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To all whomy it may concern :

Beit knownthat we, ANDREW BRUSTLEand
ANDREW SIEGEL, of Hyde Park, in the county
of Norfolk and State of Massachusetts, have
invented a certain new and useful Improve-
ment in Punching-Dies, of which the follow-
ing is a description sufficiently full, clear, and
exact to enable any person skilled in the art
or science to which said invention apper-
tains, to make and use the same, reference be-
ing had to the accompanying drawings, form-
ing part of this specification, in which—

Figure 1isa vertical longitudinal section of
the movable setting-die; Fig. 2, a like view of
the stationary or bed setting-die; Figs. 8 and
4, respectively, vertical transverse sections of
the dies shown in Figs. 1and 2; Fig. 5, aver-
tical longitudinal section of the movable fin-
ishing-die; Fig. 6, a like view of the station-
ary or bed finishing-die; Fig.7and 8, respect-
ively, vertical transverse sections of the dies
shown in Tigs. 5 and 6; Fig. 9, a vertical lon-
gitudinal section showing a blank before it is
punched; Fig. 10, a like view showing the
blank as it leaves the setting-dies; and Fig.
11, a longitudinal section of the blank as it
leaves the finishing-dies.

Like letters of reference indicate corre-
sponding parts in the different figures of the
drawings.

Ourinvention relates to that class of punch-
ing-dies which are employed in punching and
forming the joint-hole in the handles of for-
ceps, pinchers, &e.; and it consists in anovel
construction and arrangement of the parts, as
hereinafter more fully set forth and claimed,
by which more effective devices for this pur-
pose are produced than are now in ordinary
use.

For convenience of reference we denomi-
nate the dies, by which the handles are par-
tially punched the ‘‘setting-dies,’ ’these being
shown in Figs. 1, 2, 3 and 4, and those by
which the process is completed the ‘“‘finishing-
dies,” the latter being shown in Figs. 5, 6, 7,
and 8.

The nature and operation of the improve-
ment will be readily understood by all conver-
sant with such matters from the following ex-
planation.

In the drawings, A represents the Dody of

Serial No. 186,638, (No model.)

the movable or upper setting-die, and I the
body of the stationary or bed setting-die.

The upper die, A, has & stock, C, detacha-
bly fitted into its lower face by an ordinary
tongue and groove, m, and is provided with a
downwardly-projecting punch, , which is de-
tachably fitted into said stock.

The bed setting-die I3 is grooved longitudi-
nally on its upper face, as shown at f, and
provided with an upwardly-projecting punch,
d, which is arranged centrally 1a said groove,
but not precisely under the punch «, the rela-
tive positions of said punches being shown in
Figs. 1 and 2.

A stripper, D, is hinged at », in the groove
f, said stripper being provided with a latter-
ally-projecting flange, ¥, at is lower edge, hav-
ing a hole, », through which the punch d pro-
jects. A removable plate, i, is secured in the
groove f opposite the stripper D, which may
be readily replaced when worn by use. A
pendent hook, I, is jointed to one end of the
body of the movable setting-die, said hook
being adapted to engage a projection, ¢, onthe

end of the stripper D,when said die descends

to its fullest extent.

The body of the movable setting-die A is
dovetailed, as shown at #, to fit a correspond-
ing groove in the carrier of a press, and the
body of the bed setting-die B dovetailed, as
shown at b, to fit a corresponding groove in a
supporting-bed.

Referring again to the drawings, J repre-
sents the movable finishing-die, and I the bed
finishing-die. The movable die Jis provided
with a downwardly-projecting clongated de-
tachable punch, I, and the bed-die K with a
flaring socket or mortise, M, from which a
hole, ¢, adapted to receive the punch L, opens
downwardly through the bottom of the die.
Fitted into the socket M there are two clamps,
z, adapted to work vertically in said socket
on the guide-serews ¢, the inner ends of which
enter groovesh,in the outer faces ofsaid clamps.
Arranged horizontally in suitable sockets
formed in the inner faces of said clamps there
are two short rods, ¢, provided with coiled
springs k, which act expansively to foree said
clamps apart. Corresponding shallow verti-
cal grooves, [, are formed in the inner faces
of the clamps ¢, for receiving the punch I,
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and there are also deeper corresponding trans-
verse grooves w, formed in the inner faces of
said clamps for receiving the blank shown in
Fig. 10. The flange y of the stripper D is
thickened or raised near its hinged end, as
shown at e, to properly support the blank.

