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Description 

This  invention  relates  to  a  method  for  the  man- 
ufacture  of  rings,  in  particular,  piston  rings  for  inter- 
nal  combustion  engines  according  to  the  preamble 
of  claim  1  and  as  known  from  GB-A-2  155  828. 

Such  piston  rings  are  commonly  formed  from 
metal,  and  have  a  generally  circular  profile  but  with 
two  free  ends  which  are  adjacent  one  another  and 
separated  by  a  gap.  When  in  use  each  piston  ring 
is  received  in  a  groove  provided  in  a  piston  for  the 
internal  combustion  engine,  where  the  purpose  of 
the  piston  ring  is  to  provide  a  seal  between  the 
piston  and  the  interior  surface  of  the  cylinder  within 
which  the  piston  is  to  move. 

The  actual  profile  of  a  piston  ring  is  not,  how- 
ever,  perfectly  circular,  allowance  having  to  be 
made  for  variation  in  bending  moment  around  the 
circumference  of  the  ring  required  to  achieve  an 
appropriate,  eg  uniform,  radially  outward  pressure 
pattern  when  the  ring  is  on  a  piston  and  fitted  into 
a  cylinder  bore. 

The  manufacture  of  rings  to  which  the  present 
invention  relates  also  includes  the  manufacture  of 
rings  to  be  incorporated  in  hydraulic  seals,  and 
compressors,  for  example.  Such  other  types  of 
rings  also  each  have  a  predetermined  non-circular 
form,  with  a  gap  separating  two  free  ends.  For 
convenience,  subsequently  in  this  specification, 
and  the  accompanying  claims,  reference  is  made 
only  to  the  manufacture  of  piston  rings  for  internal 
combustion  engines.  However,  it  is  to  be  consid- 
ered  that  each  such  reference  also  refers  to  the 
manufacture  of  any  type  of  ring  of  a  form  capable 
of  being  provided  by  a  method  in  accordance  with 
the  present  invention. 

Various  proposals  have  been  made  for  manu- 
facturing  piston  rings  from  metal  strip  by  bending  a 
length  of  strip  into  a  suitable  shape  and  then  sever- 
ing  the  ring  so  produced. 

Thus  German  OLS  2  838  128  discloses  the 
shaping  of  wire  into  rings  using  a  deflector  element 
(eg  a  roller)  which  may  be  offered  up  to  the  wire  as 
a  function  of  the  desired  outline  of  a  piston  ring. 
Published  UK  Patent  Application  2  155  828A  dis- 
closes  a  machine  for  producing  from  a  metal  strip 
piston  rings  of  a  predetermined  profile  for  internal 
combustion  engines,  comprising  at  least  two 
guides  for  guiding  the  metal  strip  into  a  generally 
circular  profile,  which  is  then  separated  from  the 
remainder  of  the  strip  to  form  a  piston  ring,  at  least 
one  of  said  guides  being  movable  relatively  to  the 
other  guide  or  guides  during  said  formation  of  a 
piston  ring  to  vary  the  profile  of  the  strip  around 
the  piston  ring,  and  a  control  system  for  producing 
digital  signals  corresponding  to  a  required  piston 
ring  profile,  the  digital  signals  controlling  the  move- 
ment  of  said  at  least  one  movable  guide  during 

formation  of  a  piston  ring  from  said  metal  strip  to 
produce  a  piston  ring  having  the  required  profile 
therearound. 

It  is  an  object  of  the  present  invention  to  pro- 
5  vide  a  novel  and  advantageous  method  of  manu- 

facturing  piston  rings  by  the  shaping  of  metal  strip, 
and,  in  particular,  initially  to  bend  the  strip  to  a 
smaller  radius  of  curvature  than  is  really  required 
and  then  to  increase  the  radius  of  curvature  so 

io  produced  in  a  controlled  manner. 
Thus  according  to  the  present  invention  there 

is  provided  a  method  for  the  manufacture  of  piston 
rings  for  use  in  internal  combustion  engines,  and 
from  a  metal  strip,  the  method  at  least  including 

75  providing  rings  having  a  predetermined  non-circular 
profile,  by  feeding  a  metal  strip  into  a  guide  means 
to  align  the  strip  and  feed  the  strip  into  a  first 
bending  means,  bending  the  strip  in  said  first 
bending  means  into  a  regular  curve  of  a  predeter- 

20  mined  radius,  and  feeding  said  curved  strip  into  a 
second  bending  means  operable  to  vary  the  radius 
of  curvature  of  the  strip  fed  thereto,  the  strip  being 
bent  by  said  first  bending  means  to  a  uniform 
radius  of  at  least  2  percent  below  the  minimum 

25  radius  of  curvature  in  said  predetermined  ring  pro- 
file,  and  then  the  strip  being  bent  by  said  second 
bending  means  throughout  the  formation  of  each 
ring  to  increase  the  radii  of  curvature  of  all  the 
constituent  portions  of  the  strip  forming  the  ring  to 

30  the  values  required  in  said  predetermined  non- 
circular  profile. 

The  method  of  the  invention  facilitates  the  pro- 
duction  of  rings  of  greater  consistency  and  accu- 
racy  than  the  method  disclosed  in  UK  Patent  Ap- 

35  plication  No  2  155  828A  in  which  the  metal  strip  is 
not  bent  beyond  the  maximum  curvature  required 
in  the  ring. 

The  uniform  radius  of  curvature  of  the  metal 
strip  induced  in  the  first  bending  means  will  gen- 

40  erally  be  well  above  2%  less  than  the  minimum 
radius  of  curvature  needed  in  the  predetermined 
ring  profile.  For  example  the  ratio  between  these 
two  radii  of  curvature  may  be  in  the  range  98:100 
to  2:5.  Preferably  the  ratio  of  the  uniform  radius  of 

45  curvature  of  the  metal  strip  induced  by  the  first 
bending  means  to  the  minimum  radius  of  curvature 
needed  in  the  predetermined  ring  profile  is  in  the 
range  3:4  to  1  :2. 

