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UNITED STATES

PaTenT OFFICE.

ALBERT JAMES BATES, OF JOLIET, ILLINOIS, ASSIGNOR TO THE JOLIET
BARBED WIRE COMPANY, OF SAME PLACE.

MACHINE FOR MAKING FLAT METAL BARBS.

SPECIFICATION forming part of Tietters Patent No. 305,369, dated September 16, 1884.
' Application filed February 11, 1884, (No model.) -

2o all whom it may concern :

a, citizen of the United States of America, re-
siding abt Joliet, in the county of Will fmd

5 S’mte of Illanls, have invented certain new
and useful Improvementsin Machines for Mak-
ing Flat Metal Barbs, of which the following
is a specification, reference being had ‘rhereln
~ to the aceompanying drawings.

10 Figure 1isa plan viewon the topof the bed
of the machine; Fig. 2; a side view of the Led
of the machine and a3 Slde view of the punches
that cut and form the barbs, looking in the d1-
rection of the arrow shown in Fig. 1 Fig. 3,

15 a cross-sectional view of Fig. 1 on lme 1; I‘xo
4, a plan view on the top of the dies D and
D', and a cross-section of the three punches
PP P’ Fig. 5, a ’L perspective view of form-
ing-die P I‘Jo 6, a perspective view of the

. 20 barb strlp, showmg the appearance of three

barbs in the course of their construetion; and
Fig. .7, a perspective view, it being the pro-
duct of the machine.

This invention relates to certain 1mp10ve-,

25 ments in a machine for cutting and forming
what is termed ‘‘flat metal bar bs’’ for fenc-
ing purposesfroma flat metal strip; and it con-
81sts in the particular form and arrangement

of the punches and dies for cutting and form- .

30 ing the barbs.

Refelrmcr to the d]awmns A represents a
bed havmcr bolt-slots at either end, as shown
in Fig. 1, by means of which bolts may pass
through to bolt it to the top of an ordinary

To the upper surface of said bed is
bolted a pair of guide-plates, aanda , by means
of the bolts or screws ¢ and ¢, passed through
slots in said plates, so they may be moved
or seb to or from. each other by means of the

4o set-screws b and &', The strip 8, from which
the barbs are to be made, is fed in between
these two guide-plates between the punches
P P* P’ and the dies D D’ intermittently by
any suitable feed mechanism. (Notnecessary

45 tobeshown.) The adjustability of these guide-
plates laterally furnishes means to conduct or
guide the barb-strip S properly under the
punches.

D and D' are dies that liebetween the flanges

50 B and B/, integral with the plate A, and held

| therein by the set-serews @ and & that pass
" Be it known that I, ATLBERT JAMLS BATES, -

through - said flanges. A plate, B, properly
bolted on said flanges and extending from one
to the other over said dies, holds them down
properly in the bed A, and the set-serews d 55
and @ are used to adjust said dies, so their cut-
ting ends stand at the proper place under the
barb-strip and punches, so that their inner
ends and the punches form shears to shearthe
barb-strip to form the barbs. 60

I is a forming-die for forming one of the
prods of a barb as it is finished, as will be
more clearly described hereinafter, where the
operation of the machine is described. - This ~
die lies between the two upturned integral 65
flanges, B’ of plate A, held therein and in
pogition by the set-screws n # and plate H.

The bed-plate A bhas an elevated or thick-
ened portion, B, as shown in Fig. 3, on the
top of which the guide-plates a « rest, so as 7o
to furnish means for providing said bed-plate
A with a channel for the reception of 4 steel
plate; J, (shown in cross-section in Fig. 3,) for
the barb-strip to slide- on. 'When this plate
J is worn it may be replaced with another, 75
and thus save the bed-plate A from being
worn out by the passage over - it of the barb-
strip S.

The barb-strip S is 1eplesented in Fig. 1
as it would appear immediately after the 8o
punches have ascended after having descended
to form a barb. In Fig. 2 the punches are
shown Jusb in the act of forrnmo a barb; and
Fig. 6isa perspective view of the barb- sbrlp
as it is shown in Fig. 2, a barb having just 85
been formed. It will be observed that on
each descent of the three punches one barbis
finished and drops, and two others are in pro-
cess of being formed, so that three barbs are
being acted upon at once. In Fig. 2 theposi- go
tion of the punches is shown relatively with
the dies D D’ and the barb-strip.

