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To all whon, it may concern. 
Be it known that I, CHARLES D. ROGERs, 

a citizen of the United States, residing at 
Providence, in the county of Providence and 
State of Rhode Island, have invented certain 
new and useful Improvements in Blank-Head 
ing Dies, &c.; and I do hereby declare the 
following to be a full, clear, and exact de 
scription of the invention, such as will enable 
other's skilled in the art to which it appertains 
to make and use the same, reference being 
had to the accompanying drawings, and to let 
ters or figures of reference marked thereon, 
which form a part of this specification. - 
The device forming the subject of my pres 

ent invention consists of dies for shaping 
blanks or nails requiring an excessive amount 
of metal in their head portions-as, for ex 
ample, sleigh-runner bolts, horseshoe-nails, 
&c. 
Usually heretofore in the production of 

this class of nails, &c., particularly when the 
heads thereof are considerably tapered, the 
action of the plunger or upsetting-hammer in 
striking the end of the wire or metal protrud 
ing from the face of the die caused it to bend 
toward one side of the die, thereby producing 
imperfect heads, the metal not being uni 
formly disposed. This result is due mainly 
to the fact that the metal to be upset is un 
supported laterally. 
The object of my improvement herewith is 

to overcome the disadvantages or objections 
just referred to. To that end I provide the 
die-cavity or shaping portion with narrow 
ribs arranged longitudinally therein, and ex 
tending to, or nearly to, the mouth of the die. 
The inner faces of these ribs are employed as 
a guide or support to retain the Wire in posi 
tion laterally while it is being subjected to 
the action of the heading-hammer. 

In the accompanying sheet of drawings, 
illustrating my invention, Figure 1 represents 
an end view of the die, (in halves) adapted to 
produce blanks having cone-shaped heads. 
Fig. 2 is a longitudinal sectional view taken 
through the center of the heading-die and the 
shearing-die, the dies being in line axially, 
and having a piece of wirelying therein, the 
end protruding from the heading-die to be 

upset to form the head of a blank. Fig. 3 is 
a similar view, the heading-die having been 
forced across the stationary die, thereby 
shearing or severing the blank from the wire 
or rod. The drawing also shows the blank 
completely formed and filling the die-cavity, 
ready to be removed therefrom. Fig. 4 is a 
perspective view of the blank thus made. 
Fig. 5 is an end view. Fig. 6 is an end view 
of my improved heading-die adapted to the 
manufacture of horseshoe-nails; and Figs. 7 
and 8 represent perspective views of the nail 
detached. 
The invention more in detail may be de 

Scribed as follows: 
A indicates the die as a whole, the same be-, 

ing made usually in two parts or halves, as 
shown. These dies are provided with a cav 
ity having the counterpart of the nail or bolt 
to be produced. In the drawings the cavity 
itself is indicated by e, its outer portion be 
ing enlarged, as at b, and having a cone 
shaped form. The construction of the die 
thus far is substantially the same as hereto 
fore made, and to which I make no specific 
claim. 
As the operating mechanism forms no part 

of this invention, and as it is readily appar 
ent to mechanics skilled in this class of Ima 
chinery that ordinary forms of machines may 
be employed in which the dies A may be 
mounted and actuated, I have deemed it un 
necessary to illustrate and describe such ma 
chinery more at length. In such former dies 
the wire U, to be cut off and formed into a 
blank, would be held or guided at the lower 
portion only, as indicated by Fig. 2, the sides 
of the enlargement b of the die-cavity failing 
to support the Wire, presuming the ribs r to 
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be omitted; but by reason of the introduc- go 
tion of the series of hardened steel narrow 
ribs r the wire is guided laterally throughout 
the length of the die, thereby serving to steady 
and maintain it in a central position during 
the heading operation. 

It will be seen that the nails or blanks c 
produced in the ribbed die show a number of 
narrow grooves, n, formed in the surface of 
the head portion h, corresponding to the num 
ber and shape of the guide-ribs r. In order Od 
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to present an unbroken surface on the outer 
eld of the blank, the ends of the libs at the 
Inolti of the die are Well rounded, as shown 

&C., the counterpal't being in cli 
cated by dotted linest' in the blanks repre 
sented by Figs. 4 and S. 

In Fig. 1 two of the guide-libs are repre 
sented as being divided, one-half being in 
each part of the die. When thus alranged, 
the headed blanks are preferably forced from 
the clies end wise. The die itself in this case 
may be solid. In any event, however, where 
the wire t' or stock employed is substantially 
uniform in cross-section throughout, I make 
tle inner faces of the ribs r to bear longi 
tudinally of the wire, the ribs being separated 
a distance equal to the diamete" or thickness 
of the Stock used. 
A nanner of producing blanks by means of 

my in proved dies is as follows: I will first 
assume, however, that the dies are suitably 
moulted in a blank-machine and having, say, 
a stationary shearing-clie, (t', Fig. 2, through 
which the wire is intermittingly fed the de 
sired distance to produce a blank, the wire at 
at the same time being passed through the 
headling-die A and protruding from its face a 
distalice, ), equivalent to the amount of metal 
to be uset to form the head. 
forced across the face of the die c', t 
shearing the wire, after which the he 
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maintained the wire in position-centrally, the 
metal flowing round the ribs and embedding 
them therein. After removing the blank from 
the die the latter is again placed in position 
in line with the stationary die C1' and the wire 
fed through both dies, as before described. ... ." 

The die is then 

In the case of horseshoe-nails the construc 
tion of the die A, IFig. 6, is substantially the 
same, except that the head is less tapeling, the 
wire or stock being lectangular in cross-section 
and having a single lib, r", in each half of the 
die. 
The blanks or nails produced in lny int 

proved die possess advantages over those 
formed in the common die. The metal con 
posing the heads his more homogeneous, the 
holding capacity of the nail is inci d, due 
to the filling of the grooves in by th elial 
in which it is driven, and the heads are 
stronger torsionally, although employing a less 
amount of metal. 

I claim as my invention 
1. The improved clie hereill before described, 

having guide-libs in its head-forming cavity, 
substantially as and for the purpose set forth. 

2. A die in which the heads of blanks Ol' 
nails are formed, having guide-ribs arranged 
to laterally support the wire or stock ' and 
centralize it, while being subjected to the ac 
tion of the heading-hammer, substantially as 
heleinbefore described. 

3. A die of the class described having the 
head-forming cavity provided with a series of 
ribs for guiding the wire or stock laterally, 
and adapted to be impressed into the head of 
the blank during the heading operation. 

4. The combination, in a machine for mak 
ing headed blanks or nails, of actuated dies, 
substantially as herein before described, hav 
ing a head - forming cavity provided with 
guide-ribs, for the purpose specified. 

In testimony whereof I have affixed my sig 
nature in presence of two witnesses. 

CHARLES D. ROGERS. 
Witnesses: 

CHARLES HANNIGAN, 
GEO. II. REMINGTON. 
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