In the use of our improvement, the blank

" shown in Fig. 9is placed in the bed setting-die

10

15

25

30

~ 'in the groove .

40

45

vso

B, with thelower face of the part n resting on the
raised part e of the flange %, and the shoulder
J of said blank on the punchd. The movable
die A is then caused to descend, forcing the
punches d zinto the blank and partially punch-
ing the same, the punch d forming the inden-
tation 14, and the punch z the indentation 15,

as shown in Fig. 10, after which the die A is’

raised, the hook H drawing up the stripper D
and disengaging the blank from the punch d.
The blank indented or partially punched, as
shown in Fig. 10, is then placed in the grooves
w in the clamps 2, with its shoulder j resting

on the shoulders 24 in said grooves, and its’

parf # in that portion of said grooves marked

25. (See Fig. 6.) The dieJ is then caused to:

descend, the punch entering the indentation 15
in the blank, and foreing the blank and clamps
2z downwardly into the socket M. 'The inner
faces of the clamps 2z are vertically arranged in

parallelism with each other, but their outer-

faces areinclined cr wedge-shaped, and as they
descend into the flaring socket M the clamps

are forced inwardly, compressing the springs

I,and grasping the blank firmly between them

reach the bottom of said socket, said punch

continuing to descend will punch out or re-:

move the piece 20, between the indenta-

tions 14 and 15, thus completing the forma-:
tion of the joint-hole 22, as shown in Fig. 11.

The blank,being grasped firmly by the clamps

2, willbe prevented from unduly bulging at the |

sides opposite the joint-hole 22 by the action of
the punch I in removing the pieece 20, said
piece falling through the hole a when set free.
The blank having been punched by the punch
L, as described, the die J is raised, thereby
drawing upward with it the blank and clamps
2; but as the elamps ascend into the wider por-
tion of the socket M they release their grasp on
the blanlk, which is stripped from said punch,
when the clamps are caused to cease their up-
ward movement by the serews g striking the

. lower ends of the grooves 7.
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The dies JX are respectively provided with
dovetails,in like manner and for.the same puxr-
pose as already described in respect to the dies
A B.

Both sets of the dies are designed to Le dis-

‘When clamps forced down- -
wardly in the socket M by the punch I

posed in the same press; but, if desired, the set-
ting-dies A B may bearranged in one press and
the finishing-dies J K inanother, it not being
deemed essential to show the press or presses,
which may be of any suitable form and con-
struction.

‘We do not confine ourselves to the use of the
grooves/and serews g to guide the clamps and
prevent them from being withdrawn from the
socket M, as any other suitable means may be
employed for thesame purposes; neither do we
confine ourselves to the use of the plate E,rods
i, or springs %, as the plate and rods may be
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omitted,and aspring orspringsofanother form .

employed, if desired.

Having thus explained our invention, what’

we claim is—

1. In a device for forming the joint-hole in
pincher-handles, forcep-handles, &ec., the die
A, provided with the punch z, and hook H, in
combination with the die B, provided with the
punch 4, and stripper D, substantially as de-
seribed.

2. The plate E, in combination with the die
Band stripper D, substantially as and for the
purpose set forth. :

" 3. In a device for forming the joint-hole in
pincher-handles, forcep-handles, &ec., the die
J, provided with the punch L, the die K, hay-
ingthe flaring socket M, and hole ¢,the clamps
#, provided with the grooves lwh and springs
Ik, and the screws g, combined and arranged to
operate snbstantially as described.

4. In a device for forming the joint-hole in
pincher-handles, forcep-handles, &c., a mov-
able die provided with a downwardly-project-
ing punch and hook or cateh, in combination
with a bed-die provided with an upwardly-
projecting punch and stripper, said hook or
catch being adapted to engage thestripper and
disengage the blank from the lower punch as
said movable die is raised, substantially as set
forth. L

5. In a device for forming the joint-hole in
pincher-handles, forcep-handles, &c., a mov-
able die provided with a downwardly-project-
ing punch, in combination with a bed-die pro-
vided with a flaring socket, clamps adapted
to wedge in said socket and grasp the blank
to be punched, a spring or springs for expand-
ing or opening the clamps,and means for stop-
ping the upward movement of the clamps to
enable the punch to be withdrawn from the
blank or stripped, substantially as deseribed.

ANDREW BRUSTLE.
ANDREW SIEGEL.
‘Witnesses:
C. A. SHAW,
L. J. WHITE.
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