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Description 

The  present  invention  relates  in  general  to 
methods  and  apparatus  for  forming  materials,  and 
more  particularly  relates  to  the  drawing  of  a  planar 
sheet  of  material  into  a  cup-shaped  article,  and 
embossing  the  side  wall  thereof. 

In  the  metal  forming  art  there  are  numerous 
ways  of  forming  cup-shaped  articles.  One  method 
includes  pouring  a  molden  metal  into  a  mold  to 
form  a  cup-like  shell.  Another  method  includes 
forming  a  cylinder  of  sheet  metal,  and  welding  a 
cap  to  one  end  thereof.  Yet  another  method  in- 
cludes  drawing  the  metal  from  a  planar  sheet  of 
metal  to  form  the  cup-shaped  article.  While  the 
noted  methods  are  all  effective  in  forming  the  final 
article,  the  latter  method  is  the  most  expedient,  as 
it  is  less  costly  and  requires  much  less  time.  A 
method  of  forming  a  cup-shaped  article  by  the 
latter  noted  drawing  process  is  disclosed  in  U.  S.- 
A-  4,509,356,  and  assigned  to  the  assignee  hereof. 

Among  other  applications,  cup-shaped  articles 
are  utilized  in  constructing  fragmentation  contain- 
ers,  such  as  employed  in  manufacturing  military 
grenades.  In  this  application,  the  inside  surface  of 
the  cup-shaped  article  is  embossed  to  form  lines  of 
weakness  and  thereby  facilitate  the  fragmentation 
of  the  article  when  exploded. 

Embossing  a  grid  pattern  of  grooves  by  tech- 
niques  heretofore  known  in  the  art  includes  the 
forming  of  the  pattern  while  the  material  is  flat,  in 
either  a  blank  or  strip  form.  The  preferred  practice 
is  to  roll  form  the  material  by  passing  it  through  a 
pair  of  embossing  rollers,  and  then  rewinding  the 
strip  in  a  coil  for  subsequent  processing.  One  of 
the  embossing  rollers  is  machined  to  impress  the 
emboss  design  or  pattern  on  one  side  of  the  metal 
strip,  while  the  other  roller  is  a  smooth  surface 
used  to  compress  the  metal  strip  against  the  em- 
bossing  roller.  When  this  technique  is  employed, 
alloy  steels  which  form  the  blank  or  strip  material 
tend  to  work-harden.  Work-hardening  of  the  ma- 
terial  is  alleviated  by  annealing  the  strip  material 
after  the  roll  forming  of  the  emboss  design.  The 
annealing  operation  is  expensive,  as  it  is  necessary 
to  heat  the  embossed  material  to  a  temperature  in 
excess  of  1,000°F.,  under  a  controlled  atmospheric 
condition.  The  embossed  strip  is  then  formed  into 
the  cup-shaped  article  by  one  of  the  methods 
identified  above. 

Other  techniques  for  forming  a  grooved  struc- 
ture  on  the  inside  surface  of  a  bore  or  cylinder 
concerns  an  extrusion  process  which  is  adapted  for 
forming  rifling  grooves  within  a  tubular  structure. 
Such  a  process  is  briefly  described  in  the  article 
"Extrusion  of  Thin-Wall  Tubes  Eliminates  Machin- 
ing",  by  William  G.  McEwen,  P.89-90,  The  Tool 
and  Manufacturing  Engineer,  December  1963.  Ac- 

cording  to  this  process,  a  steel  billet  has  a  bore 
formed  therethrough,  and  a  mandrill,  ram  and  ring 
die  are  utilized  to  extrude  the  billet  over  the  man- 
dril  and  thereby  form  the  riflings.  This  process  is 

5  not  only  expensive  and  time  consuming,  but  also 
can  be  accomplished  only  on  open-ended  cylin- 
drical  articles.  One  end  of  the  extruded  cylinder 
must  then  be  welded  or  otherwise  capped  to  form 
the  cup-shaped  article. 

io  It  can  be  seen  that  a  need  exists  for  a  high- 
speed  and  economical  method  and  apparatus  for 
forming  an  embossed  design  on  the  inside  surface 
of  cup-shaped  articles.  A  concomitant  need  exists 
for  combining  embossing  and  drawing  operations 

75  of  the  material  to  facilitate  the  construction  of  the 
embossed  article.  An  additional  need  exists  for  a 
high-speed  drawing  and  embossing  operation  so 
that  the  forming  is  completed  before  work  har- 
dening  occurs.  The  expensive  and  time-consuming 

20  annealing  process  can  then  be  eliminated. 
US-A-4  339  939  describes  a  method  for  for- 

ming  heavily-walled,  cup-shaped  parts  by  using  a 
multiple  station  punch  and  die  machine.  This  does 
not  address  "embossing"  as  disclosed  herein  with 

25  regard  to  the  invention. 
In  accordance  with  the  present  invention,  a 

method  and  apparatus  for  drawing  a  metal  part  and 
embossing  the  same  in  one  operation  is  disclosed, 
which  method  and  apparatus  reduces  or  substan- 

30  tially  eliminates  the  shortcomings  and  drawbacks 
associated  with  the  prior  art  techniques. 

In  accordance  with  the  invention,  apparatus  for 
embossing  the  side  wall  of  a  cup-shaped  article  is 
provided,  the  apparatus  comprising: 

35  a  die  for  receiving  the  article,  the  die  having  a 
reduced  diameter  portion; 

a  punch  insertable  into  the  article,  the  punch 
being  movable  with  respect  to  the  die  such  that  the 
punch  can  be  spaced  from  the  reduced  diameter 

40  portion  of  the  die  so  as  to  define  an  annular  open- 
ing  between  the  punch  and  the  die,  which  opening 
is  somewhat  thinner  than  the  thickness  of  a  side 
wall  of  the  article; 

a  pressure  sleeve  surrounding  the  punch  for 
45  engaging  the  article  and  movable  with  the  punch; 

and 
drive  means  for  (a)  moving  the  punch  such  as 

to  carry  the  article  into  the  die;  (b)  moving  the 
pressure  sleeve  such  as  to  cause  a  non-forcing 

50  engagement  with  the  article  over  a  first  distance, 
whereby  the  punch  urges  the  article  into  engage- 
ment  with  the  reduced  diameter  portion  of  the  die; 
and  (c)  withdrawing  the  punch  from  the  article, 
characterised  in  that: 

55  embossing  means  are  provided  on  either  the 
outside  surface  of  the  punch,  or  the  inside  surface 
of  the  reduced  diameter  portion  of  the  die  for 
embossing  a  design  respectively  on  the  inside,  or 
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outside  surface  of  the  article; 
positioning  means  are  provided  to  hold  the 

punch  stationary  with  respect  to  the  die  such  as  to 
form  said  annular  opening,  after  the  drive  means 
has  caused  the  punch  to  urge  the  article  into 
engagement  with  the  reduced  diameter  portion  of 
the  die;  and 

the  pressure  sleeve  is  driveable  by  the  drive 
means  over  a  remaining  second  distance  such  as 
to  force  the  article  through  said  annular  opening, 
whilst  said  punch  remains  stationary,  thereby  em- 
bossing  the  article. 

The  invention  also  provides  a  method  for  em- 
bossing  the  inside  surface  of  a  cup-shaped  article, 
comprising  the  steps: 

spatially  fixing  a  die  with  a  reduced  diameter 
interior  part; 

disposing  an  embossing  punch  having  an  ex- 
ternal  embossing  design  stationary  with  respect  to 
said  reduced  diameter  part  to  form  an  annular 
opening  having  a  dimension  which  is  smaller  than 
the  width  of  the  cup  side-wall  of  said  article  there- 
between; 

said  embossing  punch  disposing  step  compris- 
ing  lowering  said  embossing  punch  to  capture  said 
article  and  to  move  said  article  into  a  mount  of  said 
die  and  to  define  said  annular  opening,  and  halting 
further  downward  movement  of  said  embossing 
punch  once  said  annular  opening  is  defined;  and 

moving  a  pressure  sleeve  surrounding  said 
punch  downwardly  to  force  said  article  through  said 
annular  opening  to  effect  said  embossing,  said 
pressure  sleeve  remaining  stationary  thereafter  for 
holding  said  article  within  said  die  while  said  em- 
bossing  punch  is  withdrawn  from  said  article. 

In  accordance  with  preferred  features  of  the 
invention,  the  emboss  punch  includes  a  replace- 
able  emboss  head  so  that  a  change  from  one 
embossing  design  to  another  can  be  quickly  and 
efficiently  made.  Various  emboss  heads,  including 
those  of  a  spiral  design,  are  disclosed  to  achieve 
different  embossing  patterns.  When  a  spiral-type  of 
embossing  design  is  desired,  the  emboss  punch  is 
mounted  in  the  station  so  as  to  be  freely  rotatable 
when  the  pressure  sleeve  forces  the  article  through 
the  annular  orifice  formed  between  the  embossing 
punch  head  and  the  embossing  die.  For  a  cros- 
shatched  embossing  pattern,  two  embossing  sta- 
tions  are  provided;  one  for  embossing  a  spiral 
design  in  a  first  direction,  and  another  for  emboss- 
ing  a  spiral  design  in  a  second  direction  to  form 
the  crosshatched  pattern. 

In  the  preferred  embodiment  of  the  invention, 
the  pressure  sleeve  and  the  embossing  punch  are 
independently  driven  by  a  common  press  slide 
which  also  operates  the  initial  and  final  draw  sta- 
tions  of  the  process.  On  the  downward  stroke  of 
the  press  slide,  a  slave  hydraulic  cylinder  is  caus- 

ed  to  be  operated  which  supplies  pressurized  fluid 
to  an  emboss  station  cylinder.  The  emboss  station 
cylinder  operates  a  pivotal  lever  which  forces  the 
emboss  punch  downwardly  into  the  cup.  The  pres- 

5  sure  sleeve  apparatus  floats  with  respect  to  the 
emboss  punch,  and  therefore  is  initially  brought  by 
gravity  down  into  contact  with  the  shoulder  of  the 
cup-shaped  article.  The  continued  downward 
movement  of  the  press  slide  causes  the  hydraulic 

io  system  to  pivot  the  lever  and  force  the  emboss 
punch  to  the  predetermined  position,  and  thus  the 
cup  into  the  mouth  of  the  emboss  die,  whereupon 
the  lever  engages  with  a  stop.  The  emboss  punch 
is  held  at  this  position  which  forms  the  annular 

is  opening  with  respect  to  the  reduced  diameter  part 
of  the  emboss  die.  The  continued  downward  mo- 
tion  of  the  press  slide  engages  the  pressure  sleeve 
apparatus  which  then  firmly  engages  the  shoulder 
of  the  article  and  forces  it  downwardly  through  the 

20  annular  opening.  The  sidewalls  of  the  article  there- 
by  undergo  both  a  drawing  and  an  embossing  of 
the  material. 

Further  features  and  advantages  will  become 
more  apparent  from  the  following  and  more  particu- 

25  lar  description  of  the  preferred  embodiment  of  the 
invention,  as  illustrated  in  the  accompanying  draw- 
ings  in  which  like  reference  characters  generally 
refer  to  the  same  parts  throughout  the  views,  and 
in  which: 

30  FIGURES  1a,  1b  and  1c  illustrate  in  simplified 
form  the  combined  draw  and  embossing  oper- 
ations  according  to  an  embodiment  of  the  inven- 
tion; 
FIGURES  2a  through  2i  illustrate  the  cup- 

35  shaped  article  as  it  undergoes  the  combined 
drawing  and  embossing  operation  according  to 
an  embodiment  of  the  invention; 
FIGURES  3a  through  3f  are  sectional  views  of 
the  cup-shaped  article  as  it  is  formed  in  accor- 

40  dance  with  the  operations  of  the  metal  forming 
stations  of  FIGURES  1a,  1b  and  1c; 
FIGURES  4a  through  4h  are  respective  side  and 
bottom  views  of  a  number  of  punch  heads  hav- 
ing  various  embossing  designs; 

45  FIGURE  5  illustrates  in  exploded  form  the  com- 
ponent  parts  of  the  emboss  punch  and  pressure 
sleeve  assemblies; 
FIGURE  6  is  a  top  view  of  the  punch  clamp 
holder  apparatus; 

50  FIGURE  7  illustrates  a  side  view  of  the  punch 
clamp  holder,  with  the  lever  arm  attachment 
thereto; 
FIGURES  8-11  depict  an  embodiment  of  the 
apparatus  of  the  invention  in  various  positions 

55  during  the  combined  draw  and  embossing  op- 
eration; 
FIGURE  12  illustrates  in  schematic  form  the 
hydraulic  control  system  employed  with  the 
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press  slide  to  operate  the  emboss  punch  lever 
cylinder  in  a  timed  manner;  and 
FIGURE  13  graphically  depicts  the  motion  of  the 
press  slide  with  respect  to  that  of  the  feed 
motion  during  one  cycle  of  the  combined  draw 
and  embossing  step. 

Metal  Forming  Work  Stations 

The  sequential  drawing  and  embossing  steps 
for  forming  the  embossed  cup-shaped  article  are 
illustrated  in  FIGURES  1a  -  1c.  For  convenience, 
FIGURES  3a  -  3f  illustrate  the  article  after  having 
been  processed  in  accordance  with  the  operations 
of  the  respective  work  stations  of  FIGURES  1a  - 
1c.  Six  basic  work  stations  are  shown  for  fabricat- 
ing  metal  stock  from  a  blank  to  an  embossed  cup- 
shaped  product. 

