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Our invention relates to a feed for power 
presses and more particularly to an assembly in 
combination with a power press for carrying the 
feed rolls up and down with the stock when draw 
ing or forming operations are such that it is nec 
essary to raise the stock to clear the die cavities 
before it is possible to feed the stock to the next 
operation. 
Many objects are formed on power presses by 

means of progressive dies requiring successive 
steps in which a plurality of stations are pro 
vided in a die or dies such that the stock is moved 
from station to station in successive steps. 
At each station, one operation is performed. 

so that at the final station the complete object, 
having the desired form and shape, is finally 
achieved. In operations of this character, the 
dies are frequently provided with re-entrant por 
tions and it becomes a difficult matter to feed the 
stock from station to station. In operations re 
quiring the raising and lowering of the stock, die 
designers make dies for separate operations, each 
to be conducted in a different press. Stock is fed 
by hand and transferred from press to press, 
either on conveyors or by hand, and fed to suc 
ceeding presses by hand. Our invention permits 
such operations to be performed on progressive 
dies, using oiled stock, thus saving machinery, 
>conveyor equipment, man power and space. 

One object of our invention is to provide a 
power press in which progressive dies formed with 
lre-entrant portions may be fed with stock auto 
matically by a double roll feed. 
Another object 0f our invention is to provide an 

improved power press having a roll feed in which 
the feed rolls are carried up and down in a prede 
termined phased relation when drawing or form 
ing operations are such that it is necessary to 
raise the stock to clear the die cavities before it 
is possible to feed the stock to the next operation. 
Another object of our invention is to provide 

an improved power press assembly having a roll 
feed in which the feed rolls are reciprocated in a 
predetermined timed relation to the operation of 
a press ram and with the working of the die and 
the lift-out mechanism. 
Another object of our invention is to provide 

a power press having feed rolls moving up and 
down in a predetermined timed relation and pro 
vided with a scrap cutter whose operation is timed 
with the press ram and the feed roll and lift-out 
movement in such manner as to provide a con 
tinuous feeding of the stock. 
Other and further objects of our invention will 

appear from the following description. 
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2 
In general our invention contemplates the pro 

vision of a framework adapted. to reciprocate on 
the press frame independently of the press ram. 
The framework carries a pair of feed rolls. Driv 
ing means are provided for reciprocating the 
framework in timed relation to the movement of 
the press ram such that the stock will occupy 
one level clear of the die cavities during feeding 
and will be in position for the forming or a draw 
ing operation during the working stroke of the 
ram. The framework carrying the feed rolls is 
adapted to operate the lift-out pins in the dies. 
In combination with the above, we may pro 

vide if desired a scrap cutter which moves up 
and down agreeable to the movement of the stock 
which may be operated by an eccentric in pre 
determined timed relation or which may be op 
erated by the motion of the reciprocating lift-out 
framework. 
In the accompanying drawings which form part 

of the instant specification and which are to be 
read in conjunction therewith and in which like 
reference numerals are used »to indicate like parts 
in the various views: 

Figure 1 is an elevation of the press with a typi 
cal die in section showing one embodiment of our 
invention; 

Figure 2 is a side elevation taken along the line 
2_2 of Figure l showing a scrap cutter having 
a full width blade; 
Figure 3 is a fragmentary elevation taken along 

the line 3_3 of Figure 2, with parts in section, 
showing the scrap cutter drive; 
Figure ¿l is a side elevation similar to Figure 

2 showing a scrap cutter of a different type 0p 
erated by the motion of the lower lift-out rela 
tive to the press frame; 
Figure 5 is a fragmentary view taken along the 

line ä-S vof Figure ¿l showing details of the scrap 
cutter drive shown in Figure 4; 

Figure 6 is a timing diagram showing the cycle 
of operations of the press ram, the scrap cutter 
of the form shown in Figure 2 and the lower lift 
out beam; that is the framework carrying the 
feed rolls. 
More particularly, referring now to the draw 

ings, a press frame indicated generally by the 
reference numeral iii supports a crown E2 on 
which is supported a prime mover such as an 
electric motor ifi. The motor ill drives a fly 
wheel !6 through a plurality 0f V-belts i8 or in 
any other appropriate manner. The flywheel is 
adapted to be clutched to and unclutched from a 
main driving pinion 20 as is well known in the 
art. The pinion 20 drives a gear wheel 22 which 
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meshes with a gear wheel 24. The gear wheel 
22 drives a pinion 2S while the gear wheel 24 
drives the pinion 28. The pinion 26 drivingly 
meshes an eccentric gear 30 while the pinion 28 
drives an eccentric gear 32. The eccentrics are 
connected to a, slide 34 through pitmans (not 
shown) as is well known in the power press art 
so that the slide is adapted to reciprocate in pre 
determined timed relation, usually with simple 
harmonic motion. 
The slide 34 carries a slide bolster 36. The 

