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To all whom it may concern: D
Be itknown thatI, CHARLES .. WIEDRICH,

a citizen of the United States, and a resident
of Buffalo,in the county of Erie and State of

5 New York, have invented a new and useful

Improvement in Sheet-Metal Hames, of which

the following is a specification.
Thisinvention relates tothat classof hames
which are made entirely of metal, and has for

10 its object to produce ahame having the form

which is usual in wooden hames, but in which
the body is bent up of a single blank of sheet

metal, preferably sheet-steel, so that the |

hame has a hollow sheet-metal body which is
1s light, strong, durable, and afttractive, which
properly fits the ordinary style of horse-col-
lars, and which can be produced at small cost.

In the accompanying drawings, consisting |

~ of twosheets, Figure 11s a rear elevation of a
20 complete hame embodying my invention.
Figs. 2 and 3 are transverse rectional views
on lines 2 2 and 3 3, Fig. 1, on an enlarged
ceale. Tig. 4 is a plane view of the sheet-
- metal blank from which the hame-body is
2¢ formed. TFig. 5is a perspective view of the
~ blank bent into U form in cross-section by
the first step in the forming operation. Fig.
G1is arear view showing.the edges of the blank
bent partially over the inclosed core by the
30 second step in the forming operation. Fig.
- 7isarear view showing the edges of the blank
closed upon the core by the third step of the
forming operation. Fig. 8 is a cross-section
on the line 8 8, Fig. 7. Fig. 9is a rear view
35 of the completely-formed body after the end
portions have been bent lengthwise by the
fourth step in the forming operation. Fig.
10 is a transverse sectional view through the
forming-dies and blank, illustrating the first
40 step in the forming operation. Iig. 111s a
similar view through the dies, blank, and
temporary core, illustrating the second step.
Fig. 12 is a similar view through the dies,
blank, and temporary core, illustrating the
45 third step. Fig.13isalongitudinal sectional
view through the dies for bending the hame-
body lengthwise, showing the latter in rear
elevation. Fig. 14 is a cross-section on the
line 14 14, Fig. 13.
Like letters of reference refer to like parts
‘in the several figures.
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A represents the hollow sheet-metal hame-
body,which, as will beseen in Figs. 1, 2, 3, and
9, has the form usual in wooden hames—that
is to say, it has a flat back ¢ and convex front
a' and is composed of a practically straight
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main portion «?, which tapers slightly up-

wardly, a lower portion a® which tapers to the
lower end of the body and is curved inwardly,
and a tapering top portion ¢, which is bent
outwardly. The cross-section of the body is
largest near the lower end of the main por-

tion @2, as usnal. This body is provided with
‘the usual trimmings or attachments, such as
the loop B, which is attached to thelower end -

of the body, the tug-staple C, which is at-
tached to the largest portion of the body, the
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line-ring D, which is attached near the upper

end of the main portion of the body, the plate
E for holding the hame-strap loop F, which
plate is secured to the body above the line-
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ring, and the ball G or other ornament which

is secured to the upper end of the body.

The above-described hame-body is formed
from a blank H of substantially the configu-
ration shown in Fig. 4, from which it will be
seen that the elongated blank hasthe wide or
bulged portion 7 intermediate its ends and

that the sides of the blank are curved and

taper in opposite directions from the wide

portion . to the narrow end ~', which forms
the upper end of the body, and the somewhat

wider end A2, which forms thelower end. The
first step in the operation of forming this
blank into a hollow hame-body consists in
bending the blank into a U-shaped or trough
form. (Indicated in Figs. 5 and 10.) This
is conveniently done by means of suitably-
shaped male and female dies, such as indi-
cated at I and I’ in Fig. 10. A temporary
core K, of fusible material—for instance,
lead—and having the cross-section and taper

‘which it iS desired to give to the hame-body,

is then placed in the trough-shaped blank.
This core is of such length, as indicated in
Fig. 6, that it extends only through the large
parts of the main and lower portions of the
hame-body, which are mostliable to collapse
in bending. The next step in the operation

consists inbending thelongitudinal edge por-

tions % of the blank toward each other, so that

‘| they partially inclose the temporary core, as
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indicated in Fig. 6, this being done conven- |

ieutly by means of a second set of dies L. and
. (Indicated in Fig. 11.) The next step in

ths operation esnslsts in bending the edge por-
tions /r*down and completely closin g the same

over the temporary core to form the flat back
of the body. The edges meet on a longitudi-
nalline m, which runs nearly central through
the flat bsck of the hame. This may be done
by means of dies O O/, Fig. 12. The blank
has now the form of a stra,w'ht tube, having a
large intermediate portion “and tapering end

portions, as indicated in Fig. 7, and having |

in cross-section the shape of the completed
body, as indicated in Figs. 2, 3, and 12. This
straight tube, eont&mmﬂ' the tsmpora,ry core
of soft metsl, is then curvsd lengthwise, in-

wardly at the bulged portion and the lower

end and outwardly at the upper end, into the
final form. (Indicatedin Figs.9and13.) This

may be done by means of curving-dies Pand |

P, such as shown in Figs. 13 and 14. The

body 1S now completely bsm and it only re-

mains toremove the tempomry core, which is
cone by melting the same and pouring the
metal out of one end of the body. The holes
forthe trimmings are now drilled through the

body, and the ldttel is finished in any deswed

manner—for instance, by japanning or en-
ameling. The brimminws are then riveted to
the body
The legs of the staples or rivets by which
the trlmmmws are secured to the bodyv are ar-
ranged across the flat back of the body, as
shown In Iigs. 2 and 3, so that these legs or
rivets extend from the curved outer edge of

the hame tothe curved inneredge across the |
While |

butt-joint of the edges of the blank.

|

the bent body itsell possesses great strength

and rigidity, the legs or rivets es:bsndmn'
across the joint add to this strength and ri-

gidity, so that the hame when ﬁmshed 1S ex-
ceedingly strong and duarable, although very

lightand attr active in appearance. Ths body
is in shape like the wooden hames in common
use and fits properly upon horse-collars of the
usual form. If desired, the upper bend of
the body may be omitted and the top portion
be formed as a straight continuation of the
body. |

I claim as my invention— |

1. A closed hollow hame-body having a flat
back and convex front and tapering toward
both ends, said body consisting of a single
bent blank of sheet metal having the joint
formed by its longitudinal abutting edges ar-

forth. . -

2. A -metallic hame whwh comprises a
closed hollow hame-body having a flat back
and convex front and t-spsring toward both
ends, said body consisting of a single bent
blank of sheet metal having the joint formed

by its longitudinal abutting edges arranged

in the. flat back, and a trimming extending
with its attaching member through the body
from the outerto the innerside thereof across
the joint in the back of the body, substan-
tially as set forth.

Witness my hand ﬂllS 26th dsy of June,
1901.

CHARLES L. WIEDRICH.

Witnesses:
C. B. HORRNBECK,
JNO. J. BONNER.
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‘ranged in the flat back, substantially as set
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