A  first  work  station  10  takes  circular  planar 
sheet  metal  stock  and  forms  the  same  into  a  pre- 
liminary  cup-shaped  article  14.  A  second  draw  sta- 
tion  16  performs  a  first  draw  of  the  metal  cup  14, 
wherein  the  sidewalls  thereof  are  thinned.  The  dia- 
metric  dimensions  of  the  cup  are  made  smaller, 
and  due  to  the  extrusion  of  the  sidewalls,  the  cup  is 
lengthen  somewhat,  axially.  A  second  metal  work 
station  18  shown  in  FIGURE  1b  performs  a  further 
draw  of  the  cup  14,  as  well  as  a  first  emboss  of 
spirals  20  in  a  first  direction.  The  next  metal  work 
station  22  performs  a  third  drawing  operation  on 
the  cup  14,  and  also  an  additional  emboss  24  of  a 
spiral  design  in  a  second  direction.  The  first  and 
second  emboss  of  the  inside  surface  of  the  cup  14 
forms  a  crosshatched  design.  A  fifth  metal  work 
station  26  shown  in  FIGURE  1c  performs  an  addi- 
tional  draw  of  the  metal  of  the  cup  14  to  shape  the 
bottom  portion  thereof.  A  last  metal  work  station  28 
performs  a  restrike  operation  on  the  cup  14, 
wherein  the  bottom  or  closed  end  of  the  cup  14  is 
drawn  or  pressed  into  a  final  shape. 

While  not  shown,  transfer  apparatus  is  effective 
to  automatically  transfer  the  article  from  one  work 
station  to  another  so  that  the  cup  14  can  be  se- 
quentially  processed  without  handling  by  an  oper- 
ator.  Essentially,  the  transfer  apparatus  includes 
spring-loaded  fingers  which  are  adapted  for  engag- 
ing  the  outside  surface  of  the  cup  14  and  moving 
the  cup  laterally  to  a  predetermined  location  at  the 
next  work  station  so  that  equipment  thereat  can 
push  the  cup  14  out  of  the  spring-loaded  fingers 
and  into  the  die  apparatus.  Transfer  feed  equip- 
ment  which  allows  parts  to  be  progressively  moved 
through  a  multi-station  die  set  is  well  known  in  the 
art,  and  further  details  thereof  will  not  be  set  forth 
in  this  description. 

In  more  detail,  the  press  equipment  includes  a 
press  slide  34  which  is  reciprocated  vertically  to 
synchronize  the  operations  of  each  of  the  work 

stations  so  that  the  article  can  be  processed  in  an 
orderly  manner  and  moved  from  one  station  to  the 
next.  One  reciprocating  stroke  of  the  press  slide  34 
is  effective  to  perform  the  necessary  operations  on 

5  the  cup  14  at  each  work  station.  The  press  slide 
reciprocates  at  about  fifty  strokes  per  minute.  Thus, 
a  cup  14  can  be  formed  into  a  cup,  drawn,  and 
embossed  in  about  1  .2  seconds. 

The  press  slide  34  is  moved  in  a  reciprocating 
io  manner  through  a  crank  arm  by  a  power  source 

(not  shown),  as  will  be  described  in  more  detail 
below.  Draw  punches  in  the  draw  stations  10,  16, 
26  and  28  are  engaged  by  the  press  slide  34  for 
effecting  the  drawing  of  the  metal  cup  14  with 

is  respective  cooperating  draw  die  equipment.  The 
combined  draw  and  emboss  stations  18  and  22, 
however,  include  a  number  of  telescoping  elements 
which  are  responsive  both  to  the  movement  of  the 
press  slide  34,  as  well  as  other  hydraulically  op- 

20  erated  equipment,  to  function  in  a  timed  manner  to 
perform  a  simultaneous  draw  and  emboss  opera- 
tion  on  the  cup  14. 

A  number  of  round  metal  blanks  are  stacked  in 
a  hopper  (not  shown)  for  automatic  loading  to  the 

25  first  work  station  10.  After  the  transfer  feed  mecha- 
nism  selects  a  metal  blank  from  the  load  hopper, 
the  blank  is  moved  to  the  first  metal  work  station 
10.  Work  station  10  includes  a  draw  punch  40 
having  an  upper  flared  end  42  integral  with  a  shaft 

30  44.  The  shaft  44  is  coupled  to  the  press  slide  34  so 
that  when  the  press  slide  34  reciprocates,  the  shaft 
44  moves  accordingly.  The  punch  40  is  integral 
with  the  shaft  44  and  is  fitted  with  a  draw  head  46. 
Parts  40,  42,  44,  and  46  comprise  a  one  piece 

35  punch  in  stations  for  draw  only.  A  housing  50  is 
guided  on  the  punch  40  as  the  press  slide  34 
moves  the  punch  40  in  a  reciprocating  manner. 
Importantly,  the  draw  punch  40  and  the  transfer 
feed  mechanism  is  constructed  so  that  the  punch 

40  40  can  move  therethrough  into  the  draw  die 
mechanism  located  below  the  punch.  A  stripper 
sleeve  52  is  fixed  to  a  guide  housing  50  for  strip- 
ping  the  cup  14  from  the  punch  40  after  the  cup  14 
has  been  formed  and  the  punch  40  is  moved 

45  upwardly  into  the  transfer  fingers.  The  stripper 
housing  50  is  connected  by  a  trunnion  and  pin 
arrangement  to  a  forked  lever  arm  51.  The  lever 
arm  is  pivoted  somewhat  to  move  the  stripper  52 
up  and  down.  However,  when  the  punch  40  is 

50  moved  upwardly  after  the  forming  of  the  cup  14, 
the  stripper  52  is  held  stationary  so  that  when  the 
punch  and  attached  cup  14  move  upwardly,  the 
cup  is  stripped  off  of  the  punch  40. 

Operating  in  conjunction  with  the  draw  punch 
55  apparatus  of  metal  work  station  10  is  draw  die 

equipment  54.  The  draw  die  equipment  54  includes 
a  cylindrical  draw  die  56  with  an  upper  surface  58 
generated  inwardly  toward  a  reduced  diameter  sec- 
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tion  59  where  the  drawing  of  the  metal  blank  oc- 
curs.  Associated  with  the  draw  die  56  is  a  locator 
block  60  which  is  adapted  for  fixing  the  draw  die 
56  to  a  stationary  table  (not  shown),  and  in  vertical 
registry  with  the  draw  punch  40.  For  further  details 
of  the  cup  forming  and  drawing  operations,  refer- 
ence  is  made  to  U.S.-A-  4,509,356  and  U.S.-A- 
4,527,413,  the  disclosure  of  which  is  incorporated 
herein  by  reference.  As  disclosed  in  the  noted 
patents,  a  shoulder  64  is  formed  on  the  upper 
inside  surface  of  the  cup  14.  The  shoulder  64 
facilitates  both  the  drawing  and  embossing  of  the 
cup. 

Operating  in  conjunction  with  the  draw  die 
equipment  54  is  article  lift-out  equipment  66.  In  the 
preferred  form  of  the  invention,  the  lift-out  equip- 
ment  66  is  cam  operated,  including  a  lower  shaft 
68  moved  by  a  cam  (not  shown)  in  a  timed  manner 
to  lift  an  upper  shaft  70  upwardly,  thereby  forcing 
the  cup  14  out  of  the  draw  die  56.  The  stroke  of 
the  lift-out  equipment  66  is  sufficient  to  lift  the  cup 
14  upwardly  and  into  the  fingers  of  the  transfer 
feed  device.  The  fingers  of  the  transfer  feed  de- 
vice,  being  spring  loaded,  hold  the  cup  14  therein 
for  transfer  to  the  next  work  station.  Of  course,  the 
draw  punch  40  is  moved  upwardly  sufficiently  by 
the  press  slide  34  so  that  it  is  extracted  from  the 
cup  14  by  the  stripper  52  and  is  free  for  lateral 
movement  by  the  transfer  feed  mechanism. 

During  the  metal  drawing  operation,  the  lift-out 
shaft  70  remains  fixed  as  shown  in  FIGURE  1a  and 
thereby  provides  a  bottom  for  the  draw  die  56. 
However,  little  or  no  compression  of  the  material 
forming  the  bottom  of  the  cup  14  is  had  between 
the  draw  punch  40  and  the  lift-out  shaft  70.  Other 
lift-out  or  eject  apparatus  and  techniques  may  be 
utilized  to  remove  the  cup  14  from  the  draw  die  56. 
Such  techniques  may  include  steel  springs,  air 
springs  and  gas-operated  springs  which  provide  an 
upwardly  directed  force  in  a  timed  sequence  to 
remove  the  article  from  the  draw  die  56. 

The  first  draw  operation  in  which  the  sidewall 
of  the  cup  14  is  drawn  is  carried  out  to  metal  work 
station  16.  Station  16  is  substantially  identical  to 
that  of  work  station  10,  with  the  exception  of  the 
draw  die  72.  As  can  be  seen,  draw  die  72  includes 
a  mouth  74  which  is  characterized  with  a  taper  less 
than  that  of  the  cup-forming  die  56  of  station  10. 
Draw  die  72  includes  an  annular  reduced  diameter 
area  76  which  is  spaced  from  the  outer  surface  of 
the  draw  punch  head  78  so  as  to  cause  the  metal 
squeezed  therebetween  to  be  thinned.  As  the 
sidewalls  of  the  cup  14  become  thinned  due  to  the 
drawing  operation,  the  cup  becomes  elongated  in 
an  axial  direction.  In  comparing  the  cup-forming 
punch  40  of  station  10  with  the  draw  punch  80  of 
work  station  16,  it  can  be  seen  that  the  draw  punch 
head  78  is  longer  than  the  head  46  associated  with 

cup-forming  punch  40.  The  drawing  operation  oc- 
curring  at  metal  work  station  16  is  facilitated  by  the 
annular  rim  82  of  the  punch  head  78  which  en- 
gages  the  shoulder  64  previously  formed  near  the 

5  edge  of  the  cup  14  in  the  cup-forming  station  10. 
The  next  metal  work  stations  18  and  22  func- 

tion  to  perform  a  further  draw  of  the  sidewall  of  the 
cup  14,  as  well  as  impress  an  emboss  design  on 
the  interior  sidewall  surface  thereof.  The  detailed 

io  construction  of  the  combined  draw  and  emboss 
stations  18  and  22  will  be  described  below.  How- 
ever,  it  is  sufficient  to  understand  that  the  metal 
work  station  18  includes  a  draw  punch  assembly 
86  which  is  moved  primarily  by  the  motion  of 

is  yoked  lever  arms  88  and  90.  A  pressure  sleeve 
assembly  92  is  slideable  with  respect  to  the  punch 
assembly  86  and  is  moved  independently  and  in- 
directly  by  the  motion  of  the  press  slide  34. 

The  emboss  punch  assembly  86  includes  a 
20  punch  shaft  94  with  a  replaceable  emboss  punch 

head  96  having  a  desired  design  98  machined  on 
the  outer  surface  thereof.  The  emboss  punch  head 
96  includes  a  stem  100  insertable  into  a  bore 
formed  in  the  lower  end  of  the  emboss  punch  shaft 

25  94.  Interference  fit  pins  fix  the  punch  head  96 
within  the  punch  shaft  94. 

When  it  is  desired  to  form  spiral-type  emboss- 
ing  designs  within  the  cup  14,  the  punch  shaft  94  is 
mounted  for  rotational  movement  within  a  punch 

30  clamp  holder  106.  Particularly,  the  top  of  the  em- 
boss  punch  shaft  94  is  mounted  by  a  pair  of  thrust 
bearings  108  and  110  within  a  bearing  holder  112 
to  an  upper  shoe  die  114.  While  not  shown  in  detail 
in  FIGURE  1b,  a  retainer  plate  116  is  fixed  to  the 

35  shoe  die  114,  as  well  as  to  the  punch  clamp  holder 
106. 

The  yoked  arms  88  and  90  are  connected  by 
respective  pins  118  and  120  to  respective  trunnion 
blocks  122  and  124  which  are  adapted  to  slide  in 

40  associated  linear  grooves  126  and  128  formed  in 
opposing  sides  of  the  punch  clamp  holder  106. 
Thus,  as  the  yoked  arms  88  and  90  move  up  and 
down,  the  punch  clamp  holder  106,  retainer  plate 
116,  shoe  die  114,  and  emboss  punch  shaft  94 

45  move  in  like  manner.  It  is  also  important  to  note 
that  the  yoked  lever  arms  88  and  90  are  pivoted  in 
a  vertical  manner  by  a  hydraulic  system  (not 
shown)  which  functions  in  response  to  the  move- 
ment  of  the  press  slide  34. 

50  The  pressure  sleeve  assembly  92  comprises  a 
pressure  sleeve  130  which  surrounds  the  emboss 
punch  shaft  94.  The  pressure  sleeve  130  includes 
an  annular  lower  edge  132  which  engages  the 
shoulder  64  previously  formed  in  the  upper  inside 

55  surface  of  the  cup  14.  A  number  of  set  screws  fix  a 
base  part  136  of  the  pressure  sleeve  130  to  a 
pressure  sleeve  holder  138.  The  pressure  sleeve 
holder  138  is  generally  cylindrical  in  nature  and 
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dimensioned  for  slideable  movement  within  the 
punch  clamp  holder  106.  The  punch  clamp  holder 
106  includes  an  inwardly  beveled  surface  140  at  its 
bottom  edge  thereof  functioning  as  a  stop  to  pre- 
vent  the  pressure  sleeve  holder  138  from  moving 
downwardly  with  respect  to  the  punch  clamp  holder 
106  more  than  shown  in  FIGURE  1b.  The  bottom 
exterior  part  of  the  pressure  sleeve  holder  138 
includes  an  inwardly  tapered  surface  142  for  en- 
gaging  with  the  bevel  140  of  the  punch  clamp 
holder  106. 

