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PATENT OFFICE.

ADO'LF KLUMPP OF DEQENZANO AL uERIO I’I‘ALY

PROCESS OF FINI‘SH ST»AMPING METALLIC: AR’DICLES SUCH AS uPQONb, FOJ.\;KS AND
THE LIKE

Apphca,tmn filed I‘uarcn 21, 18 "4 Serial No. 700,976

T'o allwhom it may. ooncem -

Be it known that I, Aporr Krumre, a
citizen of the Republic of Germany, resmhng
at- Via Palazzi 7, Desenzano al Serio, Ttaly,

5 have 1nvented certam new and: useful Im-
rovements in a Process of Finish Stalmpmor
K Tetallic Articles such as Spoons, Forks, ahd

the'like, of Whl(}h the followmo' 1s a. spemﬁ— _

catlpn .

In the known. proces es of stamping
Spoons; forks and. the like it is not possible
to. smoothly stamp the entire surface, as

10

thez.e always remains at some places of the

surface etfhel burrs or rough places, so that
15 the expensive qubsequent tleqtjnent (filing

or grinding off the. bury Ahd S0 forth) 15 fo

unavoidable, Further by means of the
knomm. processes it is not possible to smoothly
‘stamp. the.entire surface.of spoons, forks and
the like Wh)Ch axe: CO‘Lde with tin or are

2,

>

pr()Vlded w 1t,h any other metal coating, and -

moreover it is LmDosslble to distribute this
coatmo by S‘tampmo in such 2 manner, that
the. srud coating will be thicker at the places
5 which are sub]ected to.a greater wear than

FEER

the other places of the spoons, forks and the

hlge Further hitherto. it has not been. Pos-
le to compress by the stamping operation
some parts of the spoon .or- the Tl e haldel
19 than other places thereof, .

The draywbacks ahove me,ntloned ave over-
come, hy the stampmfr process according to
the plese'lt nv entlon, W hwch 1s carr ]Gd oat
in cloged dies.

52
G

the mventlon may in practice be carried oup

as. herelnafter described. with 1e+’elence to.

the accompanying deans wherein—

Fig. 1 111ustrates in secmon a top- and a

M
<D

bottom die and a blank in the shape of a
spoon.
Fig. 2isa plan view of the bottom-die.
FlO’S 8 and 4 illustrate in section dies for
prov1d1ng an article with a tin or other metal
45 coating.
In Figs. 1 and 2, A desagnwtes the bottom-
die and B the top -die, the dies fitting into
_ one another in such a manner that the mate-
rial of the spoon to be subjected to a finish
50 stamping cannot pass out at any place be-
tween the two dies and with such dies if the

necessary pressure is applied it is possible-

to stamp smoothly the entire surface to such
a degree that any subsequent treatment of
55 the spoon -can be. dlspensed w;th If it is

“smooth and glossy as the: dies.

foklncr a_ spoon by way of example,_

4), are provided
metal such as for e\ample tin-and-are pressed

desn'ed to have certain placea of the finished -

altlcular hardness or:strength,
the spoon. blank will be made somewhat
thlchel at these places. During the stamp-
ing operation the pressure il be. corre-
spondmg Iy harder at these places and there-
fore the metal W111 be more commessed ab

spoon. of a,

S0 that thlS p 1t of the spoon Wlll be ha,rder

fmd str01wer than the other palts thereot
The same eﬁ"ect may be obtained by making
the 1“a1Qed p‘nt of “the die Shghﬂy h1gher
Also in, that cage the pressure will be harder
ot stronger at that place and consequently
the metal, will be more compressed d there-
fore the stamping is havder at that place
than at the other places ‘thn p]acmo the
blank € into. the bottom-die. v\hlch i pro-

mded with recesses my and. pressing the LO’J— :

me ‘B, which is furnished with" ploJect n
hpted to pass into.the Tecesses. s of the
bnttom die and to be guided by them, onto

sides. against the walls of the dies if a corre-
spﬂndm pmswne 1s applied and therefore
all smles e. @, also the lateral faces of the
blank Wlll become or- he foumed ]u%t as
An appre-

mable burr cannot be formed if- all: sides- of

“the die B:fit _proper 1y into. the die A. If

the. b]anﬂ C is-thicker between d—d as at
the .or¢ linary blanks, the .pressure “111 be
stronger at that place and-as the n;
not escape, thispart will be more co
‘md thenefme is-harder-and s otI'Ollo"’}

If the. spoons and the like, whiclh consist,

of iron or any, other hard metal and are of

a _cross-sectional area L (Fig. 8) or L/ (Fig.
with a coatmg of a softer

between dies D, D’ or K, T/ 1espect1vely, the

- softer coatin or-metal will be pressed into the
form enclosed by the top- and bottom-diés.

