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- clently full, clear, and exaect to enable any per-
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~transverse section of the lower dle with the.
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‘helves; and it consists in the novel construe-
tion and combination of parts,hereinatter more

versant with such matters from the followmg
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To all whom it ma Y eoncern | | |
Be it known that we, ANDREW BRUSTLE and.
cL,0f Hyde Park,in thecounty of

a certain new and useful Improvement in Dies,
of which the following is a description Snm

son skilled in the art or science to which said
invention appertains to makeand usethe same,
reference being had totheaccompanying draw-
ings, forming part of - this Spemﬁea,tlen in
which—

Figure 1 is a side elevation of the upper or
movable die; Fig. 2, a side elevation of the
lower or bed die with the stripper in its nor-
mal position and the plunger inserted; Fig. 3,
an end elevation of the upper die; F1g 4, an
end elevation of the lower dle,showmg the cut-
ter of the plunger; Fig. 5, a vertical transverse
section of the upper cl1e, Fig. 6, a vertical

planger inserted; Fig. 7, a top plan view of
the .lower die with the plunger inserted; Hig.
8, a bottom plan view of the upper dle, Fig. |
9 a top plan view of the lower die wmh the

view of the blank before belng snbmwtecl to
the action of the dies, and Fig. 11 a like view

of the blank after it has been bubmltted to the
action of the dies.

Likeletters of referenceindicate correspond-
ing parts in the cllfferenb ﬁo*ures of the draw-
ings.

%ur invention Ielates to tha,t class of dies
which are employed in the manufacture of
axes and similar articles for giving them shape
and forming the eyes to receive the handles or

fully set forth and claimed, the object being to
produce a more effective device of this charac-
ter than is now 1n ordinary use..

The nature and operation of the improve-
ment will be readily understood by all eon-

explanation.
In the drawings, A represents the bed-die;
B, the upper (Sllejl C, the st11pper and D the

‘centrally in the groove H, said cutter being

) ranged 1n parallellem with each other.

i as shown at b.

plnnge1

shown) on.which it is mounted, the upper die
being also provided with a rabbet or dovetail,

d, on its upper side,to enable it to be seenred 55
to the cross-head or plunger of the drop-press.

. (Not shown.) Projecting upwardly at either

end of the bed-die there is a standard, L, pro-
vided with a vertieal groove, m. A 'vertical

groove, H, which is rectangular in cross-sec- 60

tion, is fnrmed in the upper portion of the bed-
die, saad groove running longitudinally and

'centrally of the body of the die, and opening

outwardly through thestandards E. Disposed
insaid groove,and arranged horizontally there- 65
in, is a plunger, D, prowded with a longitudi-
nal groove, 7, in one of its sides, a screw, f, be-
ing inserted inthe body A,and prOJectlng into
said groove, the screw eetlng as a stop to pre-
vent the- plunger from being entlrely with-
clrewn

The plunger D is provided at its inner end
with a wedge-shaped cutter, J, which is A-
shaped in cross-section at 1ts top, and stands

70

75
adapted to cut or form the groove or slot-b in

the blade portion of the blank K, for recelv-
ing the ‘‘steel’”’ of the ax, as shown in Fig. 11.
The stripper C-is rectangular in form, and
provided centrally at one end with a Stud !, 8o
which is fitted to work in the slot m of one of
the standards E, and at the other end with a

| corresponding stnd l, which is fitted to work
1n a slot, m, in the other standard. ]] said last-

named stud being elongated to form the han- 85
dle L. The upper portion of the stripper, at
one of its sides, is cut away at either end to
form an ineline, 7, its under portion at the op-
posite side bemﬂ' also eut away abt elther end

to form an 1nchne, i, the 1nclines being ar- go
A
hole, N, is formed in the body oi the stripper
G, said hole being arranged longitudinally
therem and extending vertically through the
center of the same from top to bottom, thegs
shape of the hole conforming appmmmetely

| with the shape of the blank shown in Fig. 11.

Pivoted at 2 to either end of the upper die,
‘B, there 1s a vertically - arranged hook, M,
_wllich is curved or rounded at its lower end, 100
A. coiled spring, k, 18 secured

" The bed-die is provided with a rabbet or } by one of its ends to each of the respective

dovetail, », on its lower side, to fit a corre-

hooks M, below its pivot z, the opposite end

| -3pond1ng groove in the bed or snpport (not of the sprlng being attached to the body of




1vely to draw the hook against a stud or stop,

¥, projecting laterally from the body of the
- die. A vertically-arranged follower, O, is se-