In  the  preferred  mode  of  operation  of  the 
50  present  invention  the  metal  strip  to  be  bent  is 

driven  in  a  straight  line  between  guides  constituting 
the  guide  means.  In  the  first  bending  means  the 
strip  is  forced  against  an  abutment  having  a  loca- 
tion  in  relation  to  the  position  of  a  fulcrum  pin 

55  chosen  such  that  the  strip  is  bent  around  the 
fulcrum  pin  to  a  greater  extent  than  is  required  in 
the  predetermined  ring  profile,  and  in  the  second 
bending  means  the  curved  metal  strip  from  said 
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first  bending  means  is  passed  around  a  movable 
finger  which,  throughout  the  formation  of  each  ring, 
urges  the  strip  outwardly  to  increase  the  radii  of 
curvature  of  all  the  constituent  portions  of  the  strip 
forming  the  ring  by  the  desired  amounts. 

Strip  is  fed  through  said  first  and  second  bend- 
ing  means  until  at  least  a  required  ring  has  been 
produced,  deflector  means  being  used  to  direct  the 
leading  portion  of  the  strip  of  each  ring  into  a  plane 
adjacent  to  that  of  the  strip  feeding  into  the  bend- 
ing  means;  and  each  ring  produced  is  severed 
from  the  oncoming  strip,  the  point  of  severence 
preferably  being  adjusted,  so  as  to  provide  the 
desired  gap  in  the  ring. 

Preferably  the  rings  produced  are  severed  one 
by  one  without  arresting  the  feeding  of  the  strip 
into  the  bending  means. 

It  should  also  be  noted  that  the  predetermined 
non-circular  profile  of  the  ring  produced  at  this 
point  may  not  be  the  profile  of  the  finished  piston 
ring  since  in  many  cases  the  rings  produced  at  this 
stage  will  be  subjected  to  further  treatment  before 
use,  eg  heat  treatment  during  nitro-carburising.  We 
have  found  that  such  treatment  may  result  in  shape 
changes  in  the  rings,  and  the  predetermined  profile 
to  which  the  rings  are  bent  in  accordance  with  the 
present  invention  may  be  so  that  compensation  is 
provided  for  any  such  subsequent  changes  in 
shape  of  the  rings. 

The  invention  will  now  be  described  in  more 
detail,  by  way  of  example  only,  with  reference  to 
the  accompanying  drawings  of  which 

Figure  1  is  a  diagram  showing  part  of  apparatus 
for  the  bending  of  metal  strip  into  a  ring, 
Figure  2  is  a  diagram  illustrating  the  coiled  strip 
produced  immediately  prior  to  severing  a  piston 
ring, 
Figure  3  is  a  cross-section  of  the  metal  strip 
before  bending, 
Figure  4  is  a  plan  view  of  the  piston  ring  when 
severed, 
Figure  5  is  a  view  of  constituent  means  of  the 
apparatus  for  varying  the  radius  of  curvature  of 
the  metal  strip, 
Figure  6  is  a  block  diagram  of  a  control  system 
for  the  apparatus,  and 
Figures  7  to  9  are  flow  charts  for  explaining  the 
operation  of  the  control  system  of  Figure  6. 
As  shown  in  Figure  1  ,  an  apparatus  for  bending 

metal  strip  consists  essentially  of  feed  rollers  1  for 
metal  strip,  a  guide  2  for  maintaining  metal  strip 
aligned  in  a  straight  path,  a  first  bending  means 
composed  of  a  fulcrum  pin  3  and  an  abutment  4, 
and  a  second  bending  means  composed  of  a  mov- 
able  finger  5  arranged  to  co-operate  with  the  abut- 
ment  4.  A  high  speed  cropper  6  is  also  provided  to 
sever  the  rings  produced. 

In  operation  a  metal  strip  7  of  rectangular 
cross-section  as  shown  in  Figure  3  is  pushed  by 
means  of  feed  rollers  1  through  the  guide  2  with  its 
wider  cross-sectional  dimension  in  the  plane  of  the 

5  diagram  shown  in  Figure  1  . 
The  metal  strip  passes  alongside  the  fulcrum 

pin  3  and  is  forced  against  the  abutment  4.  It  will 
be  appreciated  that  the  abutment  4  exerts  a  bend- 
ing  force  on  the  metal  strip  7  in  the  plane  of  its 

io  wider  dimension,  so  that  the  strip  is  bent  about  the 
fulcrum  pin  3. 

As  previously  mentioned  a  non-circular  profile 
is  the  predetermined  target  shape  for  the  rings 
being  produced.  This  is  settled  according  to  the 

is  ring  shape  needed  for  the  particular  use  envisaged, 
taking  into  account  further  shape  changes  which 
may  be  induced  by  subsequent  ring  treatments. 

The  location  of  the  abutment  4  in  relation  to  the 
fulcrum  pin  3  is  chosen  so  that  a  desired  uniform 

20  radius  of  curvature  is  induced  in  the  metal  strip 
between  the  fulcrum  pin  3  and  the  abutment  4. 
This  radius  of  curvature  is  at  least  2%  less  than  the 
minimum  radius  needed  in  the  predetermined  ring 
profile. 

25  The  metal  strip  7  thence  moves  from  the  abut- 
ment  4  to  a  movable  finger  5  exerting  a  radially 
outward  pull  on  the  strip,  throughout  the  formation 
of  each  ring,  to  increase  the  radii  of  curvature  of  all 
the  constituent  portions  of  the  strip  forming  the  ring 

30  to  the  values  required  in  the  predetermined  profile. 
The  position  of  the  movable  finger  5  is  com- 

puter  controlled,  as  described  below,  and  is  varied 
over  a  range  to  produce  the  predetermined  non- 
circular  profile  as  a  length  of  metal  strip  required  to 

35  form  a  desired  ring  passes  around  it. 
One  means  for  changing  the  position  of  the 

movable  finger  5  is  illustrated  diagrammatically  in 
Figure  5. 