The metal-coating can.be made heavier or
thicker at the bearing surfaces Z of the spoon

or at its edges or corners S or at all places:

which are subjected to the greatest wear, in
that the free space between the ‘top- and
bottom-dies is -correspondingly larger at
those places. Hitherto for instance the coat-
ing of tin: on iron could not be made thick
enough, as it would have been too rough.

‘According to'the invention this is possible

without any difficulty as in the completely
closed dies all parts of a :rouvh coatlncr of
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“the inserted blank, the latter will rest at all
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any desired thickness will be stamped quite
smoothly. Thus by the process according to
the present invention not only far nicer but
more durable spoons, forks and the like are
produced than by the known processes.

It is to be remarked that the essential fea-
ture of that part of the invention relating to
the smooth stamping consists in that spoons,
forks and the like, which have already been
provided with the final shape, are subjected
to a last or final operation, in which by
means of stamping in dies, closed at all
sides, such a smoothness is attained that the
hitherto necessary, expensive and trouble-
some subsequent filing and grinding opera-
tions are not necessary.

T claim:—

1. A process of finish stamping metallic
articles, such as spoons, forks and the like
which consists in subjecting the blank to a
single stamping operation in a pair of dies
the two dies tightly fitting into one another,
so that the material of the article is fully
enclosed at all sides and cannot escape at any
side during the stamping operation to cause
all sides of the article to be provided with a
smooth finish without the possibility of the
formation of any burr, so that any subse-
quent filing’ or grinding of the stamped
article can be dispensed with.

2. A process of finish stamping metallic
articles, such as spoons, forks and the like
which consists in forming the blank some-
what thicker at a place at which it is desired
that the finished article shall be particularly
strong subjecting the blank to a single
stamping operation in a pair of dies the two
dies tightly fitting into one another, so that
during the stamping operation the blank is
fully enclosed at all sides and will be more
compressed at the said place than at the
other places and cause all sides of the article
to be provided with a smooth finish without
the possibility of the formation of any burr,
so that any subsequent filing or grinding of
the stamped article can be dlsrensed with.

3. A process of finish stamping metallic
articles, such as spoons, forks and the like
which consists in subjecting the blank to a
single stamping operation in a pair of dies
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the two dics tightly fitting into one another
and at a place at which it is desired that the
finished article shall be particularly strong
one of the said dies is slightly higher, so
that during the stamping operation the
blank is fully enclosed at all sides and will
be more compressed at the said place than
at the other places and cause all sides of the
article to be provided with a smooth finish
without the possibility of the formation of
any burr, so that any subsequent filing or
grinding of the stamped article can be “dis-
penqed with.

4. A process of finish st ampind metallic
articles, such as spoons, forks and the like
which consists in subjecting the blank pro-
vided with a softer metallic coating to a

stamping operation in & pair of ches, the

two dies: tightly fitting into one another sov
that during the stamping operation the coat-
ing metal 1s distributed over the entire sur-
face of the article and cannot escape at any
side to cause all sides of the article to be pro-
vided with a smooth finish without the pos-
sibility of the formation of any burr, so that
any subsequent filing or grinding can be
dispensed with.

5. A process of finish stamping metallic
articles, snch as spoons, forks and the like
which consists in subjecting the blank pro-

‘vided with a softer metallic coating to a

stamping operation in a pair of dies, the
two dies tightly fitting into one another and
at the place at which in use the finished
article 1s subjected to a greater wear the
free space between the dies is larger than
at the other places, so that during the stamp-
ing operation the coating metal is distrib-
uted over the entire surface of the article
but will be thicker at the place disposed
between the enlarged free space of the dies
and the said coatmcr metal cannot escape at
any side of the dies during the said stamp-
ing operation, whereby all sides of the
article are provided with a smooth finish
without the possibility of the formation of
any burr, so that any subsequent filing or
grinding can be dispensed with.

In testnnony whereof I affix my signature.

ADOLF KLUMPP.
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