bed of the press 38 is provided with a bed bolster 
40. 
In Figure 1, a six-station ~ die is shown in 

which there are provided a plurality of die cush 
ions in the slide. In the drawing, an upper 
lancing die 42 is positioned between the first sta 
tion which is idle and the second station which 
is idle and is provided with a die cushion 44 for 
stripping of stock.v At vthe third station, the up 
per drawing die 4G is provided with a die cush 
ion 48 to act as a blank holder. At the fourth 
station,.an upper piercing die 50 is provided with 
a die cushion 52 for stripping of stock. At the 
ñfth station, an upper redrawing die 54 is pro 
vided with a die cushion 56. At the sixth sta 
tion, an upper trimming die 58 is provided with 
a die cushion 60. On the bed bolster 40, a lower 
die, or dies, is positioned upon the bed bolster 
40 for> cooperation with the corresponding and 
co-acting upper dies. 
A pair of gear boxes 62 and 64 are carried by 

the crown of the press. A gear 66 meshes with 
eccentric gear 30 for rotation thereby and a 
gear 68 is rotatedV from eccentric gear 32. A 
gear 'I0 is housed within the gear box S2 and 
meshes with a pinion ‘I2 driven by gear 66. A 
pinion '£4 is adapted to rotate with gear 68 and 
meshes with gear 15 housed Within gear box 64. 
The power ranges are such that the shaft Tl, car 
rying the cam T8, will rotate at the same speed 
as the gear 3€! and the cam 80 will rotate at the 
same speed as the gear 32. A pair of cams 'i8 are 
adapted to be driven by the rotation of gear 10. 
A pair of cams 80 are adapted to be driven 
through gear 16. A pair of levers 82 are pivotally 
secured to a pair of lugs 84 carried by the press 
crown. A pair of lever 36 are pivotally secured 
to lug 88 secured to the crown of the press |2. 
The ends of levers 82 are bifurcated and pivotally 
connected to a pair of supporting rods 90, the 
lower ends of which are pivotally secured to lugs 
S2 carried by a feed roll-supporting framework 
94. The lever 82 are provided with a pair of cam 
followers 96 engaging respective cams '13. The 
arrangement is such that the rotation of cams 13 
will move the roll-supporting framework 94 up 
and down with a motion depending upon the 
shape of the cam. The cams 'I8 are secured to a 
shaft TI for rotation therewith. The shaft TI 
operates a Shaper motion lodged within housing 
S0 adapted to reciprocate member 99 to which a 
rack |00 is connected, rotating a drive pinion 
secured to a shaft |02 adapted through inter 
meshing bevel gears to rotate the drive shaft |04 
through an overrunning clutch as is well known 
to the art. The rotation of the drive pinion 
through the rack |00 also rotates connecting shaft 
|06, rotating roll feed drive shaft |08 through a 
pair of bevel gears || 0. The drive shaft |04 is 
splined to sleeve ||2 such that the sleeve may 
reciprocate relative to the drive shaft |04. Rota 
tion of the sleeve ||2 will operate the feed rolls 
||4 and H5 through gears in gear box H3. The 
upper position of the feed rolls is shown by ref 
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4 
erence numerals ||4 and | I5. The lower posi' 
tion of the feed rolls is shown by the reference 
numerals ||4a and ||5a. 

Similarly the lower end of roll feed drive shaft 
|08 is housed in a splined sleeve ||6 such that 
the sleeve ||6 may reciprocate relative to the 
drive shaft |08 and drive the feed rolls ||8 and 
||9 through appropriate gearing. The upper 
position of the feed rolls driven by the shaft |08 
is shown by the reference numerals ||8 and IIS. 
The lower position of the feed rolls is shown by 
the reference numerals ||8a and |I0a. 
The levers 86 carry cam followers |20 similar to 

cam followers 96. The ends of levers 06 support a 
pair of tension rods |22 similar to tension rods 90. 
The lower ends of rods |22 are pivotally secured 
to a pair of lugs |24 carried by the roll feed 
supporting framework 94. A lift-out bar |26 is 
likewise carried by the framework and adapted 
to reciprocate with it. 
The bed bolster carries a die 4| intermediate 

