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Applicationied Agri?,1933 seria No.559531 
The present invention relates to knife 

blanks and to a method for making thesame 
whereby uniformity Qf product,togeher 
with increased production,is made possible. 
This,appication relates specifealy,to 

Knife blaiks,?tis a part of my broad in 
vention described andolaimed in my Patent 
1,572.343 of Feb.4,1926.which patent.even 
tuated on 
527202,filed Jan.5,1922. 
In the accompanying drawings there is 

illustratedone form of knife blankproduced 
in accordance with the present invention, 
and a form of die rolls by means of which 
this blank may be produced it Wil be un 
derstood,however,that the draWings are 
illustrative only and that changes may be 
made in the Construction and Operation of 
the Yarious partsillustrated without depart 
ingfrom the spirit oftheinvention or scope 
of my broader claims? 
Inthe drawings, 
Figure lis a side elevation of a series of 

knife blanksasthey come from the die rols; 
Figure 2is an edgeview of the series of 

blanksillustratedin Higure l; 
Figure 3 is a sectional view on the line 

III?III of Figure 1; 
Figure 4 is à sectional view on the line, 

IV?IV of Figure_1; 
Figure 5is à side elevation of a finished 

knife produced from the blankillustrated; 
Figure6 sanedgeview ofthe knifeillus 

?ated in Figure 5,and - 
Figure 7isa sectionalview through a ppr? 

tion of one form ofrols by means.of which 
the illustrated blank may be produced. 

?t has heretofore been proposed,as point 
ed out in the application referred t0,to pro 
Guce cutlery,blanks by die rolling. Due 
however,to the dificulties encountered,this 
method has heretofore_never met with any 
commercial success,and cutlery blanks,such 
as knife blanks,are usually produced by 
forging. With the_foregoing process,the 
produgion* imited,?nd apsol?unifor? 
ity of product is extremely dificult. By 
the presentinvention I eliminate the forging 
entirely,and die roll.a connected Series of 
knife blanks having the desired dimensions. 
These series of blanks may then be easily 
cut as required to form individual_blanks, 
which may then be trimmed to final shape. 
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Itwilbeundersoodthat blanks produced 
inagCordance with the presentinvention ars gg 
P*ticularyadaptedtobeusedasbasesupon 
W?igh any desired coating may be later ap plied. 
Referringmoreparticularlyto Figure7o? 

the drawings,there areillustrated tyocoact- @0 
ing die rols,each.cgmprising 8 mandrel2 
?arryingaseries?fshaping segments3 hay 
ing formed therein depressions48dapted to 
?npart_the desired shape to the blanks. 
Preferably the.rols are designed in such C? 
Imanner thateachroilgresents?egurrent pat 
terns Whereby a plurality of knife blanks is 
produced foreach revolution oftherols It 
Wilbe understgod,however,that thespecific 
Construction of the rols and the arrange- ?@ 
?ent pf the Segments may be varied?as 
desired? - - 

?n.garrying out the present invention,a 
*itable.bar or bilet is first heated to any 
desired temperature andis then fed betwesh @ 
the die rols These rols are adapted to 
produce a series of connected blanksasilus 
trated generally in Figures 1 and 2 of the 
draWings,The adjacent blanksare connect 
* byaninterm?iateg?ing5prowidingfor 29 
the easy separation ofthe 5lanks into?adi 
Vidual units? - - - 

Each blank preferably comprises a handle 
portion 6 which is rolled to fnished dimen 
sions and which gradualy tapers in hick- 85 
.ness from the gating 5 to the depression 7. 
@he surplus metal providedin the billet or 
leaderfrom which the blankis rolled formsa 
flash 8 at opp0site sides of the handle In 
knives of thistype,the maximum cross-sec- 90 
tional area is preferably represented by an 
enlargenent 9intermediate the depression 7 
ang the blade10 [havefoundthát bypro 
? a billet or leader haying 8 crossaec tiona 
preferably exactly equal to the cross-sec 
tional area of the finished blank st this 
point, very desirable results may be ob 
tained,Due to thisproportion ofthe leader 
to the finished blank,no reduction is re- 100 
quired in forming this portion ofthe blank 
and the enlargement afords_agood bite for 
the rols wherebyslipping ofthe rols at the 
commencement of the blade shaping opera 
tionis prevented Each of the blades10is * 
formed with a doubletaper,the thickness of 

area which is at least equal to, and 95 



the blade gradually decreasing from the en 
largement 9 to thegate ?andalsogradualy 
deoreasing from thé backto thefrontedge 
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finishing Qperation. 

