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e To all whom 1t mcm; concern :

Be it known that. we, WILLIAM H. MILLER

B a,nd GEORGE W, MILLER of Meriden, in the
- county of Néw Haven and State of Oonneem '
o cut,have invented a new and useful Improve-
R ment in Dies for Forging Blades for Pocket-
and we do hereby declare that the
R fellowm g is a full; elea,r, and exact deserlptlon
2w . thereof, reference bemg had to the accompany-

L ~ing dla,wmgs, making part of this specifica-

: :@--fftlon and to the lettels of reference marked'

Flﬂ*ure 1 is a plam VleW of one- half the d1e

i I‘1g 2 is a plcm view . of the other portion.
- Fig. 81is asidé view, showing the break-down
e d1e,
o the dles wheu placed tegether, through line
s GD of I’ln 3. Fig. 5 is a vertical transverse
. - section of the same thmugh hne E Fof Fig. 2.
!;_-__-I‘w 6 1S & ve1tleel tra,nsverse section of the

“Fig..4is a vertlea,l transverse section of

ig. 2. Fig. 7—N

o ---_'13 a Slde view of a blfmk after bemg operated

S upon by the break-down die o, and ‘M is a plan
oo view of the same piece. aﬂ;er being operated
S upon by the ﬁmehmg die L. “Fig. 8 is'a view |
S ofablade after it hes been iorged ‘and the
T .fr-burr removed.’ -

~Qur mventlon reletes to the menuf&eture of

- I:. blades for poeket eutlery, and consists of two |

~ - .dies or pairs of dies, used in’ connection with

: | -each other, one of the said dies or: pairs of dies
@ preparing the metal in the bar for its final

o _.shape by pressing or- gathering it together at

Rl - certain places, for the purpose of bringing the

~ stock in a common bar of metal to those points

. theblade.

~ . ‘where it is most needed in the manufacture of
‘The other die or pair of dies gives

;j;f:""":f'-.l.;; ©the deelred final ‘shape or form to the blade,
o both Operetlone bemn* performed while the

“. - 'metal is properly heeted and pressure applied
S '.-ﬂ-if_to the dies while the metcbl is placed therein.

oy The ObJBCt of our invention is to enable the.
RAF I S :_'_.:-menufaeturel ‘to- form the blades of pocket-

a cutlery with as little manipulation of the metal

~ as possible, and yet not be obliged to use bars

i o of metal of such size as to incur too much

S0 waste in their manufeeture, thus saving time,
et '_-labor, and expense in the epera‘mon |

To enable others skilled in the art to .meke

Fo A f_.:._':ajnd use our invention, we will proceed to de-

-- __'.;-il__-s(,rlbe the same zmd lts appheatmn tO use.

In the . dlewmg A and B 1ep1esent two
b]oeks of metal, Whleh for convenience, con-
tain the two dles reqmred for the conversion
of a portion of a bar of steel into a blank
knife-blade; and, although the dies are in two

'parts—-—tha;t is, one-half of the die is in one

block, A, and the other in the block B—I de-
nommate the halves one dle., inasmueh as the
halves are necessary to give the required form
to the metal. One of these dies I denominate
the “break-down,” as it is designed to break
down or depress the metal or crowd it together
in .certain places, making the bar thicker in
some parts and smaller in others, and this

break-downisrepresentedupon the side O of the
blocks A and B. ‘The form of this die is shown

more fully in Fig. 3, in which #'/"is a re-

cess, ter mmatmg ab ea,(,h end in the élevated

| points s and s/, the point & belng the high-

est, and from thebe two points the planes n/

| and m’ extend melmmn' downward as they

approaeh the ends of the block B. In the.
block ‘A is another recess, 2/, opposite the one
in the block B, and terminating in the ridges

s’ and §', '11:1(1 in said recess x'/ 1s a protub
erance, fr;’

upward as they approach the ‘ends of the block -
A. The depressions #/ and '/ and the pro-
tuberance #', when the blocks A ‘and B are

placed to gether form a recess, which somewhat

resembles, and approximates in its form, the
heel of the knife-blade or the cavity ain the die.
-~ The line ¢ in Fig. 3 represents the line of di-
vision between the blocks A and B. In prac-

tice, one of the blocks is set in a firm and solid

position, while the other is fixed in a position
to move downward upon the other block, and

if a bar of metal be heated and placed len gth-
‘wise in the die thus described the ridges or
‘parts s and s, and also s and 8", approach

nearer to each other than at any other part of
the dies or blocks, and the metal is pressed