the idle ñrst station and the idle second station 
adapted to cooperate with the upper lancing die 
42. The bed bolster 40 carries a die 45 adapted 
to cooperate with the upper drawing die 46 at 
the third sta-tion. The lower die is provided with 
a stripper pad |28. Stripper pins |30, adapted to 
be actuated by the lower lift-out bar |26, contact 
the lower surface of the stripper pad |28. A lower 
piercing die 49 cooperates at the fourth station 
with the upper piercing die 50 and is provided 
with a stripper pad |32, the lower surface of 
which contacts stripper pins |34, adapted to be 
actuated by the lower lift-out bar |26. At the 
fifth station, we provide a lower redrawing die 
53 adapted to cooperate with the upper redraw 
ing die 54. The lower redrawing die 53 is pro 
vided with a stripper pad |36, the lower surface 
of which is in contact with stripper pins |38, 
adapted to be actuated by the lower lift-out bar 
|26. At the sixth station, we provide a trimming 
die 57 adapted to co-act with the upper trimming 
die 58, the finished piece adapted to drop as 
shown-by the dotted-line position and the arrow. 
It is-to be understood of course that any desired 
die arrangement may be used, the particular die 
arrangement shown being for purposes of illus 
tration only and not by way of limitation. 
In Figure l, the stock enters the initial feeding 

rolls ||8 andv | |9 and is fed to the .left by the 
conjoint action of rollsl | |8 and ||9 and lrolls ||4 
and ||5 which are moved in timed relation by a 
common drive while the rolls are in the upper 
position shown by the line indicated bythe refer 
ence numeral |40. The stock in the process of be 
ing formed is in the position indicated by the ref 
erence numeral |42 during .the working part of 
the cycle. The stock material, after the` shapes 
being pressed in the presshave been trimmed from 
the sheet, moves to the left and comes into con 
tact with a scrap cutter. 
In the form of the scrap cutterV shown in Fig~ 

ures 2 and 3, an eccentric |44 is'secured tov shaft 
'H which is rotated by the gear 10 meshing with 
pinion 12. Rotation of the eccentric reciprocates 
a pitman> |46 secured thereto in. predetermined 
timed relation. The lower end of pitman |46 is 
secured to a connecting member |48 carried in a 
housing |50.> The member |48 is provided with 
a screw |52, the position of which is adjusted by 
nut |54, the periphery of which is provided with 
a worm gear cooperating with a worm |56. The 
worm |56 is rotated by hand Wheel |58 and is 
adapted to adjust a blade holder | 6,0 to which the 
upper cutting blade |162 is secured. The blade 
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holder |60 is adapted to reciprocate in a pair of 
guides |64. The lower blade |66 is carried by the 
frame 93 which is fastened to the bed of the press. 
The operation of the scrap cutter is timed so that 
the scrap is cut after the feeding motion has taken 
place and the feed is in the lowermost position. 
In the form of the invention shown in Figures 

4 and 5 where the scrap comprises strips at each 
edge of the stock, the scrap cutter need not ex 
tend the full width as shown in Figures 2 and 3. 
In such a case, the scrap cutter may be operated 
by the motion of the roll-carrying framework. 
Referring now to Figure 4, the scrap cuttel‘ 

comprises a pair of lower blades |10 which are 
fixed to the reciprocating roll-carrying frame 
work 94. The press frame I0 carries a pair of 
lugs |12, each having an adjustable screw |74. 
The upper blades of the scrap cutters |16 are piv 
oted. As the lifting rods 90 and |22 move the 
framework carrying the rolls ||4 and ||5 up 
wardly, rollers |78 carried by extensions of the 
upper blades |16 engage the screws |14 so as 
to pivot the upper blades |15 to open position, 
thus insuring that the cutters are in open posi 
tion during the roll-feeding movement. While 
in this position, the roll-feeding drive mecha 
nism operating through drive shaft |04 and 
splined sleeve ||2 and associated gearing rotate 
the feeding rolls I|4 and ||5 to move the stock 
being fed through a predetermined distance. A 
lower pair of lugs |86 carried by the press frame 
carry adjustable screws |82. As the roll-carrying 
framework moves downwardly, the screws |82 
will engage rollers |78 to pivot the upper blades 
|16 to closed position, thus effecting the cutting 
of the scrap. This type of scrap cutter is adapted 
only for operations using one width of stock. If 
different widths of stock are to be used, a scrap 
cutter running the entire width of the rolls is 
preferred. 
In operation, the stock |42 is threaded to the 