As  shown  in  Figure  5  the  movable  finger  5  is 
40  mounted  on  a  carrier  8  which  is  pivotally  attached 

via  an  adjustable  turnbuckle  9  to  a  lever  10.  The 
lever  10  is  pivoted  about  a  pin  11  and  the  end  of 
the  lever  opposite  to  the  turnbuckle  is  provided 
with  a  roller  12  which  bears  on  an  eccentric  13 

45  rotatable  about  a  shaft  14.  In  operation  the  eccen- 
tric  13  is  rotated  to  any  angular  location  by  a 
servo-motor,  and  a  computer  is  used  to  generate 
signals  controlling  the  position  of  the  eccentric  13 
by  means  of  the  servo-motor,  as  described  below, 

50  and  at  any  given  instant  during  the  passage  of  a 
length  of  metal  strip  corresponding  to  a  ring  over 
the  movable  finger  5. 

Angular  movement  of  the  eccentric  from  the 
position  shown  in  Figure  5  will  cause  the  lever  10 

55  to  pivot  about  the  pin  1  1  and  thereby  cause  linear 
movement  of  the  carrier  8  which  is  located  in  a 
slide  (not  shown)  permitting  linear  movement  only 
along  the  line  of  arrow  A  in  Figure  5.  The  roller  12 

3 
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is  maintained  in  contact  with  the  eccentric  13,  by  a 
tension  spring  15  between  the  lever  10  and  a  fixed 
point  16,  assisted  by  the  reaction  force  between 
the  finger  5  and  the  metal  strip  7. 

When  a  ring  of  the  predetermined  profile  has 
been  produced  it  is  necessary  to  sever  the  ring 
from  the  oncoming  metal  strip.  In  the  present  in- 
vention  the  metal  strip  is  deflected  slightly  after 
bending  is  complete  so  that  the  ring  being  pro- 
duced  will  overlay  the  oncoming  strip.  The  deflec- 
tion  is  into  a  plane  adjacent  that  of  the  feed  of 
metal  strip  and  is  achieved  by  deflector  plates  (not 
shown  in  the  diagrams)  to  produce  the  result  illus- 
trated  diagrammatically  in  Figure  2. 

Figure  2  shows  in  diagrammatic  form  the 
progress  of  a  metal  strip  as  it  is  transformed  from  a 
straight  strip  into  a  ring.  The  strip  is  bent  initially 
between  points  A  and  B  to  a  fixed  extent  and  then 
its  radius  of  curvature  is  increased  between  B  and 
C  by  varying  amounts.  As  metal  strip  continues  to 
be  fed  through  the  bending  means  a  ring  is  pro- 
duced  which  is  deflected  to  overlay  the  strip  being 
fed  in.  Once  the  complete  ring  has  been  made  it 
must  be  severed,  and  the  severing  is  performed  in 
the  present  invention  by  a  high  speed  cropper  6 
(shown  in  Figure  1). 

The  point  at  which  the  ring  is  severed  (point  X 
in  Figure  2)  is  that  at  which  the  free  ends  of  the 
severed  ring  are  at  the  correct  position  on  the  ring 
profile  and  have  the  correct  separation.  The  usual 
shape  of  a  piston  ring  is  illustrated  in  Figure  4  from 
which  it  can  be  seen  that  the  ring  has  a  minimum 
curvature  (maximum  radius)  at  position  Y  opposite 
the  gap  and  maximum  curvature  (minimum  radius) 
at  position  Z  adjacent  the  gap. 

Since  during  the  second  bending  operation  two 
simultaneous  movements  are  taking  place  in  that 
the  metal  strip  7  is  moving  forward  and  the  mov- 
able  finger  5  is  moving  radially  inwardly  and  out- 
wardly  to  vary  the  degree  of  bending  on  the  strip,  it 
is  only  possible  to  say  that  the  strip  assumes  a 
given  radius,  eg  its  maximum  radius,  somewhere 
between  B  and  C  in  Figure  2.  Therefore  in  the 
present  invention  the  severance  point,  point  X  in 
Figure  2  is  determined  expermimentally  for  each 
ring  profile,  and  each  type  of  metal  strip,  since  the 
elasticity  of  the  metal  will  affect  where  between  B 
and  C  a  final  radius  is  achieved.  The  determination 
of  the  severance  point  can  be  readily  achieved  by 
trial  and  error  in  each  case. 

It  is  also  preferred  that  the  severance  takes 
place  without  stopping  feed  of  the  metal  strip  so 
that  preferably  the  point  of  severance  is  located  far 
enough  away  from  point  C  to  allow  a  slight  arrest 
of  movement  of  the  strip,  eg  35  milliseconds,  to  be 
taken  up  by  the  elasticity  of  the  strip  without  dis- 
turbing  the  bending  process. 

As  shown  in  Figure  6,  a  control  system  for  the 
apparatus  described  above  comprises  an  input- 
output  interface  device  20  communicating  with  a 
control  processor  22  via  a  memory  24.  The  control 

5  processor  22  is  arrange  to  receive  data  from,  and 
to  transmit  data  to,  the  memory  24,  and  may 
comprise  a  type  68000  microprocessor  supplied  by 
Motorola  Inc.  The  input-output  device  20  operates 
in  a  manner  compatible  with  the  control  processor 

io  22,  and,  in  particular  is  arranged  to  transmit  data 
to,  and  receive  data  from,  the  memory  24.  Further, 
the  input-output  device  20  is  to  receive  input  data 
IN,  for  example,  from  an  operator,  say,  via  a  key- 
board  (not  shown);  and  is  to  provide  output  data 

is  OUT  for  the  operator,  for  example,  the  device  20 
driving  a  visual  display  unit  (not  shown). 