As  noted  above,  the  pressure  sleeve  holder 
138  can  slideably  move  with  respect  to  the  emboss 
punch  assembly  86.  To  that  end,  the  pressure 
sleeve  holder  138  includes  an  upper  edge  144 
which  is  engageable  with  the  press  slide  34  and 
moved  under  the  control  thereof.  While  not  shown, 
the  pressure  sleeve  holder  138  includes  a  pair  of 
grooves  formed  in  opposing  sidewalls  thereof  for 
accommodating  the  pins  which  connect  the  em- 
boss  punch  shaft  94  indirectly  from  the  upper  shoe 
die  114  to  the  punch  clamp  holder  106. 

The  metal  work  station  18  further  includes  a 
draw  die  146  which  includes  an  annular  inside 
reduced  diameter  protuberance  which  functions 
with  the  emboss  punch  head  96  to  simultaneously 
draw  the  sidewall  material  of  the  cup  14  and  em- 
boss  the  inside  surface  thereof.  The  draw  die  146 
is  held  stationary  with  respect  to  the  platform  by  a 
number  of  fasteners  (not  shown).  A  lift-out  mecha- 
nism  150  functions  in  a  timed  manner,  similar  to 
that  of  lift-out  equipment  66  of  station  10,  to  assist 
in  the  removal  of  the  cup  14  from  the  draw  die  146. 

The  simplified  operation  of  the  draw/emboss 
work  station  18  functions  as  follows.  Reference  to 
FIGURES  2a  -  2i  in  conjunction  with  FIGURE  1b  is 
made  to  facilitate  the  understanding  of  the  opera- 
tion  performed  by  the  draw/emboss  station  18.  The 
initial  position  of  the  apparatus  is  such  that  the 
press  slide  34  is  in  its  uppermost  position,  with  the 
emboss  punch  assembly  86  and  the  pressure 
sleeve  assembly  92  also  retracted  to  an  uppermost 
position.  The  transfer  feed  mechanism  is  then  ac- 
tivated  to  move  the  cup  14  in  a  position  aligned 
between  the  emboss  punch  head  96  and  the  em- 
boss  die  146.  This  is  illustrated  in  FIGURE  2a, 
which  also  shows  the  emboss  punch  head  96  with- 
drawn  in  the  pressure  sleeve  130. 

In  the  next  step  of  the  operation,  downward 
movement  of  the  press  slide  34  causes  the  hydrau- 
lic  system  to  move  the  yoked  lever  arms  88  and  90 
and  move  the  emboss  punch  assembly  86  down- 
wardly.  As  noted  in  FIGURE  2b,  the  emboss  punch 
head  96  enters  the  cup  14  which  is  held  by  the 
spring-loaded  fingers  of  the  transfer  feed  mecha- 
nism.  At  this  point  in  the  draw/emboss  operation, 
the  pressure  sleeve  assembly  92  is  free-floating, 
and  thus  rides  in  a  slideable  manner  with  the 

emboss  punch  assembly  86.  Accordingly,  when  the 
marginal  edge  132  of  the  pressure  sleeve  130 
contacts  the  shoulder  64  of  the  cup  14,  the  down- 
ward  motion  of  the  pressure  sleeve  130  is  tem- 

5  porarily  stalled.  However,  the  punch  head  96  con- 
tinues  to  move  into  the  cup  14  until  the  punch  head 
96  bottoms  out  therein. 

FIGURE  2c  illustrates  the  next  position  of  the 
draw  embossing  step  in  which  the  emboss  punch 

io  head  96  has  forced  the  cup  14  downwardly  out  of 
engagement  with  the  fingers  of  the  transfer  feed 
mechanism.  Before  the  cup  14  becomes  complete- 
ly  disengaged  from  the  transfer  feed  mechanism,  it 
has  entered  the  mouth  of  the  emboss  die  146, 

is  thereby  remaining  under  directional  control  of  the 
system.  The  pressure  sleeve  130  continues  to  ride 
engaged  with  the  cup  shoulder  64  while  the  punch 
head  96  continues  to  drive  the  cup  14  into  the 
emboss  die  146.  It  should  be  noted  that  at  this 

20  point  in  the  operation,  no  drawing  or  embossing  of 
the  metal  has  yet  taken  place  with  regard  to  metal 
work  station  1  8. 

FIGURE  2d  illustrates  the  position  of  the  em- 
boss  punch  head  96  which  has  not  yet  bottomed 

25  out  in  its  downward  travel.  The  emboss  punch 
travel  is  shown  stalled  because  hydraulic  cylinder 
force  on  the  lever  is  insufficient  to  drive  the  part 
into  the  emboss  die  146  which  is  smaller  in  diam- 
eter  than  the  part.  The  press  slide  34  contacts  the 

30  upper  edge  144  and  drives  the  part  through  the 
draw/emboss  die  146.  The  emboss  punch  travels 
downward  with  the  part  until  stops  on  lever  halt 
further  downward  movement  of  emboss  punch  96. 
The  downward  position  of  the  emboss  punch  as- 

35  sembly  86  is  limited  by  a  stop  mechanism  (not 
shown)  which  prevents  further  downward  motion  of 
the  yoked  lever  arms  88  and  90.  In  its  bottom-most 
position,  as  shown  in  FIGURE  2f,  the  corner  edge 
152  of  the  emboss  punch  head  96  is  spaced  a 

40  predetermined  distance  from  the  internal  reduced 
diameter  part  148  of  the  emboss  die  146.  The 
distance  between  the  emboss  punch  96  and  the 
reduced  diameter  part  148  of  the  emboss  die  de- 
fines  an  annular  opening  or  orifice  which  defines  a 

45  space  which  is  smaller  than  the  width  of  the  cup 
sidewall.  While  the  emboss  punch  head  96  is  held 
stationary  with  respect  to  the  emboss  die  146,  it  is 
free  to  rotate  during  the  draw  and  emboss  opera- 
tion.  The  rotational  feature  of  the  punch  94  is 

50  important  in  forming  spiral-type  of  embossing  de- 
signs. 

The  area  of  the  annular  space  defined  by  the 
predetermined  position  of  the  emboss  punch  head 
96  and  the  internal  reduced  diameter  part  148  is 

55  calculated  to  equal  the  area  of  the  cylindrical  por- 
tion  of  the  cup  minus  the  area  of  the  grooves  98  in 
the  punch  head,  plus  the  area  of  the  protruding 
embossed  ridge  formed  on  the  internal  surface  of 
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the  cup  14.  While  not  shown  in  FIGURE  2e,  the 
bottom  corner  of  the  cup  14  is  pinched  between 
the  punch  head  corner  152  and  reduced  diameter 
die  part  148,  and  thus  the  draw  operation  is  start- 
ed. 

Continuing  with  the  draw/emboss  operation,  it 
should  be  noted  that  while  the  emboss  punch  as- 
sembly  86  remains  fixed  in  the  noted  position  to 
form  the  annular  orifice,  the  continued  downward 
movement  of  the  press  slide  34  engages  the  top 
edge  144  of  the  pressure  sleeve  holder  138, 
whereupon  the  pressure  sleeve  130  ceases  to  ride 
in  a  floating  manner  in  engagement  with  the  cup 
shoulder  64.  Rather,  under  the  force  of  the  press 
slide  34,  the  pressure  sleeve  holder  138,  and  thus 
the  pressure  sleeve  130,  is  forced  downwardly.  As 
noted  in  FIGURE  2f,  the  pressure  sleeve  130  ap- 
plies  a  downward  force  on  the  cup  shoulder  64, 
thereby  forcing  the  cup  14  off  the  emboss  punch 
head  96  and  forced  through  the  annular  orifice. 
Because  of  the  reduction  in  the  width  of  the  cup 
sidewall  which  occurs  when  the  cup  14  is  forced 
through  the  annular  opening,  the  pattern  of  the 
embossing  grooves  98  is  impressed  on  the  internal 
sidewall  of  the  cup  14.  The  transfer  of  the  emboss 
impression  from  the  emboss  punch  head  96  to  the 
internal  cup  sidewall  occurs  simultaneously  with 
the  thinning  or  drawing  of  the  sidewall  material 
occasioned  by  the  cup  14  being  forced  through  the 
annular  opening.  Also,  when  embossing  a  spiral 
design  on  the  inside  surface  of  the  cup  14,  the 
emboss  punch  shaft  94  and  head  96  are  rotated  by 
the  cup  as  its  sidewall  is  pressed  through  the 
annular  opening. 

It  is  important  to  realize  that  with  the  foregoing 
method  and  apparatus,  the  embossed  design  can 
be  formed  substantially  over  the  entire  interior  sur- 
face  of  the  vertical  sidewall  of  the  cup  14,  starting 
at  the  corner  of  the  cup  where  the  bottom  joins  the 
sidewall. 

FIGURE  2g  depicts  the  cup  14  within  the  em- 
boss  die  146  after  it  has  been  fully  drawn  and 
embossed  in  station  18.  The  press  slide  34 
reaches  the  bottom  of  its  stroke  and  its  direction  of 
movement  is  then  reversed,  whereupon  it  begins  to 
move  upwardly  bringing  the  emboss  punch  head 
96  upwardly  also.  In  response  to  the  initial  upward 
movement  of  the  press  slide  34,  pressure  in  the 
hydraulic  system  which  controls  the  yoked  lever 
arms  88  and  90  is  released,  and  the  yoked  arms 
are  also  begin  to  move  upwardly.  The  upward 
movement  of  the  yoked  lever  arm  88  and  90 
causes  the  emboss  punch  assembly  86  to  also 
move  upwardly,  as  noted  in  FIGURE  2g.  However, 
the  pressure  sleeve  assembly  92,  not  being  rigidly 
fixed  to  the  press  slide  34,  does  not  move  upwar- 
dly  in  unison  therewith,  and  the  force  of  gravity 
maintains  the  pressure  sleeve  130  engaged  with 

the  cup  shoulder  64.  The  cup  14  thus  remains  in 
the  emboss  die  146  so  that  the  emboss  punch 
head  96  can  be  withdrawn  from  the  cup  14. 

With  regard  to  FIGURE  2h,  as  the  press  slide 
5  34  continues  its  upward  movement,  the  emboss 

punch  assembly  86  and  thus  the  punch  clamp 
holder  106  also  move  upwardly.  The  upward  move- 
ment  of  the  punch  clamp  holder  106  continues  until 
the  internal  beveled  edge  140  comes  into  engage- 

io  ment  with  the  tapered  edge  142  of  the  pressure 
sleeve  holder  138.  Upon  engagement  of  these  bev- 
eled  and  tapered  surfaces,  the  continued  upward 
movement  of  the  punch  clamp  holder  106  also  lifts 
the  pressure  sleeve  holder  138  upwardly.  The  em- 

is  boss  punch  assembly  86  and  the  pressure  sleeve 
assembly  92  then  move  upwardly  in  unison  to- 
gether  until  such  elements  are  clear  of  the  spring- 
loaded  fingers  of  the  transfer  feed  mechanism. 

FIGURE  2i  illustrates  the  final  step  of  the  com- 
20  bined  draw/emboss  operation  in  which  the  lift-out 

shaft  assembly  150  forces  the  drawn  and  em- 
bossed  cup  14  upwardly  out  of  the  emboss  die  146 
and  into  engagement  with  the  transfer  feed  mecha- 
nism.  The  transfer  feed  mechanism  is  then  trig- 

25  gered  so  that  the  emboss  cup  14  can  be  moved  to 
the  next  metal  work  station.  As  noted  from  the 
foregoing  sequence  of  steps,  the  combined  draw 
and  emboss  step  is  carried  out  in  one  stroke  of  the 
press  slide  34.  Furthermore,  the  emboss  apparatus 

30  is  constructed  to  function  with  the  apparatus  used 
in  forming  and  drawing  the  cup  14. 

It  should  be  understood  from  the  foregoing  that 
the  emboss  punch  head  96  can  include  any  of  a 
number  of  emboss  patterns,  some  of  which  will  be 

35  described  in  more  detail  below.  As  noted  in  FIG- 
URE  1b,  the  draw/emboss  station  18  is  shown 
equipped  with  an  emboss  punch  head  96  having  a 
diagonal  or  spiral-type  of  design.  In  the  event  it  is 
desired  to  emboss  another  spiral  design  to  form  a 

40  cross-hatched  pattern,  then  a  second  draw/emboss 
station  22  is  utilized.  Such  a  second  draw/emboss 
station  22  would  also  be  utilized  to  form  a  cros- 
shatched,  checkerboard  or  intersecting  diagonal 
type  of  pattern.  However,  in  the  event  only  a  single 

45  nonintersecting  embossing  pattern  is  desired,  than 
only  a  single  draw/emboss  station  18  would  be 
required. 

With  regard  to  the  second  draw/emboss  station 
22,  the  emboss  punch  shaft  156  is  equipped  with 

50  an  emboss  punch  head  158  which  includes  a  diag- 
onal  pattern  160  that  is  arranged  opposite  that  of 
the  emboss  pattern  98  of  the  emboss  punch  as- 
sembly  86  associated  with  station  18.  The  result  of 
the  dual  embossing  stations  is  the  cross-hatched 

55  pattern  24.  In  all  other  respects,  the  second 
draw/emboss  station  22  is  substantially  identical  in 
function  and  construction  to  draw/emboss  station 
18. 
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FIGURE  3d  illustrates  the  result  of  a  second 
emboss  and  draw  operation  performed  according 
to  the  second  draw/emboss  station  22.  The  resul- 
tant  embossed  cup  188  includes  a  second  spiral 

5  pattern  190  which,  together  with  the  previously 
embossed  spiral  pattern  186,  forms  a  diamond- 
shaped  pattern  on  the  inside  surface  of  the  cup 
188.  The  draw  operation  performed  at  work  station 
22  further  reduces  the  inside  and  outside  diameter 

io  of  the  cup. 
FIGURE  3e  illustrates  a  cup  194  after  a  draw 

operation  performed  by  metal  work  station  26.  The 
cup  194  is  shown  further  elongated  due  to  diamet- 
ric  reduction.  The  draw  punch  162  and  draw  die 

is  164  of  station  26  are  constructed  to  form  a  tapered 
transition  196  between  the  sidewall  195  and  the 
bottom  200  of  the  cup  194.  The  embossed  pattern 
202  is  not  substantially  affected  by  this  draw  op- 
eration. 

