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he present invention has for its subject a machining or cutting and the profile being 
method and a device for the further treatment brought to the predetermined dimension. In spe 
of moulded annular articles, in particular those cial cases the profile may be machined before the 
which are cast as annular bodies by a centrifugal further treatment. After the machining there 

5 method. may be effected a compression of the inner side 5 
According to the present invention a method of the ring by rolling or the like, unless it is pre 

for the further treatment of annular metal ferred to combine this operation with another. 
moulded articles, in particular those which have The correctly profiled metal ring is then cut at a 
been cast by the centrifugal process, as annular point with a known circular saw and one of the 

10 bodies, is characterised in that the pouring burr two ends is approximately straightened on an 10 
which projects beyond the desired cross-sectional eccentric press, by using the device which is 
profile of the ring is removed from the annular shown in Figs, 7 and 8, so that it can be intro 
moulded articles, that the ring is cut at a point, duced easily into the matrix of a drawing bench. 
then approximately straightened at least at One The device is mounted on the table 23 of an ec 

5 of its ends, for the purpose of being introduced, centric press 24 with a carriage 25 which carries S 
into the matrix of a drawing bench, whereupon it the straightening plunger 26. The edges of the 
is converted into an approximately straight rod table 23 are rounded on both sides 27 and serve, 
by drawing through the matrix. in combination with the angle pieces 28, Secured 
The device comprises a rotary plate, on which rearwardly to the table, to guide the ring 9 and 

the ring is secured after removal of the pouring also serve as bearing points in the straightening eo 
burr from the inner face of the ring and equalisa- of the latter. Into the table is fitted the straight 
tion of this face, pressure rollers for producing a ening segment 29 which may be raised or lowered 
compression of the material adjacent said inner by means of the handle 30. For straightening 
face, a circular saw for cutting the ring, a press the outer end of the ring the straightening seg 
for substantially straightening at least one end ment 29 is raised by rocking the handle 30 and sis 
of the ring, a drawing bench with a device for the end of the ring is then placed, with one of 
feeding the ring, the inner side of the latter be- its sides, on the left hand edge of the table 2 
ing preferably turned upwardly, and a compress- and on the segment 29, whereupon, as a result of 
ing device by means of which, the material can the engagement of the carriage 25, the straight 
be compressed on the inner face of the ring. ening plunger is lowered and straightens by pres- so 
In order that the invention may be more clearly sure the curved portion of the ring. It is also 

understood reference will now be made to the possible to use the device for approximately 
accompanying drawings which show by way of straightening the cut ring before its introduction 
example preferred embodiments thereof. into the drawing bench by suitably adjusting the 
In the drawings: - descent of the plunger and by turning the ring is 
Fig. 1 shows in side view the drawing bench step by step after each downward movement of 

with the securing device and the compressing de- the plunger by a fraction of a revolution corre 
vice. sponding, for example, to the width of the table, 

Fig. 2 is a plan view of Fig. 1. according to the thickness of the ring and the 
Figs. 3 and 4 show details. expansion of the material. This device may also 
Figs. 5 and 6 show the device for compressing be used in combination with an anvil, Secured to 

the material on the inner side of the rod. the table for compressing the inner side of the 
Figs. 7 and 8 show the straightening device, ring and for stretching the ring. 

in front view and in side view. The approximately straightened rod of mate 
In the drawings like references designate the rial thus obtained can be cut into small pieces 45 

same or similar parts. and these can be pressed, forged or the like, in the 
The moulded rings obtained from the centrif- cold or after being heated, into the final shape. 

ugal device have a pouring burr which projects When straightened rods of accurate profile are 
from the inner side of the ring and extends be- to be produced the ring prepared in the manner 
yond the desired profile and which, preferably, above described is placed on the device located 50 
should not participate in the further treatment, at one end of the drawing bench 2 which is shown 
For removing this part the ring is secured for in Figs. 1 to 4. On the column of this bench example, to the plate of a known horizontallathe are mounted rotatably rollers 4, 5, 6 and which 
or other similar device, the inner side being guide the ring and produce slow opening thereof. 
left free, the pouring burr being removed by . The ring is placed and is introduced into the 55 
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drawing bench in such a manner that, on this 
position its inner side is turned, for example, up 
Wardly. The end straightened on the eccentric 
pressis then passed through the matrix or drawing 
ring 8 and tightened in the jaw of the carriage 
O of the drawing bench. This is drawn towards 

the left in the drawing, in the known manner, by 
means of a chain or the like in which is hooked 
the hook of the carriage and by this means 
the ring 9 is converted into a rod with simultane 
ous reduction of its cross-section. For the pur. 
pose of guiding along a straight line the carriage 
O with its rollers on the jaw 3, this carriage is 

guided in an inwardly open U-channel of the 
jaw. Further there is secured to the bench 2, 
in the pulling direction, between the carriage 
0 and the matrix 8, a device consisting of a hol 

der 2, for preventing accidents, which is held 
by an extension 3 in a U-shaped member 4, in 
such a manner that when the rear end of the ring 
9 leaves the matrix, the rod cannot, under the 
action of its elasticity and its tension, rebound 
towards the carriage and turn over. 
A compressed air hammer 5 may be located 

in front of the matrix 8. This device is shown 
to a larger Scale in Figs. 5 and 6. It is secured, 
So as to be capable of being raised, at the head 
f6 of the drawing bench so as to be capable of 
rocking on a strap 7 and may be secured in the 
operative position by the bolt 8 with the lock 
nut 9. The hammer 5 strikes, with its plunger 
20, on the inner face of the ring 9 and compresses 
and stretches the material of the ring at this 
point so that when straightening and stretching 
the ring at this point the formation of cracks 
is obviated. The hammer is actuated by com 
pressed air which is supplied through the flexi 
ble pipe 2, and the valve 22. It will be under 
stood that the hammer may be actuated by an 
electric motor or mechanically or that it may 

2,175,574 
be replaced by a roller at the point at which the 
adjacent straightening rollers effect the simul 
taneous straightening and drawing of the ring. 
By the straightening and drawing operation it 
is possible in this manner at the same time to 
modify the cross-section of this latter. 
I claim: 
1. The herein described method for producing 

straight metal bars from centrifugally cast an 
nular ingots, which method comprises removing 
the burr which projects beyond the desired cross 
section of the ring, cutting the ring at one point, 
substantially straightening the ring at one end 
thereof, introducing the straightened end into 
the matrix of a drawing bench, compressing the 
material of the inner ring face immediately be 
fore said matrix, and drawing the ring through 
Said matrix. 

2. In a device for producing straight metal 
bars from annular centrifugally cast ingots, cut 
open and Straightened at one end of the cut ring, 
a drawing bench having a matrix, means for 
feeding the ingot to said matrix and means for 
compressing the material of the inner ingot face 
immediately before said matrix. 

3. A device, as claimed in claim 2, in which 
said compressing means comprises a hammer 
actuated by an automotive force. 

4. A device, as claimed in claim 2, in which 
said compressing means comprises a hammer 
actuated by pressure air. 

5. A device, as claimed in claim 2, in which 
said compressing means comprises a pair of pres 
Sure rollers. 

6. A device, as claimed in claim 2, in which said 
means for feeding the ingot to the matrix Com 
prises a plurality of spaced rollers arranged to 
produce a gradual opening of the cut ring. 

EDWIN SCHUTZ. 
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