The  control  processor  22  provides  information, 
via  a  digital-to-analogue  converter  (DAC)26,  to  con- 
trol  a  servo-motor  28  for  feeding  the  metal  strip  7 

20  through  the  apparatus.  In  particular,  the  servo-mo- 
tor  28  drives  the  feed  rollers  1.  The  feed  rollers  1 
are  coupled  operably  to  a  transducer,  comprising 
an  encoder  30,  the  encoder  providing  signals  to  the 
control  processor  22,  each  such  signal  being  repre- 

25  sentative  of  the  strip  length  having  passed  through 
the  rollers. 

The  control  processor  22  also  provides  infor- 
mation,  via  a  DAC  32,  to  control  a  servo  motor  34 
for  varying  the  position  of  the  movable  finger  5, 

30  and  so  to  control  the  radius  of  curvature  of  the  strip 
portion  instantaneously  at  the  movable  finger.  In 
particular,  the  servo-motor  34  causes  rotation  of  the 
eccentric  13,  as  described  above.  One  convenient 
part  of  the  movable  finger  control  mechanism  is 

35  coupled  operably  to  a  transducer,  comprising  an 
encoder  36,  providing  signals  each  representative 
of  the  instantaneous  position  of  the  finger.  The 
information  representative  of  the  position  of  the 
finger  5  is  supplied  by  the  encoder  36  to  the 

40  control  processor  22. 
Stored  in  the  memory  24  is  data  defining  the 

predetermined  non-circular  profile  of  a  required 
ring.  This  profile  data  is  obtained  by  employing, 
say,  known  finite  element  analysis  techniques. 

45  There  are  addressable  locations  in  the  memory  in 
this  respect,  at  each  such  location  the  appropriate 
profile  data  for  a  0.1  °  of  arc  of  the  ring,  (or  for  a 
portion  of  the  ring  subtending  an  angle  of  0.1  °  at 
the  centre  of  curvature  of  the  portion),  is  stored.  In 

50  particular,  at  each  such  location  there  is  stored 
profile  data  comprising  the  radius  of  curvature  re- 
quired  for  the  corresponding  portion  of  the  ring, 
and  the  length  of  the  strip  7  required  in  forming  the 
part  of  the  ring  upto,  and  including,  this  ring  por- 

55  tion. 
The  first  location  has  store  thereat  the  appro- 

priate  profile  data  corresponding  to  the  leading 
portion  of  the  strip  7  to  form  the  ring. 
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Also  stored  at  a  CROPPING  location  in  the 
memory  24,  and  capable  of  being  addressed  by 
the  control  processor  22,  is  information  defining  the 
portion  of  the  ring  being  formed,  comprising  the 
appropriate  0.1  °  of  arc  of  the  ring,  and  at  the 
movable  finger  5,  when  the  previously  formed  ring 
is  to  be  cropped  from  the  part  of  the  strip  7  having 
passed  through  the  bending  means.  As  stated 
above,  the  information  stored  at  the  CROPPING 
loction  is  provided  as  a  result  of  experimentation 
when  setting-up  the  apparatus  to  produce  the  ring, 
and  is  entered  into  the  memory  24  via  the  oper- 
ator's  keyboard. 

Also  as  stated  above,  and  in  relation  to  each 
ring,  the  encoder  30  detects  the  instantaneous 
length  of  the  strip  having  passed  through  the  feed 
rollers.  However,  the  corresponding  length  of  the 
strip  of  use  in  the  control  of  the  formation  of  the 
ring,  and  stored  at  each  profile  data  location  in  the 
memory,  takes  into  account  the  spacing  between 
the  two  encoders  30  and  36  in  the  apparatus,  the 
dimensions  of  relevant  parts  of  the  apparatus,  and 
the  shape  of  the  strip  as  it  passes  between  the 
feed  rollers  1  and  the  movable  finger  5.  The  control 
processor  22  is  arranged  to  convert  the  stored  strip 
length  values  to  values  corresponding  to  those 
detectable  by  the  encoder  30,  so  that  a  direct 
comparison  can  be  made  therebetween. 

This  is  in  addition  to  the  control  processor  also 
being  arranged  to  covert  any  demanded  change  in 
the  velocity  of  feeding  of  the  strip,  as  described 
below,  and  as  determined  by  the  control  processor, 
to  a  corresponding  output  signal,  to  cause  the 
appropriate  change  of  the  drive  of  the  servo-motor 
28,  and  to  effect  the  demanded  change  in  the 
feeding  velocity  of  the  strip. 

Similarly,  the  encoder  36  does  not  detect  the 
instantaneous  position  of  the  movable  finger  5,  but 
a  magnitude  in  a  predetermined  relationship  there- 
to;  and  the  position  of  the  movable  finger  is  in  a 
predetermined  relationship  to  the  radius  of  cur- 
vature  of  the  strip  portion  provided  by  bending  the 
strip  portion  of  the  movable  finger.  The  control 
processor  22  is  arranged  to  convert  the  stored 
radius  of  curvature  values  to  values  corresponding 
to  those  detectable  by  the  encoder  36,  so  that  a 
direct  comparison  can  be  made  therebetween,  as 
described  below. 

This  is  in  addition  to  the  control  processor  also 
being  arranged  to  convert  any  demanded  change 
of  the  radius  of  curvature  value,  as  described  be- 
low,  and  as  determined  by  the  control  processor,  to 
a  corresponding  output  signal,  to  cause  the  appro- 
priate  actuation  of  the  servo-motor  34,  and  to  effect 
the  change  in  the  radius  of  curvature. 

The  manner  of  operation  of  the  control  proces- 
sor  22  partially  is  shown  in  the  flow  charts  of 
Figures  7  to  9. 

