No. 862,475. o ~_ PATENTED AUG. 6, 1907.
- D, H. HAYW00D. o
PROCESS FOR MANUFACTURING HAIR PINS.

APPLIOATIOR I'ILBD KOV, 23 1906

F O

T T N
P

ST

=
- o v aw aeoat o o oF JF JF O P
. -

r..r..rj'.r.-..rf.-p.rﬂ F A

QI TIELTTT LTI T,
A

Syl

T eSS, S K ,;i:- ‘ “'""’ ”f#{//,y,y //7 /‘ 7P / /.r.--
%%: ___________ N | ' % i . -‘!- '
_ E_. — ] G j z _ : A

\\“.“.“\ ﬁxxxxxxxxx

w\\\\“\\\\“\“\\\
N /fflflfffflfffﬁ X

/ f

A

7%
\/ffffffffffff:f 2\
A R R TSN

Dy

NSNS
\\\\\\“\W

\
i ’fffflw ////d

"\i\
_ INVEN[OR P
BY .

y
‘s‘

Wﬁfﬂff_:z _/

m\\.\m‘\.\\‘\.
M‘\\\"\.‘\.\KK“

uuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuuu ) e
— O, e e [ e e e AN 2
A e e R o NN
. . .

AT ORNEYS -



10

15

~ simultaneously sqrulrtmg plastic material ihrough the
said die around the said core.
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by momentarily reducing the size of the die opening,
25
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To all whom it may comem .
Be it known that I, DANIEL HOWARI) HAYWOOD, 2

of New York city, county, and State, have invented

certain new and useful Improvements in a Process for

Manufacturing Hair-Pins, of which the following is a
@pomﬁmtmn reference being had to the mccompa,nymg
drawings, forming a part thercof.

My invention relates to an 1mproved process and
apparatus for manufacturlng hair pins, and partlcularly

to a process for the manufacture of that kind of hair pin .

which is composed of a central metallic core and an

outside covering of a material Wthh 18 plastw durlng_ |

the course of manufacture.
My invention consists broadly in feed ing the central

cores successively, and with ghort.intervening spaces

between their adjacent ends, through a die, and in

rated ecither during the process of manufacture or lager,
by. severing them at points between the adjacent core
ends, and the plastic material may be formed or pointed
around the core ends during the process of manufacture

as will bé fully set forth in the particular description
of the invention which follows.

he rolled up by passing them between members which

‘roll them in a direction transverse of their axes, where-

by a good: finish may be produced and, finally, the

units may be bent into the proper form to constitute -

 finished hair pins.
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Ithe umts one from another.

In order that my invention may be fully understood

I will now describe in detail a-process in which the szudl

invention is embodied, and will also describe an appa-

ratus in which gaid process may conveniently be car-

ried out. .
The apparatus is ﬂlustrated 1n the aceompanymg
dmwmgs, in which: "

- Figure 1 is a view in central longltudlﬂal gection
therethrough.” Fig. 27is an enlarged detail view in
central longitudinal section through the die and certain

contiguous and-co-related parts. Fig. 3 is a detail face

view of the means employed for ‘varying the size of the -

die:epening {o form the ends of the units and to sever
Flg 4 i a view in frans-
verse section through the feed hopper. -
tail view in longitudinal section. thmugh a strip. of the
material, showing the same as 'it. appears when fed

through the die opening without varying the size of the
'In this form the units will be aevered'
after the strip has been completely formed;: -Figs: 6

die opening.

and 7 are detail views respectively in longltudmal and
* transverse section of the means employed for rolling up

| 55 ‘and ﬁmshmg the umts after they have come from the 1

dle L e

The units may be sepa- -

After the units have
* been thus formed and separated they may conveniently

Flg 58 a de-

*

- citizen of the United ﬁtfmtes of Anierica, and a resident. |

| follows it.

First describing the apparatus: the same, as herein
shown, comprises a receiver 10 having a die opening
11 1]10rem and provided with-a screw cnnvoyor 12 by
means of which material may be-forced into the said
receiver and thmugh the die opening 11. The receiver
is jacketed as at 13; whereby heat may be applied to

60

maintain the materml in the receiver'in a plastic con-

“dition..

At the rear of the receiver is a feed hoppor 14 ar-
ranged as a mdagazine for pmnted wires 15, which are

to be employed as the metallic cores of the hmr pins to
-‘be manufactured.

A fecd plungor 16 is Jprovided,
hamng suitable’ means for reciprocating same, said
plunger being arranged to feed cores from the magazine
14 to and through the die openmg 11.
in advance of the die openmg 11 i8-a pfur of rollers 17,
Wthh are arranged to receive the hair pin units as
they pass out from the die 11, and to continue the feed
during the return portion of the rempromtmg move-
ment of the plunger 16. The plunger 16 is timed so as

to feed the cores 15 forward with intervening spaces

between the adjacent ends of the said cores, that is to

-gay, with intervening spaces between the rear end of

the advance core and the forward end of the core which

delivered from the rolls 17, and to carry them away to
any suitable place.