second station and the press sei-l into operation. 
The cams 7S and 80 will move about 140° from 
the position shown in Figure l, permitting the 
stock to lie over the lower die. The press com 
pletes its cycle and the lancing die 42 will lance 
the end of the stock at a point between the first 
and second stations which are idle. As the cycle 
continues, the cams 'i8 and 80 will return to the 
position shown in Figure 1 and pull rods 94| and 
|22 will lift the framework upwardly to move 
the stock and the feeding rolls to the level shown 
by construction line |40 in Figure 1. While the 
stock is in this position, the roll-feeding mecha 
nism will be actuated to rotate the rolls just suffi 
ciently to move the end of the stock one station. 
The end of the stock is now in the third station 
and the dies 46 and 45 will cooperate to perform 
the ñrst draw. As the cams again lift the roll 
carrying framework and the lower lift-out bar 
|26 upwardly, the stripper pins |30 will move 
the blank holding pad |28 upwardly to move the 
stock again to the position level of the construc 
tion line |40 so that the cupped portions are clear 
of the re-entrant portions of the die. In this 
position, the feeding rolls are again operated by 
the roll feeding mechanism to roll the stock 
through one station, bringing a fresh portion of 
the stock to the third station and moving the 
stock which formerly occupied the third station 
to the fourth station. rI‘he cycle of the press then 
continues to lower the stock to the die surface by 
the operation of cams '|8 and 80. The press drive 
train operates the press slide and the upper 
bolster seats the upper dies into their co-acting 
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6 
lower dies. At the third station, the first draw is 
again performed on a fresh section of the stock 
while at the fourth station die 50 cooperates with 
die 49 to pierece the stock which has been sub 
jected to the first draw. As the two pairs of cams 
i8 and 8i) move the draw bars 9 and |22 up 
wardly, the roll-carrying framework moves up 
wardly, together with the lower lift-out bar |26. 
The stripper pins |30 move the pad |28 0f the 
die 45 upwardly and the stripper pins |34 move 
the stripper pad |32 upwardly so that the cups 
at the third and fourth stations are moved out 
of the lower dies to the level indicated by the 
construction line |40 along with the feeding 
rolls. While the feed roll-carrying framework 
and the lower lift-out bar are dwelling in the 
upper position, the roll-feeding mechanism is 
again operated to move the stock to the left, as 
viewed in Figure l, through one station. Fresh 
stock is now brought to the first draw, the por 
tion of the stock subjected to the ñrst draw is 
brought to the fourth station for action by the 
piercing dies and the stock which has been sub 
jected to the ñrst draw at the first station and 
pierced at the fourth station is now in position 
at the fifth station. The continuation of the 
cycle drops the feed roll-carrying framework and 
the lift-out bar, permitting the stock to move 
to the position shown in full lines in Figure 1. 
At the fifth station, the stock is subjected to a 
redrawing operation by the co-action of dies 53 
and 54, dies 5|] and 49 cooperating to pierce, and 
dies 45 and ¿it cooperating to perform the first 
draw. When the feed roll-carrying framework 
is again moved upwardly, not only do the 
stripper pins |3û and |34 operate but the stripper 
pins |38 co-act with the stripper pad |36 to lift 
the stock subjected to the redrawing operation 
at the fifth station so that all of the stock and 
the feed rolls is lifted clear of the lower dies. 
While the stock dwells in this position, the feed 
rolls again operate to move the stock to the left 
through another station. This brings the stock 
occupying the position at the third station to 
the fourth station, that occupying the fourth sta 
tion to the fifth station and that occupying the 
fifth station to the sixth station. The cycle is 
again performed by the press and the stock at 
the sixth station is trimmed by the co-acting 
trimming dies 51 and 58 so that the formed part 
drops as shown by the arrow. Another cycle 
brings the end of the stock to the feed rolls ||4 
and ||5 which are operated by a drive mecha 
nism in common with the drive mechanism for 
feed rolls H3 and H9. The stock will then move 
step-by-stepwise with operations between move 
ments to the left. Just after the stock has been 
advanced while in the upper period of dwell of 
the roll-carrying framework, the eccentric which 
drives the scrap cutter moves the pitman |46 and 
the upper blade |62 downwardly to cut the end of 
the used stock into a strip of scrap. 
The scrap cutter has a long stroke so that the 

blade |62 is above the stock while the stock is 
being fed and moving down. At about 140° of 
the eccentric gear motion, the downward motion 
stops. The scrap cutter blade continues down 
wardly and cuts oir the scrap. 
The timing of the motions of the slide, the 

scrap cutter and the lower lift-out in a typical 
case is shown in Figure 6. 
In the form of the invention shown in Figure 

