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To all whom it may concern.:

Be 1t known that I, Horace K. JoNES, a citizen of
the United States, 1051{11110 at New Bntmn, Connecti-
cut, have l“mf{.,nted certain new and useful Improve-
ments i Processes of Forming Boot-Calks, Ete., of
which the following is a full, cle‘u and exact dQSCl 1p-
tiomn.

My invention relates to improvements in metal work-
ing and particularly a process for the construction of
boot calks such as are used by lumbermen and others.
The mechanism for carrying out the process is more
fully described and claimed in my application No.
191,088, filed January 29, 1804, from which this appli-
catlon is a division.

The main object of the invention is the construction
of a boot calk of the character herein shown automatic-
ally, so that the production may be economical and
rapid and produce a uniform product.

‘The invention consists primarily in the formation by
dies from wire or rod-like stock of a blank pomted on
botir ends, and upsetting part of the blank to form a
shoulder while one end of the hlank is held between
the dies. | -

Sufficient understanding of the method of operation
will be had from inspection and from the ¢ accompanying
two sheets of drawings.

Figure 1 is a hor 1zontal scectional view showing the
dies and header in the position which they would oc-
cupy when separated after the pointing of the forward
end of the stock, and the teeding of the stock forward
through the length of one blank. TFig. 2 is an end ele-
vation of the dies and supports in the position of Thge. 1.
Fig. 3 is a vertical sectional view and side elevation
showing the parts after the operation of severing a blank
and just at the instant of removing chips on the forward
end of the blank. Fig. 4 is a plan view and hor 1zontal
section showing the parts in the posttion after a calk
has been completed. Fig. 5 is a flaﬂ'mentmy detail

VIeW Oon an enlarged scale showing the construction of_

the dies for t‘LpEllIlD‘ or pointing the ends of the blank.
Ifig. 6 18 a view of the cutting and holding face of a die.
IFig. 7 is a detail perspective view of a finished calk.
The left hand end of the calk may be screw-threaded
in any suitable manner if desired after its formation as
herein set forth. |

Lindicates a fragment of the frame of the machine. 2
18 & guide having an opening 3 in the bottom directly

-above and in line with opening 4 in the frame sb that

chips formed between the dies may reacily escape.
The stock 5 in the preferred form of my invention is of
round wire and suitable mechanism is provided for
feeding it longitudinally step by step. The anvil 6 has
a shoulder 7 to support it against loneitudinal move-

ment and a radially clongated passage 8 for the stock,
the total width of the passage being slightly more than
one and one half times the diameter of the stock. The
die 9 1s supported in the guide 2 and has a semi- cylin-
drical holding portion 10 and cutting edees 11—11 con-
verging as the elements of a cone. The die also has a
holding portion 12 and cutting edges 13-—13 converging
oppositely to the edges 11—11. The rear end of the die
rests against the guide 2 and the anvil 6.  The outer end

ol the dieisprovided with a semi-cireular raised hoss 14,

15 18 a back support for the die.

16 18 a die similar to die 9 mounted so as to slide in the
guide 2. This die has holding portions 17—1I18 and cut-
ting edges 19—20 corresponding to the holding portions
10 and 12 and the cutting edges 11 and 13 of die 9. Die
16 also has a bearing at the rear end against the cuide
and anvil and a semi-circular raised boss 21 on the

outer end corresponding to boss 14 on die 9. The die
bar 22 has a reciprocating movement in the gulde 2, for

the purpose of forcing the die 16 toward the die 9. 23
18 & spring-pressed bar for throwing the movable die 16
away from the die 9. The dies are held in their proper
positions by the face plates 24—25. The dies as shown
are preterably provided with correspondingly opera-
tive faces on cach of the four sides so that a new cutting
or operative face may be easily substituted for the old
when necessary.

27 1s a movable carrier or header supporting the hams-
mer 28 and the molder 29. Suitable mechanism is pro-
vided for operating the header at the proper times.
The molder has a recess or cavity with a pointed inner
end 30 and a dished or saucer-like enlargement 31 which
corresponds to.but isslightly larger than the boss formed
by the semi-circular portions 14 and 21 of the dies com-
bined. The calk is formed entirely from the stock 5.

ol Indicates a double-ended or pointed blank formed
in one of the intermediate stages of the process.

52 indicates the final calk having the collar 53.

The operation is as follows: The parts of the mechan-
ism being in the positions shown in Tigs. 1 and 2 the

stock 5 is fed forward for the first preliminary opera-

tion until the front end projects beyond the cutting

center of the dies and preferably substantially flush

with the outer ends of the dies. The die bar 22 is then
operated te force the die 16 against the stock and 10
force the stock against the stationary die 9. As the
dies are brought relatively toward each other the front
end of the stock is pointed. The die-bar 22 is then re-
tracted and the die 16 moved back by the action of the
release bar 23. The stock is then fed forward the
proper distance to the position shown in Fig. 1. Die-
bar 22 1s then again forced to the rear and the two dies 9
and 16 cotperate to form the first blank as shown in
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Fig. 3.

2.

The hammer 28 is then hrought into action to
remove the chips formed by the previous die action if
they have not already fallen through the passages 3 and

4. After the hammer action and while the taper

pointed blank and stock are held between the dies 9
and 16, the molder 29 is brought into action with its
cavity in alinement with the blank. The molder 1s
then moved longtudinally toward the blank and causes
the metal to flow into the form shown in Fig. 4 conse-
quent upon the shape of the abutment formed by the
bosses 14 and 21 of the dies and the cavities 30 and 31 1n
the molder. The molder is then retracted to allow the
completed blank to be removed. At the same time the

_ die-bar is released, the release-bar 23 throws the-die 16

862,641

position shown in Fig. 1 for another cycle of-op eration.

What I claim 1s:
A. method of making a calk pointed at each end, which

| consists in pointing the end of the rod of stock, then sev-

ering a blank of suitable length and simultaneously, by
the severing action between two die blocks, pointing the

rear end of the blank and the front end of the remainder

of the stock, and clamping the severed blank and pointed
stock in clamping portions of said blocks, and upsetting

“said blank while so held.

HORACE K. JONES.

Witnesses :
M. S. WIARD,
Wi, R. STONEK.

| away and permits the stock to be fed forward again into 15
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