~ The preferred material Whlch I employ a8 a covering
10 the cores 14, and which is hence contained in .the

receiver 10, is cellulmd said celluloid being kept in 2
plastic COIldlthIl by means of the heat conveyed to
the receiver through the jacket 13. . The operation of

‘the. conveyer 12 simultaneously with the feeding of

In front of the rollers 17 is a transverse
conveyer 18 arranged to receive the units as they are

r- 65
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Immediately
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the cores through the die opening 11 will cause the

plaattc celluloid to be squirted through the said die
opemng around the cores to produce 2 cyhnder com-

| celluloid. In order to sever the units at points be-

tween. the ends of ad;a.cenf cores, and also, if desired,

_.'pnsmg the central metallic core and a covering of the

95

to form or pomt the covering mater.a,l around the core .

parts 22, and finally to close it altogether if desired.

. Plates of this character will therefore, if properly ma--
“nipulated,. Jiot ‘only form and point the plastic mate-
- rial around: the pbmted ends of the cores, but will also
sever the material at- this point, so that the pmduct‘ "
| will be delivered in the form of a plurality of units..

ends, I pl‘O"Vlde means for Varylng the size of the die
“opening, herein shown:as comprmmg plates 19, 20 -
_mounted in slides 21, and having openings 22 of sub-
- gtantially the form a.nd character shown in Fig. 3.
‘Suitable- means are provided -for - reciprocating the -
plates toward and away from each other, the effect be-. -

ing to contract the amount of the dpening between the =
105
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The rollers 17 may .be. conveniently prov1ded with .

prOJectmg portmns 28 Wthh tend in thelr 0perat10n to



~ may, in fact, then be. cured in any desired manner and -
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‘corréct any inequalities in form and shape which may |
have occurred at the ends of the units, the said por-
‘tions operating upon the plastic material before it is
entirely. hard. The. rollers 17 may themselves be

heated if desired. After the units ‘have thus
formed the. covering will be allowed to harden, and

by any of the methods of curmg celluloid commonly

in use in the present day.  An additional finish may
be given to the units by rolling them up transversely.
‘between a rotating forming roller 24 and o stationary

forming member 25 sitch as 18 shown in Figs. 6 and 7.

This will insure perfect truth, uniformity snd smooth-

ness of finish. After this operation the units may be

suitably bent to form them into the desired shape of
hair pins, this operation being unnecessary of further

dsssnptlon herem being well understood and form-

y mg no part per seof the present, mventlon

tht I clslm 1s

«

1. The hsrem desc1 1bsc'l process whleh consists in. feed- .
- ing hair pin. cores successively and with short mtewsmns |

spaces hetwssn theilr adjacent ends, through'a -die, in

suuultqnsmlsly squirting plastic material through the said

die around the said cores, and in forming the said mate-
rial. into a pomt around the core ends by varying the size

| of the dls opeéning as the ends- sf the cores pass through

ing hair

ﬁﬁﬁﬁﬁ
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- 2. The herein described process which consists in feed-

spaces between their adjacent ends, thmugh a die, and in
simultaneously squirting plastic material through the said

terial over the cote ends by varying the size of the die

opening as the ends sf the cores pass through and in sever-.

ing successive . umts and in then rollmg the said units
transversely between forming members,

the cores pass through. | |
4, The herein described procsss whlch csnslsts in feed-

-ing hair pins sucsssswely and with sh_ort intsrvsning'
spaces between their adjacent ends, through a heated dle,
- and in simultaneously squirting celluloid in a plastic con-
dition through the said die around the said cores, in form-
ing the said plastic material over the core ends by varying:
- the size of the die opening as the ends of the cores pass
“through and in - severing succesgive units, and in. then

rolling the sald units transversely bstwesn forming mem-
bers. = - S - |
| - D. HOWARD HAYWOOD.
Wltnesses ‘ o !
i G (1 CARRWGTON
T. 8. ANDREWS, Il_

pins successively and with short intsrsening”

30
die around the said cores, in forming the said plastic ma-
been | .

- 35
8. The herein described process which cnnsists in feed-'_

ing hair pin cores successively and with short intervening

spaces between their adjacent ends, through a heated- die,

in slmultansnusly squirting celluloid in a plastic condi- -

. tion ‘through the said die around the said cores, and in

forming the said material into a ‘point around the .core -

ends by Vm*}, ing the size sf the die opsnlng as the ends of'-
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