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The present invention relates to the art of 
blocking hats and particularly to a method and 
means for blocking a hat having a Soft raised 
portion, for example, a rolled or cable edge in a 
hydraulic hat press. 

Hats are formed from a hat blank of felt or 
Other material on a block to give to such blank the 
general Shape of the hat. 

This generally shaped blank is then pressed 
in a hydraulic press between a heated metal, 
usually aluminum, die and a corresponding male. 
die Which is known as a rubber saddle and which 
is forried from rubber and a canvas jacket. This 
rubber saddle is subected to hydraulic pressure 
to force the generally shaped blank against the 
heated nietallic die to form the hat. 

Hats having a soft raised porton Such as a 
rolled or cable edge heretofore could not be 
blocked or shaped in a hydraulic press because 
prior to the method and means here proposed, 
the edge of this type of hat under the pressure of 
the rubber saddle would be pressed into a rela 
tively thin and hard edge or raised surface. 

In the trade, therefore, hats with a soft rolled 
or cable edge or a raised portion could not be 
"hydrauliced' to apply the term used in the trade. 
The present invention therefore contemplates 

the pirovision of a rhethod for blocking a hat 
having a rolled or cable edge or a soft raised part 
in a hydraulic hat press, which hitherto could 
not satisfactorily be accomplished. 
The present invention further contemplates the 

provision of the means for practicing the method 
of the present invention and particularly the con 
struction of the metallic female die and rubber 
saddle between which a hat is shaped in a hy 
draulic press. 

These, other and further objects and advan 
tages of the present invention will be clear from 
the description which follows and the drawing 
appended thereto, in Which 

Fig. 1 is a perspective front view of a con 
ventional hydraulic press in which my invention 
is practiced. 

Fig. 2 is a top plan view of the metallic female 
die used in the practice of my invention. 

Fig. 3 is a section on the line 2-2 of Fig. 3, 
the groove in the die being filled in. 

Fig. 4 is a side elevation in partial section of 
a rubber saddle used in the practice of my in 
wention. 

Fig. 5 is a Sectional elevation of the metallic 
female die and rubber Saddle operatively mounted 
therein with a hat blank therebetween for shap 
ing thereby. 
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Referring now to the drawing, a conventional 

hydraulic hat press, generally indicated by the 
reference numeral 0, is illustrated in Fig. 1. It 
is unnecessary to describe in any great detail such 
a hydraulic hat press as it is well known in the 
art and forms no part of my invention except 
as a vehicle in which to practice it. 
The female die 2 illustrated in Figs. 2 and 3 

preferably made of metal such as aluminum, is 
mounted in the saddle 4 seated in the bushing 
5 of the hydraulic press. 
The saddle 4, bushing 6 and the female 

metallic die 2 are heated in the press in any 
Satisfactory manner. 
The blank 8 (see Fig. 5), from which the hat 

is to be formed, is generally shaped on a hat 
block (not illustrated or described as this is con 
Ventional) before it is mounted in the female 
die 2, which die is formed into the shape that 
the hat will be pressed into and assume in the 
hydraulic hat press 0. 
The female die 2 is provided with four vanes 

or guides 20 which are seated in the slots 22 
in the Saddle f4 to detachably mount the die 
in position on the press. 

In the conventional hydraulic press to de 
Scribe the heretofore conventional method, the 
female die 2 having the form of hat selected 
is mounted, as aforesaid, in the bushing 6 and 
Saddle 4 and a corresponding rubber saddle or 
male die, generally referred to by the reference 
numeral 24 (see Fig. 4), is formed therein from 
rubber 26, which is shaped to fit against the 
metallic die, and the canvas jacket 28. Thus 
the rubber saddle is of exactly the same shape 
as that of the interior of the female die. 
The rubber Saddle 24 is then mounted on the 

upper carrier 30 of the hydraulic press 0 with 
the block 32 positioned in the interior 34 of the 
rubber Saddle 24. 
The hat blank 8 is seated in the interior 36 