5, the upper adjusting screws |74 insure that the 
blades are open during the >period in which the 
roll feed operates to feed the stock through the 
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predetermined distance. As the draw rods per 
mit the roll-carrying framework to move down« 
wardly the lower adjusting screws |82 operate 
the upper scrap cutting blades H6 to cut the 
scrap. 

It will be seen that we have accomplished the 
objects of our invention. We have provided a 
power press in which progressive dies formed 
with re-entrant portions may be fed» with stock 
material automatically by a double roll feed in 
which the feed rolls are carried up and down in 
a predetermined timed relation. The stock is 
thus carried> clear of the die cavities during the 
period in which the stock is fed for the next 
operation. The roll-carrying framework is re 
ciprocated in phased relationwith thepress slide 
and with the operation of the die lift-out mecha 
nism. We have-provided a power presshaving a 
roll feed moved to a position clear of the die cav 
ities during the feeding of the stock in combina 
tion with the scrap cutter whose operation is 
timed with the press ram feeding rolls and lift 
out movement in such manner as to provide a 
continuous feeding of the stock with the cutting 
of- the ends of the used stock into scrap. 

It will be understood that certain features 
and subcombinations are of utilityl and may be 
employed without reference to other features and 
subcombinations. This is contemplated byv and 
is within the scope of our claims. It is further 
obvious that various changes may be made in 
details >within the scope of our claims without 
departing fromrthe spirit of our invention. It is 
therefore to be understood that our invention is 
not to be limited-to the specific details shown and 
described. 
Having thus described our invention what we 

claim is: 
1. In aipower press, a slide, a bed bolstery driv 

ing means for reciprocating said slide, means 
adapted to support a die on the bed bolster, 
means adapted to support a co-acting die for 
cooperation with the die carried by the bed 
bolster, 4a movable fra-me, stock-feeding rolls car 
ried by saidframe, means drivingly connecting 
said frame to said slide-driving means for re 
ciprocating> said frame vertically in predeter 
mined timed relation with said slide, and means 
driven from said slide-driving means for operat 
ingV said‘feeding rolls in predetermined phasedl 
relationïwith the movement of `said feed roll 
carrying frame. 

2. Inla power press, al slide, a bed bolster, driv 
ing.l means for reciprocating said slide, means 
adaptedv to support a die on the bed bolster, 
meansadapted to support a co-acting die for 
cooperation with the die carried by the bed bol 
ster, a movable frame, stock-feeding rolls car 
ried by said frame, means drivingly connecting 
said vframe to said slide-driving means for 
reciprocating said frame vertically in predeter 
mined timed relation with said slide, Vmeans 
driven from said slide-driving means for operat 
ingvsaidV feeding rolls in predetermined phased 
relation with the movement of said vfeed roll 
carrying frame, said die .carried by the bed bolster 
being provided with a 'lift-out pin, a lift-out .bar 
carried by said frame for operating said lift-out 
piny the arrangement being ̀ such that when the 
frame is moved upwardly thefstock-feeding rolls 
and the lift-out pin will raise Vthe kstockito a level 
clear of the bed die. 

3. In a power press, a slide,;a bed bolster, driv 
ing means for reciprocating saidV slide, Vmeans 
adapted to support a diecn thev bed bolster, 
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means adapted to support a co-acting die for 
cooperation with the die carried by the bed bol 
ster, a movable frame, stock-feeding rolls car 
ried by said frame, means drivingly connecting 
said frame to said slide-driving means for 
reciprocating said frame vertically in predeter 
mined timed relation with said slide, means 
driven from said slide-driving means for operat 
ing said feeding rolls in predetermined phased 
relation with the movement of said feed roll 
carrying frame, a scrap cutter carried by said 
frame, and means for actuating said scrap cutter 
from said slide-driving- means in predetermined 
timed relation with the movement of said slide 
and said frame. 

