No. 669,026. . Patented Feb. 26, (901
L. A. CASGRAIN.

METHOD OF MAKING METALLIC FASTENINGS.

‘Application filed May 25, 1900,)

{No Madel.)

THE NORRIS PETERS CO., PHOTO-LITHO., WASHINGTON, D, G,




1O

20

30

35

10

45

Unrtep STATES PATENT OFFICE.

STEUES U= CrEm =7 W T

' -

- .- - n o ———

LOUIS A. CASGRAIN, OF WINCHESTER, MASSACHUSETTS, ASSIGNOR TO
UNITED SHOE MACHINERY COMPANY, OF BOSTON, MASSACHUSETTS.

METHOD OF MAKING METALLIC FASTENINGS.

SPECIFTICATION forming part of Letters Patent No, 869,026, dated February 26, 1901.
Applcation filedMay 25,1900, Serial No.17,938. (No specimens.)

To all whom Tt may concerm:

Be 1t known that I, LoUIs A. CASGRAIN, a
citizen of the United States, residing at Win-
chester,county of Middlesex,and State of Mas-
sachusetts, have invented an Improvement
in Methods of Making Metallic Fastenings, of
which the following deseription,in connection
with the accompanying drawings, 18 a speci-
fication, like characterson the drawings rep-
resenting like parts.

This invention consists in a novel method

of produecing from continuous wire a novel
metalli¢c fastening having a shank or body
and a head with a downturned portion or de-
pending point counstituting a hook-shaped
end.

The fastening may be produced in accord-

ance with my improved method either by

hand or by the use of mechanism. In man-
ufacturing the fastening for commercial use
i produce it in large quantities, and therefore
prefertomakeit by machinery. Ihaveshown
in my application for United States Letters
Patent, Serial No. 734,828, filed October 26,
1899,a commercial machine comprising mech-
anism for making this fastening in accord-
ance with 'my improved method. The ma-
chine of that application is organized also to
drive the fastenings; but it is obvious that
the fastening having been madein accordance
with my method by hand or by any suitable
mechanism might be driven in a separate ma-
c¢hine.

The novel fastening constitutes the sub-
ject-matter of my United States application,
Serial No. 44,376, filed January 23, 1901,
which is a division of this present application.

In the drawings, Figure 1 shows a piece of
wire suitable for the production of my im-
proved fastening. Fig.2showsthesame wire
after it has been curved. Figs. 8 and 4show
the wire with a pointformed on its end. FKig.
5 is a view of the wire with another carve im-
parted to 1it. Fig. 6 shows the wire after it
has been bent to form the shank of the fasten-
ing., Fig. 7 shows the diagonal cut in the
wire, the head-forming portion before the fas-
tening is completed being indicated in full
lines, the dotted lines showing the hook-
shaped head after the head-forming portion

fastening enlarged, and Figs. 9 and 10 are en-
larged views of the fastening with different
cnrvatures in 1ts shank.

Referring to the drawings, w is a plece of
wire of convenient length from which a fas-
tening may be formed in accordance with my
improved method. If it is desired that the
shank ¢° of the completed fastening shall be
curved in a plane substantially at a right
angle to the plane of the hook-shaped head,
as shown in Figs. 9 and 10, the wire w may
be curved as shown in FKig. 2. The curva-
ture therein shown will produce the curva-
ture in the shank shown in Fig. 9. In case
such a curvatare is not desired in the shank
this step will be omitted. IFor the next sfep
I preferably form a tapered point 23~ on the
end of the wire, and I prefer also to slightly
bevel one edge of the tapered point, as shown
at p, Fig. 4. In order toinsure that the fas-
tening shall be driven straight into the stock,
I prefer to have the shank ¢° of the com-
pleted fastening curved away trom the de-
pending point g* of the head, as shown in
Fig. 8. Tosecure thiscarvature, I curve the
wire as shown in Fig. 5, this cuarvature beiug
in a plane at a right angle to the plane of the
curvature shown in Fig. 2. Where the wire
is curved in both of these planes, it is obvi-
ous that the shank of the completed fasten-
ing will have a double curvature. The next
step in the formation of the fastening by my