20  FIGURE  3f  illustrates  a  cup  204  formed  pursu- 
ant  to  the  operations  of  metal  work  station  28.  As 
can  be  seen,  the  cup  204  includes  a  cylindrical 
sidewall  206  forming  a  major  part  of  the  cup  204, 
and  a  shorter  and  narrower  sidewall  section  208 

25  formed  at  the  bottom  of  the  cup  204.  Metal  transi- 
tion  area  210  joins  the  major  sidewall  section  206 
to  the  minor  sidewall  section  208,  and  metal  transi- 
tion  area  212  joins  the  minor  sidewall  section  208 
to  the  cup  bottom  214.  The  major  sidewall  section 

30  206  of  the  cup  204  is  not  further  thinned  by  the 
operation  of  metal  work  station  28.  However,  the 
stepped  sidewall  216  is  further  defined  by  the  work 
station  28  to  form  a  cup  having  a  desired  shape. 

As  noted  above  in  connection  with  FIGURE  1b, 
35  various  embossing  designs  can  be  achieved  by 

fixing  to  the  emboss  punch  shaft  94  a  head  having 
the  appropriate  design.  The  replaceable  nature  of 
the  punch  head  96  enhances  the  versatility  of  the 
operation  so  that  different  embossing  designs  can 

40  be  formed  by  simply  changing  the  emboss  punch 
head  96. 

Emboss  Punch  Heads 

The  metal  forming  process  includes  an  addi- 
tional  metal  work  station  26  which  performs  a  fur- 
ther  draw  and  formation  of  the  cup  14.  Draw  station 
26  is  substantially  identical  to  draw  station  16, 
except  for  variations  of  the  draw  head  162  and  the 
draw  die  164.  In  essence,  the  draw  operation  oc- 
curring  in  metal  work  station  26  further  thins  the 
upper  nonembossed  sidewall  of  the  cup  14,  in 
addition  to  providing  a  desired  shape  along  the 
bottom  corner  166  of  the  cup  14.  FIGURE  3e 
shows  the  open  end  of  the  cup  14  reduced  in 
diameter  over  that  of  the  cup  of  FIGURE  3d.  As 
noted  in  FIGURE  1c,  the  punch  head  162  and  draw 
die  164  include  mating  stepped  portions  which 
form  a  corresponding  stepped  groove  around  the 
bottom  of  the  cup  14. 

Metal  work  station  28  is  provided  with  draw 
punch  equipment  168  and  draw  die  apparatus  170 
which  performs  a  further  draw  of  the  open  end  of 
the  cup  14.  According  to  this  operation,  the  bottom 
of  the  cup  14  is  also  further  formed  to  achieve  a 
desired  shape. 

FIGURES  3a-3f  depicts  the  details  of  the  cup 
14  as  it  progresses  through  the  processing  of  the 
six  work  stations  described  above.  However,  it 
should  be  understood  that  the  number  of  draw 
stations  varies  with  the  part  size  and  material,  and 
thus  those  skilled  in  the  art  may  utilize  more  or 
fewer  work  stations  than  described  above.  FIGURE 
3a  illustrates  a  cup  172  after  having  been  formed 
according  to  the  operations  of  metal  work  station 
10.  The  cup  172  includes  a  cylindrical  sidewall  174 
and  a  bottom  176.  Shown  also  is  a  shoulder  64 
which  is  utilized  in  subsequent  steps  to  facilitate 
the  drawing  and  embossing  of  the  cup  172.  For 
purposes  of  example,  the  cup  172  may  include  a 
nominal  diameter  of  about  49.5  mm  (1.95  inches), 
and  a  nominal  height  of  about  50.5  mm  (1.99 
inches). 

FIGURE  3b  illustrates  a  cup  180  after  having 
been  processed  according  to  the  operations  of 
metal  work  station  16.  Due  to  the  reduction  in  the 
outside  and  inside  diameter  of  the  cup  14  the  axial 
length  of  the  cup  180  is  lengthened  by  about  6.89 
mm  (0.27  inches)  and  narrowed  axially  by  about 
5.84  mm  (0.23  inches). 

FIGURE  3c  illustrates  a  cup  184  after  having 
been  processed  according  to  the  operations  of  the 
draw/emboss  work  station  18.  Most  notably,  the 
cup  184  includes  a  diagonal  design  186  on  its 
interior  surface.  Due  to  the  internal  embossing  op- 
eration,  the  axial  length  of  the  cup  184  is  not 
extended,  however  the  nominal  diameter  has  been 
reduced  about  1.78  mm  (0.07  inch).  Again,  the 
shoulder  64  is  utilized  to  force  the  cup  184  be- 
tween  an  annular  opening  defined  by  the  space 
between  the  emboss  punch  head  96  and  a  reduced 
diameter  part  of  the  emboss  die  146. 

45  FIGURES  4a-4h  illustrate  various  embossing 
patterns  which  can  be  machined  on  the  outer  face 
of  different  emboss  punch  heads.  Particularly,  FIG- 
URE  4a  illustrates  an  emboss  head  220  having  a 
symmetrical  pattern  of  semicircular  indentions  222 

50  formed  around  the  outer  cylindrical  surface  of  the 
head.  The  punch  head  220  includes  a  stem  224 
with  a  transverse  linear  groove  226  formed  on 
opposing  sides  thereof  for  fixing  the  head  220  to  a 
punch  head  shaft  94.  Fixing  the  punch  head  220  to 

55  the  punch  shaft  in  this  manner  prevents  respective 
rotational  movement  between  these  parts. 

FIGURE  4b  depicts  a  punch  head  228  which 
includes  a  symmetrical  pattern  of  semicircular  pro- 
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trusions  230  formed  on  the  outer  cylindrical  surface 
232  of  the  punch  head  228. 

FIGURE  4c  shows  an  embossed  punch  head 
234  which  is  characterized  by  a  symmetrical  pat- 
tern  of  V-shaped  protrusions  236  which  extend 
outwardly  from  the  cylindrical  surface  238.  The  V- 
shaped  protrusions  236  spiral  partially  around  the 
circumference  of  the  emboss  punch  head  234, 
from  one  end  to  the  other.  Various  other  numbers 
of  protrusions  236  and/or  pitches  thereof  may  be 
utilized  to  suit  particular  purposes.  In  order  to  em- 
boss  a  Crosshatch  design  on  the  inside  surface  of  a 
tubular  member,  another  emboss  punch  head  (not 
shown)  can  be  formed  which  includes  outwardly 
directed  protrusions  similar  to  that  of  the  emboss 
punch  head  234,  but  spiraling  in  an  opposite  direc- 
tion. 

FIGURE  4d  depicts  yet  another  emboss  punch 
head  240  which  is  characterized  by  a  symmetrical 
pattern  adapted  for  forming  a  vertically  splined 
design.  Particularly,  the  emboss  punch  head  240 
has  machined  within  a  cylindrical  surface  242  gen- 
erally  square  indented  areas  244.  The  width  of  the 
areas  242  and  244  are  substantially  identical  so 
that  the  raised  areas  and  depressed  areas  im- 
pressed  within  the  inside  surfaces  of  a  cylindrical 
article  are  of  substantially  the  same  width. 

FIGURE  4e  illustrates  an  emboss  punch  head 
246  having  a  number  of  lobes  248  each  with  an 
arcuate  surface  250  beginning  with  a  minimum 
distance  252  from  the  axis  of  the  emboss  punch 
head  246  to  a  maximum  distance  254  therefrom. 
The  lobes  248  are  divided  into  quadrants  around 
the  emboss  punch  head  246,  but  of  course,  various 
other  numbers  and  shapes  of  lobes  can  be  utilized. 

FIGURE  4f  shows  an  emboss  punch  head  258 
having  an  outer  cylindrical  surface  260  with  a  num- 
ber  of  square  indented  areas  262  formed  therein. 

FIGURE  4g  illustrates  yet  another  emboss 
punch  head  264  having  a  generally  cylindrical  ex- 
terior  surface  266  with  smaller  radius  circular  areas 
268  projecting  therefrom. 

FIGURE  4h  depicts  an  emboss  punch  head 
270  with  V-groove  indentations  272  formed  sym- 
metrically  around  the  outer  circumference  of  the 
punch  head  270. 

The  emboss  punch  heads  described  above  de- 
pict  examples  of  designs  which  can  be  impressed 
within  a  cup.  It  should  be  understood  that  any  of 
the  linear  or  vertically  oriented  patterns  could  be 
formed  in  a  helical  or  diagonal,  or  a  right-hand  or 
left-hand  pattern. 

As  noted  above,  the  annular  orifice  formed  by 
the  space  between  the  emboss  punch  head  96  and 
the  emboss  die  146  is  related  to  the  type  of 
emboss  pattern  impressed  on  the  inside  surface  of 
the  cup  14.  The  area  of  the  annular  orifice  is 
calculated  to  equal  the  area  of  the  cylindrical  por- 

tion  of  the  cup  after  the  draw,  minus  the  area  of  the 
grooves,  plus  the  area  of  the  protuberances  to  be 
embossed.  Hence,  depending  upon  the  type  of 
emboss  pattern  utilized,  the  size  of  the  emboss 

5  punch  head  and/or  the  placement  thereof  with  re- 
spect  to  the  internal  reduced  diameter  part  of  the 
emboss  die  should  be  considered. 

Emboss  Punch  and  Pressure  Sleeve  Assemblies 
70 

The  details  of  the  emboss  punch  assembly  and 
the  pressure  sleeve  assembly  are  shown  in  more 
detail,  in  exploded  form,  in  FIGURE  5.  A  guide 
housing  280,  comprising  a  part  of  the  press  slide 

75  34  shown  in  FIGURE  1b,  is  also  illustrated.  The 
press  slide  guide  housing  280  is  cylindrical  in 
nature,  including  an  internal  inwardly  directed  edge 
282.  The  edge  282  includes  a  tapered  surface  284 
which  functions  as  a  stop  that  limits  the  downward 

20  movement  of  the  emboss  punch  assembly  86. 
Also,  the  guide  housing  280  includes  a  rather  large 
opening  286  in  opposing  sidewall  surfaces  thereof 
to  accommodate  the  movement  of  apparatus  which 
connects  the  yoked  lever  arms  88  and  90  to  the 

25  emboss  punch  assembly  86. 
The  emboss  punch  assembly  86  includes  the 

punch  clamp  holder  106  connected  by  a  pair  of 
pins  288  to  the  upper  die  shoe  114.  The  pins  288 
are  press  fit  into  both  the  punch  clamp  holder  106 

30  and  the  upper  shoe  die  114  to  fix  the  elements 
together.  The  retainer  plate  116  is  fastened  to  the 
upper  shoe  die  114  by  a  pair  of  fastening  screws 
292  and  294.  The  retainer  plate  116  does  not 
completely  cover  the  cylindrical  opening  within  the 

35  punch  clamp  holder  106,  but  rather  is  constructed 
to  define  a  pair  of  openings  296  and  298.  The 
emboss  punch  shaft  94  includes  an  upper  end  300 
which  abuts  with  the  undersurface  of  the  retainer 
plate  116.  The  emboss  punch  shaft  94  is  also  fixed 

40  within  the  upper  shoe  die  114  by  an  upper  thrust 
bearing  302  and  a  lower  thrust  bearing  304.  With 
this  construction,  the  emboss  punch  shaft  94  is 
free  to  rotate  about  its  axial  axis,  but  is  fixed  to  the 
punch  clamp  holder  106  for  following  reciprocating 

45  movements  therewith.  Formed  on  opposing  outer 
sidewalls  of  the  punch  clamp  holder  106  are  re- 
cessed  channels  306  and  308  (FIGURES  6  and  7) 
to  accommodate  the  sliding  action  of  a  correspond- 
ing  pair  of  trunnion  slider  blocks  310  and  312.  The 

50  trunnion  blocks  310  and  312  are  fixed  to  the  re- 
spective  yoked  lever  arms  88  and  90  by  bearing 
pins  309  and  311. 

Continuing  with  FIGURE  5,  there  is  illustrated 
the  pressure  sleeve  assembly  92.  The  pressure 

55  sleeve  assembly  92  includes  the  pressure  sleeve 
holder  138  and  the  pressure  sleeve  130.  The  pres- 
sure  sleeve  holder  138  is  generally  cylindrical  in 
form,  including  a  lower  end  which  has  an  external 
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inwardly  directed  sidewall  140  which  engages  the 
internal  marginal  tapered  edge  142  of  the  punch 
clamp  holder  106.  The  pressure  sleeve  holder  138 
includes  at  its  lower  end  thereof  a  bore  314  for 
receiving  therein  the  pressure  sleeve  130.  A  pair  of 
threaded  holes  316  are  provided  for  securing  the 
pressure  sleeve  130  within  the  bore  314  by  a  pair 
of  fastening  screws  320.  The  pressure  sleeve  hold- 
er  138  also  includes  a  smaller  diameter  bore  322 
which  is  coaxially  aligned  with  a  bore  324  formed 
through  the  pressure  sleeve  130.  Thus,  when  the 
pressure  sleeve  130  is  fixed  within  the  pressure 
sleeve  holder  138,  the  emboss  punch  shaft  94  can 
slide  through  the  minor  diameter  bore  322  and  also 
through  the  bore  324  within  the  pressure  sleeve 
holder  130. 

