HOW PERFIN MACHINES ARE MADE

First, there are six different types of
Perfin Machines. There are those with one,
two, three, five, ten, andone hundred dies.
To the best of my knowledge, only the "SP"

and the "GT" have tne 100-die models. Sone
are operated by hand, and some by electiric
notor, but the actuzl operation of the
machine has notning to do with +the way it
.is constructed.

The one-die machine is made ifferently
from the others. Two steel bars, =about

three feet in length, are bolted together.
The Temzle bar 1s one inch wide and zbout
one-eizhin inch thick. The make bar is the

seame width, but about three-eighths of an
inch thick. Fer the drilling operation,

the femzle bar 1s uppermost. The desirec
design is drawn carefully on-the female ber
in vencil, and then & high-speed cérill with
2 7/16%th inch stop on it, is direciedto the
starter dents. and_ ez hole is drilled com-
nletely ‘through the femzle bar, but not
guite through the mzle bar. The automatic
stocp tekes care of that.

Tne Two bars are then placed on & power
shezar anc cut off, so that the <Two pileces
ccntezining the holes are eabout one-inch
sguare. Then the pins are cériven in the
mzle bar, but are not welded or fastened in’
eny wmanner. (This expleains why they some-
times come out!) Tne pins stick out about
one-hzlf inch on the mele bar. This bar is

then welded to <tThe Perfin Machine, and
zlveys to the top of the machine.

lext, the femzle bar is place over the
mzle section (pins will be in the Ifemzle

slots or holes), the .machine is closed, anc
then is welded into place. Tne method used
explzins why there are times when the holes
mzde are Hot precisely evenly spaced, SOE€
being & bit close. This has 2ll been hand
work, and the accuracy depends on the pun-
ching operation. '

" In meking multiple die-heads Ifor Perfin
Mzchines, an entirely different method ds
used. The design i1s not marked on the bar,
but is marked on a one-inch-wide wmetal ten-
nlzte. This <template 1s then drilled and
exzrined by holding up to the light to en-
sure correct spacing of the holes, with a
resultant better spacing of the noles.

Tnis thin templzte is then plezced on top
of tne fenmele Dzr, 10 wnich has been Dbolted
the nmzle ovar, =&nd the holes are drilled
through %nhe two ders, wmuch in the saneman-
ner azc for tnhe single die-head. liext, the
<erplate is moved zcross about an inch orn
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the two bars znd the next set of holes is
érilied. Tnis process continues until the
correct numberof holes has been drilled in
each of the dies which appear on thebar.
This may be two, three, five, or ten dies.
Tnen the two bars are sheared to the proper
length that accommodates the number of
die-heads that are being nade. They are
then pinned, and welded, in the same manner
2s the single die-bars were done. Now, 1if
the template was right-side up, or wrong-
side up, it makes no difference to the wor-
ker who drills the holes, rprovided that he
starts and finishes the same way.

Tne template 1is maerked and stored away,
so thet if, 2t some later date, another
machine may be ordered, then the same tem-
plate is brought out and 2 new multiple die
is made. If there were two ten-die machines
pade, by the time the twentietnh setof holes
nhes bpeen drilled, the templzte holes may Dbe
considerablyat variance with the first hole
drilled.

There is one other conslderztion. The
tenplate is very thin, perhaps about 20-
gzuge. It is much softer than the steel
bers, ané of course, many times solter than
the extremely hard steel drill. Tnerefore,
2fter drilling through the holes severzl
times, the template holes keep getiing lar-
ger and lerger, withthe resulting variation
in size zs the end of the bit 1is reached.
Tnus it is easy to understand why sone
slightly cifferent sized Perfinszare made by
the same head of one machine. These slighv
¢ifferences rerely indicate that & new
machine has been made. The human equation
is ever presentin the severel steps of man-
ufacture, and difference of 1/4% to 1/2 mm.
can usually be ignored.
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