The punches P’ * P*are set ver th’lHy at the
inner end of the dies D I, as shown in Fig. 4,
near enough thereto so they form cutting- g5
edges between them and the upper corners of
thesaid dies, in the nature of shears. Theform
of the punchesin cross-sectionisshown in said
figure, which also shows how these punches and
dies set with relation toeach other. Thelower 100
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ends of the punches are beveled, as shown in
Fig. 2, so their lower point will begin to cut
first, forthe reasonshereinafterstated. Asthe
barb-strip S is fed in betweensaid punchesand
dies on the top of and across said dies, it 'is
supported by them and projects over theirends
far enough, sowhen'the punches descend they
shear it up into barbs in the manner and form
shown in - Figs. 2, 6,7, the uncut portion of
said strip being supported by said dies while
the punches thus operate. Thesepunchesare
set in the chuck P by means of set-screws .’ ¢
*. - Said chuck attaches toastem which at-
taches to a reciproeating head above, being a
part of the machine, but not necessary to be
shown. '

The operation of the machine is as follows:
‘Whenthepunchesdescend,the punech P’ shears
prod -1, commencing at-its point at the outer
edgeof thestripSandshearinginward. Punch
P* shears prod 2, commencing at its point and
shearing toward the body of the barb, and
punch P?shears prod:3: from prod 4, asshown
in Fig. 6, a former descent of the punches hav-
ing formed prods 1/, 2, 1”7, and 2”. 'Whenthe
punches descend they bend prods1, 2, 8'yand 4’
downward, asshownin Figsland 6. 'Whenthe
punches ascend, a barb has been severed and
drops, formed asshowninFigs.6and 7. When
a finished barb drops the barb-strip is fed for-
ward, so the next descent of the punches will
cut-on the dotted lineshowninFig. 6. Asthe
strip S is fed forward the prod4’is drivenfor-
ward, so0: it 'will lie on the top of the die I and
behind the vertical offset F on the top of said

die,which offset holds.the barb in place while.

the punches are deseending, and, as punch P*
descends,supports prod 4/, so as to bend it up-
ward, asshown in Fig. 2, in consequence of said
punch forcing the center or body of the barb
downward, asshowninsaid figure. Until prod
3 is entirely sheared loose from prod 4 it sup-
ports that side of the barb, so the nose of said
punch may so form the barb. When the punch

5 P° has descended far enough to shear prod 3

loose from prod 4, of course the barb then drops,
formed as shown in Fig. 7, finished for use.
Heretofore, in order to punch the prods out
in the form shown, it has been usual to use
punches triangular in shape in cross-section,

especially where only onebarb at a time was be-
ing formed. :  Punches thus formed will break
at the acute angles,and thus spoil them for any
further use.  In this case the puncheshaveno
angles acute enough to bein any or much dan-
ger ofbreaking,and theyaresosetand arranged
with relation to each other and with the barb-
strip that the weakest part of the punches is
used to cut near the points of the prodswhere
it will cut the easiest,; and by setting the three
punches in a train, as shown, and setting them
to shear in the way and direction stated tohave
several barbs in the process of being formed, it

‘becomes possible to use strong punches of the

form shown. - Looking at Fig. 6, when punch
P* descends it does not bend prod 2 down quite
as far as is necessary, because prod 1’ isinthe
way. Whenthe strip 8 is fed forward again,
prod 2: becomes prod 2', and the heel.of punch
P? at its next descent carries it downward to
its proper angle, as shown in said figure.

Having thus described my: invention, what
I claim asmew, and desire tosecure by Letters
Patent, is-as follows, to wit:

1. In combination with the bed-plate A, the
dies D, D';and F,adjustable guide-plates ¢and
¢’y and punches P, P% and P* and means for
operating them, all adapted to operate asand
for the purpose set forth.

2.  In the machine described for forming flat
metal barbs, the combination of the diesD, DV,
and I, and punches P’, P* and P’,arranged in
a train to simultaneously sever the prods of a
series of barbsand at eachstrokeofthe punches
form a finished barb, as set forth.

3. Inthe machine described for forming flat
metal barbs, the combination of the dies D D’
and punches P, P% and P? and means for op-
erating them, and arranged in relation to each
other to simultaneously sever the prods of a
series of barbs at each stroke of the punches,
in the manner set forth.

4. Inthemachine for forming flat mmetal barbs,
the combination of the punches P’ P* P* and
dies D I, adapted to shear the prods of the
barbs, substantially as set forth.

ALBERT JAMES BATES.

‘Witnesses:

‘Wu. J. HUTCHINS,
J. D. STEVENS.
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