A  pair  of  open-ended  grooves  326  and  328  are 
formed  in  the  pressure  sleeve  holder  138  for  allow- 
ing  movement  thereof  about  the  punch  clamp  hold- 
er  pins  288  and  290.  The  open-ended  grooves  326 
and  328  are  formed  so  as  to  extend  from  about  the 
middle  of  the  pressure  sleeve  holder  138  to  the 
upper  end  thereof. 

The  pressure  sleeve  holder  138,  constructed  in 
accordance  with  the  foregoing,  defines  a  partial 
semicircular  extension  330  and  a  second  semicir- 
cular  extension  332,  which  extend  through  the  re- 
spective  semicircular  openings  296  and  298  lo- 
cated  atop  the  emboss  punch  assembly  86.  The 
pressure  sleeve  holder  extensions  330  and  332  are 
constructed  with  a  length  such  that  when  the  bot- 
tom  tapered  surface  140  of  the  pressure  sleeve 
holder  138  engages  the  tapered  marginal  edge  142 
of  the  punch  clamp  holder  106,  the  top  surfaces  of 
the  pressure  sleeve  holder  extensions  330  and  332 
extend  a  short  distance  beyond  the  top  surface  of 
the  punch  clamp  holder  106.  The  diametric  size  of 
the  pressure  sleeve  holder  138  is  selected  to  be 
somewhat  less  than  the  internal  diameter  of  the 
punch  clamp  holder  106  so  as  to  allow  free  slidea- 
ble  movement  between  the  elements. 

In  assembling  the  draw/emboss  station  18,  the 
pressure  sleeve  holder  138  is  inserted  into  the 
punch  clamp  holder  106  before  the  retainer  plate 
116,  associated  apparatus,  and  emboss  punch 
shaft  94  are  affixed  thereto  by  the  pins  288  and 
290.  After  assembling  in  such  manner,  the  pres- 
sure  sleeve  holder  138  is  captured  within  the 
punch  clamp  holder  106,  but  allowed  to  move 
independently  with  respect  to  the  punch  clamp 
holder  106.  Indeed,  the  force  applied  to  the  pres- 
sure  sleeve  holder  138  arises  from  the  contact  of 
the  semicircular  extensions  330  and  332  with  the 
press  slide  34.  Thus,  when  the  press  slide  34  is  in 
a  raised  position,  the  pressure  sleeve  holder  138  is 
not  in  contact  with  the  press  slide,  but  rather 
moves  with  the  motion  of  the  punch  clamp  holder 
106  by  gravity,  through  the  engagement  of  the 

beveled  surface  142  and  the  tapered  surface  140. 
However,  and  as  noted  above  in  connection  with 
FIGURE  1b,  when  the  bottom  annular  edge  132  of 
the  pressure  sleeve  130  becomes  engaged  with 

5  the  shoulder  64  of  the  cup  14,  the  movement  of  the 
pressure  sleeve  holder  138  is  stalled,  even  though 
the  punch  clamp  holder  106  continues  to  move  the 
emboss  punch  head  96  further  into  the  cup  14. 

With  reference  now  to  FIGURE  6  and  7,  there 
io  is  illustrated  the  manner  in  which  the  punch  clamp 

holder  106  is  moved  under  the  force  of  the  yoked 
lever  arms  88  and  90.  Vertical  pivotal  movement  of 
the  yoked  lever  arms  88  and  90  is  translated  to 
vertical  movement  of  the  punch  clamp  holder  106 

is  by  a  pair  trunnion  slider  blocks  310  and  312.  The 
trunnion  slider  blocks  310  and  312  are  mounted  for 
slideable  movement  within  the  exterior  recessed 
channels  306  and  308  of  the  punch  clamp  holder 
106.  Further,  the  trunnion  slider  blocks  310  and 

20  312  are  mounted  for  rotational  movement  about 
respective  pins  309  and  311  which,  in  turn,  are 
fixed  within  the  yoked  lever  arms  88  and  90.  Thus, 
as  the  ends  of  the  lever  arms  88  and  90  pivot 
about  an  arcuate  path,  the  trunnion  slider  blocks 

25  310  and  312  force  the  punch  clamp  holder  106  in  a 
linear  direction  along  a  vertical  path,  while  the 
slider  blocks  310  and  312  move  within  the  respec- 
tive  recessed  channels  306  and  308. 

It  can  be  appreciated  that  the  punch  clamp 
30  holder  106,  and  thus  the  emboss  punch  shaft  94 

and  head  96  are  moved  in  response  to  the  move- 
ment  of  the  yoked  lever  arms.  Importantly,  the 
pressure  sleeve  assembly  92  is  adapted  to  float 
with  the  movements  of  the  emboss  punch  assem- 

35  bly  86  with  two  exceptions.  First,  and  as  noted 
above,  when  the  lower  annular  edge  132  of  the 
pressure  sleeve  130  initially  contacts  the  shoulder 
64  of  the  cup  14,  the  movement  of  the  pressure 
sleeve  assembly  92  is  stalled.  Secondly,  when  the 

40  press  slide  34  moves  a  predetermined  distance 
downwardly,  an  engagement  therewith  is  made 
with  the  pressure  sleeve  holder  extensions  330  and 
332,  whereupon  the  pressure  sleeve  assembly  92 
is  forced  downwardly,  thereby  forcing  the  cup  14 

45  through  the  annular  opening,  as  noted  above. 

Draw/Emboss  Work  Station  Operation 

FIGURE  8  is  a  side  view  of  the  metal  work 
50  station  18  which  is  adapted  to  perform  simulta- 

neous  draw  and  embossing  operations  on  the  cup 
14.  The  apparatus  of  the  draw/emboss  work  station 
18  is  shown  at  a  "top  of  stroke"  sequence  of  the 
operation,  in  which  the  pressure  slide  34  is  at  its 

55  uppermost  position,  and  the  forked  lever  arms  88 
and  90  are  also  at  their  uppermost  pivoted  position. 
Apparatus  of  the  draw/emboss  station  shown  in 
FIGURE  8  further  includes  a  lever  340  which  is 

10 
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fixed  for  pivotal  movement  by  a  pin  342  about  a 
lever  support  base  344.  The  lever  support  base 
344  is  fixed  with  respect  to  the  draw/emboss  die 
holder  346.  The  lever  340  is  constructed  with  the 
yoked  lever  arms  88  and  90,  as  described  above. 
Fixed  to  the  other  end  of  the  lever  340  is  a  bracket 
348  to  which  a  clevis  350  is  fixed.  The  clevis  350 
is,  in  turn,  fixed  to  the  plunger  end  of  a  hydraulic 
cylinder  354  by  a  pin  352.  The  cylinder  part  of  the 
hydraulic  cylinder  354  is  fixed  by  a  heavy-duty 
bracket  356  to  the  lower  die  shoe  358.  Pressurized 
hydraulic  fluid  is  supplied  to  the  cylinder  354  by  a 
high-pressure  hoses  360  and  361  . 

Fixed  to  the  lever  340  is  a  block  362  which  is 
engageable  with  the  end  of  a  push  rod  364  which 
is  part  of  a  compressed  gas  cylinder  366.  The 
block  can  be  moved  along  with  the  lever  340  until 
the  block  362  abuts  with  stop  member  363.  The 
gas  cylinder  366  is  fixed  with  respect  to  the  lower 
die  shoe  358,  and  is  of  the  type  which  exerts  a 
continuous  pressure  on  the  push  rod  364,  tending 
to  force  the  push  rod  364  outwardly.  When  the 
push  rod  364  is  near  the  bottom  of  its  stroke,  it  is 
retracted  into  the  cylinder  366.  The  block  362 
abuts  with  the  stop  353,  thereby  limiting  the  further 
downward  movement  of  the  yoked  lever  arms  88 
and  90. 

Downward  movement  of  the  emboss  punch 
assembly  86  through  the  lever  340  is  effected  by 
supplying  pressurized  hydraulic  fluid  through  hose 
361  to  the  hydraulic  cylinder  354.  The  piston  351  is 
thereby  forced  outwardly  and,  through  the  clevis 
350,  the  lever  bracket  348  is  forced  upwardly.  The 
lever  340  thus  pivots  about  the  pin  342  and  forces 
the  yoked  lever  arms  88  and  90  downwardly.  The 
downward  movement  of  the  yoked  lever  arms  88 
and  90  continues  as  the  block  362  engages  the  top 
of  the  extended  gas  cylinder  push  rod  364,  but 
stops  when  the  block  362  abuts  with  stop  member 
363.  The  block  362  is  adjustable  with  respect  to 
the  lever  340  so  that  the  downward  movement  of 
the  yoked  lever  arms  88  and  90  can  be  arrested  at 
a  predetermined  position.  Particularly,  the  block 
362  is  adjusted  so  that  the  downward  movement  of 
the  yoked  lever  arms  88  and  90  are  arrested  when 
the  lower  portion  of  the  emboss  punch  head  96  is 
located  with  respect  to  the  draw/emboss  die  146  so 
as  to  form  the  annular  orifice  described  above. 

The  rate  of  movement  of  the  lever  340  is 
controlled  by  the  volume  of  fluid  applied  to  the 
cylinders  354.  The  application  of  fluid  pressure  to 
cylinder  354  is  indirectly  controlled  by  the  motion 
of  the  press  slide  34,  through  a  hydraulic  system  to 
be  discussed  in  more  detail  below.  However,  it  is 
important  to  realize  that  once  the  pressure  has 
been  released  from  the  hydraulic  cylinder  354,  the 
gas  cylinder  366  is  effective  to  apply  an  upward 
pressure  to  the  block  362  and  raise  the  yoked  lever 

arms  88  and  90. 
Additional  apparatus  associated  with  the  var- 

ious  work  stations  comprises  the  transfer  feed 
mechanism  370.  Forming  a  part  of  the  transfer  feed 

5  mechanism  are  spring-loaded  finger  devices  372 
and  374  for  holding  the  cup  14  in  engagement 
when  transferring  it  from  one  work  station  to  an- 
other.  The  transfer  feed  mechanism  370  is  also 
adapted  to  hold  the  cup  14  in  a  stationary  location 

io  above  the  draw/emboss  die  146  so  that  the  em- 
boss  punch  head  96  can  force  the  cup  14  through 
the  spring-loaded  fingers  372  and  374  and  into  the 
draw/emboss  die  146.  After  the  emboss  punch  has 
forced  the  cup  14  partially  into  the  draw/emboss 

is  die  146  the  transfer  feed  starts  its  return  stroke, 
causing  the  spring  closed  fingers  to  open  mo- 
mentarily  (part  is  engaged  in  the  die  and  emboss 
punch  is  engaged  in  the  part  movement  of  transfer 
feed  causes  fingers  to  open).  As  the  transfer  feed 

20  returns  to  its  starting  position  the  pressure  sleeve 
and  emboss  punch  is  still  going  through  the  work- 
ing  stroke  and  are  still  in  the  part  with  the  part  in 
the  die.  The  returning  fingers  snap  around  the 
pressure  sleeve  and  wait  for  the  ejector  to  raise 

25  part  into  the  fingers.  Also,  the  spring-loaded  fingers 
372  and  374  are  shaped  so  that  when  the  lift-out 
anvil  mechanism  150  forces  the  cup  14  out  of  the 
draw/emboss  die  146,  the  cup  14  can  be  forced 
upwardly  back  into  engagement  between  the  fin- 

30  gers  372  and  374. 
FIGURE  8  further  illustrates  that  in  the  "top  of 

stroke"  position,  the  punch  clamp  holder  106  is  in 
its  lower-most  position  with  respect  to  the  guide 
housing  280,  and  the  pressure  sleeve  holder  138  is 

35  in  its  lower-most  position  with  respect  to  the  punch 
clamp  holder  106.  When  positioned  as  such,  the 
emboss  punch  head  96  extends  downwardly, 
slightly  beyond  the  bottom  annular  edge  132  of  the 
pressure  sleeve  130. 

40  FIGURE  9  illustrates  another  positional  ar- 
rangement  of  the  draw/emboss  station  apparatus 
18  occurring  subsequent  to  that  shown  in  FIGURE 
8.  Specifically,  FIGURE  9  shows  the  piston  351 
extended  from  the  hydraulic  cylinder  354,  thereby 

45  pivoting  the  lever  340  to  a  position  where  the  block 
362  is  abutted  against  the  stop  member  363,  and 
further  downward  movement  thereof  is  prevented.  It 
is  important  to  understand  that  before  the  block 
362  is  forced  against  the  stop  member  363,  the 

50  hydraulic  cylinder  354  stalls  out.  However,  as  the 
pressure  sleeve  92  pushes  part  14  into  the 
draw/emboss  die  146,  the  force  maintained  in  the 
hydraulic  cylinders  causes  lever  340  to  move  an 
additional  small  distance  and  force  the  block  362  in 

55  contact  with  stop  member  363. 
When  hydraulic  cylinder  354  stalls  out  the  fluid 

displaced  by  slave  cylinder  400  is  dumped  over 
the  relief  428  (FIGURE  12),  as  will  be  described 
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more  fully  below.  At  the  position  noted  in  FIGURE 
9,  the  emboss  punch  head  96  has  pushed  the  cup 
14  out  of  engagement  with  the  transfer  feed 
mechanism  fingers  372  and  374  and  partially  into 
the  draw/emboss  die  146.  At  this  position,  the 
lower  annular  edge  of  the  emboss  punch  head  96 
is  spaced  a  predetermined  distance  from  the  re- 
duced  diameter  part  of  the  draw/emboss  die  146, 
thereby  forming  the  annular  opening. 