At  the  start  of  the  operation  of  the  control 
processor  in  forming  the  ring,  and  as  indicated  in 
the  flow  chart  of  Figure  7,  the  data  at  the  first 
location  of  the  ring  profile  data  in  the  memory  24  is 

5  addressed  by  the  control  processor. 
From  the  reading  of  the  value  of  the  radius  of 

curvature  of  the  first  ring  portion,  and  stored  at  the 
first  location  of  the  ring  profile  data,  the  control 
processor  obtains  the  expected  value  Pd  of  the 

io  output  of  the  encoder  36  corresponding  to  the 
required  first  position  of  the  movable  finger  5. 

The  operation  of  the  control  processor  then 
enters  a  routine  which  is  repeated  in  a  repetitive 
manner.  This  part  of  the  operation  of  the  control 

is  processor  is  controlled  by  a  clock,  and  each  con- 
stituent  routine  of  the  operation  is  entered  after 
each  millisecond  during  the  formation  of  the  re- 
quired  ring.  In  the  first  250  microseconds  of  each 
routine,  and  as  is  indicated  in  the  flow  chart  of 

20  Figure  8,  a  strip  velocity  servo  loop  is  in  operation. 
In  the  operation  of  the  strip  velocity  servo  loop 

in  the  first  routine,  and  from  the  reading  of  the 
value  of  the  first  strip  length  to  pass  through  the 
feed  rollers  1  ,  and  stored  at  the  first  location  of  the 

25  ring  profile  data;  and  because  the  routine  is  cloc- 
ked  to  last  for  one  millisecond;  the  control  proces- 
sor  obtains  the  currently  expected  velocity  of  the 
strip  feed  Vd. 

Because,  initially,  the  strip  is  being  fed,  for 
30  example,  in  the  manner  required  in  the  formation  of 

the  final  portion  of  the  previous  ring  formed  by  the 
apparatus;  or  otherwise;  the  control  processor  ob- 
tains  the  instantaneous  actual  strip  velocity  Vc,  by 
immediately  previously  having  read,  and  stored, 

35  two  outputs  of  the  encoder  30  with  a  millisecond 
interval  therebetween,  and  by  subtracting  the  first 
such  encoder  output  from  the  second  output. 

Any  error  Verr  between  the  currently  expected 
velocity  Vd  and  the  instantaneous  actual  velocity  Vc 

40  is  determined  by  the  control  processor;  and  the 
control  processor  derives  the  corresponding 
change  in  speed  of  the  servo-motor  28  in  order  to 
tend  to  eliminate  Verr.  The  appropriate  output  signal 
is  supplied  by  the  control  processor  to  the  servo- 

45  motor  28,  via  the  DAC  26.  This  completes  the 
operation  of  the  strip  velocity  servo  loop  in  the  first 
routine. 

Then,  also  within  the  250  microsecond  period, 
referred  to  above,  a  bending  position  servo  loop  is 

50  in  operation  in  the  manner  indicated  in  the  flow 
chart  of  Figure  9.  As  referred  to  above,  there  has 
been  obtained  the  currently  expected  value  Pd  of 
the  output  of  the  encoder  36,  corresponding  to  the 
current  required  position  of  the  movable  finger  5. 

55  The  control  processor  also  reads  the  instanta- 
neous  actual  output  Pi  of  the  encoder  36,  possibly, 
comprising  the  position  of  the  encoder  during  the 
formation  of  the  final  portion  of  the  previous  ring, 

5 
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and  read,  and  stored,  by  the  control  procesor. 
Next  the  control  processor  calculates  any  error 

Perr  between  Pd  and  Pi;  and  derives  the  corre- 
sponding  amount  of  actuation  of  the  servo-motor 
34  in  order  to  tend  to  eliminate  Perr-  The  appro- 
priate  output  signal  is  supplied  by  the  control  pro- 
cessor  to  the  servo-motor  34,  via  the  DAC  32.  This 
completes  the  operation  of  the  bending  position 
servo  loop  in  the  first  routine. 

After  the  end  of  the  250  microsecond  period, 
with  the  required  strip  feed  velocity,  and  the  re- 
quired  position  of  the  movable  finger  5,  demanded, 
and  within  the  final  750  microsecond  period  of  the 
first  clocked  routine,  the  control  processor  performs 
a  strip  tracking  task,  as  indicated  in  the  flow  chart 
of  Figure  7. 

The  strip  tracking  task  comprises  a  sub-routine 
to  be  performed  repetitively  until  interrupted  at  a 
predetermined  point  in  the  routine,  or  until  it  is 
determined  that  the  instantaneous  strip  length  hav- 
ing  been  fed  through  the  feed  rollers  1  is  equal  to 
the  strip  length  value  stored  at  the  first  profile  data 
location  in  the  memory. 

At  the  start  of  the  sub-routine,  whilst  forming 
the  first  portion  of  the  ring,  the  control  processor  22 
reads  the  instantaneous  output  of  the  encoder  30, 
and  representative  of  the  strip  length  as  having 
passed  through  the  feed  rollers  1  . 

The  control  processor  22  then  decides  wheth- 
er,  or  not,  the  thus  instantaneously  detected  strip 
length  as  having  passed  through  the  feed  rollers  is 
equal  to  the  value  of  the  strip  length  expected  to 
have  passed  through  the  feed  rollers,  and  stored  at 
the  first  memory  located  currently  being  ad- 
dressed.  This  completes  the  sub-routine.  If  the 
decision  is  negative,  the  output  of  the  encoder  30 
is  read  again;  and  the  control  processor  again  is 
required  to  decide  whether,  or  not,  the  same  cri- 
terion  has  been  obtained.  The  sub-routine  is  re- 
peated  in  a  repetitive  manner  until  the  decision  is 
affirmative;  or  until  the  repetition  of  the  sub-routine 
is  interrupted,  as  referred  to  above. 

Then,  and  also  within  the  first  routine,  the  con- 
trol  processor  addresses  the  second  location  of 
profile  data  within  the  memory  24,  at  which  location 
is  stored  profile  data  relating  to  the  second  0.1  °  of 
arc  of  the  ring.  The  data  relating  to  the  required 
radius  of  curvature  of  the  second  0.1  °  of  arc  of  the 
ring  is  read  by  the  control  processor. 

