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UNITED, STATES PATENT OFFICE. 
DANIEL. J. FERRY, OF PHILAIDELPHIA, PENNSYLVANIA. 

MACHINE FOR VIAKING FRICTION-WIRES. 

Specification of Letters Patent No. 29,259, dated July 24, 1860. 

To all whom it may concern.: 
Beit known that I, DANIEL. J. FERRY, of 

the city and county of Philadelphia and 
State of Pennsylvania, haye inyented a new 
and useful Improvement in Machinery for 
Manufacturing Friction - Wires for Fric 
tional Priming; and I do hereby declare the 
following to be a full, clear, and exact de 
scription of the same, reference being had to 
the accompanying drawing and to the letters. 
of reference marked thereon. 
The nature of my invention consists in 

pressing out, punching, and cutting off, at 
one operation, the friction wires for fric 
tional priming; in the manner of guiding 
the Wires in their manipulation: and in the 
means by which they are cut of a uniforna length. 

In order to enable others to make and use 
my invention, I will now proceed to describe 
its. construction and operation. 

Figures 1, 2, and 3 are longitudinal sec 
tions through the center of my improved 
machine, with the noving parts in different 
positions. Fig. 4 is a transverse Section 
through the line, 1–2. Fig. 5 through the 
line, 3–4, Fig: 6, through the line, 5–6, and 
Fig. 7, through the line 7–8, of the Fig. 1, 
looking in the direction of the arrow'; the 
moving parts in Figs. 6 and 7 being in a 
different position from those in Figs. 4 and 
5. Fig. 8 is a plan of the machine, partly in 
section, with the cross head removed. Fig. 9 
is an inverted plan of the cross head of the 
machine. Fig. 10 is a detached view of the 
tool, D. Fig. 11 is a view of the wire in its 
untouched state. Fig. 12 is a view of the 
wire after being pressed out. Fig. 13 is a 
view of the wire after being punched and 
cut of. 
A is the cast iron base of the machine. 
B, B are guide rods firmly secured in the 

base. \ 

C is a cross head Secured to and receiving 
a reciprocating motion from the ram of an 
ordinary drop press, and guided by the rods, 
B. B. 
Dand Eare tools Secured to the cross 

head, C, the distance between Which is regu? 
lated by the length that the wires are re 
quired. The bottom of the tool, D, is made 
flat to within a short distance of its inner 
edge, where it meets a projection, a which 
drops down solid for about two diameters of 
the Wire and then has an angular opening 
cut from edge to edge, as shown in Figs. 1 

and 10; the bread th of the flat portion of 
the tool is made to correspond to the length 
and the thickness to the breadth of the fat 
tened portion of the Wire; the breadth of the 
projection, a is made about one third of the 
breadlth of the flat of the tool. The tool, Eis 
nade the same breadith and thickness as the 
tool, D; its bottom is made flat, equal in ex 
tent to the same part of the tool, D, and ex 
tending from the Outer edge of the tool to 
the projection, y, from the projection, y, the 
sides of the tool, from the bottom up a short 
distance, are indented to within an eighth of 

| an inch of the Outer edge, where they. con 
tract to about the diameter of the wire and 
so continue outward, as shown in Fig. 9; the 
projection, y has angular opening starting 
from the flat of the tool and cut from edge 
to edge, as shown in Figs. 1 and 6. 
G is a guide Secured to the base, A and 

| having an opening through it in line with 
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the center of the tools, D and E, through 
which the Wire passes to be operated upon. 
F is a die dovetailed into the base, A; p 

is a continuation of the guide, G; b is an 
indentation formed inmediately under the 
fiat of the tool, Dand making the rib upon 
the wire when flattened; f is an opening in 
whichthe projection, a of the tool, Dworks, 
its unbroken edge acting with the above 

