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ing had to the accompanying drawings, and

-to produce a series of spikes of a uniform con-
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To all whom it may concern:

Be it known that I, WILLIAM GOLDIE, a ¢iti-
zen of the United States, residing at West
Bay City, in the county of Bay and Stateof
Michigan, have invented certain new and use-
ful Improvements in the Method of Manufac-
turing Spikes or Nails; and I do declare the
following to be a full, clear, and exact descrip-
tion of the invention, such as will enable
others skilled in the art to which it apper-
tains to make and use the same, reference be-

to the letters of reference marked thereon,
which form a part of this specification.

This invention rvelates to improvements in
the manufacture of spikes or nails, and per-
tains to the manufacture of that class of nails
or spikes which are severed from a rolled bar
of metal by transverse cuts. R

The objects of this invention are to reduce
the cost of manufacturing nails or spikesand

tour, size, and quality; and another object
is to provide a cheap and reliable means of
produecing a sharp and clean edge upon the
point or puncturing end of a spike or nail of
the common variety, cut transversely from
the end of a rolled metal plate or bar; and
the invention consists in the method or pro-
cess of forming a blank-bar for the manufac-
tare of spikes by cutting the bartransversely
by first rolling the bar to the thickness of
the spike and to a width of double the length
of the spike to be made, and with flanges
projecting from the sides of the lateral edges
for forming the head of the spikes, and with
a longitudinal shallow groove in both sides
of the bar in the middle of its width and a
thin web portion between the grooves, then
dividing the bar and forming two complete
bars at one operation, each provided with a
sharp edge, by severing the said web portion
with a V-shaped longitudinal cut; and the
invention also consistsin the method of manu-
facturing spikes or nails by first rolling a
double bar to the thickness of the body of
the spike or nail and to a width of double
the length of the spike or nail, and with lon-
gitudinal flanges projecting on one or both
sides of both edges and with the middle por-
tion of its width reduced in thickness by a
longitudinal groove on one or both sides, then
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dividing the bar longitlldinzzlly into two sin-
gle bars by making a V-shaped cut in one or
both sides of the said reduced middle por-

tion, then completing the spikes by severing -

the said single bars by a series of transverse
cuts.

The accompanying drawings illustrate the
operation of carrying out my improved
method.

Figure 1 is a view in perspective of a bar
partly prepared by my improved method for
the manufacture of spikes. Fig. 2is thesame
with the bar arranged with a different con-
tour. Fig. 3 is a double bar rolled in a form
to produce two bars shown in Fig. 1, and ar-
ranged for carrying out my improved method.
Fig. 4 is a bar arranged for producing two
bars shown in Fig. 2 by the operation of my
improved method. ¥ig. 5 is a nail-plate ar-
ranged forecarryingout my improved method.
Fig. 6 shows a finished spike of the form pro-

duced from the bar shown in Fig. 2 by my-

improved method.

A is a bar having a width of double the
length of a spike which is to be made, and on
each lateral edge portion are formed two
flanges ¢ and d, projecting in opposite direc-

tions, and these flanges are provided with a

proper contour to form the head of the spike,
‘and the portions b of the bar adjacent to the
heads are provided with parallel sides; which
form the body portion of the spike, and cen-
trally between the portions b are arranged on
opposite sides of the bar the longitudinal
grooves o and p, which form sloping surfaces
e and f, and the thin web portion g, centrally
located between the grooves and sloping sur-
faces. The bar is formed to the contour de-
sired by rolling in the common way between
rolls having their peripheries provided with
surfaces of the proper contour for reducing
‘the Dbar to the desired form for producing
spikes from the bar by a series of transverse
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cuts, and it will be seen that the double bar

thus formed has the form and dimension in
transverse section corresponding to the form
and dimension of a longitudinal section of
two spikes of the desired form joined together
at their points, end to end, by a thin web.
The bar being rolled, as described, the thin
portion ¢ is severed by a longitudinal cut j
made on one or both sides, which, besides
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severing the double bar into two single bars
a, (shown:in Figs. 1 and 2,) provides each of
the bars with a keen sharp edge ¢ at a single
operation. Thebars ¢ thus finished are passed
through suitable cutting machinery, and
pieces of the proper width toform a spikeare
severed therefrom by transverse cufs and
produce spikes similar in form and finish to
that shown in Fig. 6, with a rectangular body
portion having parallel sides and with a head
portion projecting from the front and rear
sides of its upper end, while the point-portion
is provided with a clean and sharp cutting-
edge, which, when driven, divides the grain of
the timber without breaking and mutilation
and leaves the spike true and straight, and
without the liability of turning or twisting.

It willbe noticad, of course, that this method
of manufacturing spikes greatly reduces the
labor required toform acomplete and perfect
spike, as by rolling the bar with a reduced
middle portion and with its opposite edges

- provided with flanges for the head portion of
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the spikesallowsthe bar in cooling to contract
equally on both sides and edges and remain
true and straight, and then by making the
central longitudinal cut jwith a suitable tool
of a'V form both bars when cutapart are pro-
vided with a most perfect edge at one oper-
ation and at the same time, and from which
a series of spikes cut will be perfect in form
and point and each will be a complete dupli-
cate of the other, so that perfect uniformity
of size and contour is acquired,whilean edge
upon the point is provided which severs the
grain or fiber of the wood as it enters the tie
without mutilation or “breaking down.”

In rolling the double bar, if preferred, a cen-
trally-located V-groove can be rolled in one
-side of the redueed middle portion g,and then
by making the V-cut in the opposite side the
bar will be divided into two single bars, and
the edges of the single bars will then be pro-
vided with the thin cutting-edge before de-
scribed, so that I do not limit my invention

altogether to making the cut with the tool on
both sides of the thin portion ¢, as the most
important feature of my improved process
lies in forming the thin cutting-edge upon
both bars byone and the same operation and
at the same time the double bar is cut apart,
whereby a saving of time and labor is ob-
tained and perfect and uniform spikes are
made.

What1 claim as my invention is—

1. The herein-deseribed method of forming
blank-bars for the manufacture of finished
spikes by cutting the bar transversely, and
consisting of first rolling a bar to the thick-
ness of the spikeand to a width of double the
length of the spike to be made, and with
flanges projecting from the sides of their lat-
eral edges for forming the head of the spikes
and with a longitudinalshallowgroove in both
sides of the bar in the middle of its width,
and a thin web portion between the grooves,
then dividing the bar and forming two com-
plete bars at one operation, each provided
with a sharp edge, by severing the said web
portion with a V-shaped longitudinal cut,
sabstantially as set forth.

2. The herein-described method of manu-
facturing spikes or nails, consisting, essen-
tially, in first rolling a double bar to a form
and thickness transversely corresponding to
a longitudinal section of two spikes having
their points joined together end to end by a
thin wéb, then dividing the said double bar
into two single bars with their adjacent edges
made sharp and even by making a V-shaped
longitudinal cut through the said thin web
portion, then finishing the spike by dividing
the said single bars by a series of transverse
cuts, substantially as set forth.

In testimony whereof I affix my signature in

presence of two witnesses.
WILLIAM GOLDIE.

Witnesses
GEO. P. THOMAS,
Jas. E. THOMAS.
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