9f the.blade, By a series of.experiments? 
have found that it is desirable to provide 
the segments 3 with depressions of such di 
mensions that they will form a relativel thinportion 1?slightly widerthanthe ? 
of a finished blade. This insures the pro 
vision ofsuficient metalinthe blanks toper 
mit the subsequent formation of a finished 
blade of the desired outline. The finished 
bladeis produced by cutting along the chain 
lines indicatedin Figures l and4 
The provision of the portion 11 haying 

dimensions in excess ofthe finished bladeis 
also advantageous from another standpoint. 
Dueto the reduction requiredinshapingthe 
blade,there is apt to be a considerable rol 
Spring. Where there is such a springing of 
the rols,it wili_be apparent that_it is not 
possible_to produce an acgurately roied 
shape. I minimize this tendency by mak 
ing the depressions which form the blade 
ofsuficient width to accommodate a con 
siderable portion of the surplus metal. in 
addition,they may be formed with a flash 
gutter,as set forth in my co-pending appli 
3ation to receive the fash8 and the flash 12 
projecting from the edges ofthe portion11, 
However,where the_dimensioning of the 
depressions in the rolls_is of the Character 
setforth herein,such a flashgutter need not 
necessarily be proyided… 
After a series of blanks_asshown in Fig 

ures 1 and2is produeed.the lanksmaybe 
separated into individual units in_any de 
sired manner. By reason of.the faet that 
the handle portions 6 are initialy roled to 
the desiredshape,ortofinished dimensions, 
as set forth,such handle portions may be 
utized for centering the blanks during the 

For this purpose,I 
have foünd trimming dies_to be ? Sat 
isfactory,The individual blanks?may be 
inserted in the dies with the handle portions 
in such position that they wil be gripped 
and centered by the dies. This ?? auto 
maticalycenter the complete blankwhereby 
continued movement of the dies will be ef 
fective for forming the finished knife base 
asillustratedin Figures ö and 6. 
The_advantages of the present invention 

arise from the method herein set forth of 
expeditiously.producing knife blanks on a 
quantity basis having?uniform character 
istics permitting the?finished bases to be 
easily formed therefrom. 

I claim: - 
1. Inthe method offorming knifeblanks, 

thesteps consisting of heating a leader,de 
rollingthe same to produce a series of knife 
blanks having_a handle formed to_the de 
sired shape Yith the blade segured there 
to,and subjectingeach of the blanks to the 
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operation of a trimming die which positions 
the blanks by engagement with the shaped 
handles and cuts the blades to the desired 
Shape,substantialy as deseribed. 

2. Inthe method offorming knife blanks, 
thesteps Consisting of heating a leader,die 
rollingthe Same to produce a series of knife 
blanks having handle portions of the.de 
sired shape, separating the blanks into 
units,and trimming the blanks to the de 
sired shape bycentering_the blanks through 
engagement with the shaped handle por 
tions_substantialy as described. 

3. Inthémeth9d offorming knife blanks, thesteps Consisting of_prodücing a leader 
having a Cross-Sectional area 
the area of a finished handle but substan 
tially equai to the maximum cross-sectional 
area Qf the knife to be produced therefrom, 
and die-roling the leader to form a con 
nected series of knife blanks,substantialy 
as described, 

4. Inthe method of forming knife blanks, 
the steps Consisting of prodücing a leader 
having a cross-sectional area ?s?i? 
equal to the maximum cross-Sectional area 
ofthe knife_to be produced therefrom,and 
die-rolling the_leader_to form a connected 
Series Qf knife blanks having a.fash formed 
on.both sides there0f Substantialy 88 de 
scribed, • - 

5. Inthe method of forming knife blanks, 
the steps consisting of producing 8 leader? 
die-rolling the leader to form a connected 
series of knife.blanks confning the metal 
to form a blade portion of greater width 
than the finished blade,Separating Said 
blanks into units,and_then trimming eagh 
of the units to form a knife therefrom,sub 
stantially as described. 

6. Inthe method offorming knife blanks, 
the_steps consisting in die-roling a leader 
having a cross-segtional area Sübstantialy 
equal to the maximum cross-sectional area 
of the finished knife to be produced there 
from to produce a connected Series of knife 
blanks having handle portions die rolled 
to substantialy finished width,thicknes 
and length,separating said knife blanks, 
and forming knives therefrom,substantialy 
aS ? 

7. In the method offorming knife blanks, 
the steps consisting in die-roiling a leader 
to produce a blank Comprising a handle por 
tion ofsubstantialyfinished dimensions and 
8 blade forming portion having a width 
in excess of the finished blade, and then 
trimming the blank to form the desired 
product?therefrom,substantialy as de 
scribed. - 

8. As an article of manufacture,a knife 
blank haying a handle Bortion of_substan 
tialy finished dimensions provided with a 
fash on bothsidesthereof,and a blade form 
ing portion having a width in excess of the 
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width ofthe blade to be.formed therefrom, 
Said blade forming portion_having a flash 
projecting from both sidesthereof substan 
tially as described. 

9. As an article of manufacture,a knife 
blankcomprising_8 handle forming portion 
of substantialy?finished dimensions and a 

doubytapered blade forming potion hay 
ing dimensions in excess of the dimensions 
9f thefnished blade tobe produced there-10 from,Substantially as described? 

fn testimony whereof I have hereunto set 
my hand? WILLIAMP WITHEROW 


