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Patented Aug. 10, 1954 2,685,805 

UNITED STATES PATENT OFFICE 
2,685,805. 

METHOD OF MAKNGBLANKING DES 

John R. Baumgartner, Milwaukee, Wis. 
Application February 6, 1953, Seria No. 335,515. 

2. Claims. (C. 6-107). 

The invention relates to a method of naking 
the cutting and creasing dies or blanking dies for 
a blanking: preSS for forning carton blanks. 
The main object of the invention is to provide 

a method for making dies of the character above 
deScribed whereby any Set of dies may be used 
interchangeably on several presses and whereby 
any set of dies may be made and furnished to a 
press OWher without having to Se the press, Oil 
which the dies are to be mounted, as a proofing 
preSS 
The invention further consists in the Several 

steps of making the dies as hereinafter more par 
ticularly described and claimed. 
In the drawings: 
Fig.1 is a side elevation view of a carton blank 

ing, and creasing press, parts being broken away; 
Fig. 2 is a plan view of a male die chase; 
Fig. 3 is a plan view of this chase with a drilling 

jig, superimposed thereon; 
Fig. 4 is a detailed Vertical Sectional View taken 

on the broken line 4-4 of Fig. 3, parts being 
brokera aWay; 

Fig. 5 is a detailed vertical sectional view taken 
on the line. 5-5.of Fig. 3; 

Fig.6 is a vertical sectional view through apor 
tion of a male die. With a locating pin in place, 

Eig. 7 is a view similar to Fig. 3 showing, the 
jig, used in Fig. 3 applied to the counterplate or 
female die; 

Fig. 8 is a detailed vertical sectional view taken 
on the lirae.8-8 of Fig. 7; 

Fig. 9 is a detailed vertical sectional view taken. 
on the broken line 9-9, of Fig. 7; 

Fig. 10 is a plan view showing the counterplate 
superimposed on the male.die chase; 

Fig. 1.1 is a detailed vertical Sectional view 
taken on the broken line - of Fig. 10; 

Fig. 12, is a plan view of the counterplate as 
marked by rules of the male die. chase; 

Fig. 13 is a plan view of the counterplate: after 
milling the creasing grooves therein; 

Fig. 14 is a detailed vertical sectional view. 
taken on the line 4-4 of Fig. 13 

Fig. 5 is a plan view of a completed male die; 
Fig. 16 is a vertical sectional view through a 

pair of allined dies temporarily held together; 
Fig. 17 is a plan view of the base plate for the: 

counterplate with an adhesive applied thereto; 
Fig. 18 is a view of the dies as shown in Fig. 16. 

and the counterplate base plate set up in the 
press: for transfer of the counterplate, to its base. 
plate, 
Fig.19 is a view similar to Fig. 8 showing the: 

(Gunterplate transferred to its base; plate; 
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Fig. 20 is a bottom plan view of the inverted 

counterplate and base plate after drilling the 
locating holes in these plates; 

Fig. 21, is a detailed vertical sectional View 
taken on the line 2-2 of Fig. 20; 

Fig. 22 is a view similar to:Fig. 21. With a locator 
pin. in place; 

Fig. 23 is a top plan view of the counterplate 
and base plate assembled together; 

Fig. 24 is a detailed vertical sectional view 
taken on the broken line 24-24 of Fig. 23; 

Fig. 25 is a view similar to Fig. 24 showing a 
portion of the finished lower die; 

Fig. 26 is a view of a counterplate as adapted 
focuse on any of a plurality of machines; 

Fig. 27 is a detailed Sectional View taken: Ol 
the line 2-2 of Fig. 1. 
In the carton blanking and creasing art it has 

been the usual practice to furnish cutting and 
creasing dies, for the blanking preSS of each indi 
vidual machine so that a user could not use these 
same dies on another Similar machie because. no 
two press, structures are identical, but the dies 
must accurately aline with each other for satis 
factory work. These. dies are very expensive 
because of the time and labor involved in their 
construction so that there is decided advantage 
in having the same. Set of dies available for one 
or more presses and in having a set of dies which 
may be supplied to the user for any similar press. 
By the method hereinafter described a set of dies 
may be prepared for use on any one of a number 
of similar presses, and the owner of these presses 
by a relatively simple procedure of mounting the 

5 counterplate to a baseplate therefor for each 
machine may use the same set of dies on several 
similar presses, or he may order a set of additional 
dies for any press and readily mount these dies 
himself on the press. 
Referring to the drawings, I have shown in 