During  the  lowering  of  the  emboss  punch  as- 
sembly  86,  the  weight  of  the  pressure  sleeve  as- 
sembly  92  has  also  allowed  it  to  be  lowered  until 
the  lower  annular  edge  132  of  the  pressure  sleeve 
130  is  resting  in  engagement  with  the  shoulder  64 
of  the  cup  14.  During  the  pivotal  movement  of  the 
lever  340  occasioned  by  the  hydraulic  cylinder 
354,  the  press  slide  34  is  also  lowered.  The  anvil 
part  of  the  guide  housing  280  is  shown  in  contact 
with  the  semicircular  extensions  330  and  332  of  the 
pressure  sleeve  holder  138.  The  next  sequence  to 
be  executed  in  the  draw/emboss  step  is  the  forcing 
of  the  cup  14  through  the  annular  opening  by  the 
forced  downward  movement  of  the  pressure  sleeve 
apparatus  92. 

FIGURE  10  is  another  depiction  of  the 
draw/emboss  station  apparatus  18,  showing  the 
elements  thereof  at  their  lower-most  positions,  and 
with  the  draw  and  embossing  operations  fully  com- 
pleted  on  the  cup  14.  It  can  be  seen  that  the 
movement  of  the  lever  340  has  not  changed  from 
that  shown  in  FIGURE  9,  and  thus  the  emboss 
punch  head,  with  respect  to  the  die  146,  remains 
stationary  during  the  emboss  process.  However, 
the  press  slide  34,  and  thus  the  guide  housing 
anvil,  have  forced  the  pressure  sleeve  apparatus  92 
downwardly.  As  a  result,  the  pressure  sleeve  130 
applies  a  force  on  the  shoulder  64  of  the  cup  14, 
forcing  it  through  the  annular  orifice.  Because  the 
distance  between  the  emboss  punch  head  96  and 
the  reduced  diameter  part  of  the  draw/emboss  die 
146  is  somewhat  smaller  than  the  diameter  of 
previously  drawn  cup  14,  the  cup  material  is  drawn 
to  a  smaller  nominal  diameter.  At  the  same  time 
the  embossing  design  of  the  emboss  punch  head 
96  is  impressed  within  the  inside  sidewall  of  the 
cup  14. 

Also  illustrated  in  FIGURE  10  are  various  di- 
mensional  designations  which  identify  the  dis- 
tances  various  elements  of  the  draw/emboss  sta- 
tion  18  travel.  Distance  JJ  identifies  the  initial 
movement  of  the  emboss  punch  assembly  86  due 
to  the  operation  of  the  hydraulic  cylinder  354.  Dis- 
tance  KK  identifies  the  distance  in  which  the  die 
shoe  114  travels  together  with  pressure  sleeve  130, 
and  pushes  the  cup  14  into  the  die  146  until  halted 
by  the  engagement  of  the  block  362  with  the 
abutting  stop  block  363.  Distance  LL  represents  the 
combined  distance  of  JJ  and  KK.  Distance  MM 

identifies  the  distance  in  which  the  pressure  sleeve 
apparatus  92  travels  downwardly  under  the  force  of 
the  press  slide  34.  Essentially,  distance  MM  repre- 
sents  the  distance  by  which  the  cup  14  is  forced 

5  through  the  annular  opening.  Distance  identified  by 
NN  is  the  total  free  vertical  movement  of  the  press 
slide  34. 

FIGURE  11  illustrates  the  lift-out  part  of  the 
draw  and  embossing  sequence  of  the  invention. 

io  The  press  slide  34  is  shown  moved  to  its  upper- 
most  position.  As  noted  above,  the  upward  move- 
ment  of  the  press  slide  34  allows  the  hydraulic 
system  to  relieve  the  pressure  applied  to  the  hy- 
draulic  cylinder  354,  thereby  allowing  the  gas  cyl- 

15  inder  366  to  force  the  yoked  lever  arms  88  and  90 
upwardly.  Thus,  when  the  press  slide  34  begins  its 
upward  movement,  the  yoked  lever  arms  88  and  90 
also  move  upwardly  in  unison  therewith.  The  lift-out 
anvil  150  is  also  activated,  and  moved  upwardly  to 

20  force  the  drawn  and  embossed  cup  14  out  of  the 
die  146  and  back  into  engagement  with  the  spring- 
loaded  fingers  372  and  374.  The  processed  cup  14 
is  thus  ready  to  be  transferred  to  the  subsequent 
work  station  where  additional  drawing  and/or  em- 

25  bossing  of  the  cup  14  may  occur.  Also,  the  emboss 
punch  apparatus  86  and  the  pressure  sleeve  ap- 
paratus  92  are  in  their  fully  raised  position,  ready 
for  another  cup  to  be  moved  into  position  for  draw- 
ing  and  embossing. 

30 
Hydraulic  System 

FIGURE  12  schematically  depicts  the  hydraulic 
system  utilized  to  operate  the  levers  of  the 

35  draw/emboss  station  18  and  22.  The  hydraulic  sys- 
tem  of  the  invention  includes  a  fluid  reservoir  378 
partially  filled  with  oil.  The  upper  part  of  the  reser- 
voir  378  is  pressurized  with  air.  An  inlet  connection 
380  of  the  reservoir  378  is  connected  by  a  line  to 

40  an  air-check  valve  382  and  blow-off  valve  384.  This 
assures  that  excessive  pressure  will  not  be  built  up 
in  the  fluid  reservoir  378.  The  inlet  connection  380 
is  also  connected  to  a  pressure  regulator  386,  and 
therethrough  to  a  filter  and  water  separator  388.  On 

45  an  inlet  side  of  the  filter  and  water  separator  388, 
there  is  connected  a  gate  valve  390  which  is  con- 
nected  to  a  source  of  air  pressure  (not  shown). 

A  first  outlet  392  of  the  fluid  reservoir  378 
supplies  fluid  pressure  by  a  first,  hose  394  to  the 

50  piston  side  of  a  a  hydraulic  cylinder  354'.  The  first 
outlet  392  of  the  reservoir  378  is  also  connected  by 
another  hose  398  to  the  piston  side  of  the  hydraulic 
cylinder  354.  In  the  example,  the  hydraulic  cylinder 
354  is  associated  with  the  first  draw/emboss  station 

55  18,  while  the  hydraulic  cylinder  354'  is  associated 
with  the  second  draw/emboss  station  22.  The  first 
reservior  outlet  392  is  also  connected  to  the  piston 
side  of  a  slave  hydraulic  cylinder  400.  The  slave 
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hydraulic  cylinder  400  is  of  the  type  having  a 
piston  402  which  is  forced  within  the  cylinder  400 
by  the  application  of  pressure  to  the  piston  side 
inlet  404.  The  piston  402  is  connected  to  a  plunger 
406  which  separates  the  cylinder  400  into  a  first 
chamber  408  and  a  second  chamber  410.  The 
second  chamber  410  is  filled  with  hydraulic  fluid  so 
that  when  the  piston  402  is  forced  downwardly, 
hydraulic  fluid  in  the  chamber  410  is  forced 
through  a  slave  hydraulic  cylinder  outlet  412.  The 
piston  402  of  the  slave  hydraulic  cylinder  400  is 
forced  downwardly  in  response  to  the  downward 
movement  of  the  press  slide  34. 

A  second  outlet  414  of  the  fluid  reservoir  378  is 
connected  to  a  check-valve  416.  The  check-valve 
416  is  provided  with  an  inlet  port  418  by  which 
pressurized  fluid  from  the  reservoir  378  can  flow 
through  the  check-valve  416  and  out  a  first  outlet 
port  420  and  a  second  outlet  port  422.  The  first 
outlet  port  420  is  connected  by  a  hydraulic  hose 
424  to  the  bottom  side  of  the  draw/emboss  station 
hydraulic  cylinder  354'.  The  second  outlet  port  422 
is  connected  by  a  hydraulic  hose  426  to  the  bottom 
side  of  the  draw/emboss  station  hydraulic  cylinder 
354.  The  second  outlet  port  422  of  the  check-valve 
416  is  also  connected  to  a  relief  valve  428.  The 
relief  valve  428  prevents  excessive  pressure  from 
existing  in  the  hydraulic  line  430  connected  be- 
tween  the  second  outlet  port  422  of  the  check- 
valve  416  and  the  outlet  412  of  the  slave  hydraulic 
cylinder  400. 

The  hydraulic  system  of  FIGURE  12  operates 
in  the  following  manner.  When  the  press  slide  34  is 
at  its  upper-most  position,  there  is  little  or  no 
pressure  applied  to  the  piston  402  of  the  slave 
hydraulic  cylinder  400.  Therefore,  the  air  pressure 
within  the  fluid  reservoir  378  forces  hydraulic  fluid 
out  of  the  first  outlet  392  and  the  second  outlet 
414.  These  pressures  are  substantially  identical, 
and  are  applied  to  the  upper  and  lower  ends  of  the 
hydraulic  cylinders  354  and  354'  as  well  as  to  the 
slave  hydraulic  cylinder  400.  However,  since  there 
is  less  area  on  the  piston  side  of  each  of  the 
cylinders,  than  on  the  other  side,  the  respective 
pistons  of  the  cylinders  all  tend  to  move  upwardly. 
With  the  press  slide  34  in  its  upper-most  position, 
the  piston  402  of  the  slave  hydraulic  cylinder  is 
fully  extended  from  the  cylinder  400.  This  is  not 
the  case  with  the  hydraulic  cylinders  354  and  354', 
as  the  pressure  in  the  gas  cylinders  366  and  366' 
counteracts  the  pivotal  movement  of  the  respective 
levers  340  and  340'  such  that  the  levers  do  not 
move.  As  a  result,  the  steady  state  position  of  the 
levers  340  and  340'  is  that  shown  in  FIGURE  12, 
i.e.,  pivoted  in  a  fully  clockwise  direction. 

As  the  press  slide  34  begins  its  downward 
movement,  as  a  result  of  a  crank  arm  rotation  (not 
shown),  the  piston  402  of  slave  hydraulic  cylinder 

400  begins  to  move  downwardly.  The  check-valve 
416  is  then  forced  closed,  thereby  allowing  hydrau- 
lic  fluid  forced  out  of  slave  hydraulic  cylinder  outlet 
412  to  supply  high-pressure  fluid  to  the  lower  con- 

5  nections  of  hydraulic  cylinders  354  and  354'.  In 
response  to  the  increased  hydraulic  pressure  in 
hoses  424  and  426,  the  hydraulic  cylinder  pistons 
351  and  351  '  begin  their  upward  movement,  there- 
by  pivoting  the  levers  340  and  340'  in  a  coun- 

io  terclockwise  direction.  The  counterclockwise  rota- 
tion  of  levers  340  and  340'  overcomes  the  static 
pressure  within  the  gas  cylinder  366  and  366',  thus 
allowing  the  respective  cylinder  rods  364  and  364' 
to  be  retracted  within  the  cylinders.  As  a  result  of 

is  the  counterclockwise  pivotal  movement  of  the  le- 
vers  340  and  340',  the  emboss  punch  assemblies 
86  are  forced  downwardly.  As  noted  above,  the 
downward  movement  of  the  emboss  punch  assem- 
bly  86  continues  until  the  cup  14  is  brought  against 

20  the  reduced  diameter  part  of  draw/emboss  die  146 
and  148. 

When  further  counterclockwise  pivotal  move- 
ment  of  the  levers  340  and  340'  is  halted  due  to 
the  stalling  of  the  hydraulic  cylinder  354  or  due  to 

25  the  resistance  on  the  blocks  362  and  362',  exces- 
sive  pressure  is  built  up  within  hydraulic  line  430, 
whereupon  the  relief  valve  428  allows  hydraulic 
fluid  to  be  redirected  into  the  fluid  reservoir  378  via 
a  second  valve  outlet.  The  operation  of  the  relief 

30  valve  428  in  response  to  increased  hydraulic  pres- 
sure  in  line  430  allows  hydraulic  fluid  to  forced  out 
of  the  slave  hydraulic  cylinder  chamber  410  and 
relieved  into  the  reservoir  378.  Sufficient  pressure 
yet  exists  in  the  hydraulic  hoses  424  and  426  to 

35  maintain  the  cylinder  pistons  351  and  351  '  in  ex- 
tended  positions. 

Once  the  levers  340  and  340'  are  pivoted 
counterclockwise  to  their  stopped  positions,  the 
continued  downward  movement  of  the  press  slide 

40  34  only  causes  a  further  transfer  of  hydraulic  fluid 
from  the  slave  hydraulic  cylinder  chamber  410 
through  the  relief  valve  428  to  the  fluid  reservoir 
378.  However,  when  the  press  slide  34  begins  its 
upward  movement,  hydraulic  pressure  in  line  430 

45  is  reduced,  whereupon  check-valve  416  opens  and 
the  pressure  in  the  fluid  reservoir  378  forces  hy- 
draulic  fluid  into  line  430,  thereby  causing  the  slave 
hydraulic  cylinder  piston  rod  402  to  begin  moving 
upwardly.  As  noted  above,  the  gas  cylinders  366 

50  and  366'  overcome  the  pressure  in  hydraulic  hoses 
424  and  426  and  thereby  force  the  levers  340  and 
340'  in  a  clockwise  direction.  As  a  result,  the 
emboss  punch  assembly  86  begins  moving  upwar- 
dly. 

