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"facturing operations; to provide a manufac 

UNITED STATES PATENT OFFICE. 
CART, MORU, OF KENOSHA, WISCONSIN, ASSIGNOR. To THE BADGER BRASSMFG. co., of 

KENOSHA, WISCONSIN, A CORPORATION OF WISCONSN. 
PROCESS ?? IEAKING LAMPSTRUCTURE. 

116.28. 
Original application filed June 5, 1914, 

To all whom it may concern: 
Be it known that I, CARL MoRJ, a citizen 

of the United States, and a resident of 
Kenosha in the county of Kenosha and 
State of Wisconsin, have invented certain 
new and useful improvements in Processes . 
of Making Lamp Structures, of which the 
following is a specification. 

- This invention relates to improvements in 
processes of making lamp structures, and, 
although it may be applied to various uses, 
is particularly well fitted for use in connec 
tion with the manufacture of automobile 
head lights employing a parabolic reflector 
and a stamped locking ring for holding the 
glazing in position in front of the reflector. 
This application is a divisional applica- , 

tion from my original application filed June 
5, 1914, Serial No. 843,160. 
Among the salient objects of the inven 

tion are to provide in a structure of the type 
referred to an improved process of manufac 
turing the bowl member and the ring mem ber from a single blank by means of a suc 
cession of suitable stamping or other manu- . 
turing process which, when utilized in the 
construction of a structure of the type re 
ferred to, shall result in a substantial saving 

.30 in material and in labor, and which enables the resulting product to be completed with 
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a high degree of accuracy in fit and finish 
with a comparatively Small number of op 
erations, and, in general, to provide an im 
proved process of the type referred to, 

In the drawings-Figure 1 shows inele 
vation 3. small automobile head-light em: 
bodying my construction:Fig. 2 is a section 
along the line 22 of Fig. 1: Fig. 8 is a 
fragmentary section of the ends of the lock. . ing ring, and associated locking means; and . Fig. 4 is a fragmentary enlarged yiew of the 
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lower portion of Fig. 2; Fig. - - , ig5 is a plans. 
view showing the reflector and the locking 
ring during one of the initial stages of man 
ufacture; Eig. 6 is a fragmentary section 
along the line 6-6 of Fig. 5; Fig. 7 is a 
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fragmentary section of the reflector and 
locking ring at a later point in the manu 
facturing process Fig. 8 is an axial section 
of the finished reflector bowl; and Fig. 9 is 

locking ring 6 is expanded for a short dis 
tance from its end to provide a telescopic 

locking ring is prevented by a pin 13 whi 
is engaged by the end of a block 14 whic 

Specification of Letters Patent, Patented Viar. 22, 1916. 
Serial Rio. 843, 
1914. Serial No. 378,281. 

160. Divided and this application filed December 9, 

a plan view of the locking ring after the last 
forming operation. * * 

Referring to the drawings, 1 represents 
the outer shell of the lamp, which as shown, is stamped or spun from a single piece of 
metal, and is so shaped as to completely in 
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close the reflector 2. To each side of the 
lamp is riveted a boss 3, which is provided 
With a vertical hole to fit one of the lamp 
forks. The outer edge of the shell 1 is rolled 
over to form a finishing bead 3 at the edge 
of the flaring portion of the lamp, and 
within the latter are formed the circumfer 
ential seat 4 for the refector, and the circum 
ferential groove 5, within which is seated the 
ential groove 5, within which is seated the 
locking ring 6. The parabolic reflector 3 is 
suitably orificed at the rear to admit the . 
lamp-socket 7, the lampº proper being indi- 70 
cated in dotted lines at 8, and the front edge 

6. 
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of the reflect?r is pressed out to forma 
flanged portion 9 for the proper diameter to 
seat in the circumferential recess 4 of the 
outer shell. Shellacked or otherwise suit- 75 
ably cemented to the outer edge of the 
fange 9 of the reflectgris an annular dust 
gasket 10, against which the glazing 10 is 
forced by the action of the locking ring 6, 
and which seals the interior of the lamp 
against the ingress of dust particles. 
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Referring now to the specific construction 
of the locking means, it will be seen from an 
inspection of Fig. 3 that one end of the 
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sheath portion 11, which laps over the other 
end 12 of the locking ring and is adapted 
to slide thereon when the two ends of the 
locking ring are forced apart. Circumfer- 9Q 
ential movement of the fixed end 12 of the 

is soldered to the under side of the end 12. 
of the locking ring. To the outer shell of 95. 
the lamp is riveted a hollow box-like stamp 
ing 15, which forms a slide for the outer end 
of a wedging dog 16. The outer end of the 
latter is tapped to receive a locking screw 
17, which passes through a small hole in the 100 
end of the slide-box 15 and engages the 
outer end of the latter, when the widging 

  



dog 16 is pulled circumferentially by the 
screw. The inner end of the wedging dog 
16 is formed with an inwardly-extending 
cam-hook 18 which engages the end of a 

... O 

small punching 19 soldered to the movable 
end of the locking ring. The hook end 18 
passes through and slides in a circumferen 
tially extending slot. 20 in the outer shell. 

