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- Be it known that 1,

‘and useful Improvement in Methods of Mak-

ers, of which the tollowing is a specification.

sides, and the method and machine of my in-

‘mation of a web in

-proposed has been prohibitive of profitable

resulting from grinding will
penetrating

mg of a character not
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Lo all whom it may concern: '_ _ !
, Max Fiscurr, a citi-
zen of the United States, residing at New
York, in the county of New York and State
of New York, have invented g certain new

ing Corrugated Saw-Toothed Metal B asten-

“Lhe invention relates to the production of
metal fasteners which are corrugated and
have a saw-tooth formation along the enter-
g edge produced by beveling on opposite

vention provide for the turning out of a per-
fect fastener where the beveling is done by
grinding. The difiiculty heretofore experi-
enced in the production of corrugated saw- .
voothed metal fasteners, where grimding has
been practiced to effect the beveling, has been
that the grinding inevitably caused the for-
the notches and unless
such web was removed the efficiency of the
fastener was destroyed, -or at least so much
tmpaired as to make the article unaceept--
able to the trade; and furthermore the re-
moval of this web by processes neretofore

marketing on account of the added expense -
which would result in the production of the
product, the character and uses of the latter
being such as to require its prodauction at g
minlmum expense in order that it may be
marketed at a profit. = o
My invention provides a method whereby,
the blank strip having been cor ugated and |
ground on opposite sides along one edge to
produce the double bevel formation, the web
be upset and |
the notches cleared out and then the burs
formed by this upsetting of the web will be
removed and the strip delivered ready to be
cut up into fastenerg having the necessary
well-marked saw-tooth formation, supplying
points and draw-cutting edges
back of the same,—all by continuous auto-
matic action and by simple and practical ex-
pedients neither involving expensive equlip-
ment nor demanding close and constant at-
tention of an operator, and furthermore he-
requiring frequent
renewal of machine parts, .
Hence my invention provides for
tion of the preduct at minimum expense In
the matter of equipment, labor and main- |
tenance, and so permits of marketing at g

produc-

- the emery wheelg

profit, notwithstanding that the character
and uses of the article are such g to neces-
sarily put it in the clags of the cheapest sort
of goods. . i -

In the drawings which form part of thig
speciiication and illustrate a prererred form
of means for carrying out the invention and
a meodification of one of the elements, Figure
L represents in plan view g series of instru-
mentalities for producing the article from o
plain strip of metal; Fig. 2 ig a Cross-sectlon
on the line 2—92 of Fig. 1; Figs. 3 and 4 are
diagrammatic views ustrating the effects
produced by certain of sgid instrumentali-
ties; Fig. b is a sectional view lustrating 70
the construction of one of the web upsetting
wheels and its effect upon the corrugated and
beveled strip; Kig. 6 is a section on the line
6—6 of Fig. 5; Fig. 7 is a view similar to
H1g. 5 but Ulustrating the mod; ication above
alluded to; and Higs, 8, 9 and 10 llustrate
the metal strip at different stages.

Referring firgt to Fig. 1, reference nu-
meral 2 designates a, palr of horizontally
disposed corrugating rolls driven from a line
shaft 8 through beveled gearing 4 and oper-
atively connected together by spur gears 5,
IFig. 2. The plain metal Sirip @ is entered
between the corrugating rolls 2 and acted
upon thereby to convert the Strip into cor-
Fugated form and algo advance it. At g
point above the bed pPlate 6 in advance of
the corrugating vollg 9 there is suitably
mounted an emery wheel 8 set to orind away
the upper ends of the corrugations at one
stde of the strip thereby beveling the latter,
and a short distance beyond this emery
whaeel there is mounted a similar wheel 9 to
act correspondingly upon the opposite gide
of the strip. These emery wheels aye.
preferably journaled in heads 10 adjustably
mounted upon the bed plate 6, and they may
be driven from any suitable source of power
through any &ppmpriate"COImections. The
spindles are here illustrated as  carrying
drive pulleys 11. When the Strip @ emerges
from the corrugating rolls 2 it appears in
side view ag lustrated by the right-hand
portion of Fig. 8, and when it has passed
_ S and 9 it will appear asin 105
IF1g. 9, the corrugations having been ground
away, beveling the strlp on opposite sides
along the top edge and outlining notcheg in
the corrugations, which notches, however,
will be filled, or Substantially filled by thin 110
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webs b, Obviously the strip ‘1 this form is | Wheels there are mounted above the bed

unsuitable for use as & saw-tooth metal | plate 6 a pair of corrugated rolls or wheels
fastener, since no well de

Ty

ned saw-teeth | 20 similar to the berore described rolls 2,
have been produced and the webs 0 will pre- though not performing any corrugating but
vent the desired rction when the fastener ig 1 merely serving as feed rolls. They are 70
driven into wood, to-wit that of first pene- | driven the same as are the corrugating rolls
trating the swood by reason of the presence | 2 erom the line shaft 3 through bevel gear-
of a series of points and then cutting ing 21 and connected spur gears cimilar to
through by reason of the action of inclined hose designated 5 in Fig. 2. These feed
edges back of the 1}0111’{5, ._ Beifore the strip ~olls 20 oI course keep step with the cor- 79
can be utilized for being cut up into fasten- | rugating rolls @ and these two sets of cox-
ers the notches 1 ihe beveled ends of the | rugated rolls obviously serve to steadily and
corrugations must he cleared out. continuously advance the strip, subj ecting it
 Referring to Fig. 1, there are loosely | t© he action of the intermediate instri-
joumaled on posts 12 rising from the bed mentalities comprising the {wo sets of emery 80
plate 6 a pair of wheels for upsetting he | wheels and the web upsetting wheels. The
web b, these wheels being looated on op- | advance of the strip to the second set of
posite sides of the line of travel of the strip | emery wheels and the striking of the burs ¢
and one in advance of the other. Xach against the latter will go far toward remov-
wheel has the same construction, hich is | ing the burs and 1n practice the burs will be
hest illustrated in Fig. o. It comprises a | L0 & Very oreal extent removed by this mere
Tower disk 13 corrugated . to register with contact. Flowever, as the strip advances
the corrugations of the strip @, and an up- ‘there 1s a orinding action of the emery
per thicker disk 14 rigidly securec to the | wheels 16 which effocts a desirable finishing
“disk 13 and heveled at its periphery and | operation, the burs belng more cleanly elim- 90
having a circumferential “ories of Y-shaped | inated nd the draw cutting edges In the
teeth or serrations 195. The wheel 18 SO con- | notehes of the strip being therefore left 1n

