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To all whom it ma i COTLCETTL:

Be it known that I, RICHARD A. BREUL a
citizen of the United States, and a resident of
Bridgeport, in the county of Fairfield and

State of Connecticut, have invented certain

new and usefal Improvement% in Wire-Cut-
ting Dies, of which the followmfr 1S & specifi-
catlon

My invention relates to wire-cutting dies,
suchasare employed for severing blanks from

‘a continuous wire-rod, and is specml]y de-

signed for severing thin blanks used in the
fermatmn of furmtm e-nail heads and may be
used separately for that purpose or in con-

nection with an automatic furniture-nail ma-

chine similar to that shown and deseribed in
my Letters Patent No. 680,839.
Heretofore in the prod uctmn of wire blanks

- from which to form nail-heads considerable
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difficulty has been experleneed 1n securing

perfect blanks—that is, a blank which Wheu
- cut will form a true disk shape, being suffi-
clently round and of uniform thlekness

The
majority of blanks heretofore produced have
usually been oblong in cross-section and
thicker on one edge than onthe other. There-

 fore it has been dlﬁcult to form a true sym-
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metrical nail-head therefrom, since the thCk
was unevenly distributed.

It is therefore the object of my present in-
vention to provide dies that will effectively

cut serviceable blanks of uniform dlameter,,
and discharge the same from the diesin sue-
| Further, to provide a device |

cessive order.
which is durable and especﬂally adapted for

~operating upon large wire, the blanks from

o which when sliced oif form qmall disks, being
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thin in comparison with their circumference,

I have therefore provided dies adapted to re-

ceive the forward end of the rod and ha,vmﬂ'

hardened pohshed surfaces,which dies inclose
the wire end in a manner to prevent it from
spreading in either direction as the force is
applied and insuring the blank as it is shaved

off to retain the orlﬂ'ma,l diameter of the rod
with smooth and unbroken smfaces and,

| _ﬁnally, to convey the blank from the wire- feed_

against a stripping device, whereby its eject-
ment is insured.

With the above objects in view my inven-
tion resides and consistsin the novel construc-

1

‘proved blank-cutting die complete.

accompanying sheet of drawings, forming a
part of this specification, upon which similar
characters of reference denote like or corre-
sponding parts throughout the several fig-
ures, and of which— |

Figure 1 shows a side elevation of my im-
Fig. 21s
a plan view of Fig. 1 the punch being omlt-
ted. Fig. 3isa side ‘elevation of the punch
and dies shown in Ifig. 1. Fig. 4 shows a side
and edge view Sepamtely of a blank such as
have heretafoxe been made, and Fig. 5 shows
a-side and edge view of a blank such as are
produced by my improved device.

‘Referring in detail to the characters of ref-
erence marked upon the drawings, @ and b
represent dies, which are suitably secured to-

gether and in practice may be located upon

the bed of an ordinary press. The punch-

passage 7 between these dies may be made for

different thicknesses of punch- plates, as may
be required to produce a dif
of blanks. This adjustment of the dies is se-
cured by the substitution of various thick-
nesses of packing-platesm, as will be obvious
from Fig. 2. ¢ indicates a bracket secured
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‘erent thickness
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to-said dles, extending to one side and sup-

porting a spring d. Th1s spring is designed

‘to normally rest upon a. pin e, which passes

through a suitable hole in the bracket and

die and s provided with a semicirecular rough-

ened or serrated end to engage the wire 10(1

after it is fed in through the channel 7, thus
preventing any 1eturn movement of the rod.

30

In practice this rod is held in this manner at

all times except when the same 1s to be fed

forward.
- grepresents apu nch which in practice may

be secured to the head of a press or may be

carried by a suitable movable part of an au-
tomatic machine, and is thus provided with a
vertical reci ploeatmtr movement which raises

and lowers the same to and from the dies ‘be-
fore mentioned. Secured within the side of

this punch is provided a cutter s, the same be-
ing formed of a hardened pohshed piece of
steel set into a suitable recess of the punch
and secured by means of a screwl. Thiscut-
ter in practice fits into the way 4 of the die
@, reciprocating therein with the movement
of the punch. The lower end of this cutter

tion and combmatlon of parts shown upon the conta,ms a semlcnculal cuttmﬂ'-l ecess, as 1s