55  As  can  be  appreciated  from  the  hydraulic  sys- 
tem  of  FIGURE  12,  the  timed  movement  of  the 
emboss  punch  assembly  86  and  the  pressure 
sleeve  assembly  92  are  the  result  of  the  movement 
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of  the  press  slide  34.  However,  due  to  the  unique 
interaction  between  the  emboss  punch  assembly 
86  and  the  pressure  sleeve  assembly  92,  the 
movements  thereof  are  relatively  independent, 
even  though  occasioned  by  the  same  power 
source,  namely  the  press  slide  34.  It  should  be 
understood  that  those  skilled  in  the  art  may  devise 
other  hydraulic  systems,  or  electrical  systems,  for 
achieving  the  same  timed  sequence  to  operate  the 
metal  work  stations. 

FIGURE  13  graphically  depicts  the  motion  of 
the  draw/emboss  station  18  through  the  various 
sequences  of  the  drawing  and  embossing  opera- 
tion.  The  horizontal  axis  of  the  graph  represents  the 
crank  arm  rotation,  360°  representing  a  full  cycle 
of  each  work  station.  As  noted  above,  the  crank 
arm  is  connected  to  the  press  slide  34,  and  thus  a 
full  rotation  of  the  crank  arm  produces  a  full  down- 
ward  and  return  stroke  of  the  press  slide  34.  The 
vertical  axis  of  the  graph  represents  the  relative 
position  of  the  press  slide  34  during  a  stroke  from 
a  reference  point.  The  reference  point  is  selected, 
for  purposes  of  example,  to  be  the  lower-most 
position  of  the  press  slide  in  its  downward  stroke. 

Line  432  is  representative  of  the  path  taken  by 
the  feed  motion.  Line  434  represents  the  position 
of  the  press  slide  34  during  different  parts  of  the 
stroke,  or  rotation  of  the  crank  arm.  Particularly,  the 
position  436  is  where  the  press  slide  34  is  moving 
downwardly  and  contacts  the  slave  hydraulic  cyl- 
inder  piston  rod  402.  The  levers  340  and  340' 
begin  rotating  counterclockwise.  At  position  438, 
the  pressure  sleeve  130  engages  the  shoulder  84 
of  the  cup  14.  Reference  character  440  indicates 
the  position  of  the  press  slide  34  when  the  emboss 
punch  head  96  enters  the  cup  14.  442  indicates  the 
position  of  the  press  slide  34  when  the  emboss 
punch  head  96  engages  the  bottom  of  the  cup  14 
and  displaces  the  cup  from  the  spring-loaded  fin- 
gers  372  and  374.  The  cup  14  thus  enters  the 
mouth  of  the  draw/emboss  die  146. 

Graphical  location  444  indicates  that  the  press 
slide  34  is  yet  moving  downwardly,  causing  the 
levers  340  and  340'  to  be  pivoted  to  a  particularly 
stopped  position,  thus  pinching  the  cup  14  between 
the  end  of  the  emboss  punch  head  96  and  the 
internal  reduced  diameter  area  of  the  draw/emboss 
die  146.  The  annular  opening  between  the  end  of 
the  emboss  punch  head  96  and  the  draw/emboss 
die  146  is  thus  defined.  Also,  relief  valve  428  is 
operated,  wherein  hydraulic  fluid  from  the  slave 
hydraulic  cylinder  400  is  forced  into  the  fluid  reser- 
voir  378. 

Reference  character  446  represents  the  initial 
part  of  the  drawing  and  embossing  sequence 
where  the  pressure  sleeve  130  begins  forcing  the 
cup  14  through  the  annular  opening  between  the 
end  of  the  emboss  punch  and  the  draw/emboss 

die.  The  drawing  and  embossing  of  the  cup  14 
occurs  during  the  motion  of  the  press  slide  34 
identified  between  reference  characters  448  and 
450.  Reference  character  448  identifies  the  press 

5  slide  position  where  the  emboss  punch  head  96 
stops  moving.  The  pressure  sleeve  130  is  forced 
downwardly  in  its  stroke,  thereby  forcing  the  cup 
14  through  the  annular  opening. 

Reference  character  450  represents  the  bottom 
io  of  the  press  slide  stroke  after  the  crank  has  rotated 

180°.  number  452  indicates  the  initial  upward 
stroke  of  the  press  slide  34  which  allows  decom- 
pression  of  the  slave  hydraulic  cylinder  400,  thus 
allowing  the  gas  cylinders  366  and  366'  to  force 

is  the  respective  levers  340  and  340'upwardly.  The 
end  of  the  emboss  punch  head  96  is  retracted  from 
the  cup. 

Point  454  on  the  graph  of  FIGURE  13  indicates 
that  part  in  the  upward  stroke  of  the  press  slide  34 

20  where  the  pressure  sleeve  130  begins  its  upward 
movement,  after  the  retraction  of  the  end  of  the 
emboss  punch  head  96  from  the  cup  14.  Refer- 
ence  character  456  is  where  the  lift-out  apparatus 
is  activated  to  lift  the  cup  14  out  of  the 

25  draw/emboss  die  146.  Point  458  indicates  the  up- 
ward  stroke  position  of  the  press  slide  34  where 
the  emboss  punch  assembly  86  and  the  pressure 
sleeve  assembly  92  halt  upward  movement  in  re- 
sponse  to  the  full  extension  of  the  compressed  gas 

30  cylinders  366  and  366'.  Point  460  represents  the 
press  slide  position  wherein  the  emboss  punch 
assembly  86  and  the  pressure  sleeve  assembly  92 
have  been  moved  upwardly  further  in  response  to 
the  movement  of  the  levers  340  and  340'  oc- 

35  casioned  by  the  hydraulic  cylinders  354  and  354'. 
Lastly,  462  indicates  the  time  in  the  crank  rotation 
in  which  the  cup  14  is  removed  from  the  the 
draw/emboss  die  146,  and  into  the  transfer  feed 
mechanism  370,  ready  for  transfer  to  the  next  work 

40  station. 
From  the  foregoing,  disclosed  is  a  method  and 

apparatus  for  forming  a  cup-shaped  article  and 
impressing  a  design  on  the  inside  surface  thereof. 
Disclosed  also  is  a  multi-work  station  system  for 

45  sequentially  processing  an  article  starting  from 
planar  sheet  stock  and  ending  with  an  embossed 
cup-shaped  article.  The  sequential  operations  of 
the  system  comprising  the  forming,  drawing  and 
embossing  steps  are  all  synchronized  and  operate 

50  in  a  timed  manner  to  provide  an  efficient  and  fast 
operating  system. 

A  principal  advantage  of  the  method  and  ap- 
paratus  of  the  invention  is  the  transferring  of  an 
embossed  pattern  from  a  emboss  punch  die  head 

55  to  the  inside  surface  of  a  cup-shaped  article  by 
locating  the  emboss  punch  in  a  close  relationship 
with  an  emboss  die,  and  forcing  the  cup  through 
the  space  therebetween.  As  a  result  of  the  constric- 

14 



EP  0  284  321  B1 27 28 

tion  of  the  cup  sidewall  material  as  it  passes 
through  the  opening,  the  emboss  design  is  trans- 
ferred  from  the  emboss  punch  to  the  surface  of  the 
cup.  An  additional  advantage  of  the  method  and 
apparatus  is  that  the  emboss  punch  may  be  moun- 
ted  for  rotational  movements  so  that  spiral-type 
embossing  patterns  can  be  utilized.  When  impress- 
ing  spiral-type  embossing  designs  on  the  surfaces 
of  the  cup-shaped  article,  the  emboss  punch  head 
is  allowed  to  freely  rotate  as  the  sidewall  material 
of  the  article  is  forced  between  the  emboss  punch 
and  the  emboss  die. 

In  accordance  with  another  advantage  of  the 
invention,  a  pressure  sleeve  assembly  is  utilized  as 
a  mechanism  for  forcing  the  cup-shaped  article 
through  the  annular  opening  defined  by  the  space 
between  the  emboss  punch  and  the  emboss  die. 
The  emboss  punch  is  mounted  for  reciprocating 
movement  within  the  pressure  sleeve,  and  movea- 
ble  independently  of  the  sleeve.  Hence,  the  em- 
bossing  operation  can  be  carried  out  by  inserting 
the  emboss  punch  within  the  cup-shaped  article 
and  lowering  the  emboss  punch  and  article  into  the 
emboss  die  a  predetermined  distance.  When  the 
desired  spacing  between  the  emboss  punch  and 
emboss  die  is  achieved,  the  punch  and  die  remain 
stationary,  and  the  pressure  sleeve  is  then  en- 
gaged  with  a  shoulder  on  the  cup  and  applies  a 
downward  force  to  force  the  cup  through  the  open- 
ing.  The  sidewalls  of  the  cup-shaped  article  thus 
undergo  a  simultaneous  draw  and  emboss  opera- 
tion.  The  emboss  punch  is  then  withdrawn  from  the 
cup,  and  thereafter  the  pressure  sleeve  is  also 
withdrawn  and  moved  to  an  initial  retracted  posi- 
tion.  The  embossed  and  drawn  cup  is  then  ready 
for  movement  to  another  metal  forming  work  sta- 
tion. 

While  the  preferred  embodiment  of  the  method 
and  apparatus  of  the  invention  have  been  disclosed 
with  reference  to  particular  emboss  punch  and 
pressure  sleeve  apparatus,  it  is  to  be  understood 
that  many  changes  in  detail  may  be  made  as  a 
matter  of  engineering  choices  without  departing 
from  the  invention  as  defined  by  the  appended 
claims.  Indeed,  those  skilled  in  the  art  may  prefer 
to  embody  the  apparatus  using  electrical  or  me- 
chanical  equipment,  rather  than  hydraulic  equip- 
ment,  and  in  light  of  the  foregoing  description,  the 
adaption  will  be  facilitated.  With  the  teachings  of 
the  foregoing,  those  skilled  in  the  art  may  find  that 
an  article  can  be  embossed  on  an  outside  surface 
thereof  by  placing  a  design  on  the  reduced  diam- 
eter  part  of  the  die.  For  spiral  designs,  the  emboss 
die  with  the  emboss  design  can  be  made  to  rotate 
within  bearings,  while  the  punch  remains  nonrotata- 
ble. 

Claims 

1.  Apparatus  for  embossing  the  side  wall  of  a 
cup-shaped  article,  the  apparatus  comprising: 

5  a  die  (146)  for  receiving  the  article  (14), 
the  die  (146)  having  a  reduced  diameter  por- 
tion  (148); 

a  punch  (96)  insertable  into  the  article 
(14),  the  punch  (96)  being  movable  with  re- 

io  spect  to  the  die  (146)  so  that  the  punch  (96) 
can  be  spaced  from  the  reduced  diameter 
portion  (148)  of  the  die  (146)  such  as  to  define 
an  annular  opening  between  the  punch  (96) 
and  the  die  (146),  which  opening  is  somewhat 

is  thinner  than  the  thickness  of  a  side  wall  of  the 
article  (14); 

a  pressure  sleeve  (130)  surrounding  the 
punch  (96)  for  engaging  the  article  (14)  and 
movable  with  the  punch  (96);  and 

20  drive  means  (34)  for  (a)  moving  the  punch 
(96)  such  as  to  carry  the  article  (14)  into  the 
die  (146);  (b)  moving  the  pressure  sleeve  (130) 
such  as  to  cause  a  non-forcing  engagement 
with  the  article  (14)  over  a  first  distance, 

25  whereby  the  punch  (96)  urges  the  article  (14) 
into  engagement  with  the  reduced  diameter 
portion  of  the  die  (146);  and  (c)  withdrawing 
the  punch  (96)  from  the  article  (14), 
characterised  in  that: 

30  embossing  means  (98)  are  provided  on 
either  the  outside  surface  of  the  punch  (96),  or 
the  inside  surface  of  the  reduced  diameter 
portion  of  the  die  (146)  for  embossing  a  design 
respectively  on  the  inside,  or  outside  surface 

35  of  the  article  (14); 
positioning  means  (362,  363,  364,  366)  are 

provided  to  hold  the  punch  (96)  stationary  with 
respect  to  the  die  (146)  such  as  to  form  said 
annular  opening,  after  the  drive  means  (34)  has 

40  caused  the  punch  (96)  to  urge  the  article  (14) 
into  engagement  with  the  reduced  diameter 
portion  of  the  die  (146);  and 

the  pressure  sleeve  (130)  is  driveable  by 
the  drive  means  (34)  over  a  remaining  second 

45  distance  such  as  to  force  the  article  (14) 
through  said  annular  opening,  whilst  said 
punch  (96)  remains  stationary,  thereby  em- 
bossing  the  article  (14). 

50  2.  The  apparatus  of  Claim  1  further  including 
means  for  allowing  said  punch  (96)  to  rotate 
with  respect  to  said  sleeve  (130). 

3.  A  method  for  embossing  the  inside  surface  of 
55  a  cup-shaped  article  (14),  comprising  the 

steps: 
spatially  fixing  a  die  (146)  with  a  reduced 

diameter  interior  part  (148); 
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disposing  an  embossing  punch  (96)  having 
an  external  embossing  design  stationary  with 
respect  to  said  reduced  diameter  part  (148)  to 
form  an  annular  opening  having  a  dimension, 
which  is  smaller  than  the  width  of  the  cup  side- 
wall  of  said  article  (14)  therebetween; 

said  embossing  punch  disposing  step 
comprising  lowering  said  embossing  punch 
(96)  to  capture  said  article  (14)  and  to  move 
said  article  (14)  into  a  mount  of  said  die  (146) 
and  to  define  said  annular  opening,  and  halting 
further  downward  movement  of  said  emboss- 
ing  punch  (96)  once  said  annular  opening  is 
defined;  and 

moving  a  pressure  sleeve  (130)  surround- 
ing  said  punch  (96)  downwardly  to  force  said 
article  (14)  through  said  annular  opening  to 
effect  said  embossing,  said  pressure  sleeve 
(130)  remaining  stationary  thereafter  for  hold- 
ing  said  article  within  said  die  while  said  em- 
bossing  punch  (96)  is  withdrawn  from  said 
article  (14). 

