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T'o all whem it may concern:

Be it known that 1, Fruix Lous Jouve,
& citizen of the Republic of Francs, resid-
ing at Parls, 8 Rue de 'Orme, ¥rance, have
invented cerfain new and useful Improve-
ments in or Relating to Blachings for SWaE-
ing or Reducing Metal; and I do declare the
following to be a full, clear, and exach de-
scription of the invention, such as will en-
able others skilled in the art-to which it
appertains to mske and use the same.

The present application CORCerns o ma-
chine for producing a screw thread en eold
metal by means of dies, '

Machines already exist which make a
thread on ved-hot metal by the means of
dies of the draw-plate type which open and

close automatically, while by some mecha-.

nism adepted for the purpose, the piece of
metal on which the thread is to be formed is
revolved and moved forward to the extent
necessary o obtain the required piteb. The
machines do not give accurate results. One
of the chief reasons for this is the difficulty
of causing the work to revolve and move for-
ward the exact distance requisite to enable
the dies to resume contact with it every time
in such a position as to continue the thread
with perfect truth. Another reason is that
when heat is used most metals become more
or less oxidized in the process and fragments
Iodge between the dies and the metal which
preclude any accuracy in the formation of
the thread.

application of heat an )
ing forward and revolving tal {
be threaded are carried out automatically
to form a true thread without any special
mechanism. This machine is obtained by
the yransformation of a friction drop ham-
mer of the well known type which is fitted
with hammers sliding in a groove across s
revolving »late from the center outwards
and pressing onto & ring of projeciing frie-
tion rollers; in traveling around and agains

the said friction rollers they sts

the 1 o be operated
So far these machines have
ither » the diameter

equired points or to make

vin, to alter its shape
ging it te sguare, for in-
ret and more general use
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justifies the nams of “Machines. rétreindre”
by which they ere kuown in France. The
inveniion consisés in transforming & ma-
chine of this kind in the foliowing monner:

The dies usvally employed for work of
the-sort mentioned shove are exchanged for
dies of the draw-plate type having elliptical
holes 'in cross-section and Qtted with stops.
for regulating the stroke; the object of the
latter being to prevent the dies from losing
contact with the thread when they open and
consequently, once the work is begun, to
oblige the metal, while advancing and re-
volving as desired, to preserve an invari-
ably accurate position ag regards the szid
dies. o

A secondary feature of the invention con-
sists in the provision, in the form of any

-suitable appliance, of a brake for the disc

carrying the frietion' rollers, which has o
tendency to be involved in the movement of
the ‘hammers which press by centrifugal
force against it. This brake arrangement
allows g larger or smaller number of strokes
to be obtained froin the hammers per second’
according to whether the relative speed of
the hammer shaft and the friction roller
dise is higher or
decided by the
performed. i ‘

By way of example, one manner of con-
stzucting the threading machine in question
1sodescribed below and shown in the sccom-
panying drawings, wherein-— »

Fig. 1 is a diametrical section”of the part
in front of the machine, with some of the
parts in elevation. '

Fig. 2 is & Tvont view, the device by which
the course of the hammers is regulated hav-
ing been taken away in order to illustrate
the working of the hammers. .

Fig. 8 is also a front view, showing the
arrangement of cams, which permits the reg-
ulation of the course of the hsmmers,

Fig. 4 represents the dies, which are of
the draw plate type, and elliptical in shape.

Fig. 5 and Fig. 6 represent a diametrical
section and a front view of g special brake
devive for the friction rollers.

Fig. 7 represents a lateral elevation of the
entire maching, partly in section.

Referring partienlarly to Fig. 7, it must
be borne in mind that a friction drop ham-
mer (of the well-known-type here indicat-
ed}, is principally composed of a rotatsble

quality of the work to be
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shatt 1 perforated in its ceme
2 and ‘Jemg able to turn in 2
ue of the ends of thb shafs &
dey 30, which is fastened ¢
§ instance, by means of a key 3
pulley which is indspendent of iai, u@ ’tb siflev‘a ly 3&1@ by adm than that of the
other end, the shaft is terminated by 2 plate ‘zhmad te be produced might be used, a sufli-
3 which is p?rpenmculaz tothe shafs, £ i : L - vemoved ab the base to
the front of this plate is tb @roove in of the elliptical figure
30 glide two hamimers 4 and 5, snd bebwees the aed of tne diameter-of the thread 75
hammerg and the center, also in the groove, 16 Tﬁm hammers 4 and § are pro-
are two dies 6 and 7. Fig. 2. The j ith gudgeons 12 and 13 working in
F2ESY

1p nemg, equal to that
}‘gﬁamed. For instance,

;S !