In assembling the various parts of the 
lamp, the reflector 2 is fi'st placed iits 
seat in the outer shell and the glazig 
applied to the end of the reflector. The 
locking ring is then inserted by first plac 
ing the end 12 in the circumferential groove 
5 of the outer shell in such a position that 
the block 1-4 engages the pin 13. The re 
maining portion of the circumference of the 
locking ring is then worked into the slot, 
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pressure being at the same time maintained 
in a direction to hold the block 14 against 
the pin 13, and finally the free end of the 
locking ring drops into the groove. It 
should be noted that, before the locking ring 
can be assembled, it is necessary to unscrew 
the catch member 18 to its fullest extent, so 
that it will not interfere with the member 
19 to prevent the free end of the locking ring 
from entering the groove. When the lock 
ing ring is in place, it is then positively 
locked in position by screwing up the mem 
ber 18 into the position shown in Fig. 3. 
To remove the ring, after loosening the 
screw 17 and forcing back the wedging dog 
18, it is necessary to insert the point of a 
knife or other instrument between the over 
lapping portion 11 of the locking ring and 
the outer shell. 
The locking ring 6 is formed of nickeled 

brass or other metal capable of taking a good 
finish, and is of such width and shape as to 
form an ornamental trim around the glaz 
ing opening, harmonizing with the general 
shape of the lamp. The depth of the section 
is also such that when the locking ring is 
forced tightly outward, due to the action of 
the wedging dog 16, the glazing and reflector 
are wedged tightly in position, and the coil 
struction is thereby rendered very secure 
and free from rattle or the possibility of vi 
bration loosening up any of the parts. 
The process of making the locking ring 

and reflector, which comprises the subject 
matter of this application and of the inven 
ticn claimed herein, will now be described. 

Briefly, the process consists in manufac 
turing the parabolic reflector and the lock 
ing ring from a single blank, the parabolic 
reflector being formed concentric with and 
within the locking ring, which is afterward 
severed from the reflector and then divided 
radially and formed as to its two ends so as 
to provide an overiapping ring of the proper 
diame?er. 

Referring to Fig. 5, 21 represents a blank. 
of brass or other suitable material after the 

1,176,285 
combined reflector and locking ring have 
been formed to the proper shape, before the 

his initial forming trimming operation. 
ordinarily consists of two or three punch 
press operations with - dies which are suit 
ably graduated in shape, in order to prevent 
tearing of the metal. During these prelimi 
nary forming operations, the metal around 
the exterior of the circular formed portion 
of the blank must be held very securely 
against inwa'd 'a dial creeping movement 
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due to the action of the dies, and in order to 
do this, it is necessary to provide around the 
edges of the circular portion enough width 
of metal so that pressure may be applied to 
the exterior of the blank by means of suit able spring pads to prevent this creeping ac 
tion. This always results in a great loss of 
material when making a reflector or simi 
larly formed part. The making of the lock 
ingring as a single part would result nat 
urally in a similar waste of material. It will 
thus be self-evident that by forming the re flector and the locking ring in a single piece, 
effect a saving in material equal to the size 

of a blank large enough to make the reflector 
alone, besides efecting a considerable reduc 
tion in the number of forming operations. 
After the blank attains the shape shown in 
Figs. 5 and 6, it is then subjected to a trim 
ming operation, which removes the corners 
22 and also punches the hole 23 in the bottom 
of the reflector bowl. After the combined 
ring and bowl have thus been trimmed, it is 
sometimes necessary to perform an addi 
tional beading operation, which gives the 
required shape to the outer edge of the lock 
ing ring, as shown at 24 in Fig. 7. After 
the blank has reached the shape shown in 
Fig. 7, the locking ring is severed from the 
bowl by cutting the blank at 25, this opera 
tion usually being performed in a lathe by 
means of a narrow parting tool. This leaves 
the reflector-blank in its finished condition, 
as seen in Fig. 8. In order to enable the 
locking ring to occupy the position which it 
does occupy in the finished lamp structure, 
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as shown in Figs. 2 and 4, it is necessary to 
effect a considerable reduction in its diame 
ter, which is accomplished by cutting the 
ring radially and removing a portion of its 
circumference, the ends being overlapped, as 
shown in Fig. 9, so that the locking mech 
anism for the ends of the ring may be ap 
plied. Owing to this reduction in the diame 
ter of the ring when it occupies its position 
in the lamp, the ring itself has a very strong 
tendency to spring outwardly and resume its 
original diameter. This results in a very se 
cure and substaitial construction, which is 
Jerdered doubly effective by the locking 
naeans previously described. . 
Although I have illustrated my invention 

as being employed in the manufacture of an 
automobile headlight, it is manifest that the 
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invention can be used in the construction of to form the finished outer circumference of 
other analogous structures, and therefore I the locking ring, severing the ring portion 15 
do not wish to be limited to the details of from the reflector portion forming the bear 
the process described, except as specified in ing flange, and then cutting the ring radially 

5 the appended claim. -', . . . . to form a resilient non-continuous annular 
I claim- - locking member adapted to be sprung with 
In lamp manufacture, the process of manu- in the lamp frame to clamp the reflector and 20 

facturing a coöperating ??????????? coöperating parts in fixed relation. 
and parabolic reflector” from - a single blan - . . . . " 10 which consists in taking aflat blank, shap - CARL MORU. 
ing the reflector and the locking ring concen- Witnesses: . . . 
trically and 1???????ter in said blank, H. C. HAGMANN, trimming the exterior of the formed blank HENRY E. Herzog. 

  