The  control  processor  then  decides  whether,  or 
not,  the  information  defining  the  portion  of  the  ring, 
comprising  the  appropriate  0.1  °  of  arc  of  the  ring, 
and  stored  at  the  CROPPING  location  within  the 
memory  24,  is  the  same  as  the  information  defining 
the  second  portion  of  the  ring,  and  stored  at  the 
second  location  of  the  profile  data  within  the  mem- 
ory. 

Irrespective  of  whether  this  decision  is  nega- 
tive,  or  affirmative,  in  the  final  step  of  the  routine, 
the  control  processor  decides  whether,  or  not,  the 
second  location  of  the  profile  data  within  the  mem- 

5  ory  is  the  final  such  location  of  the  profile  data  of 
the  ring. 

If  this  decision  is  also  negative,  the  second 
routine  is  commenced,  under  the  control  of  the 
clock,  and  at  the  end  of  the  one  millisecond  period 

io  allowed  for  the  first  routine. 
In  the  first  250  microseconds  of  the  second 

routine,  the  strip  velocity  servo  loop  again  is  op- 
erated  in  the  manner  indicated  in  the  flow  chart  of 
Figure  8.  This  time  the  instantaneous  actual  strip 

is  velocity  Vc  is  determined  by  using  the  appropriate 
output  of  the  encoder  30  read,  and  stored,  in  the 
first  routine. 

Then,  the  bending  position  servo  loop  again  is 
operated  in  the  manner  indicated  in  the  flow  chart 

20  of  Figure  9.  This  time  the  instantaneous  actual 
output  Pj  of  the  encoder  36  is  the  appropriate 
output  of  the  encoder  36,  read,  and  stored,  by  the 
control  processor  in  the  first  routine. 

Next  the  sub-routine  comprising  the  strip  track- 
25  ing  task  is  performed,  until  the  instantaneous  strip 

length  having  been  fed  through  the  feed  rollers  is 
equal  to  the  strip  length  value  stored  at  the  second 
profile  data  location  in  the  memory;  or  until  the 
sub-routine  is  interrupted,  as  referred  to  above. 

30  The  second  routine  is  completed,  including 
reading  the  profile  date  at  the  third  location  in  the 
memory. 

The  routine  is  repeated,  in  a  repetitive  manner, 
whilst  the  ring  is  being  formed  with  the  predeter- 

35  mined  non-circular  profile  in  accordance  with  the 
profile  data  stored  in  the  memory  24.  This  repeti- 
tion  occurs  until  the  control  processor  22  decides 
that  the  information  defining  a  portion  of  the  ring, 
and  stored  at  the  CROPPING  location  within  the 

40  memory  24,  is  the  same  as  the  information  defining 
the  portion  of  the  ring  at  the  profile  data  location 
within  the  memory  currently  being  addressed  by 
the  control  processor.  In  response  to  this  affir- 
mative  decision,  the  control  processor  causes  the 

45  cropper  6  to  be  actuated.  This  cropping  action  of 
the  previously  formed  ring  does  not  interfere  ad- 
versely  with  the  formation  of  the  ring  being  pro- 
duced.  In  the  same  routine,  inevitably,  a  further 
decision  is  made  that  the  simultaneously  ad- 

50  dressed  location  of  the  profile  data  in  the  memory 
24  is  not  the  final  such  location. 

Subsequently,  the  routine  is  continued  to  be 
repeated,  in  a  repetitive  manner;  but  the  cropper  6 
is  not  actuated  again  until  after  the  ring  being 

55  formed  is  completed. 
The  repetition  of  the  routine  of  Figures  7  to  9 

does  not  cease  until  the  control  processor  22  de- 
cides,  in  the  final  step  of  a  routine,  that  the  simulta- 

6 
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neously  addressed  location  of  the  profile  data  in 
the  memory  24  is  the  final  such  location.  The 
formation  of  the  ring,  and  the  operation  of  the 
control  processor  in  forming  the  ring,  are  now 
complete. 

Normally  the  control  processor  22  then  repeats 
the  above  operation,  without  interruption  of  the  wire 
feed  to  the  bending  means,  and  in  order  to  form  a 
subsequent  ring. 

Claims 

1.  A  method  for  the  manufacture  of  piston  rings 
for  use  in  internal  combustion  engines,  and 
from  a  metal  strip  (7),  the  method  at  least 
including  providing  rings  having  a  predeter- 
mined  non-circular  profile,  by  feeding  a  metal 
strip  (7)  into  a  guide  means  (2)  to  align  the 
strip  (7)  and  feed  the  strip  (7)  into  a  first 
bending  means  (4),  bending  the  strip  (7)  in 
said  first  bending  means  (4)  into  a  regular 
curve  of  a  predetermined  radius,  and  feeding 
said  curved  strip  (7)  into  a  second  bending 
means  (5)  operable  to  vary  the  radius  of  cur- 
vature  of  the  strip  (7)  fed  thereto,  characterised 
by  the  strip  (7)  being  bent  by  said  first  bending 
means  (4)  to  a  uniform  radius  of  at  least  2 
percent  below  the  minimum  radius  of  curvature 
in  said  predetermined  ring  profile,  and  then  the 
strip  (7)  being  bent  by  said  second  bending 
means  (5)  throughout  the  formation  of  each 
ring,  to  increase  the  radii  of  curvature  of  all  the 
constituent  portions  of  the  strip  (7)  forming  the 
ring  to  the  values  required  in  said  predeter- 
mined  non-circular  profile. 

2.  A  method  according  to  claim  1,  characterised 
in  that  the  ratio  of  the  uniform  radius  of  cur- 
vature  of  the  metal  strip  (7)  induced  in  the  first 
bending  means  (4)  to  the  minimum  radius  of 
curvature  needed  in  the  peredetermined  ring 
profile  is  in  the  range  98:100  to  2:5. 

