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To all whomn it may concern.:
Be it known that we, Jurrvs Giesen and
Trop H. Zimmerman, both citizens of the
United States of America, residing at Fre-
mont, in the county of Sandusky and State
of Ohie, have invented a certain new and
useful Method of Manufacturing Dies and
a Hub or Sinker Therefor, of which the fol-
lowing is a specification. .

This invention relates to the making of
dies and particularly to the making of drop
forging dies, and also to the construction of
hubs, sinkers or master formers for use. in
sinking or forming a design in intaglio upon
the surface of a suitably prepared block of
metal. .

"The object of this invention is the provi-
sion of an improved method of making dies
particularly for use in drop forging, and
also the provision of an improved hub,
sinker or master former for making such
cies, whereby a material saving in time,
Iabor, material and expense is effected in the
making of such dies, and the lability of
mistakes and errors minimized, thereby en-
abling the employment of skilled Iabor in
the manufacture of such dies to be in some
measure * dispensed with. Further advan-
tages of our invention are that it makes
every impression uniform, simplifies the
finishing of the die and insures sharp cor-
ners or edges on the finished die.

Further objects and advaninges of the in-
vention will be apparent to persons skilled
in the art from the following description
thereof.

In the accompanying deawings,

Figure 1 is a plan view of a hub or sinker
constricted in accordance with the inven-
tion. THig. 2 is a side elevation thereof.
Fig. 8 is a transverse vertical section there-
through, Iig. 4 is a sectional view . of a die
formed-by the tool before the surface 6f the
same is dressed off. ig. 5 is un enlarged
section of the hub or sinker taken on a line
3—3 in'Fig.. 1, and in operative relation to.a
plain die block in similar section. Fig. 6

-is a similay view thereof after the hub or

sinker has been lowered to sinlk its impres-
sion into the die block and again raised,
and Mig. 713 a section of the die block faced
off to the depth of the
isable condition.

Like referimce characters designate corre-
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sponding parts in all of the figures of the
drawings. . '
~~The hub or sinker is a tdol made in the
shape of the article that is to be stamped oub
by the finished die.
block of which the die is to be mads ig hoated
to the proper temperature and the Ligh, or
sinker is foreed or driven into it leaving an
impression the shape of the hub or sinker. .
Heretofore it has been customary to force
the liub or sinker into the bloek of steel to a
depth determined more, or less by . guess
work and then dress off the top of the die
block to secure an impression of the proper
depth. 'With the hubs or sinkers heretofore
employed it has been difficult to secure sharp
edges at the upper face of the die.
employment of the hith or sinker consbitut-
ing the present invention sharp edges are
secured '
indications are- formed upen the upper “face
of the die block '

In making the die, the

By the

] as will indicate to the work-
man the exact point to which the top of the
die block is o be finished.

70

at the upper face of the die and such

75

Referring to the accompanying drawings, -

5 designates a suitable

i metal block having
formed in cameo upon

one of its faces any

80

suitable shape or pattern such as is indi-

cated at 6, and which shape, when driven

into a heated block of metal A from which

the die is to be formed, is adapted fo pro-
duce an impression or cavity ¢ therein which
corresponds to the configuration of the
shape. ‘ '
"The present inveniion resides particularly

in forming a ledge 7 around the bage DOT-
tion of the shape &

-

I

shape 8, which ledge substan-
tially conforms to t} 3
shape € and this 1
shape by a preferably continubug guiter B.
The ledga 7 and ths gutter 8 are formed in
the block & at the base of the shape 8, with
the outer edge of the ledge 7, particularly
for
minating in coinciding relation. with the
center or base line of the adjacent portion
of said shape, which center or base line is
dotted in the drawings and designated 9.

It will be understood that if the die ig of

the “tock” type,as illustrated in Figs. 1and
2, the outer edge of the Isdge. 7 will follow
and conform 4o

L

: e configiration of the
s ledge is separated from the
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the purposes herginafier described, ter-

160
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“to the irreghiar lock center or

‘base line of the shape 6. The.center., of bage

line of 4 hub or sinker' is understood by
Y . . .




10

15

20

[
=8

30

40

45

. 50

55

60

85

=2

manufacturers thereof as the imaginary line

which determines the true base line of the
shape of the hub or sinker and which when
driven into a die block A coincides with the
dressing-off line of the block face. The

~die when made and dressed off forms one of

a pair of dies and the division or parting

. line therebetween is generally referred to as

the “center line”. The term “center line”, as
used herein, will théerefore be understood as
referring to the imaginary hase line of the

-shape 6, which line coincides with the sur-

fice or parting line of the finished or
dressed-off fice of a die block when a hub
or sinker is passed. therein.

