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To all whom it may concern:
Be it known that I, HARRY K. KELLEY, a
citizenofthe United Statee residing atNlabma

FKalls, in the county of Nlaﬂ*ara and State of-

New Y01k have 1nvented new and useful
Improvements in Methods of Making Sheet-
Metal Hooks, of which the followmmsaqpem-
fication. |

Thisinvention relates io an improved meth-

od of making harness check-hooks from sheet-
metal.

My invention has foritsobjects to produce |

a cheaper and stronger check-hook than can
be produced by eastlne* and to facilitate the
operation of pOllShIHU or finishing the hook.

In the accompanying drawmcrs —Figure 1 |

18 a perspective view of a number of hook-
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blanks arranged side by side in the position
in which they are cut from a strip of sheet
metal. Fig. 2 is a perspective view, showing
the form of the blank after it is smmped &nd
perforated and before it is bent. Fig. 3 is a
cross section of the blank. Fig. 4 is a per-
spective view of the finished hook. Fig. 5 is
a fragmentary view of a machine whmh may

‘be employed for bending the stamped+blank

into hook-formand ShOWIHﬂ‘ the blank in place
between the shaping dles ready to be bent.
Fig.61s a similar view of Sdld machine, show-
ing the position of the shaping dies after the
hook is bent.

Like letters of reference refer to hke parts
in the several figures.

In practicing my 1nvent10n, a etlawht flat
blank A of the properform is first cut from a
strip of steel or othersheet metal by suitable
dies or cutters, a number of such blanks be-
ing preferab]y cut at one operation, as shewn
1in Ki1g. 1. These blanks have
the dlmensmns and outlines of the hooks to
be produced so that no metal is wasted. The
desired cross-section which the check hook is
to have, is next imparted to the blank by
stamping the same by means of dies having
suitable shaping faces, after which the bolt—
hole ais punched in the large end of the blank
by a suitable tool. The hook shown in the
drawings is made convex on its inner side
and its outel side isformed with a raised mar-
ginal bead.

| the shaping die.

substantially |

I be formed simultaneously with the cutting of

the blank, oratthesame time with the stamp-
ingoperation. Theblankafter being stamped
and punched, 1s next polished or finished by
buffing or burnishing it, and it 1s then bent
to the . desired hook-form between suitable
dies having proper shaping faces, or by other
means. I prefer to employ for this purpose,
a machine of the construction shown in the
drawings. This machine consists essentially
of acylindrical dieorabutmentband a bend-
ing or shaping die C having an outline or
sha,pme‘ face corresponding to thatof the hook
to be formed, the die being provided on one
side with a flat face ¢ against which the shank
of the hook is placed, on its opposite side with
a concave face ¢’ for forming the nose of
the hook, and between the faces ¢ ¢” with a
convex face ¢® for forming the bight of the
hook. The shaping die is secured to the in-
ner portion of a hand lever D, provided atits
inner end with a hubor journal d which turns
in an upright opening formed in a table or
other support D’. ¢ isan upright pin or pro-
jection arranged.-on the hand lever D adja-
cent to the rear side of the shaping die C and

| between which latter and the pin the rear por-

tion or shank of the blank is placed in bend-
ing the same, as shown in Fig. 5. The abut-
ment-die B is journaled upon the contracted
upper end of an arbor F, which latter is se-
cured in an opening in the table D’.

In bending the straight hook-blank, the
shank ther eof is placed between thepine and

the adjacent tace of the shaping die C, with

the back or inner face of the blank aga,mbt
The latter is then turned
by means of its hand lever in -the direction of
the arrow shown in Fig. 5. As the innerend
of the blank is firmly held against the shap-
ing die,thefree end of the bla,nk is compressed
between the two dies and compelled to follow
the contour of the shaping die, thus bending
the sameé into hook-form. Theabutment-die

B 1s rotated from the shaping die by the fric-
fional contact of theintervening hook-blank,
so that the abutment die is eaused to turn
t with the same peupheral speed as the shap-
‘ing die,whereby marring or defacementof the
If preferred, the bolt-hole may | pellshed hook blank is prevented.
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In making check-hooks from steel, the hmk,
after being blanked, stamped, punched and

bent, is preferably tumbled, after which it

may be tinned, lacquered, japanned, nickel- |

plated or otherwise finished.
In making hooks from brass, German silver,

bronze, .a,lummum or other metal having a,’

smooth surface which is readily polished, the

hook, after being blanked and stamped to the |

desired cross section, 18 pollqh ed and then bent

Imto hook-form.

A sheet-metal hook constructed accor dmﬂ
to myimproved method, is much stronger th_an
a cast metal hook and is produced at consid-
erably lesscost. Thestampingoperation pre-

ceding the bending of the blank into hook-
form, not only imparts to the blank the de-
sired cross .section, but also compresses and

compacts the molecules of the metal thus ren-

‘dering the hook very strong.

By polishing the hook-blank in its straight,
flat form, instead of in the curved form, as is
necessary in a cast bhook, all portions.of the

blank can be conveniently presented to a

buffing or polishing wheel, thus facilitating
the pohshmo* operation and effecting a saving
in time and labor.

The face of the hook may be ornamented

with any suitable design Or pattem in stamp- |

488,677 |

ing the blank, by providing the stamping dles
w1th the deswed oY namentatwns -

I claim as my invention:—

1. The herein described method of ma,kmn*
a hook from sheet metal consisting in-sever-
ing the blank from the sheet metal and there-
by giving it the proper outlines and dimen-
sionsof the finished article,then stamping the
blank between dies toimpart the desired eross
section and condense themetal, and then bend-

| ing the condensed blank mto the form of a

]100]{ substantially as described. |
9. The herein described method of making

' a sheet metal hook, which consists in cuttm_w

from a sheet of metal a straight blank hav-
ing the dimensions and outlines of the hook

to be produced, then stamping the blank be-
tween dies toimpart the desired cross section
‘and condense the metal, then polishing or fin-
~ishing the stamped blank, aud. finally bend-
ing the polished or finished blank into hook-

_form substantially as set forth.

Witness my hand this 2d day of Nov em-.

ber,-1891.
'HARRY E. KELLEY.

Witnesses:
JNO. J. BONNER,
ALICE . CONNELLY.
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