3.  A  method  according  to  claim  2,  characterised 
in  that  said  ratio  is  in  the  range  3:4  to  1  :2. 

4.  A  method  according  to  claim  1  ,  or  claim  2,  or 
claim  3,  characterised  in  that  in  the  first  bend- 
ing  means  (4)  the  metal  strip  (7)  is  forced 
against  an  abutment  (4)  having  a  location  in 
relation  to  the  position  of  a  fulcrum  pin  (3) 
chosen  such  that  the  strip  (7)  is  bent  around 
the  fulcrum  pin  (3)  to  a  greater  extent  than  is 
required  in  the  predetermined  ring  profile,  and 
in  the  second  bending  means  (5)  the  curved 
metal  strip  (7)  from  said  first  bending  means 
(4)  is  passed  around  a  movable  finger  (5) 
which,  throughout  the  formation  of  each  ring, 

urges  the  strip  (7)  outwardly  to  increase  the 
radii  of  curvature  of  all  the  constituent  portions 
of  the  strip  (7)  forming  the  ring  by  the  desired 
amounts. 

5 
5.  A  method  according  to  any  one  of  the  preced- 

ing  claims,  characterised  in  that  the  leading 
portion  of  the  strip  (7)  of  each  ring  is  directed 
by  deflector  means  into  a  plane  adjacent  to 

io  that  of  the  strip  (7)  feeding  into  the  bending 
means. 

6.  A  method  according  to  any  one  of  the  preced- 
ing  claims,  characterised  in  that  each  ring  pro- 

15  duced  is  severed  from  the  oncoming  strip  (7) 
so  as  to  provide  the  desired  gap  in  the  ring. 

7.  A  method  according  to  any  one  of  the  preced- 
ing  claims,  characterised  in  that  the  rings  pro- 

20  duced  are  severed  one  by  one  without  arrest- 
ing  the  feeding  of  the  strip  (7)  into  the  bending 
means. 

Patentanspruche 
25 

1.  Verfahren  zur  Herstellung  von  Kolbenringen 
aus  einem  Metallstreifen  (7)  zur  Verwendung  in 
Brennkraftmaschinen,  das  zumindest  das  Er- 
zeugen  von  Ringen  mit  einem  gegebenen 

30  nicht-kreisformigen  Profil  durch  Einfuhren  ei- 
nes  Metallstreifens  (7)  in  Fuhrungsmittel  (2), 
urn  den  Streifen  (7)  auszurichten  und  ihn  einer 
ersten  Biegeeinrichtung  (4)  zuzuleiten,  und  fer- 
ner  ein  Biegen  des  Streifens  (7)  in  besagter 

35  ersten  Biegeeinrichtung  (4)  zu  einem  gleich- 
maBigen  Bogen  mit  einem  vorbestimmten  Ra- 
dius  sowie  ein  Zufuhren  dieses  gebogenen 
Streifens  (7)  zu  einer  zweiten  Biegeeinrichtung 
(5)  umfaBt,  die  zum  Andern  des  Krummungsra- 

40  dius  des  ihr  zugefuhrten  Streifens  (7)  betatig- 
bar  ist,  dadurch  gekennzeichnet,  dal3  der 
Streifen  (7)  durch  die  erste  Biegeeinrichtung 
(4)  zu  einem  gleichmaBigen  Radius  gebogen 
wird,  der  wenigstens  2  Prozent  kleiner  als  der 

45  minimale  Krummungsradius  im  vorgegebenen 
Ringprofil  ist,  und  dal3  dann  der  Streifen  (7) 
durch  die  zweite  Biegeeinrichtung  (5)  wahrend 
der  Formung  jedes  Rings  gebogen  wird,  urn 
die  Krummungsradien  aller  Abschnitte,  welche 

50  den  den  Ring  formenden  Streifen  (7)  ausbil- 
den,  auf  die  Werte  zu  vergroBern,  die  fur  das 
vorgegebene  nicht-kreisformige  Profil  erforder- 
lich  sind. 

55  2.  Verfahren  nach  Anspruch  1,  dadurch  gekenn- 
zeichnet,  dal3  das  Verhaltnis  des  in  der  ersten 
Biegeeinrichtung  (4)  aufgebrachten  gleichmaBi- 
gen  Krummungsradius  des  Metallstreifens  (7) 

7 
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zum  minimalen,  im  vorgegebenen  Ringprofil 
benotigten  Krummungsradius  im  Bereich  von 
98:100  bis  2:5  liegt. 

3.  Verfahren  nach  Anspruch  2,  dadurch  gekenn- 
zeichnet,  daB  besagtes  Verhaltnis  im  Bereich 
von  3:4  bis  1  :2  liegt. 

4.  Verfahren  nach  Anspruch  1  oder  Anspruch  2 
oder  Anspruch  3,  dadurch  gekennzeichnet,  daB 
der  Metallstreifen  (7)  in  der  ersten  Biegeein- 
richtung  (4)  gegen  ein  Gegenlager  (4)  gedruckt 
wird,  das  eine  Lage  relativ  zur  Stellung  eines 
Drehbolzens  (3)  aufweist,  die  so  gewahlt  ist, 
daB  der  Streifen  (7)  urn  den  Drehbolzen  (3) 
herum  in  einem  groBeren  MaB  als  fur  das 
vorgegebene  Ringprofil  erforderlich  gebogen 
wird,  und  daB  der  gebogene  Metallstreifen  (7) 
aus  besagter  erster  Biegeeinrichtung  (4)  urn 
einen  bewegbaren  Finger  (5)  herumgefuhrt 
wird,  der  wahrend  der  Ausbildung  jedes  Rings 
den  Streifen  (7)  nach  auBen  druckt,  urn  die 
Krummungsradien  aller  Abschnitte,  welche  den 
den  Ring  formenden  Streifen  (7)  ausbilden,  urn 
das  gewunschte  MaB  zu  vergroBern. 

