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To aid, whon, it may concern: 
Beit known that I, CHARLES B. RUSSELL, of 

Hanover, county of Plymouth, State of Massa 
chusetts, have invented an Improvement in 
Tacks and Methods of Making the Same, of 
which the following description, in connection 
with the accompanying drawings, is a speci 
fication, like letters on the drawings repre 
senting like parts. - 

Heretofore tacks have been made from 
plates cut to width and thickness according 
to the size or length of the tack to be made. 
It has also been proposed to make tacks from 
wire having the characteristics of plate-tacks, 
although no practical tack has resulted. 
According to my invention I make tacks 

from wire having all the desirable features 
of appearance and essential qualities of the 
tacks cut from plate, the tacks made accord 
ing to my method also possessing many points 
of Superiority over the ordinary plate-tacks, 
as will be more definitely pointed out later on. 
In following out my method preferably soft 

round wire is taken and flattened to suit the 
proper gage of the particular tack being made 
and is severed transversely with a slightly 
diagonal or oblique cut for a purpose pres 
ently to be explained to provide the body of 
metal for the head, being also severed with 
an extreme diagonal cut in an opposite direc 
tion to provide the body of metal for the shank. 
The body of the shank is then grasped to hold 
the stock while the head is being formed, the 
holding and heading being accomplished in 
the ordinary manner. The pressure brought 
to bear on the shank for holding the blankin 
the process of heading also forms the shank, 
but the latter having one straight side and 
one tapered or oblique side offers more resist 
ance on the straight side than on the tapered 
side, and hence the metal crowds over more 
or yields to a greater extent on the tapered 
side, inasmuch as this, as We have seen, is the 

The result is 
that the metal forming the body of the head 
bulges up or is raised somewhat on each side 
of the blank, the metal being raised more, 
however, on the side corresponding to the ta 

So 
pered side of the shank, and as this side of 
the head was originally cut lower or thinner 
than the opposite side it follows that the body 
of the head becomes now symmetrical or uni 

* form in proportions, so that the heading pres 
sure thereon flattens out the metal into a per 
fectly even head, centered with the shank and 
possessing uniform strength and thickness, 
and also the point having been set over cen 
trally with the head and shank the tack is 
evenly balanced and proportioned in every 
respect. A tack thus formed by my method 
presents all the desirable features of the plate 
tack, having the tapered or wedge-shaped or 
slab-shaped sides and other structural fea 
tures for holding or gripping the material in 
which it is driven, the quick sheared point 
for catching in the material, and the central 
evenly-balanced head. These features have 
never been accomplished in a wire tack prior 
to my invention, wire tacks having been 
formed similar in shape and appearance to 
wire nails. My tack, moreover, is superior to 
the plate-tack in many respects. 
The essential parts of a tack are its head 

and its point, and it is extremely desirable 
that neither of these should be rough, as a 
rough point in being driven will catch a fiber 
and tear or break it, to the injury of the ma 
terial, and a rough head, if driven by ma 
chinery, will catch and clog in the hopper and 
runway of the machine, preventing the flow 
of the tacks, or, if driven by hand, will injure 
the mouth of the operator, it being customary 
for hand - operators to carry the supply of 
tacks in their mouths. 

Plate-tacks invariably have rough heads 
and points, but by my method I produce tacks 
having smooth even heads and points without 
the slightest unevenness to catch and injure. 

Furthermore, plate - tacks have a ragged 
prong extending at the point, producing what 
is known as a “mosquito-bill point,’ which 
easily breaks off, deflects the tack when 
driven, and is otherwise objectionable. This 
feature is entirely obviated by my method, a 
ragged point being impossible. 

Besides the advantages resulting from the 
use of wire in having the grain lengthwise 
of the tack and having the tack extremely 
smooth on accoulnt of the smooth wire elm 
ployed, the tack is stiffened and toughened 
by the successive steps of rolling or flattening 
and of compressing or SWaging; and a further 
advantage is that the point, while still as 
sharp and delicate as in the plate-tack, is 
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stiffened and supported by having One round 
ed side of the wire extended down to the ex 
treme point. Furthermore, in setting over 
the point of the tack, as explained, a slightly 
spiral deflection of the opposite flattened sides 
takes place, this spiral feature enabling the 
tack to grip and hold most tenaciously into 
the fibers of the wood or other material into 
which the tack is driven. 

