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To all whom it may concern: e
Be it known that I, JAMEs B. OLARK, of
~Plantsville, .in the county of Hartford and
State of Connecticut, have invented certain
new and useful Tmprovements in the -Manu-
facture of Carriage-Bolts; and I do hereby de-
clare that the following is a full, clear, and ex-
act description thereof, which will enable oth-
ers skilled in the. art to make and use the
same, reference being had to the accompany-
ing drawing, making a part of this specifica-
tion. - T ) ’

'The invention relates, mainly, to the blank
which is the result of the first step in the man-
ufacture of bolts, which blank is subsequently
formed into a square-neck round-headed bolt,
the npper end of the square neck being formed
by upsetting the metal in the act of forming
the head, as hereinafter deseribed.

" In the accompanying drawing, Figure 1 is
a side elevation-of a Lolt-blank, the result of
the first step in the manufacture of bolts in
accordance with my invention. Fig.21is alike
view of a bolt-blank, the result of the first
step in the manufacture of bolts in the ordi-
nary mauner; and Fig. 3 is a side elevation
of a completed carriage-bolt ready for thread-
ing. :

screw end C of a bolt, is first ent into proper
lengths, and an enlargement, B, larger than
either end of the blank, Fig. 1, is made at the
point, which is to be formed into the base of
the square neck a, Fig. 3. The enlargement
B is tapering, and 1s in the form of a frustum
of a cone or pyramid. The base of the en-
larged portion B should be of such size that
it ean be squared into a square, the sides of
which are equal to the diameter of the screw
end O, while the top of the enlarged portion
should be of the same size as the original rod.

InFig.1, A and C are of the same size, which
is, of course, less than the size of the enlarged
portion. A designates the end which is to be
upset to form the head. :

I prefer to form the enlarged portion by up-
setting; but the blank with this enlargement
thereon may be formed of u larger-sized iron
by forging the same in suitable dies under a

Round iron, of a size proper to form the

‘power-hammer,or other machine, Theblanks

being thus formed are reheated, so as toheat the

‘end A and enlarged portion B,and then placed

in an ordinary heading-die, with the end O~
downward, and the 'dies are then foreced to-
gether, the angular portion thereof closing

upon the enlargement B of the blank, which
is of such size as to fill the dies at the point

which formns the base of the squd¥e neck.

As only a small portion of the enlargement
B.is of. the proper $ize to make the deésired
square, it will readily be perceived that there
will be but little resistance to' closing the
dies. When the dies are thus closed, and
filled at the base of the square neck, the head-
ing-tool is forced upon the end A, to form the
head by upsetting, which operation will also.
upset the metal abt a point below the head,
thereby eompletely filling the angular portion
of the dies, and perfécting or finishing the
square neck of the bolt. .

Ordinarily round-stemmed, square-necked,
and round-headed bolts of the clags shown in
Fig. 3 are formed by first throwing the metal
into the form shown in Fig. 2, in which the
end to be headed, and the portion which is to
be formed into the square neck, are of the
same size, and together constitute a cylin-
drical body, D, of a size sufficient to be formed
into a square, the sides of which are equal to
thediameter of the screw end C. Theseblanks,
Fig. 2, are squared by pressure between like
dies, and in like manner herein described for
squaring the base of the taper or enlargement
B; but as the-whole length of the square neck
in" this ordinary style is squared all at one
time,it will be plainly seen that a great amonnt
of pressure must be used to close the dies,
while sometiines the same may not be closed
a8 much as at other times, thus making the
size of the square necks vary, and the corners
rounded or blunt.

By my process of first throwing the metal
into the pecnliar blank, and then finishing as
described, the square necks of the bolts pro-
duced will be of uniform size, and with an-
gular corners, thus producing a better article
without increasing the cost, or changing the
squaring or heading tools. The wear of the
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squaring-dies is also mueh less than it is in
the manufacture of bolts by the ordinary pro-
cess.

© Telaim as my inveution—

The improvement in the manufacture of car-
riage-bolts, which consists in first forming on
the blank, by upsetting, an enlargéd portion,
B, larger than either end of said blank, and

then forming the same into a squnare - neck
rotind-headed bolt, tlie upper énd of the square
neck being formed by upsetting the metal in
the act of heading, substantially as described.
JAMES B. CLARK.
Witnesses:
Lucas C. OLARK,
SALMoN C. CLARK.




