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To all wham it ma J concern:
Be it known that I, WVILLIAW[ R. Fox, a

_-cibiz'en of the United States of America, re-

LO

siding at Grand Rapids, in the county of Kent
and State of Michigan, have invented certain
new and useful Impl ovements in Rivets, 0]‘.’

which the following is a specification.

My invention is a rivet designed more pm-- |

ticularly for use in connectlon with the
sheaves of sash- pulleys, but 161 is not eonﬁned
to such use.

T'he invention is 11111stlated 1n the ::,Leeom-

‘panying drawings, in which—

Figure 1 slmws the rivet in side elevatloﬂ
Flﬂ 3
Iﬂﬂ' 4

Fig. 3 is an end view of the same.
show,s a central Ion 0‘11311(1111&1 section.

- shows the rivet in. eonnectlon with the shell

of a sash-pulley, the figure being a partial

- transversesection of Ishe shell taken centrally
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through the rivet. Fig. 5 is a diagram illus-
tm‘umﬁ' the method of manufaeturmﬂ* the
rivet. Iig. 6 isan end view, and Fig. 7 a lon-
gitudinal sectlon of the dies 01d1113,111y used.

In the manufacture of sash- -pulleys of the
class 1lustrated in the accompanying draw-

ings 1t 1s desirable that there should be a

shoulder upon the rivet which connects the

-~ walls of the sheaves, and servesalso as a spin-

- dle on which the wheels turn,
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- when the rivet is headed.

in order to
prevent the walls from being pr essed together
It is also debu—
able that the ends of the rivets should be

square or of some polygonal shape, in order

 to prevent the rivet from turning with the
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necessaryin other connections.

wheels, which would in a short t1me render
the pullevs useless. A round rivet having
square or polygonal ends is also desirable or
Thavethere-

 fore adopted a round rivet, for the purpose
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above specified and for mmlo-:" 0usS purposes,

- having a polygonal end and a shouldel

In Lhe manufacture of shouldered rivets
by the methods heretofore used there is a
waste of material, which in short rivets

amounts to about ten per cent. of the stock.

~These are usually made by milling the rod,

by means of which a portion of it is cut down_

"~ or reduced in diameter, forming two shoul-

 5°

ders, and the 1_edueed part 1s_sevele{:1 by

means of another tool, removing a part of the
center and leaving two reduced ends.

waste is equal, of course, to the thickness of ;

tool.
gram of Kig. 5, in which «a indicates the sec-

‘shown at 1 and the plain side at 2.

The

the severing- 13001 I urther the milling-tool,

which cuts the shouldels wears mpuﬂy and

as it becomes dull at the corners it leaves the
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shouldersrounded about the base of the rivet,

and. at the same time changes the bemmn-

surface and shortens the reduced end of 1]16 |

rivet, which in work of the class above indi-
eated 1s's0 materially defective that it is nee-

bc .

essary to sharpen the tool several times dur- -

mﬁ' the course of a day’s work.

n order to head over an ordinary rivet
having a plain end as formed by the ordinary

cutting-tool, it is necessary to strike the end
) number of blows in order to force the stock
of the rivet over the top of the material on
which it is to be clamped.

- The rivet is formed out of a round rod,
which is first preferably cut up into pieces of

the proper length for the required rivet, and
this may be done by a shearing action, whleh
will not waste any of the material.

pieces are then placed in any suitable holder

or in suitable beds adapted to hold them in
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T'he

5

proper position, and then by means of a suit-

able tool-—such, for example as that shown
in the diagram, Fig. 5, or in Figs. 6 and 7,

having a plam face or faces and a plain sicle
or sides at right angles to the face—a part of
the shoulder El.lld one face of the rivet end are
formed either by a blow or pressure upon the
This method is illustrated in the dia-

131011 of ther od formmn* the blank for the r 1vet,
and b the tool. The plcun face of the tool i 15
The tool

being thus. struck or forced down
101mded side of the end of the rivet-blank,

leaving a shoulder, and forms a plain face.

As the metal 3?1@16[5 at the point of least re-

sistance, it is forced over at the extreme end
by the pressure of the tool and forms a lip d.

The othel sides are formed in the same man-
ner, or may be formed better all at once by
the dles shown in Figs. 6 and 7. Itis better

to form four sides, althmwh in some cases
one side and shoulder only may be.sufﬁclent |

In the practical manufacture of these rivets
I strike up the foursides simultaneously, and
thus form four segmental shoulders,
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1&Ltens the
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four

plain faces on the su*les of the rivet end anc

four lips d, projecting axially and (301181.5131]10'

of the sur plus metal thus fowed over the .
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plain end of the blank. When the rivet is
thus completed, (and both ends may be at the
same operation,) the extreme ends are hollow,
and the lips project axially on all the sides,
with the metal highest at the edges or in the
same plane with the sides.

In applying this rivet (for example) to the
shell A, which is punched with square holes
in its walls, the rivet is inserted with 1ts ends
in 1ts holes, and 1t is then necessary only to
place 1t under an ordinary punching-press
with formers suitably shaped to come into
contact with the end faces or top and bottom
of the rivet. As the metal again yields in
the direction of least resistance, the pressure
forces the lips outward over the face of the
walls, thus locking the rivet securely in place.
In this only one operation is necessary, where-

as in riveting with a hammer it i1s necessary -

to let the hammer operate on both sides of
the rivet. With this form of rivet the metal

which is in the lips forms an elongation of the
rivet and 1s returned in the upsetting process
to form the lock, and this also constitutes a
saving in the stock. The shoulders when the
rod is round will be segmental in form, and
the ends of these segments will connect with

559,276

the contignoussegmental faces, thus forming,
practically, a continuous face all around the
rivet. When the rivet is formed of a blank
cut in the properlength and the lips above de-
sceribed are formed by forcing the metal over
the ends, the rivet is practically elongated.

Having thus described my invention, what
I claim, and desire to secure by Letters Pat-
ent, 18—

1. A rivet consisting of a round body hav-
ing shoulders and a polygonal end consisting
of lips with plain front faces constituted of
metal forced from the body of the blank, sub-
stantially as described.

2. A rivet consisting of a round body hav-
ing shoulders and a polygonal end, each side
of which is a lip having a front face and a
curved rear face of less depth than the front
face and constituted of metal forced from the
body of the blank, substantially as described.

In testimony whereof I affix my signature
In presence of two witnesses. |

WILLIAM R. FOX.
Witnesses:
JNO. DUFFY,
FEARL STOKOE.
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