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- To all whom it may concern:
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- Be it known that I, WILLIAM MCAUSLAND,
a citizen of the United States, residing at

Taunton, in the county of Bristol and Com-

monwealth of Massachusetts, haveinvented a
new and useful Improvement In Devices for

Stamping or Shaping Metallic Articles, of

which the following is a full speo1ﬁoatlon
My invention IeIa,tes to the manufacture of

hollow metallic articles which are stamped or

formed up from sheet metal; and it consists

in anew and improved devi 1oe hereinafter de-

scribed in detail whereby the result is accom-
plished in a cheap and expeditious manner.
Heretofore in the manufacture of hollow ar-
ticles from sheet metal the result has been ac-
complished only after subjecting the blank to
a numper of operations, each operation or
course bringing the article a little nearer to
the form desired. Kach of these courses re-

‘quires a piece A and piece B', and each course

requires one or more blows, one to form the

blank and the others to smooth the flange of

the blank, which is crimped or puckered by
the first blow. It has been also necessary to
anneal the blank after each course. It will
be seen that when the article formed has any
depth the processis a laborious and expensive
one. With my device it is possible to form
up an article with but one piece A, as here-
Inafter described. |

Referring to the accompanying drawings,
Kigure 1 shows in vertical section my device

Wlth the blank held in the piece A before be-

ing struck the first blow. Fig. 2 shows the
same parts atter the first blow has been struck
and the piece B’ withdrawn. Iig. 3 shows
the blank in the piece A before bemcr struck
the second time, and also the piece B2 all in
vertical section. Fig. 4 showsthe same parts
as Fig. 3afterthe second blow has been struck.

K1g. 5 1s a perspective view of piece E. Fig.

6 18 a perspective view of piece C, which I
preferably make with its center to conform in
shape to the piece to be produced. Iig. 7 is

a vertical section of piece E. Fig. 8 is the

same as Fig. 1 except that another method of
securing togetherthe pieces A and C is shown.

In the drawings the piece A is suitably held
onthebedofa drOp orotherpress. 'I'he pieces

B’ and B*2 which are respectively for block- |

'edﬂ'e of the die.

mg and finishing, are suitably a,tta,(,hed to the

piece BB of the press.

The pieces B’ and B? are pletelably made
~of soft metal suitably shaped to the piece A.
The piece B’ fits the die only at and near the
bottom, leamno' considerable space around
the sides.

The finishing-piece B? is made to
fit the face and cavity of the piece A accu-

rately, as shown in Fig. 4, so that ahything

placed in the piece A will be forced into every
part of it.
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“T'he blank S is held in pOSltIOIl on the piece

A by the piece C. (Shown in Figs. 1 and 6.)
This is held firmly by the pieces: D D, which
have in their upper ends the pieces d d and

whose lower ends engage with the hole or an-
nular slot ¢ of the piece A, so that they can
be 1ead11y adjusted or removed.

The piece
Cmayalsobe screwed to the piece A, as shown
in Fig. 8, by providing it with the down-
wardly-projecting internally-threaded flange
¢, which engages “with an external thread o
on the outside of the
serves to hold the metal and keep its outer

edge from puckering as it is drawn over the.
By this application of the

piece C to an irregular-shaped piece A, I
avoid the necessity of flattening the flange of
the blank after the first blow has been Struok

which would harden the flange and necessi- )
| tate annealing.

Resting on the 'fa,oe of the piece A, I pla,oe

before the first or blocking blow the piece E,

upon which the blank S rests the whole bemﬂ'
clamped together by a olamp or other suit-
able deV:Loe T'he piece E lies around the
opening of the piece A and has its inner lip
e turned down so thatit pr ojects slightlyinto
the opening, as shown in the drawings, the

inwardly-turned lipe of the piece E ﬁttmg ac- -

curately into the piece A all around the edge.

| This piece E is an important feature of my

device, as it presents a smooth rounding edge
over which the metal of the blank can be
drawn without straining it, as would . be the

piece A. This piece C
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case if it were drawn over the edge af of the

piece A, which is necessarily made sharp in
order that the finished article may have a

‘sharp corner s between its body and flange

after it has been driven home in the piece A
by the piece B°. The piece E also allows the
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blank S to be forced into the piece A by the ]

first blow, as shown in Fig. 2, which shows
the blocking force withdrawn after the first
blow. It will be seen that the blank touches
the piece A only at and near its bottom, but
on account of the thickness of metal in the
piece B it does not fill the upper part of the
piece A. This is better illustrated in Fig. 3,

which shows the blank in the piece A after.

the piece E and piece C have been removed,
which is the position it is in before being
struck by the piece B~ '

As described, the finishing force fits the
face and cavity of the piece A accurately, so
thatit forces the blank into the piece A, press-
ing it into its remotest corners or irregulari-

 ties and also smoothing out any irregularities

20

or flutings which the blank may have in con-
sequence of the first blow. This result is
made possible by the fact that the blank does
not completely fill the piece A after the first
blow, as hereinbefore described. The finish-
ing force also leaves the corner s sharp, so

that the flange can be trimmed off, as is usu-

ally done. |
What I claim is—

1. A device for shaping hollow metallic ar-

ticles from sheet metal, consisting of the
pieces A, If, and C rigidly connected together
in combination with the piece B, all arranged
and operated substantially as deseribed.

2. In a device for shaping hollow metallic

articles from sheet metal, a piece A and a

piece C in combination with a piece K rigidly
held between the pieces A'and C, all arranged
substantially as deseribed. o

3. In a device for shaping hollow metallic
articles from sheet metal, a die provided with
a piece E having its inner edge rounded over
substantially as shown and deseribed.

In witness whereof I have hereuntoset my

hand. ~ - o
WILLTAM McAUSLAND.

Witneszses: ~
LEwIS A. HODGES,
. 1. FisH.
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