10

B being first properly adjusted and secured |

| :15

cured in the die B by a screw, n, said follower

‘being adapted to fit loosely in the hole N of
‘the stripper C. Projecting from the lower end |

of said follower there isa vertically-arranged

punch, Q, adapted to punch or form the eye |

v 1n the blank K. R
In the use of our improvement, the dies A

1n the press, the plunger D is pushed in until

~1ts cutter J projects through the end of the

die, as shown in Fig. 7. The blank K, (shown
in Fig. 10,) being first heated, if necessary, is

~then placed edgewise in the hole N of the

.. 20

stripper C, and permitted to reston the top of

the plunger D. The press is then operated to

drop the die B and cause the punch Q to en- |
ter the blank and punch or form one-half of |

the eye w, at the same time forcing the blank

- outward or expanding it and wedging it in

the hole N. Asthe die B descends, the eurved:

portions b of the hooks M strike the inclines
/4 on the stripper C, thereby forcing the hooks-

outward until the hooks proper, 7, have passed

~the stripper, after which they are held in po-

30

-sition to engage the stripper by means of

the springs k, the hooks proper, 7,being drawn

by said springs inwardly into sockets ¢, formed

~ in the upper portion of the die A, beneath the
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blank I, and the hooks M in position to en-

gage the stripper C, as described, the press is .
now operated to raise the upper die, thereby

withdrawing the punch Q from the blank and
causing the hooks M to turn the stripper on
1ts studs or journals i, the blank in the hole
N being of course turned with the stripper.
Afterthestripper and blank have been turned,
as deseribed,the upper die B is again dropped,
causing the punch Q to form or punch the
other half of the eyewintheblank, after which
the upper die is again raised, the punch with-
drawn from the blank,and the stripper turned
by thehooks in substantially the same manner
as already described, the blank being left in
the stripper. The plunger D is now with-
drawn until stopped by the serew £, thereby
bringing the cutter J into proper position to
form the groove or slot b, after which the die
B 1s again dropped, causing the punch Q to
enter the eye w and the follower O to strike
the blank K and force it out of the hole N
down into the groove H, the groove b in said
blank being formed by the cutter J as the
blank descends. The groove II in the lower

‘die 1s slightly wider than the hole N in the
stripper, and as the blank strikes the bottom |

of sald groove it is expanded by the follower
O and punech Q, so that when the upper die is
again raised the stripper will strip it from the
punch and leave it in said groove. The up-

per die, B, being again raised and the blank
left in the groove H, with the eye « punched

functions properly.
to be dispensed with, if desivred.
The hole N corresponds approximately in =
‘horizontal section at any given point with a
“horizontal section of the blank shown in IFig. -
11, taken at a corresponding point before the
groove b 1s formed, said hole being approxi-
‘mately of the same shape as a finished ax,and -
hence comparatively little labor is required to
complete the ax after 1t leaves the die.
~ ends of thestripper,when the die B is raised. |

- The die B being down, the punch Q in the

351,492

‘the die B at e, said spring acting contract- | and the slot b formed, the plunger D, which is
“then in the position shown in Fig. 9, is forced

inwardly until brought into the position

-shown in Fig. 7, thereby pushing the blank
out of the die A, and leaving the diesinreadi-

ness to repeat the operation. The sides or
edges of the stripper C are rounded, and as
the die I3 and its punch QQ rise to withdraw the
punch from the blank while it remains in the
hole N, the blank, being wedged in said hole,
will cause the stripper to be carried upwardly
with the punch until the studs or journals !
reach the upper ends of the slotsn, whenthe
punch will be disengaged from the blank, the
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stripper at the same time being turned on its '

studs? by the hooks M, and dropped onto the
die A, the elevation of the stripper, as de-

-scribed, enabling it to be turned to better ad-
~vantage than when not elevated. -~
The handle I.1s for enabling the stripper to

be turned by the workman 1n case the hooks

M for any reason should fail to perform their

It also enables the hooks

~ We do not confine ourselves to making the
groove H wider than the hole N, as the fric-

‘tion produced by pressing the blank into said
groove-and onto the cutter J, as described, =

will be sufficient usually to enable the punch
(Q to be withdrawn from the blank when the
die B rises, without withdrawing the blank

gQ

trom said groove, the friection between the

punch and blank being less than that between
the blank and sides of the groove and cutter
after the blank has been forced into the groove
by the follower O, as described. Neither do
we confine ourselves to the use of the groove
H, plunger D, and cufter J, as the bed-die
may be made without said groove, and the
slot & formed In the blank by other means, if
desired. One hook M may also be used, in-
stead of two, by arranging it centrally of the
stripper.

The device may be used in the manufacture
of other articles than axes, if desired, and
hence we do not confine ourselves to using it
for any special purpose.

The plunger D may, if desired, be connected
by suitable appliances with mechanism adapt-
ed to operate it by power. The stripper L
may also be turned by other mechanical means
than the hooks B, if preferred.