novel method is the bending of the end of the

wire, as shown in Fig. 6, to form the shank
of the fastening and also to define the head
of the fastening. The partially-formed blank
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for the fastening is next severed from the

wire by a diagonal cut ¢, which forms a ta-
pered point on the head-forming portion ¢°
of the fastening and which also leaves a ta-
pered point on the body of the wire, as shown
in Fig. 3. By this cutting operation I there-
fore form a tapered point for the hook-shaped
head of my fastening and at the same time
form a tapered point on the body of the wire,
which will constitute the point of the shank
of the next fastening. The next step in the
formation of my fastening is the bending of
the head-forming portion ¢° to form the hook-
shaped head of thefastening, having the point

has been bent. Fig. 8 shows the completed | ¢* depending from the preferably curved head
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g’, as shown in Fig. 8 and in dotted lines, Fig.

- 7. 'This completes the formation of my im-
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proved fastening by my novel method.

It is distinetly preferable first to bend the
end of the continuous wire to form the shank
of the fastening and to bend the wire to form
the hook-shaped head at a subsequent opera-
tion after the blank for the fastening has been
severed from the continuous wire.

Having described my invention, what I
claim as new, and desire to secure by Letters
Patent, is— |

1. That tmprovement in the art or method
of formning fastenings from continuous wire,
which consists in curving the wire, then bend-
ing the wire to form the curved shank or body
of the fastening, then severing the fastening
from the wire and thereafter further bending
the wire of the fastening to form a hook-
shaped head having a depending pointshorter
than the shank.

2. That improvement in the art or method

~ of forming shoe-fastenings from continuous

30

35

40

wire which consists in forming a flat tapered
point on the wire, bending the wire to form
a pointed shank or body, severing the fas-
tening from the wire, and further bending
the wire of the fastening to form a head with
a depending point shorter than the shank.

3. That improvement in the art or method
of forming shoe-fastenings from continuous
wire which consists in making a flat tapered

-point on the end of the wire, slightly bevel-

ing one edge of the tapered point, and there-
after bending the wire to form the shank or
body and then the hook-shaped head of the
fastening shorter than the shank.

4. The method of producing shoe-fasten-
ings from metal or wire, which consists in
bending the wire to define the shank for the
tfastening and also define the position for its
head, and thereafter severing the wire at a
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{ point behind said bend forming a flat tapered

point, leaving an end shorter than the shank

extending from the shank of a length suffi- 45

cientior theformation of a hook-shaped head.

5. The method of producing shoe-fasten-
ings from metal or wire, which consists in
bending the wire to define the shank for the

rastening, and also define the position forits 5o

head, thereafter severing the wire at a point
behind said bend forminga flattapered point,
and leaving a short end extending from the
shank, and then bending such short end to
complete the head and form a depending
point shorter than the shank.

6. That improvementin the art or method
of forming shoe-fastenings from continuous
wire Whlch consists in foxmmﬁ'a flat tapered
point on the wire, bending the, wire to form
a pointed shank or body, severing the blank
of the fastening from the wire, forming a ta-
pered head-forming portion, and then bend-
ing the wire to form a hook-shaped head for
the fastening shorter than the shank.

7. That 1mplovement in the art or method

of forming shoe-fastenings from continuous

wire which consists in bending the wire to

form the shank or body of the fastening, sev-

ering the fastening from the wire by a cut
which forms a pointed head-forming portion
on the fastening and at the same time forms
on the body of the wire a point for the shank
of the fastening next to be made, and there-
after further bendmﬂ' the wire of the fasten-
ing to form a hook- shd)ped head shorter than
the shank.

In testimony whereof 1 have signed my
name to this specification in the presence of
two subseribing witnesses.

LOUIS A. CASGRAIN.

Witnesses:

NELSON W. HOWARD,
EDWARD H. PALMER.
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