e

<tructed that, set horizontally with the cor- | better shape, ¢ e. without Irregularities.
rugated disk 13 adapted to register with the T order to feed a strip n & direct path be-
corrngations of the metal strip @, the ser- | tween the grinding and other operating-95
cations or ¥-shaped teeth 15 will successively wheels and to hold the strip aoainst the
enter the notches of the strip and take effect various instrumentalities for their action
to upset the web b, the acting cerration or | upon it, I provide a pair of guides 22, see
tooth disposing itsel obliquely and pene- | Higs. 1 and 5, which are spaced apart a sufii-
trating to the base of the noteh so that the | cient dl_ﬁtﬂﬂ(ﬁ% 10 permit the passage of the 100
web will be completely upseb as Qlustrated | strip without undue friction and yet to sup-

in Figs. 5 and 6, burs ¢ being struck up- port 1f 1n an upright position notwithstand-
‘The serrations 15 of one of the wheels suc- | INg ‘the pressure exerted upon it by the
cessively engage in the corrugations along orinding of the wheels. .

R . e : . _ S | h . | P . .
one side of the strip ¢, and the serrations ox In Fig. 10 a section of a strip is repre- 109
the other wheel similarly engage the strip | sented, the left-hand portion of which ap-

on the oqu(}site side, sC that when the strip | pears substantially as it would Just atter

-

has passed both of these speclally construct- | passing the web upsetting wheels, whereas
od wheels it will have burs ¢ projecting on the right-hand portion represents the ap-
opposite «ides. 1t only remains then to re- | pearance of the strip atter passing the fin- 110

!

move these burs, and inasmuch as ‘he web | 1shing grinders 16.

produced in the orinding 1s necessarily at- Fig. 7 illustrates a modification in the
Fonuated more or less, and eorther weakened | torm and arrangement of the web-upsetting
in the upsetting produced DY he serrated | wheel. Here it 1s illustrated as & single disk
wheels, these burs are of o character to pre- | 12 <ot obliquely, with 1ts V-shaped teeth or 115
‘sent almost negligible resistance to removal, cerrations 15* extending at right angles 1o
Therefore their removal may be readily ac- its opposite faces. Thus the effective en-
complished in various ways. Fowever, in | gagement of serrations in the notches of the

order to insure the desirable smoothness and corrugated and beveled strip @ 18 obtained
finish along the sides of the beveled edge of by reason of the oblique setting ot the wheel 1°
the strip and in the notches thereof, 1 pre- nstead of, as 1n the construction first de-
for to employ a second pair of emery wheels | seribed, by a bevel of the periphery. 1t will
«imilarly related to the strip as are the be- be understood that in either case the web-
fore described wheels 8 and 9. These finish- | upsetting wheels rotate freely, deriving mo-
ing emery wheels are designated by the nu- tion from the strip itself. The construc-
‘meral 16 and may be driven in any suitable | tion Qlustrated in Fig. 5 has the acdvantage
manner. Their spindles are here shown as | over that ilustrated in Fig. T of more Cex-
equipped with pulleys 17 and the wheels are | tainly insuring exact seating or serrations
shown journaled 1n ‘adjustable heads or in the notches of the strip for the reason
holders 18. Beyond these finishing emery ' that t e corrugated disk 13 controls the re- 7

| -
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20 be such as to so dispose the teeth or serra.

~the peripheral formation of the wheel.
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strip by reg-
1stering with the corrugations of the latter.

It will be obvious

ter the manner of the wheel shown in Fig, 5,
but having a beveled periphery, or, in other
‘words, that the upper section of the wheel
shown in Fig, 5 might be employed without
the lower section,
with the bevel
ing of the serrations in the notches of the
metal strip or set obliquely after the manner
ot the wheel shown in Fig. 7, according to
- In
short, neither the corrugated disk 13 nor
any one specific form or arrangement of the
serrated disk or wheel is

o that the single-piece
‘Wweb-upsetting wheel might be employed af-

~either set horizontally
such as to provide for seaf-

absolutely essen- |

What is claimed is:
teners consisting'in-..cormgating a strip of

at one edge by grinding ; upsetting the web
in the notches formed by the grinding: and
removing the burs
of the web. -
- 2. The method of producing metal fas-
teners from a strip of corrugated metal con-
sisting in grinding an edge of the strip
an angle to the plane thereof upsetting the

‘and removing the upset web,

the invention, so |
and arrangement |

o - MAX FISCHER.
- Witnesses * - _

- Sam M. Fiscmer,

BeEng. KLINGER.

:-ﬁopies of this patent'may be 'obtain'ed for five cents 'each,, by addressing the Gﬂmmissiﬁner of Patents, -
o ' - Washington, D, €. '
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| tions’ that they will successively seat them-
‘selves in the notches and fully upset the web,

1. The method of producing metal fa,s;--

metal ; double-beveling the corrugated strip

formed by said upsetting

at
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web 1n the notches formed by the grinding 35
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