Fig. a portion of a carton blanking press which 
includes a fixed platen 23 carrying a male die M. 
having a base 29 and a reciprocatory platen 30 
carryirag the female die F, this die comprising a 
counterplate 3 and a base plate 32. The Web.W. 
of carton Stock is fed in between the dies. M. and 
F, and then the palten 30 is raised to press the 
web between the dies. to form the cutS. and creases. 
for the carton bank. 
The dies M and F are renovably mounted on 

and clamped to their respective platens in known. 
manner, AS indicated in Fig. 1, the bases of 
each; of the dies has a beWelled edge 33. that abuts, 
a bevelled rail 34 on the platen against which 
it, is tightly wedged by wedge bolts 35 engaging 
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the opposite bevelled edge 36 of the base plate. 
Each die is also held against movement in the 
opposite direction on its plate by any suitable 
lock as the locking lever 3 pivotally mounted 
on the platen and engageable with a pin 38 on 
the handle 39 of the die. 
As a step in the method, a chase for the male 

die M is formed as shown, for example, in Fig. 2, 
this chase including the base 29 which is recessed 
to receive the male Spacers 4G which include the 
strips and blocks that are held to the base plate 
by Screws 4 and are accurately located by tem 
porary rules 42 filling these spaces which the 
creasing and cutting rules will occupy in the 
finished die, and a recess 43 is formed in One of 
the strips. 
A jig J including a flat plate 44, and accurately 

located bushed holes 45, and bevelled locator pins 
46 allined therewith and a third locator pin 47 is 
then placed over the chase so that the bevelled 
locator pins 6 abut the bevelled edge 36 of the 
base 29 and the pin 4 is disposed in the recess 43 
to abut the Side of the large block receiving 
recess formed in the base 29, which side is at right 
angles to the edge 33 as shown in FigS. 3 and 5. 
The parts thus Superimposed are held together 
while holes 48 are drilled in the frame 29 using 
the bushed holes 45 as guides for the drill, see 
Fig. 4. Locator pins 49 are then mounted in 
the drilled holes So that the die M now has two 
points of allinement which are parallel to the 
bevelled edge 33 that Will abut the fixed rail 34 
in the press. 
The jig J is then taken and Superimposed On a 

flat hardened metal plate, forming the counter 
plate 3, but the bevelled locator pins 46 are re 
placed by flat sided locator pins 46a which abut, 
one side edge of the plate while the pin 47 of the 
jig abuts the side of the plate at right angles 
thereto as shown in FigS. 7 and 8, and with these 
parts firmly held together locator holes 50 are 
then drilled in the plate using the bushed holes 
45 of the jig as drill guides. At the same time 
a Series of Small holes 5 are drilled in the plate 
using the small holes 52 in the jig as guides. 

After Sone of the temporary ruies 42 are re 
moved from the die M and replaced by creasing 
rules 53, as indicated in Fig. 11, the drilled coun 
terplate 3 has one of its sides coated with a 
suitable transfer ink or paint and is then super 
imposed upon the male die M as shown in Figs. 
10 and 11 and accurately located relative there 
to. by mounting the upper portions of the pins 
49, then in the die M in the locator holes 50 in 
the counterplate, so that when the coated side 
of the plate 3 is brought down into contact with 
the upper edges of the creasing rules 53, these 
rules will make an impression or marks on this 
Side. Of the plate 3 as shown in Fig. 12 which 
may be used as a guide pattern or patterns P for 
forming the relief grooves 54 for these rules in 
the plate 3. The plate 3 is then removed from 
the die M and the grooves 54 are, where the plate 
is of metal, milled in it to conform to the pattern 
transferred to it from the male die M. 
With each machine furnished the user, the 

manufacturer supplies the counterbase plate 32 
which has two locator counterbored holes 55 
formed therein at opposite corner portions (see 
FigS. 20 and 21). The position of these holes 55 
On the plate 32 is different for each machine 
furnished the user So that for One machine the 
holes 55 Will be located as shown in full in Fig. 20 
and for another machine these holes will be 
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4 
located as indicated in dotted lines in this figure. 
Temporary bushings 56 are mounted in the holes 
55, and these after drilling the counterplate 3 
as hereinafter described are replaced by shoul 
dered locating pins 57 that fit the counterbored 
holes 55. 
The accurately located counterplate 3 and the 

finished die M is also furnished by the manu 
facturer, an example of which is shown in Fig. 15 
which in addition to the creasing rules 53 in 
cludes the cutting rules 58. As shipped, the die 
M may be Supplied with pads 59 of cork or other 
Suitable filler material, and similar material may 
be removably mounted as strips 60 adjacent the 
cutting rules 58. 
The final installation of the die parts noted 

above as furnished by the manufacturer is done 
by the user. The pad portions 59 are covered 
with pieces of fiexible material 6 coated on both 
sides with adhesive and indicated in Fig. 16. 
The finished counterplate 3 is laid over the top 
of the die M in contact with the exposed sticky 
side of the material 61 and with the pins 49 pro 
jecting through the locator holes 58, and the 
male die with the attached counterplate 3 is 
then clamped in the upper fixed platen 28 of the 
press, and the base plate 32 furnished with the 
machine, after having a sheet 62 of adhesive 
material applied to its top face, is mounted in 
the movable platen 39 of the machine as shown 
in Fig. 18. Then the platen 30 is raised to bring 
the adhesively coated base plate 32 into con 
tact with the bottom face of the plate 3 and 
then lowered carrying the plate 3 with it as 
shown in Fig. 19 since its adhesive coated area, 
is greater than that used to initially hold the 
Counterplate 3 to the die M. The adhesively 
united plates 3 and 32 are then removed from 
the preSS and the base plate 32 turned bottom 
Side up as shown in Fig. 20. Using the bushed 
holes 55 as guides, holes 63 are then drilled in 
the Counterplate 3 as indicated in Fig. 21 and 
then the bushings 56 are removed and replaced 
by the locating pins 57 as shown in Fig. 22. 
The counterplate 3 which by the manufacturer 
has already been accurately located relative to 
the die M by the pins 49 and holes 50 and been 
accurately located relative to this die in the press 
by the user as Shown in Fig. 18 and transferred 
to the base plate 32 as above described while 
in the press is now accurately located on the 
base plate 32 by the pins 57. The adhesive sheet 
62 is then stripped from the plates 3 and 32, and 
using the pins 57 as locators the plates are 
brought together and using the holes 5 drilled 
in the plate 3 f as guides, holes 64 are drilled in 
the base plate 32 (see Figs. 23 and 24). The 
holes 5 in the plate 3 are then countersunk, 
and the holes 64 in the plate 32 are tapped to 
receive the flat head screws 65 as shown in 
Fig. 25. The pins 43 and adhesive 6 are re 
moved from the die M, and the dies are now com 
pletely ready for use in the press. 

