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Ty all whom 1t may concern. o
Re it known that I, FREDERIC AMEDEE
RRUN, a citizen of the French Republic, re-

sorolles, Loire, France, have invented a

of which the following is a specification.

This invention relates to improvements in

the process of manufacturing gear-wheels
described in the specification of British Let-
tors Patent No. 25,862 of 1904. -

The annexed draww‘in% illustrates an exams-
ple of apparatus suitable for carrying out the
improved process, Figure 1 being a side view
thereof, Fig. 2 a plan view partly in section
on the line A—DB of Fig. 1, and ¥Hig. 3 a hori-
sontal section of the parts supporting the
work, Fig. 4 is an elevation of a detail of the
apparatus. | - -

{0 the machine illustrated the rolls 5 are
vertically and relatively adjustable and serve
to laminate the rim of the wheel produced,
. order to regulate the thickness thereof
(Figs. 1, 2 and 3). A plurality of die-rolls 6
fod to shafts 7 are supported by the rotary
bearing-wheel 8 mounted on the shatt 9, so
hat each die-roll can be moved 1n succes-
for treating the blank 10,
the respective shaft 7 being driven by means
of the mechanism 11. If the faces of the
hlank 10 have been recessed before the teeth
o formed the blank is supported by means
of the cups or disks 12 (Fig. 2), 80 that the

circumference of the wheel boss does not |

come into contact with the spindle 13. 1f
the blank is inserted in.the form of a flat
disk, the latter may be supported by means
ribs, teeth or the
like 14 to prevent displacement of the blank
during the action of the die-rolls (Ifigs. 3

It is absolutely essential that the pressure
of the dies does not re-act on the circumier-

ance of the boss but on supporting rolls such

- those referred to in British specification
No. 11870 of 1906, or on the supporting cups
12 shown in the annexed drawing. If the
Llank were directly mounted on the spindle
13, the pressure exerted by
would, owing to the high temperature of the
blank, cause the boss of the latter to be dis-
torted, and the indentation—produced would
be irregular, In some cases to the extent of

comprising an 1neor
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‘ence of the blank by means of a
‘and with teeth of the

‘impression of

the die-rolls |

rect number of teeth.- |

is stated that the operations of lamination.
-nd indentation may be separately effected,
but it must be understood that the operation
of indentation may be combined either with

lamination of the sides of the teeth alone or

with lamination of the sides of the teeth and
the sides of the wheel, as shown in Figs. 1, 2
and 3. For this purpose the adiustable rolls
5 are used, the said rolls being preferably ar-
ranged in the position indicated in order to
allow of producing wheels with teeth of any
given axial length with

of any thickness.

The indentation may be effected by means
of a single die-roll instead of by means of a
used in succession and
mounted in bearings such as those provided
by the wheel 8.
dicted that it comprises, firstly, the opera-
tion of marking or notching the circumier-
toothed roll

of a certain diameter

the a_,id_ of die-rolls 6

The process may de S0 con-

In British specification No. 11870/1906 1t 55
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same pitch as those to be impressed, and sec-

ondly, the operation of enlarging the notches

by means of a die-roll or 2 succession of die-.

rolls until the work 1s finished. .
In all cases the indentation 1s
without invariable connection between the
centers and without reaction on the center
of the work. The driven niember, whether

effected
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wheel, roll or die, may have continuous or

alternating circular movenient. R
“What I claim as my invention and desire
to secure by Letters Patent of the United
States 18— ' -
i. In the process
toothed wheels by circular lamination. and
heated blanks, the operation

of manufacturing

90

consisting in rolling a die roll on the circum-

ference of the blank and at the same time
Jaminating the lateral faces of the teeth and

ihe Tim of the wheel, the blank being sup-.

ported at points between the central boss of
the blank and the circumference and in such

a way that the rolling ot the die wheel takes.

place without reaction on

the central boss of
the blank. o SR

100

9. In the process of manufactufiﬂg*g_e&r a

wheels by circular lammation and impression
of heated blanks, the operation consisting i

rolling on the circumference of the blank a

of successively acting die-rolls ol

plurality _
) configurations and at the same

different
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time laminating the lateral faces of the teeth |  In witness whereof 1 have signed this
‘and rim of the wheel, the blank being sup- | specification in the presence ot two witnesses.
ported at points brtween the central boss of TR TNTTR DER T _
the blank and the ciréumference, and in FREDERIC AMEDEE BRUN.
‘ P . v .
5 such a way that the rolling of the successive Witnesses: - , o
die wheels takes place without reaction on VERDI AUGUSTIN JosEPH MERLLII, -

the central boss of the blank. . FeErDINAND EM1LE XAVIER LAUDY.
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