In operation, the presence of the gutter 8
in the hub or sinker permits the hot metal
displaced on the surface of the block A at
b by the hub or sinker ledge 7 to flow into
satd gutter and thus form a continuons
slightly elevated ridge ¢ avound the imi-
pression formed intaglio in the die block A

by the shape 6. For ﬂlls purpose the outer

wall of the gutter 8 is preferably inclined
or extended away from the innei wall there-
of to cause -a forcing of the displaced ma-
terial toward the impression edge.

The ledge 7 in addition to senmg A% an
element for displacing metal in the face of
the die block A around the impression ¢ and
causing the displaced metal to flow around
said impression to provide it with a sharp
well defined marginal edge, als acts as ¢
mavrker to form “the continuons recess or

‘depression & in the face of the die DLlock

around the outer side of the cdge ridge e,
the bottom of stch recess Lmnmdmn ext utlv
with the center or parting line ¢ of the
formed impression, the saume as the outer
edge of the ledge 7 in the hub or sinker
block 5 coincides with the center line § of
the shape 6. The gage line thus formed in
the face of the die block indicates to thc
mechanic the exact depth to which he i
to remove the superfluous metal from thc
die face.” The ridge ¢ thrown up hy the
action of the ledge or marker
part of this superfluons metal and is re-
moved therewith. The die” with its ’f:l(?(‘,
dressed s shown in Fig. 8.

The provision of the @age recess b oin Hw
die face to define the center or parting line of
the die, is of very great importance 1n indi-
cating to the mechanic the elevations and de-
pressions in the fade of the die, especially

where it 1s desired to produce dies of the lock

or irregular surface type, as this obviates the
tedious and highly skilled work requived in
making the necessary templets, laying out
the dic face outline, and Taving ont ‘the out-

line on the side of the dic Block defining the-

depth of the impression in the block prepar-
atory to facing off the block, and also ob-
viates the very sceurate niilling michine

mampuldtlon required, to follow with the .

- jects above the face. of the block but

aw (ly from the

forms a.

Jupon
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pointer, the depth line of the bottom of the
mupression, which depth line is laid out on
the side ot the block so that the facing-oft
cut will correspond to such line. For in-
stance, in making the dies '("01 a pair of
ordinary-eight inch she(u s by the old method
it takes dpplO\llndtd} 20 hours of highly
skilled labor, while to ke the ieg with
our improved method by which the exnct
center line or lock line of the die is desig-
nated, it takes approximately 46 hours of
labor, which need not necessarily be of :
highly skilled nature, it being a siniple nmt~
ter t() remove the superfluous metal from the
die face. With our method the danger of
mistakes and errors is also minimized.

Having described our invention, what we
claim is—

1. A hub or sinler, comprising u block. a
shape formed thereon, a ledge which pro-
lies be-
low the fuce of the shape. and a gutter
formed between said ledge and said shape.

2. A hub or sinker of the class described,
comprising a-lock having a paternal shape
formed thercon and a ledge swrounding
said shape and forming a g‘nttm' therebe-
tween. said ledge being of less depth than
said shape.

3. A b or sinker of the class deseribed,
comprising a block having a paternal shape
or pattern thereon and a 'Iodu'v strrounding:
the base portion of satd shape and forming
a gutter therebetweel, the outer edge of
said lee lge heing coinvident with the center
line of the shape. -

4. A hub or inker of the class deseribed,
comprising a block having a paternal shape
thereon and a ledge ¢
below its outer face and *mmmu thevewith
a gutter, the outer wall of which “extends
shape.

A hub or sinker of the cluss deseribed,
compu it a block having a paternal s]mpo
thereon and a ledge surrounding said shape
with its outer 0(|no terminating m coincident
relation to the center or pavting line of the
s]m]w entively therearound, said ledge codp-

rating with the shape to form a gutter
th(n(lwt\vvm], the euter wall of which ex-
tvn(ls away from the shape.

“A hubor sinker of the class deserit )ed
hx\mo a shape or ]mttmn and a ledge at
the hase portion of the shape, the latter to
gserve as a marker to leave an impression
a die block to indjcate the depth to
which the top of the die block 1s to be
(lu\asvd off.

