(No Model. y

 H. 8. SCHAADT. - '
' DIE PUNCE AND PROCESS OF AND MEANS FOR MAKING SAME.

NO 531 600 .' S Patented Deo 25, 1894=




UNITED STATES PATENT OFFICE.

IIENRY g, SCHAADT OF ST LOUIS MISSOURI ASSIGNOR TO THE BRADLEY
| STENCIL MAOHINE COMPANY OF MISSOURL '

DIE PUNCH AND PROCESS OF AND MEANS FOR MAKING SAME_

. ::PECIFIO‘ATION fermmg part of Letters Pa.tent No. 531 600, de,ted December 25 18904,
| | Apphcatmn filed October 13, 1894, Semel No. 525:339 fN 0 model.) ?

. To all whom it may concern

Be it known that I, HENRY S. SOHAADT a
citizen of the Umted States, residing in the

- city of St. Louis, State of MISSOHI'I h:-_we in-

.10

vented a eerta,m new and useful- Dle -Punch

and a Process of and Apparatus for Making

the Same, of which the follewmﬂ' 1S a com-
plete Speclﬁcatlon -

My invention relates to die punehes and
also to a process of and apparatus for mak-

ing punches. Itsprinecipal object is economy’
of labor and material and it consists in the

process and in the articles hereinafter de-

- secribed and claimed.
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In the accompanying dl&WlI]O‘S Whlch form
part of this specification, Flgure 1 isan eleva-
tion of acasting or rough blank from which
the punch is made Flg 2 is a cross section
of the “skinning” die with the punch blank
or casting in the processof being “skinned.”
Kigs. 3 and 4 are respectively face views of

| _the punch blank or casting before and after
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ithas been skinned and dressed; and Flﬂ‘ 5 is

a plan of the “skinning” die.

Incarrying out my process, the metal blenk
pleferably of steel, is cast, forged or other-
wise formed as nea,rly as practwd.ble of the
shape and size of the punch tobe made. This
casting or blank 1, includes the cutting or
punchmg portion or portions proper, 2, and
the base portion, 3, on which the puuchmg
portion 18 mounted mte oral therewith. The |

 shank or stem, 4, is preferably integral with
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able manner.

- the ﬁmehed punch is intended fo have.

the face portlon of the punch, thouo*h it may
be a separate piece fixed thereto in any suit-
That portion, 2, of the casting
or blank, 1, which is to be ﬁn1shed off to co-
operate Wlth the corresponding die, is made
very slightly larger near the base, 3, than the
size of the. ﬁmshed punch, and ifs mdee taper
more or less toward one another so as to make
the outer face of said casting or form smaller.
than the face of the finished punch. The

_portion, 2, to be finished off is then inserted

into adie, 5 of the exact size and shape which

As
the outer face of the portion, 2, is smaller

~ than this die, 5, the portion to be ﬁmshed off
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is well eentered in the die, 5, before any of
the material isremoved. Thls die, d,is made
1n any suitable way, being the exact counter-

'
!

part of the punch tobe made., Iustea,d how-
ever, of ha,vmg a flat upper face, as in the
ordmary die, it is preferable to have its up-
per face raised or ineclined tothe edges of the. 55
die openmg, as shown in an emggerate de-
gree at 6, in Figs. 2 and 5, thus forming a
sharper a,nﬂfle at such edges than in the ordl- :
nary dies. “For this purpose, where the upper

face of the die is mainly flat, the portion im- 6o

mediately around the die opemnﬂ' is raised

above the general level of the upper face of
the die, bemw inclined upwardly therefrom to
make an acute angle with that side face of
the die opening whleh it meets at the edge of
‘the opening, whether such side face is per-
pendicular or inclined to the 0‘61161’&1 level of
the upper face. The pormon 2, to be finished
off being thus centered in the die, 5, is pressed
or forced by any suitable means, ‘such as a 7o
power press, into said die, 5, as far as is neces- |
sary for the purpose hereinafter explained.
'T'he narrower outer part of the portion, 2, to
be finished easily enters the die, but when this. |
portion has entered so far that its sides bear 7s
‘against the edges of the die, 5, the further in-
ward movement brings the sides of the por-
tion, 2, against the sharp edges of the die, 5.
These eherp edges act as planers or trimmers
to plane off or “skin " the sides of the portion, 8o
2, in straight parallel lines. The Shavmﬂ's -
thus cat bear against the inclined portwne*‘
of the die face Wheleby they are.turned or
curved back, as shown at 7,in Fig. 2, and
break off or are removed by any smta,ble __
means, as, for instance, bya file. The portion,
2, thus tr1mmed or“skinned ’is then finished
by grinding or cutting off all of its tapering
outer portion, which served for centering it
in the die, 5, down to a plane where all sides
of the portion, 2, have been planed off or
“skinned” by the edges of the die 5, such a
plane beingindicated by dotted linesin Fig.
1. The portion, 2, is thus the exact counter-
part of the die, 5, and therefore is of the size-
and shape desu'ed Its depth, that is, the dis-
tance it extends beyond the base, 3, is deter-
mined asin an ordinary die and the punch is
“gskinned” almost, if not quite, toits base. .
The punch may be finished off in any de- 100
sired style, such as a shear edge by making
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its face slightly inclined to its line of motion,
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~ spaces, as shown at 3, thus practically sepa-
rating the punch into two parts or portions;
.. and the “skinning” die therefor also hastwo

