoon blank swaging and sha,p-

ing die, comprising a male member having a
longitudinal projection which tapers at and
toward its inner end and made rounding in
cross-section and a transverse projectionatthe
inner tapered end of the longitudinal projec-

tion, which transverse projection is rounding

in longitudinal section, and a female member
having alongitudinal and a transverse groove
to receive the projections of the male mem-

- ber, substantially as specified.

In testimony whereof I affix mysignaturein
presence of two witnesses.
HUBERT C. HAR'T.
Witnesses:
H. A. COWLES,
GEORGE H. TAFT.
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