A hub or sinker of the ¢

Tass described,

]m\mgg a shape or pattern and a ledge sur-,
~roureling the hase portion of the shape, the

latter to serve as a marker to indicate on a

H

~die block the depth to X\hl(ir the face should

he (11 essed-off.

8. A hub or sinker of the class described,

sur mun(hno said shape-
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spaced therefrom to

the base portion of the shape spaced there-

14,885

having a shape or pattern and a ledge at
the base portion of the shape spaced there-
from to form a gutter thevebetween and
serving as a marker to leave an impression
upon a die block to indicate the depth to
which the top of the block has to-be dressed-
off and to serve as a means to force some
of the displaced metal inward around the
edge of the base of the shape.

9. A hub or'sinker of the class deseribed,

having a shape or pattern and a ledge sur-

rounding the base portioty of the shape and
form a gutter there-

between and serving as a marker to leave

‘an ‘impression upon 2 die block to indi-

cate the depth to which
block is to be dressed-off.

10. A hub or sinker of the class described,
having a shape or pattern and a ledge at

the top of the die

from.to form a gutter, the outer wall of
which extends away from the .inner wall,
said ledge serving as a marker to leave an
impression upon the die block to indicate
the depth to which the top of the block is to

- be dressed-off.
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11. A hub orsinker of the class described,
having a shape or pattern and a ledge sur-
rounding. the base portion of the shape in
spaced relation. theréto to form an inter-
posed: gutter, the outer wall of which ex-
tends away from the inner wall, the shape
adapted to produce a die having a lock or
irregular center line and said ledge termi-
nating at the center line and conforming to
the irregularities thereof and adapted fo
serve as f marker to leave an impression
upon a die bleck to indicate the depth to
W%?ich the top of the block is to be dressed-
off.

12. The method of forming dies, consist-

ing in forcing into a metai biock a hub or:

sinker to produce a die impression therein
forming a marker impression af the side
of the die impression to serve as & guide to
indicate the depth to which the top of the
die block is to be dressed, and then remov-
ing the face of the block to a depth deter-
mined by the marker impression. ’

13. The method of forming dies, consist-

ing in forcing into a metal block a hub or
sinker to produce a die Impression therein,
in the same operation forming a marker im-

pression at the side of the die impresion to -

serve as a guide to indicate the depth to

which the top of the die block is to be
dressed, and then removing the face of the

~E

block to a depth determined by the marker

.impression.

14. The method of forming dies, consist-
Ing 1 for~ng into a metal block & hub or
sinker to produce a die impression therein,

the die impression,

8

forming a marker impression around the
die impression o serve as a guide to indi-
cate the depth to which the top of the die
block is to he dressed, and then removing
the face of the block to & depth determined
by the marker impression. i ‘

15. The method of forming dies, consist-
ing in foreing into a hot metal biock a hub
or sinker to produce an impression of prede-
termined shape therein, forming a marker
impression a$ the side of the die impression
fo serve as a guide to indieate the depth to
which the top of the die block is to be

. dressed, and by the same operation forcing

a part ab least of the displaced metal in-
ward to form a ridge avound the edge of
and then removing the
ridge and block face to a depth determined
by the marker impression. :

16. The method of forming dies, consist-
ing in forcing into a metal block a hub or
sinker to produce.a die impression therein,
by the same operation forming a marker
impréssion at the side of the die impression
to serve as a guide to indicate the depth to
which the top of the die block is to be
dressed and forcing a part at least of the
displaced metal inward to form a ridge
around the edge of the die impression, and
then removing the ridge and block face to
a depth determined by the marker impres-
siomn. ,

17. The method of forming dies, consist-

ing in forcing into a hot metal block a hub.

or sinker to produce a dic impression there-
in bhaving a lock or irregular center line,
forming a marker impression around the
die impression to serve as s guide to indi-
ate the depth to which the top of the die

block is to be dressed, to suit the lock or

irregular center line of the die impression,
and then removing the face of the block to
a depth determined by the marker impres-
sion. _ .

18. The method of forming dies, which
consists in forcing inte a hot metal block a
hub or sinker to produce a die or impres-
sion therein having a lock or irregulpr cen-
ter line, in the same operation forraing a
marker impression at the side of the di¢:im-
pression to serve as a guide to_indicate the
depth te which the top of the die block is
to be dressed, and forcing a part of the
displaced.metal inwazyd to form a ridge at
the edge of the die impression without its
center line, and then removing the face of
the block to a depth determined by the
marker impression. . _ :

In testimony whereof, we have hereunto
signed our names to this specification.

JULIUS GIEBE

FRED H, Z¥
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