4. In a power press, a slide, means for recipro 
eating said slide, a prime mover for driving said 
slide-reciprocating means, a movable framework 
carried by the power press for reciprocal move 
ment relative to said slide, means driven from 
said slide-driving means for reciprocating said 
framework vertically in predetermined timed re 
lation with the movements of said slide, a pair of 
stock-feeding rolls carried by said framework, 
means driven from said slide-driving means for 
operating said stock-feeding rolls in predeter 
mined timed relation with the movement of said 
framework, the construction being such that said 
feeding movement will occur while said frame 
work is in a raised position whereby the stock 
may be fed in a raised position. 

5. A power press as in claim 4 including in 
combination a bed bolster, a slide bolster car 
ried Aby said slide, co-acting dies carried by the 
slide bolster and the bed bolster, a lift-out bar 
carried by said framework, stripper pins asso 
ciated with said bed bolster dies actuated'by said 
lift-out bar whereby the stock is moved to raised 
position by said stock-feeding rolls and said 

. stripper pins. 
6. A power press as in claim 4 including in 

combination a scrap cutter having at least one 
blade carried by said framework, means rdriven 
from said slide-driving means for actuating said 
scrap cutter in predetermined timed relation. 

7. A power press as in claim 4 including in 
combination a scrap cutter carried by said frame' 
work and means for operating said scrap cutter 
as a function of the movement of said frame 
work. 

8; A power press as in ̀ claim l4in which said 
stock-feeding rolls compriseV two pairs of rolls 
positioned on each side of the slide. 

9. A power press as in claim 4 in which said 
means driven from said slide-driv-ing means for 
reciprocating said framework includes'a pair of 
shafts, respective gears secured to said shafts 
each meshing with a gear of a gear train for re 
ciprocating said slide, a pair lof cams secured to 
respective shafts for rotation therewith, and draw 
bars actuated by said .shafts secured to said 
framework. 

10. A power press as in claim 4 in> which said 
means driven from said slide-driving means for 
reciprocating said framework includes a .pair of 
shafts, respective gears secured to said shafts 
each meshing with a gear of a'gear train for re 
ciprocating said slide, a pairof cams secured to 
respective shafts for rotation'therewith, a pair of 
levers pivoted to the'press, cam followers adapted 
to be actuated by said cams' carried by said levers 
intermediate their ends and draw bars extending 
from the ends of said levers to said framework. 

11. A power press as inclaim 4 in which said 
means Adriven from the slide-driving means for 
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operating the stock-feeding rolls includes a shaft, 
a gear secured to said shaft for rotation there 
with, said gear meshing with the gear of the 
gear train for reciprocating said slide, a rack, 
means actuated by the rotation of said shaft for 
reciprocating said rack, a pinion, and overrun 
ning clutch means connecting said pinion to a 
roll feed drive shaft. 

12. A power press as in claim 4 in which said 
means driven from the slide-driving means for 
operating the stock-feeding rolls includes a shaft, 
a gear secured to said shaft for rotation there 
with, said gear meshing with the gear of the gear 
train for reciprocating said slide, a rack, means 
actuated by the rotation of said shaft for re 
ciprocating said rack, a pinion, overrunning 
clutch means connecting said pinion to a roll feed 
drive shaft, said drive'shaft including a section 
permitting relative movement longitudinally of 
the drive shaft while preventing relative rota 
tional movement between said section and the 
shaft, the construction being such that the feed 
rolls may reciprocate relative to one portion of 
the feed roll drive shaft. 

13. A power press as in claim 4 including in 
combination a scrap cutter one blade of which is 
carried by said framework, a second blade adapted 
to co-act with said first blade, means for mount 
ing said second -blade for reciprocal movement rel 
ative to the press frame, said means for recipro 
eating said framework including a shaft, means to 
rotate said shaft from the driving train for re 
ciprocating said slide, an eccentric carried by 
said shaft, and a pitman connecting said eccentric 
to said second blade for reciprocating it in pre 
determined timed relation to the movement of 
the press slide. 

14. A power press as in claim 4 including in 
combination a scrap cutter one blade of which 
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10 
adapted to co-act with said first blade, means 
for mounting said second blade for reciprocal 
movement relative to the press frame, said means 
for reciprocating said framework including a 
shaft, means to rotate said shaft from the driv 
ing train for reciprocating said slide, an eccen 
tric carried by said shaft, a pitman connecting 
said eccentric to said second blade for reciprocat 
ing it in predetermined timed relation to the 
movement of the press slide, and means for ad 
justing the position of said second blade whereby 
to vary the ambit of its travel. 

GEORGE I. DANLY. 
VASIL GEORGEFF. 
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