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To all whoin it may conceri:

Be it known that I, GUSTAV SKOGSE, a citi-
zen of the United Sbates and a 1e31de1'1t of
New York, in the eounty of Kings and State

s of New Ymk have invented a new and use-
ful Improvement in Link-and- Chem-”\]ﬁekmg
Machines, of which the following is a speci-
fication.

My invention relatee to an impr ovement in

10 link-and-chain-making machines, and more-

particularly to a machine for simultaneously
making the linkand assembling the links into
a cham from a strip of sheet metel fed to the
machine.

15 - My present invention is partwulm ly adapt-
ed to use in connection with' the link-and-
chain-making machineshown, described, and
claimed in Letters Patent No.580,564, granted
to Viellard and Osswald on the 13th day of

20 April, 1897, and only so much of the machine
is shown in the accompanying drawings as

will be -sufficient to illustrate the practical

application of this invention.

sult has been that the punches and dies have
paratively short intervals.

for scoring the blank of metal which is subse-
35 quently to -form the link in such a manner
- and simultaneously with the operations on
preceding links that when the center of the
link reaches that stage in the formation of
~ the link where it is to be severed from the
40
from the sides by a comparatively blunt-
edged punch, and the die may be a trifle
wider than the center of the link, so as to
leave a free clearance, notwithstanding the

45 tapered shape of the center, thereby mate-

rially lengthening the life of the punch and
“die without sharpening and at the same {ime
assuring a free clearance of the central por-
tion of the link from the interior of the die
so during the operation of curling the central

| able die.

sides and one end of the link it may be torn -

- ferred to.

| portion or Lonﬂ'ue of the link ar ound the bar

of a pr eeedmﬂ' link.

In the accompanying drawings, B I‘wme 1
is a view in vertical longitudinal eeetlon of
so much- of the chein-making machine aswill 55
suffice to show the location and operation of
the scoring device which forms the subject-
matter of my present invention. IKig. 21s a
view in side elevation of the several punehee

and the scoring device which simultaneously 6o

operate upon sueeeesue links during their
formation. Fig. 3 is a bottom plan view of
the same. Fig. 4: is a view in side elevation

| of theclamp-plate through which the punches

and scoring device operate. I'ig. 5 1s a bot- 65
tom plan view of the same. Fig. (isa view
in side elevation of the etatlemly die. FIig.

7 is a top plan view of the same. Kig. Sisa
view in side elevation of the ve1t1eally mMov-
Tig. 9 is a top plan view, and Fig. o
10 is a view in perspective of a Selies of links,
showing their gradual formation and assem-

| blage to form a chain.
In the use of the machine shown and de-

2§ scribed in the patent abovereferred toit has
been necessary to keep the edges of the dies
and punches sharp in order to shea1 the cen-
tral portions of the links from the marginal
portions along the proper lines, and the re-

A represents the bed of the machine, in
which the stationerydies are set and through 75
which the movable die reciprocates. The
several sets of stationary dies located in the
bed A foroperating upon the successive links

are denoted by B C D E, and the reciprocat-

| ing die or set of dies whmh operates through 8o
required sharpening or replacement at com-
{ by L.
My present invention is directed to means .

the bed Abetween the setof dies K is denoted

The clamping - plate through which  the
punches work is denoted by G, and the several
sets of punches which epelete through the 3;5
plate G independently of the plate are de-

‘noted by B, C', D', and E'.

The splmﬂ'-aetuated feed-arm I for draw-
ing the assembled links of the chain rear-
wa1d1y as the clamp- plate & 1s reciprocated, go
the stop h, coOperating with the feed-arm
H to hold the chain distended, and the sev-

eral connections (not shown in the present

drawings) for operating the punches, eclamp-

plate, and movable die at the proper times 95

relative to one another may be quite similar
in their structure and arrangement to those
shown, described, and clmmed in Letters Pat-
ent to Vlella,ld :;md Osswald heremebove re-
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My inventionrelates,primarily,tothe means | upon the links L and L’ the central or tonguc

for scoring the strip I of steel or other sheet

wetal at the moment the forming and sever-
ing punches B',C’, D', and E’ are brought into
engagement with the strip I, held in position
on the die in the bed A by the clamp-plate G.

As in the patent hereinabove referred to,
so in the present instance the clamp-plate G
1s to some extent a forming-plate and to this
end 1s provided with certain parts ¢, ¢', and
g*, which press the strip of metal onto the
forming-dies in the bed A and hold it there

during the operation of the punches and the’

movable die I.

. As a part of the set of dies B, which oper-
ate uponthestrip of metalatthe initial step of
the formation of the link, I provide a pair of
scoring-knives 0, set with their edges upward
in position to engage the lower side of the
strip of metal Iand cutit toa certain depth—
as, tor example, one quarter of its thickness,
more or less, when the strip is pressed flatly
upon the bed A. | -

The knives b are set slightly tapering, con-
verging toward each other as theyextend to-
ward the left or in the direction of the feed
of the chain, in order to give sufficient clear-
ance for the entrance of the tongue of the
succeeding link between the side bars of the
preceding link at the step where the links
are assembled. |

The punch or set of punches B’ includes a
pair of scoring-knives 0', set with their edges
downward and in positions directly opposite
knives b in the die, so that when the several

- punches are brought simultaneously into en-

40

-gagement with the links being formed the

knives b’ will score the link which is at its

1nitial step of formation on the upper side of

the strip of metal I, cutting it one quarter of
the way through, more or less.