Preferably steel wire is used, as this wire 
under the compound pressure exerted there 
on as above described will yield evenly, pro 
ducing a head having perfectly smooth edges. 

In the accompanying drawings, Figure 1 
shows the wire stock from which the tacks 
are made. Fig. 2 is a similar view showing 
the wire after it has been flattened. Fig. 3 
is a side elevation of the blank before it is 
compressed. Fig. 4 is a similar view after the 
blank is compressed, showing the effect there 
of on the metal of the head. Fig. 5 is an edge 
elevation looking at the under side or edge 
of Fig. 4. Fig. 6 is an edge view looking at 
the opposite edge from that shown in Fig. 5. 
Fig. 7 is a similar view to Fig. 4, viewing the 
tack from the opposite side, the head having 
been swaged down. Figs. S and 9 are end 
views of Fig. 7, looking, respectively, at the 
adjacent ends of the tack. Figs. 10 and 11 
are greatly-enlarged views of headed tacks, 
viewing thesides shown, respectively, in Figs. 
4 and 7 and showing more definitely the oppo 
site spiral deflections, by means of which the 
tack gets increased gripping qualities. 
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In making my improved tack I take suit 
able Wire C, of copper, brass, iron, steel, or 
other metal, preferably Swedish steel, of size 
and quality adapted to the particular size, fin 
ish, and style of tack to be formed, straighten 
it carefully, then flatten it, as shown at b, 
Fig. 2, preferably by running it between rolls, 
as described in my Patent No. 583,420, there 
by giving the wire the oppositely-flattened 
surfaces b b. This flattening of the wire 
tends to crystallize it and renders the metal 
more rigid and unyielding, at the same time 
getting it in shape to be cut. The more or 
less flattened wire is then cut transversely at 
C on a line somewhat oblique to the length of 
the wire and at d on a line acutely oblique or 
diagonal to the wire, thus forming blanks of 
the shape shown in Fig. 3 longitudinally of 
the Wire and lying successively in reverse di 
rection. (See Fig. 2.) The line d extends 
from the head at d', Fig. 2, toward and to form 
the point d of the blank, and the line C ex 
tends from c' transversely to the wire in an 
opposite direction, or away from the point, 
thereby making the blank higher at c than it 
is at c' by a difference indicated by the dotted 
line, Fig. 3. The purpose of this provision is 
as follows: As the grippers seize the blank to 
hold it for the heading process, meanwhile 
compressing the metal and properly forming 
the shank of the tack, the metal spreads out 
in lines of least resistance, as shown in Fig. 4, 
and hence, there being more resistance of 

fered by the straight side of the blank, the 
metal is spread out less by the grippers at 
that side than it is at the opposite side, and 
the weaker shorter side is thereby raised up 
level or even with the longer side, Fig. 4. The 
line C will be more or less oblique, according 
to the metal and its quality and according to 
the style and size of head desired. The head 
is then swaged or compressed by direct end 
wise pressure, the result being a perfectly 
formed smooth-edged head, as shown in Fig. S. 
having also equal thickness on all sides. (See 
Fig. 7.) 
The head may be 

as preferred. 
As the head is being formed the point dis 

crowded over or centered, being preferably 
bent from a pointe, (clearly seen in Fig. 4 and 
indicated by dotted line in Fig. 5,) this point 
corresponding approximately to the lower 
limit d8 of the gripper action in compressing 
the shank, the setting over of the point at 
the same time deflecting or spirally bending 
the opposite sides to b, as shown in Figs. () 
and 11. 

It will be noted that the point d' is sup 
ported on its lower side, Figs. 4 and 10, (the 
near side, Fig. 5,) by the original smooth and 
rounded or convex side e' of the wire, the point 
being thereby rendered stronger, Smoother, 
and more delicate and accurate; also, the 
edge f of or leading to the point being cut, as 
shown, diagonally across a convex surface 
presents a smooth strong edge without the 
least tendency to be ragged and firmly Sup 
porting and strengthening the point, no mat 
ter how fine and attenuated the latter may be. 
When the knives in cutting on the line (t 

are set very close together, the cut surface or 
side of the tack is dished or concaved slightly, 

flat, convex, or otherwise, 
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still remaining substantially flat, however; 
also, the upper knife in cutting down carries 
the point d' with it, as shown in Fig. 5, there 
by producing the shear edge f, the slant of 
the opposite edge f' depending upon the 
shearing-angle given to the knives in cutting 
the Wire. . 

