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- the material secure while it is pressed, a ring
¢, running around the upper die, is used
which ring allows on]y so much play for the
material as is required in the graduated pres-
sure.

Figs. 9 to 11 show also such upper die 0’
and lower die D, in the employment of which
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(No model.)

To all whom it may concern:
Beitknown thatl, JoHA

Hungary, haveinvented Apparatus for Form-

ing Metal Casks and the lee of which the |
-followmn' 18 the specification.

My invention relates to means by Whlc]l

two plates of homogeneous iron of correspond-

ing size and den51ty are first pressed into the

sha,po of the barrel-halves of even size and
the edges of these two barrel- halves, or, if so
desued the whole barrel-halves, a,re ta,pped
with corrugations or screw-thr eads
these two halve% have been serewed together
the threadsare pressed into firm oontaot thus

securing a good and secure stiffening of the

barrel and lendellnﬂ the same hqmd and air
tight.

In the aooompanymﬂ* dra,wmﬂ*s Figures 1,
2, 8, 4, 5,and 6 show the means bv whloh the

metali isstam ped or pressed to pr ovide a blank
of the general form required. Figs. 7 and 8

are su‘mlm views showing the dies fm smooth-

Ing out the blanks. Fws 9,10, 11, and 12 are
Seotlons of modified fOl ms of dles Kig. 13 1s
a sectional view of the former.
15 are detail views thereof.

are views of modifications. Fw 18 is a sec-
tional view of means for compressing the cor-
rugations of the blanks. Fig. 19 shows the

__ holder for the blanks, and Figs. 20 and 21
1llustrate the action of oomp1 essmﬂ the COr-

rugated joints.
The means for pressing the matellal con-

81st of a number of upper dies b’ and matrix-

diesd’, which are so constructed that star ting
from the first upperdie b’ and the corr ebpond-

ing female die d', Fig. 1, each successive one
1S of a oouespondmﬂly-lal ger diameter than

the preceding one—q. e. they are increased by
onenumber oronegr a,de-——so that each barrel-
half so tr eated will show corresponding steps
or flanges ¢', Figs. 4 to 6, on account of the
ﬂmdes and . the ﬂ'mduoted pressing at each
expansion of the material. In order to hold

ANN HARMATTA, en- |
‘gineer, of Szepesvﬁbml;]a, in the Kmﬂdom of | of smallest diameter..
obtained is then operated on between a shap-

ing matrix-die a,nd an upper die, Figs.7, 8, and

After

Figs. 14 and

Figs. 16 and 17 | a lathe.

| the ﬂlargest _.diamétor is used first and the

pressing ends with the application of the dies
- The barrel-trunk thus

12 and the steps ¢’ are pressed out smooth be-

_tween them, thereby giving the proper shape

to the body of the bmrel as in Kig. 8, The
rolling out of barrel-bodies which hf-we come
out toothick and the smoothing of such barrel-
bodies are effected by the means usually em-
ployed forsuch purposes. The barrel-halves
are’now joined together by corrugated por-
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tions, and the devices serving for this purpose

are %hown in Kigs. 13 to 17.

As demonstrated in Fig. 13 of the dr awings,
a holdfa,st-plate e, couespondmﬂ* to the lower
part of the barrel, is set on a shaft 3 Closely

to said holdfast- plate e* another plate 13 is
| set on the shaft d® together with the fm mer.
This plate f* carries a loose spiral g3 which |

isvaried in its pitch in proportion to the depth
of the thread to be produced. This device
works in the following manner: The one half
of the barrel a° is put upon the plate or disk
e® and locked by a second holdfast-disk b3 into
The material of the ba,rrel-trunk
protrudes a little beyond the spiral ¢°. The
barrel-trunk which has been thus put in is
now set to revolve togethel with the bodies
b® e® %, and the material ¢ is driven into the
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interstices or grooves of the spiral by means of

an appropriate pressure-roller. Thereby the
material a® contracts the spiral ¢, and as soon
as the spiral has been so contracted and the
material has settled entirely in the interstices
or grooves, as shown in Iig. 14, the screw-
thread is produced. Supposmﬂ' that the hold-
fast e¢?, Fig. 13, rotates with the shaft d? when

the splml ¢®is open and that the presser-roller

M intended to press in the thread has pressed
in the sheet-iron ¢® just a little only, the op-
eration would be as follows: This slight im-
plessmn has been sufficient to oontmot the
spiral ¢g°a little. The corrugated i impression
of the sheet-iron a?, though, has made 1t 1m-
possible for the Spll&l to shp out, and by the

further action of the presser-roller the corru-

gated impressionwill become deepei whereby,
as a matter of course, the spiral ¢° will con-
tract more. The action of the presser-roller

| is then maintained until, as shown in Fig. 14,
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- the spiral d? is completely contracted. There | the present invention, is arranged as shown:
18, therefore, properly no direct connection | in Fig.18. This pressure device is raised to
~ between the presser-roller and the spiral. | the screw connection of the barrels by the .
. Suchconnection exists only between thesheet- | usual expedients, so that their bulge or collar 7o
-3 iron and the spiral. In order to supply the | K* stretches between the disks a* at. - When
------ . ?ba,rrel-trunks w1t]1 threa,ds of les.:-.-,er depth and | the barrel ¢* 4" is made to revolve, the disks
- |-at g and the collar A* will rotate together
L laround the shaft d* and the latter will re-.