QO -
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produced without the additional element of
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clearly shown in Fig. 1, which in l)laetiee en- |
~gages the end of the 1od and with the move-

ment of the punch severs a blank from the
said end and forces it down into the lower

portion of said die, where it engages the bev-
eled end of a stationary stripper %, secured
in the die ¢ in any suitable manner. It will
be observed that the blank is then removed
from the recess in the punch and free to fall.
(See Fig. 3.) On the side of the punch be-

fore referled to is fitted a pml as clearly

appears in Figs. 1 and 3, which is so located
that when the punch is in its raised position
(see dotted lines, Kig. 1) the same will en-
oage the under side of the spring in a man-
ner to raise it off the friction-pin, thus leav-
ing the wire free to be fed forward. By rea-

-son of the foregoing construction it will be

obvious that the blanks are closely confined
within the finished punch-passages of the
dies and tightly held within the slot of the
cutter and are forced into a smooth, suf
ciently-true, and desirable blank. The rod
may be fed into these dies of course either
automatically or by hand, as desired, and
consequently I have omitted the illustration
of any special feeding device. |

To a certain limit this present invention 1s
also adaptable for use in automatic machin-
ery, such as illustrated in my patent afore-
said, as the blanks produced thereby will be
of more serviee and accurate shape than those

the unyielding, flattening, and end-squaring
surfaces, all of which has actually been dem-
onstrated since application for such patent

- was made.

40

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

1. In a wwé blank- Cl]ttl[lﬂ" device the com-

~ bination with suitable dies havnw a hole for
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the wire to be fed therein, of a punch-plate

‘adapted to operate in a suitable recess at a
- right angle to the wire-opsning before men-

tloned a, friction - pin mounted in the die

ada,pted to engage the wire, a spring to en-.

gage the pin and normally hold it against the
wire, means carried by the punch to engage
the spring and raise it from the pin.

2. A wire-blank-cutting device comprlbmw
suitable closed dies with a rectangular open-
ing therethrough, a rempr‘ocatmﬂ cutter fit-
ted in said opening, having a transverse semi-
cirecular recess in its lower edge, means to
firmly hold the wire during the cuttmﬂ' oper-
ation and a lug contained on the punch- holder
for automatlcally releasing the pressure on
the wire with the upward movement of the
punch.

3. In a wire- i’.*t:}e(fhnﬂP dewee the combina- |

691,802

tion with a punch carrying a cutter, of dies

to receive said cutter, a stripper in the bot-
tom of said dies and in line with the cutter

and having a beveled end to engage a blank
and deflect it sidewise as it is fed thereagainst
in the cutting movement.

4. A wire-cutting-off die having a wire-
channel opening into'a punch-plate passage
with two opposite parallel smoothed sides,
adapted to force against both ends of a wire
blank during its removal from the wire rod,
and to confine its length fto the limit of the
thickness of the punch-plate.

5. A wire-cutting die containing a wire-
channel leading to an aperture with parallel
sides adjustable to various thicknesses of
punch-plates and arranged to closely confine
the thickness of a blank to the size of the

punch-plate by flattening and smoothing the

blank ends during the cutting-off process.

6. A wire-cutting die with a punch-aperture
adjustable in the direction of the wire-supply,
a wire-channelleading intoand a punch-plate
fitting said aperture, the latter containing
parallel polished surfaces for forcing the end
surfaces of the wire blanks during the cut-
ting-off operation, squaring and smoothing
the forced end portiens and for accurately
sizing the length thereof.

7. In a device for cutting thin blanks from
a wire rod, a two-part die forming an adjust-
able apeIture with parallel sides Tor the pas-
sage of a punch-plate, a wire-channel open-
ing into one of these sides, in combination
with means to firmly hold the wire rod in its
advanced position (11111110' the cuttmﬂ' oper-
ation.

S. An adjustable wire-cuiting die consist-
ing of a wire-holding portion and a wire-stop
portion, both parts forming a close-fitting ap-
erture for the punch-plate, S&ld aperture h:en -
ing opposite parallel polished blank-forecing
surface% in combination with a frletlon—pm
in the wire-channel, means to force such pin
against the wire duhrin o the cutting operation
and mechanism to remove the pressure from
sald pin during the feeding of the wire rod.

9. A wire-cutting die, ha,vmfr in the lower
part of one of its puneh -passage sides an in-

c¢lined surface, arranged to engage the wire

blank during the downward movement and
to force it 01113 of the punch-recess and from
the wire-channel. |

Signed at Bridgeport, in the county of Fair-
ﬁeld and State of Connecticut, this 10t11 day
of Septembel A. D. 1901.

RICHARD A. BREUL.

Witnesses:‘
C. M. NEWMAN,
E. S. NEWMAN.
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