5.  Verfahren  nach  einem  der  vorhergehenden  An- 
spruche,  dadurch  gekennzeichnet,  daB  der  vor- 
dere  Abschnitt  des  Streifens  (7)  jedes  Rings 
durch  Fuhrungseinrichtungen  in  eine  Ebene 
gelenkt  wird,  die  der  Ebene  der  Zufuhrung  des 
Streifens  (7)  zu  den  Biegeeinrichtungen  be- 
nachbart  ist. 

6.  Verfahren  nach  einem  der  vorhergehenden  An- 
spruche,  dadurch  gekennzeichnet,  daB  jeder 
erzeugte  Ring  vom  ankommenden  Streifen  (7) 
so  abgetrennt  wird,  daB  der  gewunschte  Spalt 
im  Ring  erzeugt  wird. 

7.  Verfahren  nach  einem  der  vorhergehenden  An- 
spruche,  dadurch  gekennzeichnet,  daB  die  er- 
zeugten  Ringe  einzeln  abgetrennt  werden, 
ohne  die  Zufuhrung  des  Streifens  (7)  zur  Bie- 
geeinrichtung  zu  unterbrechen. 

Revendicatlons 

1.  Procede  de  fabrication  de  segments  de  piston 
pour  utilisation  dans  des  moteurs  a  combus- 
tion  interne,  et  a  partir  d'une  bande  metallique 
(7),  le  procede  comprenant  au  moins  la  realisa- 
tion  de  segments  ayant  un  profil  non  circulaire 
predetermine,  en  alimentant  une  bande  metalli- 
que  (7)  dans  un  moyen  de  guidage  (2)  pour 
aligner  la  bande  (7)  et  delivrer  la  bande  (7)  a 
un  premier  moyen  de  cintrage  (4),  en  cintrant 
la  bande  (7)  dans  ledit  premier  moyen  de 

cintrage  (4)  en  une  courbe  reguliere  d'un  rayon 
predetermine,  et  en  delivrant  ladite  bande  (7) 
cintree  a  un  second  moyen  de  cintrage  (5) 
servant  a  modifier  le  rayon  de  courbure  de  la 

5  bande  (7)  qui  lui  est  delivree,  caracterise  en  ce 
que  la  bande  (7)  est  cintree  par  ledit  premier 
moyen  de  cintrage  (4)  suivant  un  rayon  unifor- 
me  d'au  moins  2  pour  cent  plus  petit  que  le 
rayon  minimal  de  courbure  dudit  profil  de  seg- 

io  ment  predetermine,  et  en  ce  que  la  bande  (7) 
est  ensuite  cintree,  par  ledit  second  moyen  de 
cintrage  (5)  au  cours  de  la  formation  de  cha- 
que  segment,  pour  augmenter  les  rayons  de 
courbure  de  toutes  les  parties  constituant  la 

is  bande  (7)  formant  le  segment  en  fonction  des 
valeurs  requises  pour  ledit  profil  non  circulaire 
predetermine. 

2.  Procede  selon  la  revendication  1,  caracterise 
20  en  ce  que  le  rapport  du  rayon  de  courbure 

uniforme  de  la  bande  metallique  (7),  introduite 
dans  le  premier  moyen  de  cintrage  (4),  au 
rayon  de  courbure  minimal  necessaire  dans  le 
profil  de  segment  predetermine  est  dans  la 

25  plage  de  98/100  a  2/5. 

3.  Procede  selon  la  revendication  2,  caracterise 
en  ce  que  ledit  rapport  est  dans  la  plage  de 
3/4  a  1/2. 

30 
4.  Procede  selon  la  revendication  1,  ou  la  reven- 

dication  2  ou  la  revendication  3,  caracterise  en 
ce  que,  dans  le  premier  moyen  de  cintrage 
(4),  la  bande  metallique  (7)  est  forcee  contre 

35  une  butee  (4)  ayant  une  position  en  relation 
avec  la  position  d'une  broche  (3)  formant  point 
d'appui,  choisie  de  telle  maniere  que  la  bande 
(7)  soit  cintree  autour  de  la  broche  (3)  formant 
point  d'appui  jusqu'a  une  valeur  plus  grande 

40  que  celle  requise  pour  le  profil  de  segment 
predetermine,  et  en  ce  que,  dans  le  second 
moyen  de  cintrage  (5),  la  bande  metallique  (7) 
cintree  issue  dudit  premier  moyen  de  cintrage 
(4)  est  passee  autour  d'un  doigt  mobile  (5)  qui, 

45  tout  au  long  de  la  formation  de  chaque  seg- 
ment,  pousse  la  bande  (7)  vers  I'exterieur  pour 
augmenter,  de  quantites  souhaitees,  le  rayon 
de  courbure  de  toutes  les  parties  constituant  la 
bande  (7)  formant  le  segment. 

50 
5.  Procede  selon  I'une  quelconque  des  revendi- 

cations  precedentes,  caracterise  en  ce  que  la 
partie  de  tete  de  la  bande  (7)  de  chaque 
segment  est  dirigee  par  un  moyen  deflecteur 

55  dans  un  plan  adjacent  a  celui  dans  lequel  la 
bande  (7)  est  delivree  aux  moyens  de  cintrage. 

8 
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6.  Procede  selon  I'une  quelconque  des  revendi- 
cations  precedentes,  caracterise  en  ce  que 
ledit  segment  produit  est  coupe  de  la  bande 
(7)  entrante  de  maniere  a  creer  I'ecartement 
souhaite  dans  le  segment.  5 

7.  Procede  selon  I'une  quelconque  des  revendi- 
cations  precedentes,  caracterise  en  ce  que  les 
segments  produits  sont  coupes  un  par  un  sans 
arreter  la  delivrance  de  la  bande  (7)  aux  10 
moyens  de  cintrage. 
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