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To all whom it may concern.:

Be it known that I, MERRICK D. MARCY,
a citizen of the United States, residing at
Worcester, in the county of Worcester and
State of Massachusetts, have invented a new
and useful Improvement in Dies for Shaping
Spinning-Rings from Sheet Metal, of which
the following is a specification, accompanied
by drawings, representing a completed spin-
ning-ring made by my improved method and
also illustrating the several steps in the pro-
cess, and 1n which—

Figure 1 represents a circular disk of sheet
metal from which the ring is made. Fig. 2
represents in central, sectional view the cup-
shaped form into which the disk is drawn by
the action of a die press with the sheet metal
forming the sides of the cup reduced in thick-
ness and with a fillet in the corner between
the annular side and bottom of the cup. Fig.
2% represents the ring formed by removing
the bottom of the cup. IKig. 3 represents in
central sectional view the punch and die with
a sectional view of the ring as shown in Fig.
2% held therein and showing the first opera-

tion of upsetting the thick edge of the ring -

in forming the flanged track for the traveler.

- Fig. 4 represents the die, shown in Fig. 3,
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with the ring therein, both shown in central

sectional view with the ring represented in
the form produeced by the action of the punch
as shown in Fig. 3. Iig. 5 represents a die
and punch in central sectional view, with a
sectional view of the ring at the completion
of the operation of upsetting and having the
thick edge of the ring as represented in Fig.
4, compressed to form the flanged track for
the traveler. Iig. 6 representsin central sec-
tional view, the punch and sectional die, with
the ring held therein by which the base of
the ring is expanded and Fig. 7 is a view of
the completed ring. |
Similar letters refer to similar parts in the
different figures. _ |
My present invention relates to an im-
proved method of making a spinning ring
from sheet metal, having flanges forming the

track for the ring traveler, integral with the

cylindrical body of the ring and composed of
a single thickness of metal corresponding in
size and shape to the spinning rings now in

general use and adapted to be used with the
ordinary ring traveler. o |

My invention relates toan improved method
of shaping spinning rings from sheet metal 55
and consists-in providing means for holding
the bodyoftheringagainst bending,orspread-
ing, while its edge is compressed, or upset, by
the reciprocating action of a compressing die,
acting against an inclined surface in the ring 6o
holding die, whereby the edge of the ring is
crowded to one side, during the action of up-
setting and also in providing said ring hold-
ing die with a restraining wall, or surface, op-
posite said inclined surface, so as to make 63
the edge of the ring symmetrical with the
body of the ring, and these results I secure
by means of the dies hereinafter deseribed.

The method of making aspinning ring from
sheot metal by means of my improved dies is 7o
as follows: |

A circular blank A, Fig. 1 is cut from a
sheet of sheet metal and drawn into the cup-
shaped form represented at B, Fig. 2, that

| portion of the metal forming the annular ver- 75

tical side B’, being reduced in thickness by
the drawing operation of the punch and die by
which it is stamped into the cup-shaped form.
The plunger, or male die, by which the inte-
rior of the cup is formed, is chamfered at its 8o
end so as toleave a fillet B® between the annu-
lar side B’ and the bottom B2 of the cup. The
bottom B® is then removed from the cup form-
ing a ring consisting of the annular side B’ of
the cup, provided with a thick edge C as rep- 8s
resented in central sectional view in Fig. 22
1The punch and die by which the next opera-
tion is performed is represented in central
sectional view in Fig. 3; the die D being pro-
vided with an annular channel, or groove D’ go
provided with taperingorinclined sides D? D3
and terminating at the bottom in an annular
channel D*having vertical opposing walls and
being of the proper size to receive and sup- |
port the vertical sides B* and B® of the body ¢s
B’ of the ring. The ring in the form repre-
sented in Fig, 2% is placed within the annular
channel formed in the die D as represented

in KFig. 3 with the side B’ held in the channel

D* and with the thick edge of the ring in the 100
beveled channel D’ with the inclined side of

the fillet B* resting against the inclined side
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D3 of the éh.a;nnel D',

 provided with a beveled end E’ adapted to
enter the channel D,

is then brought down
upon the thick edge O of the ring, upsetting
it between the inclined sides D?, D? into the
form shown in Kig. 4 with the thick edge of

the ring pressed into a wedge shape between
The straight

the inclined sides D? and D53,
portion B’ of the ring is then placed in an an-
nular channel F’ of a die plate F, with the

wedge-shaped edge C projecting above the

faee ofthediel. A plunger G is then brought
down upon the edge C compressing it into
the form shown in ]_‘lﬂ‘. 5 having an interior
flange H and an exteriOr ﬂange H’ lying in
the same plane andintegral with the body B’

of the ring; the flanges H and H’ forming the

track for the ring traveler. Thering is then
placed upon the anvil block I and between

the fixed jaw I’ and a movable jaw I2 having

- flaring faces I3,I%,and the body B’ of the ring
.18 then expanded forming a flaring base J,
~as shown in Fig. 6 so that the outer edn*e J’ of

_.25

the flared sectlon is preferably of the same di-

ameter as the outer edge of the exterior flan oe

- H’; this operation is accom phshed by a suit-
.ablv shaped plunger K.
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The several Opera,tlons I have descrlbed
are performed in a die press employed in
sheet metal work and astheoperation of such
a die press is well understood, I have not
shown or described the same.