Having thus explained our invention, what

we claim 15—

1. In a device for punching or forming the
eye of an ax or similar article, the combina-
tlon of the following instrumentalities, to wit:
a bed-die provided with a stripper and a mov-
able die provided with a punch and hook or

110
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hooks, the stripper being adapted to be re- |

- volved or turned and provided with a hole

adapted to receive the blank to be punched,
said hole conforming approximately in shape
with the shape of the finished ax or other ar-
ticle, and the hook or hooks adapted to en-
oage the stripper as the movable die rises, and
turn the stripper and blank, substantially as

~ described.

10
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. and provided with a hole adapted to receive |

20

“os
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2. In a device for punching or forming the
eye of an ax or similar article, the combina-

tion of a bed-die provided with a stripper and |

a cutter and a movable die provided with a
punch, a follower, and a hook or hooks, the
stripper beingadapted to berevolved or turned

the blank to be punched, said hole conform-
ing approximately in shape with the shape of
the finished ax or other article,” the hook or
hooks adapted to engage the stripper as the
movable die rises, and tarn the stripper and
blank, and the follower adapted to force the
blank against the cutter and cut or form a
groove or slot in'its blade portion for receliv-
ing the steel, substantially as and for the pur-
pose set forth., o H |

3. In a device for punching or forming the
eye of anax or similar article, the combination
of a bed-die provided with a stripper, a cut-
ter, and a plunger, and a movable die pro-

- vided with a punch, a follower, and a hook

or hooks, the stripper being adapted to be re-

volved or turned and provided with a hole

~adapted to receive the blank to be punched,

- 35

said hole conforming approximately in shape
with the shape of the finished ax or other ar-
ticle, the hook or hooks adapted to engage the

stripper as the movable die rises, and turn the

| "0

stripper and blank, the follower adapted to
force the blank against the cutter and cut or

- form a groove or slot in its blade portion for

receiving the steel, and the plunger adapted |

 to expel the blank from the die after the eye

45

has been punched and the groove formed for
receiving the steel, substantially as deseribed.

- -4, In a deviee for punching or forming the

55

eye of an ax or similar article, the combina-
tion of the bed-die A, provided with the strip-

- per C, having the hole N, and the movable

die B, provided with the punch Q, said strip-
per being adapted to berevolved, substantially
as set forth. | -

5. In a device foi punching or forming the
eye of an ax or similar article, the die B, pro-
vided with the punch Q and hooks M, 1n

~ combination with the die A, provided with

the stripper C, having the hole N, said strip-
per being adapted to berevolved by the hooks,
substantially as described. - o

6. In a device for punching or forming the
eye of an ax or similar article, the combina-
tion of the die A, provided with the groove

S
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H, the plunger D, provided with the cutterdJ,

the stripper C, provided with the hole N, and

the die B, provided with the punch Q and
' follower O, substantially as set forth.

7. In a device for punching or forming the
eye of an ax or similar artiecle, the combina-
tion of the die A, provided with the groove

H, the plunger D, provided with the cutter J,

the stripper O, provided with thehole N, and
the die B, provided with the punch Q, fol-
lower O, and hooks M, substantially as de-
seribed. | |

8. In a device for punching or forming the
eye of an ax or similar article, a bed-die and
a plunger, said plunger being provided with
a, cutter adapted to cut or form, the slot or
groove in the blank for receiving the steel, In
combination with a follower adapted to force
the blank against said catter to form said

aroove, said plunger being also adapted to ex-

pel the blank from the die after the groove is

formed, substantially as and for the purpose
set forth. =

9. In a device for punching or forming the

eye of an ax or similar article, the revolving
stripper C, provided with the hole N and in-
clines ¢ 2, in combination with a bed-die, the
die B, punch Q, and hooks M, substantially as
described. . .

10. In a device for punching or forming the

7C
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eve of an ax or similar article, the die A, pro-

vided with the sockets ¢, in combination with
the revolving stripper C, die B, and hooks M,
whereby said hooksare aided in engaging said

stripper, substantially as set forth.

" 11. In a device for punching or forming the
eyve of an ax or similar article, thedie A, pro-
vided with the groove H, plunger D, and re-
volving stripper C, having the hole N, in com-
bination with the punch Q and follower O,
said groove being wider than said hole, sub-
stantially as described. | -

12. The improved device herein deseribed,

the same consisting of the bed-die A, provided
“with the groove H and standards E, the plun-

ger D, provided with the cutter J , and the die
B, provided with the punch Q, follower O,
hooks M, and springsk,combined and arranged
substantially as described.

ANDREW BRUSTLE. |
ANDREW SIEGEL.

RVitnéSses: -
E. L. SAWYER,
L. J. WHITE.
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