If the press OWiner wants to use the dies on 
another similar machine, all he has to do is to 
remove the counterplate 3 from the base plate 
32 of the first machine and following the proce 
dure above described place the die M and the 
counterplate 3 on the second machine and relo 
cate the counterplate 3 on the base plate 32 of 
that machine by drilling a new set of locator 
holes 63 in the counterplate. Thus one set of 
dies may be used on several different machines 
and have as many sets of locator holes 63 in it 
as there are base plates 32 for these machines, it 
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being noted that in using this same counterplate 
On Several base plates 32 the tapped holes 64 in 
the base plates need not line up closely with coun 
tersunk holes 5 of the counterplate since the 
Screws 65 are not for alinement purposes but 
merely to hold the plate 3 to their associated 
base plate 32. Fig. 26 shows a plan view of a 
counterplate as adapted for use on a plurality of 
machines. 

It is also to be noted that Since the machine 
owner does the final installation of the counter 
plate on its associated base plate, that the owner 
may order a set of new dies for any of his ma 
chines, and these dies comprising the male die M 
and the matching counterplate 3 can be Supplied 
to him by the manufacturer without the manu 
facturer requiring the use of the press as a proof 
ing preSS. 

It will be noted from the foregoing description 
that the essential features of the method consist 
in making a male die and counterplate with alin 
ing means so that these dies can be accurately lo 
cated together While On the press, then transfer 
ring the So located counterplate to the top of its 
base plate while in the press, then using the base 
plate as a jig for drilling locator holes in the 
counterplate so that locator pins mounted in the 
jig holes of the base plate and projecting into the 
locator holes in the counterplate Will maintain 
the alined association of this counterplate with 
the male die when the dies are used in the preSS. 
What claim as my invention is: 
1. The method of making a set of dies for a 

blanking press which comprises making up the 
chase for a male die having an edge adapted to 
abut a rail on the platen of the press, using this 
edge and a point at right angles thereto as lo 
cators and applying a jig having locator holes 
to the chase and drilling locator holes in the 
chase, placing temporary locator pins in these 
holes, taking this same jig and alining it with an 
edge of a counterplate and using the same locator 
holes in the jig as guides drilling locator holes in 
the counterplate, coating one side of the coun 
terplate with a transfer medium and Superimpos 
ing this coated plate upon the chase having its 
creasing rules mounted therein while its locator 
holes are alined with temporary locator pins to 
secure an impression of the pattern of the rules 
on the plate, removing portions of the plate de 
fined by said pattern to provide creasing recesses, 
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6 
mounting the cutting rules in the male die to 
finish the die then adhesively uniting the male 
die with the counterplate in pinned allined rela 
tion thereto and mounting the male die on One of 
the press platens and taking a base plate for the 
Counterplate and mounting it in the other platen 
of the press, said base plate having an adhesive 
coating of greater area than that adhesively unit 
ing the counterplate to the male die, moving the 
press platens relative to each other to bring the 
base plate into adhesive contact with the counter 
plate on the die and then moving the platens rel 
ative to each other to transfer the counterplate to 
the base plate, removing the base plate With the 
counterplate adhesively attached thereto from 
the press, establishing fixed points of allinement 
between said counterplate and said base plate, 
and securing said counterplate to said base plate 
in its alined relation therewith. 

2. The Steps in the method of making a set of 
dies for a blanking press which comprise adhe 
sively uniting the male die with its cooperative 
counterplate in pinned allined relation thereto 
and mounting the attached die on one of the 
press platens, taking a base plate for the coun 
terplate and mounting it in the other platen of 
the press, said base plate having an adhesive 
coating of greater area, than that adhesively unit 
ing the counterplate to the male die, moving the 
press platens relative to each other to bring the 
base plate into adhesive contact with the coun 
terplate on the die and then moving the platens 
relative to each other to transfer the counterplate 
to the base plate, removing the base plate with 
the counterplate adhesively attached thereto 
from the press, establishing fixed points of alline 
ment between said counterplate and said base 
plate, and securing said counterplate to Said base 
plate in its alined relation therewith. 
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