i mentioned projection to cut of the wire; q 
is an opening in which the projection, y of 
the tool, E works; 6 is an opening. extending 
from the opening, f to the opening, g and 
slightly greater than the diameter öf the 
wire; q is an opening the sides of which are 
indented so as to correspond with the in 
dented portion of the tool E; " is an open 
ing corresponding with the contracted por 
tion of the tool E. 
i d is a rectangular opening through the 
base, A, of a width: equal to that of the open 
ings, fand g, and of a lengthslightly greater 
than chat of the continuous opening in the 
die, F. 
H is a guide, bolted to the base, A be 

tween the tools, D and E, having an open 
ing, c of a width and height suficient to al 
low the wire after being pressed out to pass 
freely through, and arranged in line with 
the tools, Dand E; the mouth of this open 
ing is made flaring, as shown in the section 
Fig. 8, so as to meet the wire if inclined a 
little to one side or the other and direct it 
]] 

Iisa stop for arresting the further prog 
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ress of the wire and having a recess, i for 
centering it. 
The operation of the machine is as fol 

lows: the attendant first brings the cross 
head, C down to the position shown in Fig. 
1, so that the projection, a on the tool, D 
closes the passage to the opening, c of the 
guide, H; he then passes the wire through 
the opening of the guide, G until it is 
stopped by the projection: the machine is 
now set in motion, and the flat portion of the 
tool, D descends upon the wire, pressing it 
into the indentation, b, and flatteningit out: 
the cross head then ascending carries the 
projection out of the way and opens the pas 
sage to the opening, c, as shown in Fig: 2. 
when the attendant pushes the wire for 
ward, through the Opening and under the 
tool, E, until it is arrested by the stop, I. 
The cross head next descending, the projec 
tion, y of the tool, E first comes in contact 
with the wire and directs it, if out of line, 
under the center of the tool.; then the indent 
ed and contracted portion of the tool strikes 
the flat of the wire and forces it through the 
openings, 9 and I", giving it the appearance 
represented in Fig: 13, while the last opera 
tion is being performed the projection, a 
of the tool, D strikes the Wire with the sides 
of its angular opening, centers it and then 
cuts it of upon the unbroken edge of the 
opening, f the cut of portion of the Wire 
being liberated from the main body, drops 
through the die into the opening, d of the 
base; the machine being now fairly started, 
the cross head continues to descend and the 
end of the remaining wire is pressed out as 
before; now ascending, the wire is pushed 
forward and stopped: and then descending, 
first forces the flat portion through the die 
and then cuts of the round under the pro 
jection, a, a wire is thus pressed out, 
punched, and cut of the proper length, in 
the joint upward and downward movement 
of the cross head. 
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Heretofore, it has required one machine to 
press out and cut of the Wires and another 
to punchthem; one hand being also requisite 
to attend each machine. With my improve 
ment, however, one machine does the en 
tire Work, requires but one hand to attend 
it, and finishes the work in a more perfect 
manner. Consequently, facilitating the 
manufacture, decreasing the cost of produc 
tion and turning out a more perfect article. 
I do not claim, separately, the pressing 

out, punching and cutting off in proper 
lengths, the friction wires for frictional 
priming, as that has been done before; but 

I do claim– 
1. The tools, D and E, when arranged in 

respect to each other and the die, F, sub 
stantially as described and for the purpose 
of pressing out, punching, and cutting off 
in proper lengths, at one operation, the 
friction wires for frictional priming. 

2. The projection, a with its angiar open 
ing, when arranged in respect to the tool, D. 
substantially as described and for the pur 
pose specified. 

3. The guide, H with its opening, c, when 
arranged in respect to the tools, Dand E, 
substantially as described and for the pur 
pose specified. 

4. The stop, I and its recess, ?, when ar 
ranged in respect to the tool, E, substan 
;y as described and for the purpose speci 
90. 
5. The projection, y with its angular open 

ing, whenarranged in respect to the tool, E, 
substantially as described and for the pur 
pose specified. 
In testimony whereof, I have signed my 

name to this specification in the presence of 
two subscribing witnesses. 

DANTEL J. FERRY. 
Witnesses: 

HoRACE SEE, 
WILLIAMs OGLE. 
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