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UNITED STATES

WILLIAM R. JENKINS, OF BELLEFONTE PE\TWSYLVANiA ASSIGNOR TO THE

- JENKINS IRON AND TOOL COMPANY,

OF HOWARD, PENNSYLVANTIA.

STAMPING OR PUNCHING PRESS.

SPECIFICATION forming part of Letters Patent No. 612,001, dated October 4, 1898.

Application filed October 16,'18_97. Serial No. 655,430,

(No model.)

To all whom it may concerw:

Be it known that I, WiLLiAM R. JENKINS,
of Bellefonte, in the county of Centre andin
the State of Pennsylvania, haveinvented cer-

5 tain newand useful Improvements in Stamp-
ing or Punching Presses; and I dohereby de-
clare that the following is a full, c¢lear, and
oexact description thereof, reference being had
‘to the accompany ing dlawmn's in Wthh—

10 Higurelisa perspeetwe view of a portion
of a punch and a press-bed embodying my in-
vention.

section.

.15 Letters of like name and kind refer to hke'

parts in each of the figures.

The object of my 111\’611131011 is to provide.
simple and most efficient means to keep cool

the dies and punches of presses used in work-

20 ing with hot metal; and to this end sald In-
vention consists in the means em ployed, sub-
stantially as hereinafter .specified.

The common practice in working hot metal

in stamping or punching presses is to pour

25 water upon the surfaces of the dies and

punches to keep them cool; but this is an ob-
jectionable procedure forseveral reasons. 1t

‘does not continuously and thoroughly cool.

the parts. The water flows upon the plece

3o of metal to be worked with the result of cool-
ing it, and the heated piece of metal when

placed in the press prevents the water from
coming into contact with the parts, and this
is at the time 1t 18 most needed, as the parts
35 are then sub;lected to the wreatest heat. An-
other expedient is to pmwde the punches
and dies
circulate water through them; but this is
unsuccessful, because the walls around the
40 chambers have to be so thick to give the die
or punch sufficient strength for its work that
the heated cutting edges thereof are quite un-
affected by the presence of the water in the
chamber. Again, such a large fl
45 18 required for some tools that the chambered
construction is wholly inadequate.
My cooling means will ‘be found free from
the 0b360t1011&ble features of those above
noted, and actual use has shown its entire

5o practicability.

IFig. 2 is avertical longitudinal sec-
tion thereof, and Fig. 3is a vertical tran Sverse

with chambers or cavities and to

ow of water

| their being formed with chambers.

| In the carrying of my invention into prac-

tice as applied to a punching-press I give to
the press-bed A the form of a tank, provid-
ing it with parallel ledges ¢ and a for the sup-
port of the die B, which is shown as a block 35
with a simple round hole b extending verti-
cally through it. One of the ledges a 1S
formed in the end wall of the tank- 11ke bed
a.nd the other in a transverse bar or bridge

', extending from side to side of said bed at 6o
the top ther eof The ledges aand ¢ are suf-
ficiently below the top of the bed so that the
upper surface of the die is flush with or be-
low the plane of the top of the bed. “T'hrough
one or both sides of the bed openings C and 65

| C are provided near the bottom thereof for
the admission of water, and an opening D is
provided in one side near the top for the dis-
charge of water.
the bed is maintained at such a point as to 7o

The level of the water in

be nearly or quite flush with the top of the

die, and hence as the water enters the die-
-opening b and as there are spaces between

the sides of the die and the sides of the bed
the die is virtually submerged in the water. 75
An abundant flow of water can 6bviously be
kept up through the bed, so that the temper-

ature thereof cannot get high enough to im-

pair its effect on the die. The level of the
water can be maintained in the bed by giv- 3o
ing the necessary elevation to the discharge-
pipe connected to the opening or by means

of a suitable valve.

Besides keeping the die B cool the punch K
is also'cooled as it dips into the water in the &3
die-opening b when it passes through the ma-
terial to be punched.

It will be seen that by I]lELklIilﬂ‘ a tank of
the bed of the press the dlie, exeept as to its
upper surface, is surrounded by the cooling go
fluid, and the latter is in contact with its ex-
ternal surfaces and at the places where 1t 18
most needed and is most effective. My con-
struction is not only superior to those which
require that the dies and punches be cham- 95
bered in respect to its efficiency and the
oreater quantity of cooling fluid that can be
used, but it can be employed with dies and
punches whose size or structure precludes
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It is of course to be understood that I do
not lIimit myself to the specific construction
which I have chosen to illustrate my inven-
tion nor to any particular kind of press.

Having thus described my 1nve1:1t1on what

I claim is—
1. In a press for working heated metal, the

combination of a vessel to contain a cooling
medium, a die within such vessel placed so
that it may be submerged in the cooling me-
dium, except as to its work-receiving sur-
face, whereby the metal being worked is kept
out of contact with the cooling medium, sub-
stantially as and for the purpose described.
2. In a press for working heated metal, the
combination of a tfmh-—form bed, a die, and
ledges on said bed supporting the die so that
a caoling medium in the bed may be fiush or
substantially flush with the work-receiving
surface of the die, and out of contact with
the metal being worked, substantially as and

for the purpose shown.

3. In a press for working heated metal, the
combination of a tank-form bed to contain a
cooling medium, a die suitably supported
therein, with its bottom and side, but not its
top surfaces in planes beneath the level of
the cooling medinm in the tank, whereby the

metal being worked does not come 1n contact |

612,001

with the cooling medium, substﬂntmlly as
and for the purpose spec1ﬁed

4, In a press for working heated metal, the
combination of a mnl{—form bed to contain a
cooling medium, a die suitably supported
therein with its bottom and side, but not its
topsurfaces in planes beneath the level of the
cooling medium in the tank, whereby the
metal being worked does not come in contact
with the coohnﬂ' medium, and a punch that
enters the coolmﬂ' mediam in the tank, sub-
stantially as and for the purpose set forth.

5. In a press for working heated metal, the

combination of a vessel to contain a cooling

fluid, a die within the vessel placed so that
it may be submerged in said fluid, except as
to its work -receiving surface, whereby the
metal being worked i1s kept out of contact
with the coolmﬂ' fluid, a means for supplying
finid to the vesse], and a means for removing
it therefrom, substantially as and for the pur-
pose speciﬁed.

In testimony that I claimm the foregoing I
have hereunto set my hand this 12th day of
October, 1897. |
WILLIAM R. JENIKINS.
Witnesses:

CHARLES D.
J. 11 LLINGE.
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