If shorter or longer tacks are desired. I 
change the obliquity of lined, starting, how 
ever, from the point d'-that is to say, Ileave 
a portion or body of wire aboved to form the 
head, the line c when observing this feature 
of my invention never intersecting the line (i. 
as a ragged head would thereby result if 
swaged down, as above described. 
Various changes in form and proportion of 

the tack may be resorted to within the spirit 
and scope of my invention, and by the term 
“tack.' I mean to include any and all fasten 
ing means having the requirements hereinaf 
ter claimed. 

I regard my improved method as novel not 
only as a whole, but also in various of its 
separate parts or steps, and therefore I lay 
claim to these features whether used together 
or in connection with otherwise old methods. 

IIaving described my invention, what I 
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claim, and desire to secure by Letters Patent, 
S 

1. As an article of manufacture, a tackhaw 
ing a centered cut point, said point being 
sharp with all its sides long and tapering, one 
of Said sides forming a convex portion e' ex 
tending at one side from the body of the 
shank to the point of the tack, substantially 
as described. 

2. As an article of manufacture, a tack 
made of wire, and having its point provided 
on one side with a cut surface, and on an 
other side with a rounded surface, and on a 
third side with a flat straight side, substan 
tially as described. 

3. As an article of manufacture, a tack, hav 
ing its point approached on one side by a 
straight edge and on its opposite side by a 
curved edge f, the opposite sides between 
said edges being flat and convexed respec 
tively, substantially as described. 

4. As an article of manufacture, a tack, hav 
ing a sharp point between converging edges, 
one side between said edges being flat and 
straight, and the opposite side being con 
vexed, substantially as described. 

5. The herein-described method of making 
a tack from wire, which consists of severing 
the wire obliquely toward the point to form 
the body for the shank, and obliquely away 
from the point to form the body for the head, 
the blank being thereby higher at its head on 
the point side thereof than on its opposite 
side, compressing the body below said head 
to form the shank of the tack, thereby crowd 
ing up the metal on said lower side to ap 
proximately equal the metal on the opposite 
side, and while the grain of the tack is still 
substantially straight from end to end head 
ing the tack by a downward swaging longitu 
dinally of the tack substantially as described. 

6. The herein-described method of forming 
the head of a tack, consisting of cutting the 
metal obliquely transverse to the length of 
the tack, crowding up the metal on the lower 
side thereof to equal the metal on the oppo 
site higher side, maintaining the blank other 

wise undeflected, and Swaging down the said 
metal to constitute the head, Substantially as 
described. 

7. The herein-described method of making 
a tack from wire, which consists of severing 
the wire on the oblique lines c and d, com 
pressing the body of the blank inwardly to 
form the shank of the tack and longitudinally 
to form the head, and crowding over the point 
end thereof to center the point of the tack, 
substantially as described. 
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S. A blank, having a straight cut edged, 
an opposite and divergent rounded edge, a 
straight end c extending at an acute angle 
from said 'ounded edge, a straight edge op 
posite and parallel to the latter joining the 
adjacent convergent edges, said cut edged 
extending in a straight line from Said latter 
straight edge to the point formed there with 
by said rounded edge, and flat sides, substan 
tially as described. 

9. As an article of manufacture, a tack pro 
vided with a head, and body terminating in 
a point, one of the sides of said body having 
a flat surface leading to said point, and an 
other side having a spirally-deflected surface, 
substantially as described. 

10. As an article of manufacture, a tack pro 
vided with a head and body, the latter having 
two of its opposite sides spirally deflected, and 
having another of its sides formed with a plane 
cut surface, substantially as described. 

11. In making a tack, the method of giving 
the tack increased gripping qualities, which 
consists in providing the blank with a flat 
tened surface adjacent the point, and then 
setting over the point substantially in the di 
rection of the plane of Said surface, whereby 
a spiral deflection is given to said flattened 
surface, substantially as described. 
In testimony whereof I have signed my 

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

CHARLES B. RUSSELL. 
Witnesses: 

GEO. II. MAXWELL, 
FREDERICK T. EMERY. 
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