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 The final step in the die production process is the working die.  We have seen that the entire process 
starts with a galvano, a model anywhere from 12 to 15 inches in diameter.  The design on the galvano is trans-
ferred in the Janvier Reduction Lathe to the face of a steel rod.  The face of that steel rod is the same size as 
the coins that will be produced.  This steel rod becomes a master hub.

 We have also seen that there can be slips in the 
design transfer process which will lead to doubling on the 
Master Hub and that this doubling will affect coins over a 
period of several years.  The Master Hub is then used in a 
hubbing press to make a Master Die for a given year.  Prior 
to 1997, it required multiple hubbings in the hubbing press 
to produce a satisfactory image on a master die.  If there 
was any misalignment between the images on the Master 
Hub and images already on the Master Die when another 
hubbing was made, doubling resulted on the Master Die.  
This doubling would then be found on all coins of that 
denomination for that given year.

 Assuming we have a normal master die, the master 
die was then used in the hubbing press to make Working 
Hubs.  Again, multiple hubbings were needed prior to 1997 
and once again any misalignment of images between the 
Master Die and the Working Hub would produce doubling.  
This doubling would then be transferred to possibly hun-
dreds of working dies for that year.  The result would be 
doubling that is fairly common but not on all coins of that 
denomination produced that year.  Some collectors still 
value these and try to assemble collections of as many dif-
ferent working dies affected as possible.

 Once we have satisfactory working hubs, it is time 
to produce the Working Die.  The working dies are the 
workhorse in coin production.  They are installed in the 
coining presses and do the actual striking of the coins.

 The Working Die is produced in the exact same 
manner as the Master Die and the Working Hub.  A work-
ing hub is installed in the hubbing press with a steel blank 
inserted directly below.  Several hundred tons of pressure 
forces the working hub into the face of the blank steel bar.  
As the pressure is applied, the steel in the blank rod begins 

to harden very quickly.

 With just a partial impression made, the steel rod 
was be removed from the hubbing press, taken to the an-
nealing ovens where it is heated to soften the metal once 
again, and then it is returned to the hubbing press to receive 
another impression.  As before, if there is any misalignment 
between the images on the working hub and those on the 
incomplete working die, doubling will occur in the area of 
the misalignment when the next impression is made.

 There are several factors that can cause a misalign-
ment of images between the hub and the die.  Each of these 
factors has become one of the “classes” of doubled die 
doubling.  We will begin to explore these various classes 
of doubled die doubling in the coming installments of this 
column.

 As we have noted before, in late 1996 and early 
1997 the Mints began to install single-squeeze hubbing 
presses.  They were installed first in the new die making 
shop at the Denver Mint and then shortly thereafter at the 
Philadelphia Mint.  With these new hubbing presses the 
mints were able to produce finished master dies, working 
hubs, and working dies with just a single hubbing.

 Since doubled dies occurred when there was a 
misalignment of images between the hub and the die in the 
multiple hubbing process, the possibility of doubled dies 
being produced was cut to nearly zero.  This means that for 
coinage produced after 1997, it is highly unlikely that the 
doubling found on a coin will be the result of a doubled die.  
There are other factors that produce some fairly common 
forms of doubling on coins which most serious doubled 
die collectors view as worthless forms of doubling.  Again, 
we will explore these other common forms of doubling in 






