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To all whom it may concern.:
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Be it known that I, CARL MEYER, A sub,] eet

of the King of Prussm, and a remdent of |

Dortmund, in the Kingdom of Prussia, Em-
pire of Germ&ny hmre invented new and

‘useful Improvements in the Manufacture of

- Hollow Bodies, (which have been patented in

- Germany, No. 86,277, dated July 23, 1895,) of

- which the followmﬂ* {s a full, clear, and exact
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description.

My invention relates. to the manufacture of

seamless hollow bodies, and has for its object
to produce such bodies from plates or sheets
without materially altering the original dis-
tance of the particles of material in a radial

direction—thatis, in a direction outward from

the central portion of the blank..

To this end my invention consists in the'

novel features heremafter descllbed :;'md
claimed. | -
Reference is to be had to the aeeompanj« ing

“drawings,forming a part of this specification,
in which similar cha_racters of reference indi-

cate corresponding parts in all the figures.

Higure 1 is a diagrammatic section of a
hy dlauhc press with a blank 1n position.

- Kig. 2 shows the same parts at the end of the

opelatlon ‘Figs. 3 and 4 are views corre-

- sponding to E Tlfrs 1 and 2, showing a different
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form of blank Fig. 5 is a plan of the ma-
trix employed in the construction illustrated
by Figs. 5 and 4. Figs. 6 and 7 are analo-
gous views with still &nother form of blank

also with a different mandrel. Fig. 8 is
cross-section of a grooved ma,ndwl such as

shown in Figs. 6 and 7. Fig. 9 is a side ele-

- vation and a plan of a blank such as shown
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~ In Figs. 1 and 2; and Figs. 10,11, and 12 are
- a plfm, an edge view, and an elevation at a

right angle to one of the side faces of a square

- blank shaped according t0 my invention.

In carrying outmy invention I may employ
any suitable form of press or die.
ings show a matrix b, upon which is adapted

to descend the stamp ¢, receiving the inde-
,pendently-—mov&ble ma;ndrel d. The blank

~a is adapted for insertion between the stamp
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¢ and ‘the matrix b, the 1&1]1361’ having a suit-

able cavity for this purpose. .

The blank I employ is of pecullar forma-
tion. The thickness or shape of the central

portion o'—that is, the portion adapted to

The draw-

p

‘mately so.

l

come dllectly under the mandrel d and of

equal area with the end thereof-——may be uni-

form or not, as desired; but the marginal por-
tion a?of the blank—-——that is,the portlon which
is bent toward the mandrel during the opera-
tion of the press—is so reduced in thickness

outwardly that within.said marginal por-

tion the area of SLmﬂar coneentmc CTOSS-8ec-

asarule,is parallel to the outline of the blank
proper. Thus with a blank having a circular

mentioned will be cylindrical.
blank has a square outlme, the cross-sections
will be according to quadrilateral (square)
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tions taken at any distance from the center
| of the block shall be constant, or approxi-
These cross- seetlons are to be
taken parallel to the outline of the mandrel,
‘orof the central portion of the blank, whleh

outline, as in Fig. 9, the eross- sectmns above
"When the -
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prisms, as mdlcated by dotted lines in Fig. 10. -

The operation simply consists in heatlnﬂ

the blank, (although this step may be omit-
ted,) 1nsert1nﬂ' it in the press, (see Figs. 1, 3,

and 6 ,) and aetuatmﬂ' the mandrel to force

matrix.
tially retains its sh. ape; but the marginal por-
tion, which at first is not directly en ﬂ*awed by

the mandl el, 18 gradually forced 1nwa,rd to
engage the perlpheral surface of the mandrel.
In this opelatlon the

(See Flﬂ‘% 2,4,and 7.)
metal 1s not mateually stretched in a radial

direction—that is, the length of the hollow

body produced is substantlally equal to the

blank. The blemk however 1s contracted,

the contraction obkusly bem o greatest near
9°

the outline and least at the ;Junctmn of the
marginal portion with the central portion.
The reason for making the marginal portion
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the central portion of the blank through the
The said central portion substan- |
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‘width of the annular marginal portion of the

of the blank deeleasmﬂ* in th1ck11ess out-

wardly will now be obwous
traction is greatest it causes the greatest in-
¢rease in thlcknessj and therefore the blank

should be of less thickness at such places if

it is desired that the finished mtlele should
have walls of uniform thickness.

into a substantially plane article.
The blank need not have a ﬂat or absol ute]y

Where the con-
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The thick-
ness of the blank at different points therefore

is such as would be produced by stretching
‘the finished tubular article of the form shown
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- plane surface to be engaged by the mandrel, | tate the operation, the comparatively thin
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as shown; but the blank may be somewhat
funnel-shaped. Furthermore,instead of mov-
Ing the mandrel until the article is cylindrical

- or prismatic, as shown, the operation may be

discontinued while the body is still conical or

pyramidal-—that is, widened or flaring at the

top; also, by making the blank of sufficient
dlameter a flange may be produced at the
open end of the finished article.

The blank may be provided with ribs, pret-
erably radial, as shown in Figs. 3, 4, and 5.

In the operatlon of the press “these ribs are

united with the remainder of the material, so
that they will no more project therefrom: but
they will materially strengthen the finished
article. Suchribs may of course be provided
as well on polygonal or other blanks.

I may also employ a blank with plain sur-

faces and produce thereon at the same time
the hollow body is formed longitudinal ribs,
either interiorly or exteriorly. In the former

case the mandrel is Q,'IOOVGd longitudinally, |

(see Figs. 6,7, and 8,) while in the latter case
the grooves 'will be promded on the matrix.

When the blank is heated in order to facili- |

outer portion obviously is heated more than
the thicker inner portion, and this 1s an ad-
vantage, since more heat 1s required at the
outer portion, where the greatest contraction
has to take place.

What I claim, and desire to secure by Let-

ters Patent, is—

The herein - described blank for a hollow
body, consisting of a plate whose thickness
within a marginal portion extending from the
peripheryinward up to a predetermined dis-
tance from the center increases in such pro-
portion that the area of similar concentric
Cross - sections taken within said marginal
portion at any distance from the center of the
plate shall be constant, substantially as set
forth.
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In testimony whereof I have signed my 45

name to this specification 1n the presence of
two subscribing witnesses.

CARL MEYER.

Witnesses:
H. . HESS,
OrT0 KONIG.
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