of the female die 2 that forms the crown of the 
hat and the heated female die and the rubber 
Saddle are brought together in the press. The 
desired hydraulic pressure is applied to the rubber 
Saddle and the parts held together in the hy 
draulic press for the desired time. 
The Steps and elements just described are con 

ventional and a hat edge or raised portion will be 
flattened between the female die and rubber 
Saddle, thus making it impossible to form a rope 
hat or one with a rolled or cable edge in a hy 
draulic press. 
In order to provide a method and means for the 

practice thereof by which a hat having a rolled 
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or cable edge or a soft raised portion may be 
formed in a hydraulic press, I provide the groove 
38 (see Fig. 2) in the female die 2 around the 
edge of the interior 36 in which the crown of the 
hat is formed. 
As will be seen, when the hat is pressed be 

tween the female die 2 and the rubber Saddle 24, 
the rolled or cable edge 40 of the hat lies in this 
groove 38. 

Before the rubber 26 is formed into the desired 
shape for the rubber saddle 24 in the female die 
2 as aforesaid, I fill the groove 38 with a rigid 

material 42 (see Fig. 3) such as plaster of Paris. 
Thus, when the rubber part 26 of the male die 

or saddle is formed in the female die 2, that part 
44 thereof (see Fig. 4), between which and the 
ledge 46 (see Fig. 3) of the female die 2 is 
formed, the brim 48 (see Fig. 5), bridges the 
groove 38 because it is filled with the plaster of 
Paris. 
After the rubber part 26 of the hydraulic saddle 

is formed, it is removed from the female die and 
made up into the male die 24 illustrated in Fig. 4 
and the rigid material 42, plaster of Paris, is com 
pletely removed from the groove 38. 
The blank 8 is then mounted in the female die 

f2 with the rolled or cable edge 49 seated in the 
groove 38 and the rubber saddle inserted against 
the blank by the upper carrier 30 to form the hat 
in the press. 
The brim forming portion 44 therefore Will 

bridge the shoulders 50 and 52 at the edges of the 
groove 38 to thereby prevent pressure from being 
exerted against the rolled or cable edge 4G, which 
lies in the groove 38 of the metallic die 2, as the 
hat is “hydrauliced' in the press. 
Thus, the rolled or cable edge, or any soft 

raised portion lying in a corresponding groove, 
will not be flattened but will remain soft and of 
proper form and shape when the hat is made in 
a hydraulic press. 
Any raised portion of a hat may be relieved 

from pressures in the hydraulic preSS by using 
the method described of filling with material the 
groove for the raised portion in a die, making a 
corresponding rubber Saddle with the filled in 
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groove of the die, removing the filling material 
from the groove and pressing a blank between 
the die and rubber Saddle to form a hat and by 
using the means for practicing the invention 
which I have described. 
While I have shown and described in detail 

a certain method for the practice of my inven 
tion and the means for its accomplishment, it will 
be understood that the method described and the 
means for its practice are intended for illustra 
tion thereof and that changes may be made 
therein by those skilled in the art without depart 
ing from the Spirit and scope of the invention. 

Hence, I intend to claim my invention as 
broadly as permitted by the terms of the ap 
pended claim and the state of the prior art. 

I claim: 
For use in a hydraulic press of pressing a hat 

having a crown portion and a brim portion 
formed With a thickened outer rim, a female 
metallic die having a portion to receive the crown 
of the hat, a portion to receive the brim of the 
hat, Said die being formed with a groove at the 
outer edge of said brim receiving portion to re 
ceive Said thickened rim, said female die having 
a portion Surrounding said groove and compris 
ing a continuation of the brim receiving portion, 
and a male Saddle of Soft compressible material 
comprising a portion to press the crown of the 
hat into the crown receiving portion of the female 
die, a portion to press the brim of the hat against 
the brim receiving portion of the female die, a fiat 
portion bridging the groove for pressing the 
thickened outer rim of the hat into said groove, 
and a portion contacting the portion of the 
female die which surrounds said groove. 

JOSEPH MASINI. 
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