volve around its own axis in the bearings f* 75
f4 wherein the nut c¢*is gradually moved un-.
til the corrugated joint has obtalned the form:
repr esented in Fig. 21, in which the sides of

_____ the corrugation k*are pressed together. - This .
- these Spll‘al Sprmﬁ"s, Fig. 16, and the result ]madua& movement of the nut c""* is obtained 8o

10 .15 is prowded Wlth_holes 23 at its bottom—-m'

.. thepresent case say six—Iinto which protrud- |

______ . ing spiral sprinﬂ's are inserted, which can be
B ;taken out again. The disk f3 rests against

Lo : SR o - 15 is that when the material is driven into the | by means of a spanner or other suitable tool. -
. ‘thread of the spiral ¢® the latter is only par- | Such compression of the corrugated joint ob- .

"""" - tlally pressed down and the necessary mate- secure,

tains for the barrel not only a solid, secure, -
EEEEEREAES ;rml 1s fed automatw&l]y Abl ea.kmo' or tear— | -&Hd twht connectmn but also an extraord1-= E

20 aCtIOH If tI"HIﬂ:{S Of Sl'lﬂ‘ht thmkness Of plate 1
S I S  should be worked thh would not be capa- l ....... o
. -ble of overcoming the elasticity of the spiral ;.;mg- bam els the dles havmﬂ' anmﬂar steps of
'Spllnf’“S set. mto the lmles * and where 1t is | d1ﬂ:‘erent sizes for stretching .the metal sue-

g | cessively, dies for smoothmﬂ‘ out the metal gc
SRS T of the madsenal some of the- spwa,l sprmﬂ's { means for corrugating orscr ew-thr eading the -
S i ATe ‘raken out aecordlnﬂ to the needs of the | barrel-halves eomprising the former:having .
. | S | | ribs with spaces between into which the metal o
LT ﬂ‘one thmun‘h W1th only sueh a number of I of the barrel-sections is forced and means for:
SN SplI‘E’—LI springs as can be overcome by the | compressing the interlocked por tlons of the: 95
- 30 plate strength of the trunk. ' This automatic | barrel, substantlally as deseribed.
----- ... action of _preventingthe breaking or tearing | ' 2. “In combination in a machine for forming
- of the material is secured because the pres- | metal bm rels a former havmw 11bs or pro;;'eo-- o
sure of the springs is so determined as to | o
""" . yield before sufficient pressure is reached as | means ior eompressmﬂ' the mteﬂoeked pm:'-: IC
oo o33 will result disastrously.: Uponthe same prin- | tions: of the sectwns, subsmntmlly as de—; o
. ciple barrel-trunks:can be supplied through- | scribed.
out. with serew-threads of increasing pitch 3. In combmatwn in a machine for iox mmf‘r
and an extremely strong product is obtained, | metal barrels, the former consisting of the -
being corrugated and convexed throughout. | elastic Splmls the disk f°earrying the same, 1c¢
To make such a barrel the spiral ¢® is taken | the shaft d? carrying the disk, and the hold-
of even length with the trunk of the barrel | fast-disk for holding the blank at one end,
and adapted to the same, Fig. 17. Itisset by | substantially as described.
its end upon a disk 4° at the smaller diameter, | = 4. In combination in a machine for corru-
- while it finds a second support upon the disk | gating barrel-blanks, holding means a yield- 1
15 f° at its larger diameter. The driving of | ing former compm%mﬂ' r1bs between which the
the material into the thread of the spiral is meml of the blank is forced, and a device for
procured in the same manner as heretofore | pressing the blank between the spirals, the
described. The spiral is disengaged from the | said former having a rotary movement to
barrel-trunk by simply screwing it out, and | bring different parts of the blank in succes- 11
so it can then be used in the working of another | sion “to the pressing device &ubstantmlly as
barrel-trunk. - | described.

The device for joining and stlffemnﬂ* the | 5. In combination in a machine for corru-
barrel-halves made in the above manner is | gating sheet-metal blanks, the rotary chuck
shown in Figs. 18 to 21. As shown in Fig. ! 0* provided with screw-threads at one end, a 1:

55 18, a rotary shaft d* is set into the bearings | shaft d* carrying the chuck and two disks a*
It f‘-‘ This shaft carries a rotary chuck pro- | on the chuck relatively adjustable toward
vided at its outer periphery with screw- | and from eachother,thenutc*bearing against

40

threads ¢g* and collar A% and the chuck car-
ries a permanently-fixed disk a* and an ad-
justable disk a* with a nut. The function of
this contrivanceissuch that two barrel-halves
1* ¢4, having corrugated screw-threads and
which are secrewed together, as shown in Fig.
19, are locked by the usual and known means
into a lathe. Upon the slide of the lathe the

pressure device, which forms the subject of |

one disk, the adjacent edges of the disks be-
ing rounded to engage the corrugations for
pressing the same, substantmlly as descl 1bed.

In witness whewof I have hereunto set my
hand in presence of two witnesses.

JOHANN HARMATTA.
Witnesses:
HENRY GIBSON,
- ZOETAN NEMETHY.
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