T'he scores made by the knives b’ are indi-
cated 1n Fig. 10 by 0% and it is to be under-

- stood that the knives b will form similar

50

60

scores on the under side of the link simulta-
neously with the formation of the scores b?
on the upper side.

Several successive links are represented in
Fig. 10, showing the different stages of opera-
tion of forming the link from the initial step
of its formation to its uniting with a previ-
ously-formed link. These successive links
are denoted by L, L', L*, and 13, respectively.

It is to be understood that the link L3, which,
likeits preceding link L4, with which it is cou-
pled, is a completed link, has passed through
the several successive stages of formation
denoted by L L' L* before reaching its finished
condition L° where at the time of its comple-
tion.it 1s assembled with the link L%

The scoring of the link L on its upper and
lower sides takes place simultaneously with
the shaping of its advanced end into a par-
tially-rounded form, and at this same opera-
tion the rearward end of the preceding link
I has been rounded, as shown at [/, Figs. 1

and 10. Simultaneously with this operation |

portion of the link I/ is severed between the

' scores ° and at a short distance in advance

of the rear ends of the scores, as shown at /.
Simultaneously with these operations upon
the links L. I’ the link L*is operated upon to
further separate the rear end of the central
or tongue portion of the link I.? from the side
bars of the link and cerimp its end and at the
same time to crimp a short, part of the central
or tongue portion of the link L*integral with
the rear end of the link into form to be subse-
quently rounded into shape as a part of the
rear end bar of the link. At the same time
that these operations are taking place on the
links L, L/, and L* thelink L?has beensevered

70
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from the link L? and its central portion or

tongue has been torn from the side bars and
depressed into position to engage the inovable
die I, while that part of its central portion or
tongue integral with the rear end bar of the
link has also been further depressed into po-
sition toengagethemovabledieIf. Theopera-
tionof themovabledie ' thentakes place while
theplate Gisheldinitsclamping position,and
in 1ts movement toward the plate G it carves
the tongue [°, which has been severed from
the side bars of the link L2, around the rear
end bar of the link L%, and at the same time
curls the portion {* of the central part of the
link L° rearwardly, as clearly shown in Fig.
1, ready for receiving the tongue of the fol-
lowing link when the strip shall have been
advanced another step. These operations
have been thus briefly referred to in order
that attention may be intelligently called to
the action of the punches D’ and E’, as well
as the die L, in their action upon the links
which have beenalreadyscored. T'he punches
D" and E’ are no longer required to be sharp-
pointed and sharp-edged, since the tongue
or central portion of the link may be torn
from i1ts side bars along the lines where it has
been previously scored by the simple pres-
sure of the punch upon the central portion
of the link while the latter is sustained upon
the bed or edges of the die. Furthermore,
it does not require that the edges of the die
be so near the path of the punch as to pro-
duce a shearing action, since the metal will
be torn along the lines where it has been
scored even though the edge of the die be lo-
cated a slight distance away from the path of
the punch. Thisadmits of forming the edge
of the punch and the edges of the die of round-
ed or blunt form and no longer requires that
they be kept sharp in order to perform per-
fect work, and at the same time the liability
of cramping the tongue between the walls of
the die is avoided, as they are placed with
sufficient clearance to permit the tongue to

pass Ifreely between them as it is depressed
by the punch and the chain itself to be fed
along freely, even though the tongue, which
18 depressed into the die, be tapered with its
edges converging in the direction in which
the chain is fed. The scoring also furnishes
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siiooth blunt corhers on the inner edges of

the sides ancd prevents the cufting of the
sprocket-teeth when in use, and no bur or fin
is. produced.. Hence the operatmn of tum-

bling may be dispensed with. The accumula- |

tion of chi ps and consequent clogging of the

- dies are alsoavoided and the clearance of the

IO

L5

partially - formed tongues assists the feed,
while the alining of the dies and gaging of
the strip are not required to be so e‘{act and

hence save time and labor.

What I claim is— | |

1. Means for simultaneously operating
upon a strip of metal to form a series of con-
nected links comprising means for scoring the

~ strip of metal from which the links are to be

20

cut, and means for shaping the ends of the
lmks and severing the center of the links

along the lines where.the strip has previously

been. scored, substantially as set forth.

2. In combmamon means for scoring a me-
talhc link-blank to determine the boundaw
of the central portion to be removed, means
forsevering one end of hhe central por tion be-

tween the lines of scoring and means for tear-

ing the central portion from the side bars

along the lines where the blank was scored,
subsbantm]ly as set forth.

. The combination with means for scor-
ng a blank of metal to form a link, of means

- QD

30

forseparating the central portion of the blank

from the side bars along the lines where the

‘blank has been scored comprising a punch

and a die arranged to codperate with the
punch, the said die having a width materially
greater than the width of the metal between
the lines of scoring whereby the metal 1s torn
along the lines of scoring as distinguished
from shearing, substantially as set forth.

In testimony that I claim the foregoing as
my invention I have signed my name, In
presence of two Wltnesses this 3d day of

| Febl uary, 1899,

GUSTAV SKOGSE.

- Witnesses: .
-~ Louis HAUBT,
HERMAN OSSWALD.
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