


manufacturing often appear to be aberrant and without design, where in
reality they are due to the amorphous n: re of the rough material or
individual platform preparation,

The flake form is usually directly related to the exterior surface
of the material and the fracture angle of the cone of force. The shear
plane is the same as the fracture angle of the cone and is tangential to
the direction of applied force. Therefore, the force is applied at an
angle to the fracture plane of the proposed flake or flake scar. Normally
the flake form will correspond with the exterior surface. This rule is
not applicable to very thick flakes where the thickness is greater than the
surface conformation, shape, structure or design. The form of the cone
part can be designed by first preparing the surface. A plane surface will
allow the flake to expand from the point of applied force, resulting in a
typical conchoidal or shell-like cone part. A predesigned ridge or ridges
will restrict the expansion of the flake and its detachment will result in a
cone part called a blade. Another example of flake form coatrol is the use
of ridges o prevent the expansion of the flake. When the worker aligns
pressing forces with a pre-established ridge and removes a series of elong-
ated cone parts it will result in what is known as parallel flaking.

The term cone of force is used in this text to denote the visible

part of the cone without implying the type of applied force. Many texts

refer to the cone of force as the '"bulb of percussion' thereby denoting that

the cone part, or flake, was detached by the percussioa technique. There
A2

are other techniques of flake detachment, and cones may be formed by

pressure, indirect percussion and various other methods. Unless one has
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necessarily appear on all specimans because when they are resharpened
the functional scars are eliminated. Sometimes use scars will not appear
on functional edges due to a buil p of resins and wood fibers which will
only cause the edge to dull.

During the past two million years, man has produced a vast as
sortment of artifacts, many designed to perform specific functions,
others multi-functional and possibly some were for non-functional cer
monial purposes. Sometimes, after tools had performed their original
intended task, they were often modified into other tools and then used for
other purposes. One can often imply function by examining the design, but
by using the cone principle one is able to reconstruct the forces necessary
to detach a use flake of certain dimensions and direction.

Cone Truncation is at the apex or proximal end of the cone ¢

force and is called the platform part of the flake or blade. The top o1 the
core is the platform and when a flake or blade (cone part) is removed a
portion of the platform (cone truncation) is also removed.

The size of the cone truncation is the area coatacted by the per-
cussor or compressor. The character of the cone truncation (platform)
is the most diognostic part of a blade or flake. The cone truncation may
be flat or at an angle depending on the type of core or the applied technique.
The truncations, or platform parts, are often modified by a variety of
methods corresponding to techniques, stages of work, and the ultimate
intentioa of the toc« naker. Some truncations are

cortex of the stone, others a plane fracture surface '

or more flakes to isolate the platform or truncatio 5
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