I do not confine myself to the speclﬁc form

of the dies as shown, nor to the exact suc- |

cessive steps in the process as described, as

~both can obviously be varied somewhat with-

40

out departing from the scope of my present
invention. After the expansion of the base
of the ring, the edge J’ and the edges of the
external and 1nternal flanges H and H’ are
frimmed, in order to form a track for the ring
traveler of uniform width and having concen-
tric edges.

Durmn' the operation of stamping and up-

setting it will ‘be probably found necessary |

to a,nnea,l the rings and after the edges have
been trimmed as .:Lbove mentloned the com-
pleted ring is hardened by case hardenin o, or
otherwise, and the surfaceof the flanged track
thoroughly polished to {it 1t to receive the
ring traveler.

I am aware that a method of forming a
spinning ring from sheet metal was shown

" and described in Letters Patent of the United

55

~ which the edg’e of an annular .ring‘was bent | s

60

States, No. 216,731, issued June 24, 1879, by

over upon itself to form an outer and inner
flange for aring traveler, one of said flanges
being formed of two thicknesses of metal and
I do not claim the method described in said
patent, as the process herein deseribed is one
of upsetting and not bending.

I amalso aware thata method of upsetting a
spinning ring from sheet metal was described
in Letters Patent No. 216,730, 1ssued June 24,
1879, in which an annular ring having a thick

515,40‘3"

An annular punch E | body of the ring from. bendmg, while the
thick edge. of the ring was pressed into an

7o

outer and inner ﬂanﬂ'e forming a track for
the ring traveler, and my present invention

consists of an improvement in the process of

upsetting the flanges described in said pat-
ent.

thick edge of the annular ring which over-

My process involves an intermediate
‘step, not shown in said patent, whereby the

75

hangs upon the inside of the ring is upset, so

as to form a V-shaped edge, by being com-

pressed between the inclined walls D2 D3, of

an annular channel D’; the inclined walls
D” pressing against the 111(311ned side of the

30

fillet B2, while pressure is applied to the
edge of the ring, which cerowds the metal

against the inclined side D?, causing it to flow
outwardly, at the same mme restlammﬂ' the

outward flow of the metal, by means of the

inclined side D% so as to form a V-shaped
head symmetrleal with the body B’ of the
ring. The method described in Patent No.
216, ,730 upsets the thick edge of the ring over-
ha,nﬂmﬂ' upon the inside of the ring, mto a
ﬂa,nn‘ed track extending equally and sym-
mptrleally upon both SIdes of the body of the

ring, by a single operation while the method
forming the subJeet of my present invention,

first forms a symmetrical V-shaped edge, by
means of upsetting the inwardly overhang-

 ing edge between the inclined restra,lmnw

walls D2 D3 and subsequently compressmﬂ*

‘said symmetl ical V- shaped edgeintoa ﬂa,n ﬂ*ed

track, as described.
VVhat I claim as my invention, and desire

‘to secure by Letters Patent, is—

1. The combination of a die for shapmcr a,
spinning ring fromsheet metal, provided with

| an annular channel having its lower section
| provided with opposing walls ada,pted to bear -

agalnst the opposite sides of the ring, where-
by said body of the ring is restrained from
bending, or spreading, and having the upper
section of said annular ehannel provided
with an inclined surface upon oneof itssides,
whereby the edge of the ring is crowded to-

ward the opposite side of the channel by the

movement of the metal along said inclined
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surface, by means of pressure applied to the

edge of sald ring, and in a line parallel with
its axis, and a compressing die by which
pressure 1s applied to the edge of the ring in

a line parallel with the axis of ‘rhe ring, sub-

stantially as deseribed.

2. The combination of a die for shaping a

spinning ring from sheet metal, provided with
an annular chan nel having ltS lower seection

adapted to fit the body of the ring and hav-

1ing 1ts upper section provided Wlth an in-
,chned surface on one side to ecrowd the edge

of thering toward theopposite side of the chan—-
nel, and ha,vmﬂ' the opposite side of the echan-
nel correspondm glyineclined, so that the edge
of the ring when upset between said 1nclmed

| sides, be S}rmmetucal with the body of said

ring as held in the lower section of said
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edge was held In a die, which .restrained the channel and a compressing die by which the |
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- edge of the ring is upset between said in- | sides D® and D3 and upset the edge of an an-
clined sides, substantially as described. . | nular ring into a V-shaped edge, symmetri-
— 3. The within deseribed dies for forming a | cal with the body of the ring, substantially
spinning ring from sheet metal and consist- | as deseribed. | |
5 :l'mg ol’i a rinlg ﬁ?lging dciie D Eavin]g an annu- Dated this 5th day of July, 1893.
ar channe ormed with inclined sides - - |
D# and D53 said inclined sides terminating in | MERRICK D. MAROY'
an annular channel D* and an upsetting die| Witnesses: :
K, provided with an annular beveled edge RuUurus B. FOWLER,
10 K/, adapted to enter between the inclined| =  EmmA KESTER.
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