‘harder at those points and is forced back each
‘way, a part being crowded back into the re-
cess at o/ x'*/, while -the space between the

planes n and #' and m and m/ being widest at -

| the outer ends, the metal is forced outward to-

ward the ends and -assumes the form of the
brea;k-dolwn die, and the metal is forced, in a
bar of uniform size, by this process into those

From these ridges s’ and s’ the "
planes #-and m extend each way, and incline



—of the blade. . :

~metal brings 1t into the:form shown in Fig. 7, |
- at N, wherein the metal at ¢’ 18 pressed into |
- the pr(}per form and in the right quantity to
fill the part ¢ in the die A B, which forms the:
“heel of the blade, this part requiring more
- metal than the same length of any other part
The part 0" of the blank N also

contains about the right quantity-of metal to

~ form the blade by pressure 1n the die A B.

The cavity dis made in the blocks A and B,

“and is so shallow as to press the bar of metal |
- very thin when placed therein. The size of this

- placed together, is shown more fully in Fig.

- to be drawn out mto the pmpel fm:'m for the |

.............

B blade by the break down die,. herembefore de

SCT 1ibed.

- of the blade, and 18 shown In Ol’Obb se{,twn in

Hige

S -The cawty Z) 18 m&de one h&lf in one block
A, and the other half in the block B, the pmt s
b bem o that part of the die which im:*mb the

- 1n the dle and a Shallow eav1ty 1S also made

at e, extending from the point ¢’ to the outer
end of the die. This cavity e also allows room

for the waste stock of the blade when pressure
is applied to the metal in the die.

The edges &’ of the cavity b may be beveled
in such portions as are desirable to give the
proper bevel to the back and point of the
That part of the die which is thus de-

blade.

e | se

 The eamty a IS ﬂat at 1135 ba;se? alld IS Of the |

- cavity, when the parts A and B of the die are |

- 106,093

sec‘rlon in I‘1g 4
No shallow c&wtles are reqmred ar ound the -

tlced Thlb operatmn 0f break1ng down the; | pmt o of the die, as it is designed that as Iit-

tle waste stock bhould be left projecting from. o

the heel of the blade in the blank as possible, = =

while it is desirable that the blade ashouldz zbe: o
left a little thicker in the blank than in the
finished blade, in order to have sufficient metal - -~ -
to operate upon successfully in the process of
tempering the bhde and 1n gn ing 16 1ts final
finish, |
The small ca *1ty 0 is made merelv to gn o
| .suﬁclent metal at that point in the Dlank to -
‘hold! the bl:mk blade to. the md in punchmg oft .

I‘lg 8 repreqeuts a blade aiter the waste

= | stock or bmr h"LS been remov ed whlch may o

b, em(l When the b.aJr ot metal has been prebsed |
: :ﬂle deblred Shape of the hlade o
-1t will be perceived that by th]s Gpemtmn; |
'%ﬂle whole process: of forming the blade of a
{ pocket-knife is confined or limited to three
S]_mple opemtwns or movements of a di.e,. while; RS

;and the faeﬂltv .Wlth Whmh ::my number of R

‘blades of any desired style or pattern may be

| produced without the least variation renders =

this process a very advantageous one over the -0 . 00

;old proeess of forging the blades by hand. .
blade %at-]_ts- thl(,Lest or heawest -part- along |
o the back

- Having thus debcrlbed our invention, what . .

| we claim as new, and desne to secure by Let_-' R
; tersPthent 18—

The proueqs herem descubed of f01 frmg the: o

;'ﬁlst bubjectmg the metal to pressure m t_l:e}-
t-break -down die O, and then finishing the

forging of the same by submitting it to press-
ure in the finishing-die L, substantially as

herein set forth.
WM. H. MILLER.
GEO. W. MILLER.
YWitnesses:
ORVILLE H. PLATT,
JOHN Q. THAYER.
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