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Simple plywood panels may be moulded
in dies to give them the appearance of deep-
ly carved wood. One of the dies is usually
built. up upon a shell electro-deposited-upon

5 & wax impression of a carving, or upon a shell
electro-deposited upon the first shell.  In
either case the die has a smooth working face
over which the wood will readily slide during
the moulding operation. The other dieisusu-

10 ally made by casting molten metal upon the
rorking face of the first die while such face is
protected against union with the casting. . Al-
though the working face of the second: die
will be complementary to that of the other
15 die, it may be rough so that the wood will

not readily slide over the same; the result .

being that in the use of the dies the wood will
be torn or otherwise injured in attempting
to conform to the dies.

The object of the present invention is to
overcome the foregoing difficulty, in a simple
manner. ‘

In carrying out my invention, I first mould
a panel in the dies, in the usual way, and then

20

25 place between the panel and the die whose

working face is to be improved a thin sheet
of ductile metal, preferably aluminum.
Upon closing the dies under heavy pressure,
the ductile sheet is forced into-intimate con-
30 tact with the adjacent die face and caused

accurately to conform thereto. Thereafter-

the working face of one of the dies consists
of the face of the ductile sheet overlying the
die. In the case of some designs the added

35 sheet will be interlocked with the die block
so that it will remain attached thereto. If
the design be such that the metal sheet will
not be held in place by reason of its shape,
a thin layer of adhesive material may be in-

40 terposed between the sheet metal and the
die of which it is to form a part.

Tt will therefore be seen that, viewed in
one of its aspects, my invention may be said
to have for its object an improved die and

45 3 novel method of making the same.

The various features of novelty whereby
my invention is characterized will herein-
after be pointed out with particularity in the

claims; but for a full understanding of my-

50 jnvention and of its objects and advantages,

1930. ' Serial No: 446,;[62;

reference may be ;had to the followiﬁg de-
tailed description taken in connection with
the accompanying drawings, wherein:

. Figure 1 is a central section of a pair.of -

dies about to close upon a panel; Fig. 2 is a 55

‘section in a plane at right angles to the plane
of Fig. 1, showing the dies closed on the
-panel; Fig. 3 is a view similar to Fig. 2, show-
ing the dies.opened again and a thin sheet

of ductile metal 1aid on the panel;Fig. 4 is a 60

view. similar. to Fig. 3, showing the dies

‘closed on the previously moulded panel and

the metal sheet; and Fig. 5 is a_sectional
view of a fragment of the upper die in the
other figures. .. .. - . :
Referring to the drawings, 1 and 2 repre-
sent a pair of die members adapted to mould
a panel A. In the arrangement shown, the

.68

lower die 2 is built upon a copper shell 3

which forms the working face, whereas the .70
working face of the upper die is the one whose
condition is to be improved. - These dies may

be of any usual or desired type and the die

faces of any desired configuration.

The first step in my,processfis"to__méulde?“
a panel by means of the dies in their original

state, in the usual or any suitable manner, as

‘indicated. in’ Fig. 2. The dies are then

opened. and, immediately thereafter, or at

any suitable .time, a thin sheet 4 of ductileso

‘metal is laid upon the moulded panel as
.indicated in Fig. 3. Of course it is not nec-
‘essary. to leave the panel in the dies until
‘the metal sheet is inserted, as it ‘will be suf-
ficient 1f the panel is between the dies at the:
“time. of inserting the sheet. The dies are
“then closed under heavy pressure, causing the
“ductile metal sheet to be moulded or drawn
‘between the upper die and the moulded panel,

85

acting as the working face of the lower die, 90

“as indicated in Fig. 4. The dies are then

opened and the wood panel removed, leaving
the dies in a condition to operate on other
plain panels in order to. mould them into the
desired shape. =~ 7

I have found that when the ductile sheet
is made .of aluminum, a thickness of about
one sixty-fourth of an inch will give satis-
factory results. Thave further found that it

95

is desirable to employ a pressure of between 104
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four thousand pounds and five thousand
pounds to the square inch in the process of .
facing the die member with the sheet metal.

In some cases the moulded or drawn metal
sheet will remain on the die but, in other
instance, it will come loose, depending upon
the nature of the design. When the design
is such that the sheet metal will not remain
on the die as substantially a permanent part
thereof, it may be fastened in place by means
of a thin layer of adhesive material inter-
posed between the same and the original
working face of the die. In any event, at -
the end of the treatment the die 1 will have.
the appearance indicated in Fig. 5, consisting

‘of the original die member faced with a thin
‘layer of smooth sheet metal that will permit -

the surface of the wood to slip and slide dur-
ing subsequent moulding operations in the
normal use of the dies. o
While T have illustrated and described with
particularity only a single preferred form of -

my. invention, I do not desire to be limited

to the exact strictural details thus illustrat-
ed” and described; but intend to cover all
forms and arrangements which come within
the definitions of my invention constituting
the appended claims. o

I claim: - = - }

1. The method of producing a working

face on one member of a pair of dies for

moulding wood panels, which comprises

placing between a panel of wood that has
“been’ moulded in the dies, and one of the
die members, a thin sheet of ductile metal,
and then closing the dies under heavy pres-

sure to-force the sheet metal to conform to
the contour of the adjacent die face.

- 2. The method of producing a working
face on one member of a pair of dies for

moulding wood panels, which comprises the
moulding of a panel of wood in said dies,
placing a thin sheet of aluminum between
the panel and one die member, and then clos-
ing the dies under a pressure of several thou-
sand pounds per square inch.

- 3. The method of producing a working
face on one member of a pair of dies for

moulding wood panels, which comprises the
moulding of a panel of wood in the dies,

_placing a thin sheet of ductile metal between

the ‘panel and one die member, closing the
dies under heavy pressure, and afterward

‘cementing the formed metal sheet to the die

face of the member against which it was -

~In testimony whereof, I sign this specifi-

CHARLES B. NORRIS.

-=655‘.