R §

—or such as hollow face punch. :
which this puneh is intended to co-operate,
. may be made by any suitable process, being
of the size and shape of the die, 5, except as
'to the raised edges of the opening. |
In cutting stencllq many letters and cha,l-:

acters require stays or small portions left in
- the stencil blank to connect the portion form- |

ing the inner contour of the character inte-
. - Punches for

grally with the outer poriion
such characters provide for the stays by open

openings to match such portions. "I'he por-

18 raised or inclined to the edges of ‘the open-

- ings,as shown in Kig. 2.
tion of “skinning” is concerned, each portion
of the blank and its corresponding die open-
ing coact as a separate casting or blank; but
where the shavings of the two portions inter-
fere, it becomes necessary to remove the shav-
ings before completing the stroke and to be- |
gin the operation of “skmmng” again where
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Sofarasthe opera-

1t was left off.
The pnnclpal advantaﬂes of this proceqs

- are its gquickness and economy and the prac-

~ tically absolute inter changeability of all |
30

punehes made from the same die.:
" What I claim as new, and desn“e to gecure

| -by Letters Patent, is— -
1. The process of making punehe Whlch;
- consists in forming a metallic blank of ap-
‘proximately the Sh&pe of the punch tobe made
but slightly larger than such punch, and fore-

..ingsaild blank intoa die of thesize and shape
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 of the punch to be made, substantlally as and-; 5

for the purpose specified.
2. The process of making punches, which
consists in forming a meta,lhe blank consist-

ing of a base and a projecting portion of the |

shape of but slightly larger than the punch
to be made, the sides of the outer part of said
projecting portion tapering so as to make the

The die, with' |
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outer face thereof narrower than the punch
to be made, and foreing said projeet.ag por- .
tion of said blank intoadie which isthe coun-.
terpart of the punch tobe made, and cutting

off the narrower outer part of said pro;eetmﬂ'
portion, substantml]y as and for the pulpose -
=descr1bed e N
3. The process c-f makmw puuches, whwh SESE
consists in forming a metallic blank of ap-
proximately the. shape of the punch to be
made, but slightly larger than suech punch,
and foreing said blank into a die of theexact
size and shape of the punch to be made and
whose face inclines upwardly to the edgesof -
its opening, all substantmlly as and fm the
tion of the face of thedie near these openings | | -

purpose described.

- 4. The process of 111akmrr punehes wlneh R
consists in casting a: metalhc blank of ap-
proximately the shape butslightlylargerthan
the punch to be made, and forcing said blank 65
into a die which is the counterpmt of the

punch to be made, substantially as and for - .

the purpose described.

5. A punch blank consisting of abase por L

tion and a projecting portion of the shape but 7o, = =
slightly larger than the punch to be made,the

| sides of said projecting portion tapering so -

‘that the outer face of said projecting portion: ...

is smaller than the punch to be made, sub- |

| stantially as and for the purpose speeified.
6. A die having the portion 1mmedlatelyz o
{ around the die opening raised above the gen- -
‘eral level of the upper face of the die, sa,ld_ T
raised portion being inclined upwardly from
‘such generallevel to make an acuteangle with
i the side face of the die opening,

as and for the purpose set forth

7. A die having its upper face inclined up-
1] Wa‘rdly to the edges of 1ts openmg, stuubstan- .

tially as and for the purpose set forth.
~ Signed thIS 10th day of October, 1394.
HENRY B&. SOIIAAD T.
In presence of—
JAMES A. CARR,
A.J. BRADLEY.
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