AOross

e ,
carrying the hammers G i e sl and 15 placed opposite to one an-
the fra:mw-vo 'k 8, the in‘ie v other across the (emer f)f a small plate 18

15 fitted with a nfm der 9. 1 securad onto the front of the machine. On 90
9 a ﬁm mn rode*‘ dise 10 fits the cujer side of these slots the gudgeons -

< st cams 17 and 18 mounted on
fts. These cams 17 and 18 are loose on
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bor of "aw ties in wmdl

tion §
11 ave lodged; these contact Wi’é;h '::’zy he shafts, and maintained in position, for.
20 face of the cylinder on the outer side and Instance by means of a nut 33, and adcheck 88
protrude to 2 considerable extent beyond i nut 34 When o modification of the course
on the inner side. Friction drop hammers of the hamuiers And in consequence hereof
of the well known type in question work in that of the {_."L{%S, iz wanted, the nut and the
the foﬂmvmn manner : check wuut are unserewed; ahe cam is placed
25 When the shaft 1 is revolved rapidly the in the devired p smon, and the nut and
hammers 4 and 5 are involved by Lentrnu- chect are tightened up. A

b nut ones n
gal force in the mov rement, 50 that their ends bralke for the dis
press firmly against the rollers 11 of the ers mcy be supp
disc 16. In passm«‘f from.one roller to an- 18 (¥Fig, B) pres sei firmly against the front
30 other, the twe haminers are simultancously surface of the dise and kept in piaw by a 85"
thrust out from the cénter and then simulia- safety washer 20 fastened to the frame 8,

’ - neously thrast back towards it, this action for instance, by two screws 39, 35. The
being repeated indefinitely. 'The piece of pressure of this ‘washer brake 19 is obtained
metal to be operate ad upon, which has 3] m/ a eertdiin number of screws 21 screwed

.95 placed in the axis of the bore 2 1*::-(:3337_?55 into o fixed washer 22 secm*el%j fastened to 100
through the intermediary of the dies 6 and the fromt of the machine. These serews.

o

o
o @«earing the friction roll-
plied by means of a washer .

wh

v
’:i
b T0

7 a series of shocks which forge it cold into pass loozely m“ough the ::mﬂ%y ‘V&Sh@s 20
a shape corresponding with the inner sar- and press, by the m{nz’m@omry of a small
face of the dies. Ahe friction roller dies 10 diso of m%cy 23 on the washer bmhe 19.

40 being quite loose in its cavm/ is to & certain - Each screw 21 carries o ratchet 24 and pawl 188

extent actuated in the + tarping mo*rmremv
of the hammers against the rmyczx . The
number of stroles per minute given by the
_ hammers u“pnmls on the welation betywesn
45 me qpeed ot the shaft 1 and the movement
ion roller dise. o
\.mm'drw' to the invention the fric i'i’m’*
drop hammer is transformed in the )oh(m’ »
Ing manner: L S
5¢ . ;f_m- draw-plate 'of‘ﬂm HeCessaly
- qrive the piteh ired ig used:
(&rand T Tt mivg‘ supposed. th
Arawplates with o ¢ivaiiar hol e mi
n n‘:H (’»md be atihized” §

] '{mn mainiain ihe pressure.
chine ning & screw thread

stal by wesns of dies works in the

tal on which the screw is 110

'imv'{*ﬂn%ﬂ into the fvuq of the

we dies ¢ and. 7. At the first
hammers the two dies are

nah mc object to be eperafed upon,

s of their approximately eilip- 118

y oni] meet it at their sum-

5 prodhice very short pm‘tmm of

e metal 1 or ._.‘, of half the cir-

f mmm(m- the hammers then

3 entent fzmirmmd ny the stop:regu- 120~

. Accord g to the inven.

ot stroke 18 so ealenlsted

nngt completely disengage

ance the thread isbegun. A6

¢, therefore, the dies grip. 198

onee more, after having tis'mﬂfé a

Lanes armmd n‘,@ and repeat’ the.

Get continuation of the thresd

This operaticn is performed
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thnes as necessary.  While }" diey Y
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rest on the metal or are forced against it,

turning each time after almost but not quite
disengaging, they carry it with them as they
revolve. It thus follows that though the
piece of metal being operated upon is in-
volved in the turning movement it does not
revolve so quickly as the shaft. As it re-
mains always in contact with the nut formed
by the two -dies which turn more quickly
than it, the piece of metal cannot do other-
7ise than advance in the axis of the bore. It
will therefore leave the machine automati-
cally as soon as the thread is completed.’
-According as to whether the pitch of the
thread be narrower or wider and the furrow
more or less deep, the dction of the dies
shiould be more or less penetrating, that is to

~ say, the effective force of the hammers must

be greater or less. This result can be ob-
tained by controlling the disk carrying the

friction rollers by. means of some suitable

brake device, such as that described above,
If the disc carrying the. fric-
tion rollers were quite stationary the num-
ber of strokes per second would be equal to

the number of rollers multiplied by the num- .

ber of revolutions turned by the shaft 1.

. The radial speed of -3 hammer is greater or

less according to whether it is forced against

the protruding end of a roller with more or i

less rapidity. .

The fact that the work is performed by
dies without the use of heat canuses an abso-
lutely perfeet and clean-cut thread to be pro-
duced even with sofi metals, like copper,
such as cannot be effected by turning down.

.When the metal leaves the machine after re-

ceiving the thread it is increased in length
to a degree corresponding with the reduction
in its diameter. There is no loss of ma-
terial. , :

What is claimed ig:—

1. Machine for producing screw threads

on metal objects by dies, comprising a rotat-
ing plate provided with radial grooves, ham-
mers sliding in the grooves, an exterior ring
of projecting rollers with which the ham.
mers abut, dies in said grooves in advance of
said hammers and forming a thread, said
dies being of approximately elliptical shape

‘in cross section, and devices for limiting to-

wards the exterior the course of said ham-
mers, so that the dies conmipletely release the
metallic pieces, :
2. Machine, 2s set forth in claim 1, includ-
ing a brake device for the rollers.
A In testimony whereof I affix my signature.
FELIX LOUIS JOUVE.
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