The  method  of  Claim  3  further  including  for- 
ming  said  embossing  design  having  a  helical 
contoured  surface. 

(14). 

Patentanspruche 

5  1.  Vorrichtung  zum  Formen  bzw.  Pragen  der  Sei- 
tenwand  eines  becherformigen  Gegenstand, 
wobei  die  Vorrichtung  aufweist: 
einen  Stempel  (146)  zum  Aufnehmen  des  Ge- 
genstandes  (14),  wobei  der  Stempel  (146)  ei- 

io  nen  Abschnitt  (148)  verminderten  Durchmes- 
sers  aufweist; 
ein  Stanzwerkzeug  (96),  das  in  den  Gegen- 
stand  (14)  einsetzbar  ist,  wobei  das  Stanzwerk- 
zeug  (96)  bezuglich  des  Stempels  (146)  derart 

is  beweglich  ist,  dal3  das  Stanzwerkzeug  (96)  von 
dem  Abschnitt  (148)  verminderten  Durchmes- 
sers  des  Stempels  (146)  derart  beabstandet 
sein  kann,  dal3  es  eine  ringformige  Offnung 
zwischen  dem  Stanzwerkzeug  (196)  und  dem 

20  Stempel  (146)  definiert,  wobei  die  Offnung  ein 
wenig  dunner  ist  als  die  Dicke  einer  Seiten- 
wand  des  Gegenstands  (14); 
eine  Druckhulse  (130),  welche  das  Stanzwerk- 
zeug  (96)  zum  Eingriff  mit  dem  Gegenstand 

25  (14)  umgibt,  und  die  zusammen  mit  dem 
Stanzwerkzeug  (96)  beweglich  ist; 
eine  Antriebseinrichtung  (34)  zum  (a)  Bewegen 
des  Stanzwerkzeugs  derart,  dal3  der  Gegen- 
stand  (14)  in  den  Stempel  (146)  getragen  wird; 

30  (b)  Bewegen  der  Druckhulse  (130)  derart,  dal3 
ein  kraftloser  Eingriff  mit  dem  Gegenstand  (14) 
uber  einen  ersten  Abstand  veranlaBt  wird,  wo- 
durch  das  Stanzwerkzeug  (96)  den  Gegen- 
stand  (14)  in  Eingriff  mit  dem  Abschnitt  ver- 

35  minderten  Durchmessers  des  Stempels  (146) 
druckt;  und  (c)  Abziehen  des  Stanzwerkzeugs 
(96)  von  dem  Gegenstand  (14), 
dadurch  gekennzeichnet,  dal3 
Formeinrichtungen  (98)  entweder  auf  der  Au- 

40  Benflache  des  Stanzwerkzeugs  (96)  oder  auf 
der  Innenflache  des  Abschnitts  verminderten 
Durchmessers  des  Stempels  (146)  vorgesehen 
sind,  urn  jeweils  ein  Muster  bzw.  eine  Ausle- 
gung  auf  der  Innenflache  oder  der  AuBenflache 

45  des  Gegenstands  (14)  zu  bilden  bzw.  zu  pra- 
gen;  Positioniereinrichtungen  (362,  363,  364, 
366)  vorgesehen  sind,  urn  das  Stanzwerkzeug 
(96)  stationar  bezuglich  des  Stempels  (146) 
derart  zu  halten,  dal3  eine  ringformige  Offnung 

50  gebildet  wird,  nachdem  die  Antriebseinrichtung 
(34)  das  Stanzwerkzeug  (96)  veranlaBt  hat,  den 
Gegenstand  (14)  in  Eingriff  mit  dem  Abschnitt 
verminderten  Durchmessers  des  Stempels 
(146)  zu  drucken;  und 

55  die  Druckhulse  (130)  antreibbar  ist  durch  die 
Antriebseinrichtung  (34)  uber  einen  verbleiben- 
den  zweiten  Abstand  derart,  dal3  der  Gegen- 
stand  (14)  durch  die  ringformige  Offnung  ge- 

4. 

5.  The  method  of  Claim  3  further  including  allow- 
ing  said  embossing  punch  (96)  to  rotate  during 
the  transfer  of  said  helical  design  to  the  article 
(14). 

6.  The  method  of  Claim  4  further  including  for- 
ming  said  annular  opening  so  that  the  material 
of  said  cylindrical  article  (14)  is  drawn  as  well 
as  embossed. 

7.  The  method  of  Claim  5  further  including  forc- 
ing  said  article  (14)  through  said  annular  open- 
ing  to  form  a  helical  embossing  design  in  a 
first  direction,  and  forcing  said  article  (14) 
through  a  different  annular  opening  to  form  a 
helical  embossing  design  in  a  second  direc- 
tion. 

8.  The  method  of  Claim  3  further  including  for- 
ming  a  shoulder  (64)  on  a  top  surface  of  said 
cylindrical  article  (14),  and  forcing  said  article 
(14)  through  said  annular  opening  by  applying 
a  pressure  to  said  shoulder  (64). 

9.  The  method  of  Claim  3  further  including  for- 
ming  said  annular  opening  so  as  to  define  an 
area  which  is  equal  to  the  area  of  the  cup- 
shaped  article  (14)  minus  the  area  of  a  number 
of  emboss  grooves  in  said  emboss  punch  (96), 
plus  the  area  of  a  number  of  protuberances 
embossed  on  the  interior  surface  of  said  article 
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zwungen  wird,  wahrend  das  Stanzwerkzeug 
(96)  stationar  bleibt,  wodurch  der  Gegenstand 
(14)  geformt  wird. 

2.  Vorrichtung  nach  Anspruch  1,  ferner  mit  einer 
Einrichtung  zum  Ermoglichen  einer  Drehung 
des  Stanzwerkzeugs  (96)  bezuglich  der  Hulse 
(130). 

3.  Verfahren  zum  Formen  bzw.  pragen  der  Innen- 
flache  eines  becherformigen  Gegenstandes 
(14),  mit  den  Schritten: 
raumliches  Festlegen  eines  Stempels  (146)  mit 
einem  Innenteil  (148)  verminderten  Durchmes- 
sers; 
Anordnen  eines  Formstanzwerkzeugs  (96)  mit 
einem  auBeren  Formmuster,  das  bezuglich  des 
Teils  (148)  verminderten  Durchmessers  statio- 
nar  ist,  urn  eine  ringformige  Offnung  mit  einer 
Auslegung  zu  bilden,  die  kleiner  ist  als  die 
Breite  der  Becher-Seitenwand  des  Gegen- 
stands  (14)  dazwischen; 
wobei  der  Formstanzwerkzeug-Anordnungs- 
schritt  aufweist  das  Senken  des  Formstan- 
zwerkzeugs  (96)  zum  Ergreifen  des  Gegen- 
stands  (14)  und  das  Bewegen  des  Gegen- 
stands  (14)  in  eine  Befestigung  des  Stempels 
(146)  und  das  Definieren  der  ringformigen  Off- 
nung,  sowie  das  Halten  einer  weiteren  Ab- 
wartsbewegung  des  Formstanzwerkzeugs  (96), 
wenn  die  ringformige  Offnung  definiert  ist;  und 
Bewegen  einer  Druckhulse  (130),  die  das 
Stanzwerkzeug  (96)  umgibt,  abwarts,  urn  den 
Gegenstand  (14)  durch  die  ringformige  Off- 
nung  zu  zwingen,  urn  das  Formen  zu  bewirken, 
wobei  die  Druckhulse  (130)  danach  stationar 
bleibt,  urn  den  Gegenstand  in  dem  Stempel  zu 
halten,  wahrend  das  Formstanzwerkzeug  (96) 
von  dem  Gegenstand  (14)  abgezogen  wird. 

4.  Verfahren  nach  Anspruch  3,  ferner  mit  dem 
Bilden  des  Formmusters  mit  einer  schrauben- 
formig  konturierten  Oberflache. 

5.  Verfahren  nach  Anspruch  3,  ferner  mit  dem 
Ermoglichen  einer  Drehung  des  Formstan- 
zwerkzeugs  (96)  wahrend  der  Ubertragung  des 
schraubenformigen  Musters  auf  den  Gegen- 
stand  (14)  . 

6.  Verfahren  nach  Anspruch  4,  ferner  mit  dem 
Bilden  der  ringformigen  Offnung,  so  dal3  das 
Material  des  zylindrischen  Gegenstands  (14) 
sowohl  gezogen  als  auch  geformt  wird. 

7.  Verfahren  nach  Anspruch  5,  ferner  aufweisend 
das  Zwingen  des  Gegenstands  (14)  durch  die 
ringformige  Offnung,  urn  ein  schraubenformi- 

ges  Frommuster  in  einer  ersten  Richtung  zu 
bilden,  und  das  Zwingen  des  Gegenstands 
(14)  durch  eine  unterschiedliche  ringformige 
Offnung,  urn  ein  schraubenformiges  Formmu- 

5  ster  in  einer  zweiten  Richtung  zu  bilden. 

8.  Verfahren  nach  Anspruch  3,  ferner  mit  dem 
Bilden  einer  Schulter  (64)  auf  einer  oberen 
Flache  des  zylindrischen  Gegenstands  (14), 

io  und  das  Zwingen  des  Gegentands  (14)  durch 
die  ringformige  Offnung  durch  Anlegen  eines 
Drucks  an  die  Schulter  (64). 

9.  Verfahren  nach  Anspruch  3,  ferner  mit  dem 
is  Bilden  der  ringformigen  Offnung,  urn  eine  Fla- 

che  zu  definieren,  die  gleich  ist  der  Flache  des 
becherformigen  Gegenstands  (14)  minus  der 
Flache  einer  Anzahl  von  Formrillen  in  dem 
Formstanzwerkzeug  (96),  plus  der  Flache  einer 

20  Anzahl  von  Ausstulpungen,  die  auf  der  Innen- 
flache  des  Gegenstands  (14)  eingepragt  bzw. 
geformt  sind. 

Revendicatlons 
25 

1.  Appareil  d'emboutissage  de  la  paroi  laterale 
d'un  article  en  forme  de  coupelle,  I'appareil 
comprenant: 

une  matrice  (146)  de  reception  de  I'article 
30  (14),  la  matrice  (146)  comprenant  une  partie 

(148)  a  diametre  reduit; 
un  poingon  (96)  insurable  dans  I'article 

(14),  le  poingon  (96)  etant  mobile  par  rapport  a 
la  matrice  (146)  d'une  maniere  telle  que  le 

35  poingon  (96)  peut  etre  espace  de  la  partie 
(148),  a  diametre  reduit,  de  la  matrice  (146) 
afin  de  definir  une  ouverture  annulaire  entre  le 
poingon  (96)  et  la  matrice  (146),  ouverture  qui 
est  un  peu  plus  mince  que  I'epaisseur  d'une 

40  paroi  laterale  de  I'article  (14); 
un  manchon  de  pression  (130)  entourant  le 

poingon  (96)  afin  de  venir  en  contact  avec 
I'article  (14)  et  mobile  avec  le  poingon  (96);  et 

des  moyens  d'entraTnement  (34)  pour  (a) 
45  deplacer  le  poingon  (96)  de  fagon  a  porter 

I'article  (14)  dans  la  matrice  (146),  (b)  deplacer 
le  manchon  de  pression  (130)  afin  de  provo- 
quer  une  venue  en  contact,  sans  forcer,  de 
I'article  (14)  sur  une  premiere  distance,  grace 

50  a  quoi  le  poingon  (96)  amene  I'article  (14)  en 
contact  avec  la  partie  a  diametre  reduit  de  la 
matrice  (146)  et  (c)  retirer  le  poingon  (96)  de 
I'article  (14), 

caracterise  en  ce  que: 
55  des  moyens  d'emboutissage  (98)  sont  pre- 

vus  soit  sur  la  surface  exterieure  du  poingon 
(96),  soit  sur  la  surface  interieure  de  la  partie  a 
diametre  reduit  de  la  matrice  (146)  pour  em- 
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5.  Precede  selon  la  revendication  3  comprenant 
en  outre  le  fait  de  permettre  audit  poingon 
d'emboutissage  (96)  de  tourner  pendant  le 
transfert,  a  I'article  (14),  de  ladite  configuration 
en  helice. 

boutir  une  structure  respectivement  sur  la  sur- 
face  interieure,  ou  exterieure  de  I'article  (14); 

des  moyens  de  positionnement  (362,  363, 
364,  366)  sont  prevus  pour  tenir  le  poingon 
(96)  fixe  par  rapport  a  la  matrice  (146)  de 
fagon  a  former  ladite  ouverture  annulaire, 
apres  que  les  moyens  d'entraTnement  (34)  ont 
amene  le  poingon  (96)  a  amener  I'article  (14) 
en  contact  avec  la  partie  a  diametre  reduit  de 
la  matrice  (146);  et 

le  manchon  de  pression  (130)  peut  etre 
entraTne  par  les  moyens  d'entraTnement  (34) 
sur  une  deuxieme  distance  restante  de  fagon  a 
enfoncer,  a  force,  I'article  (14)  a  travers  ladite 
ouverture  annulaire,  tandis  que  ledit  poingon 
(96)  reste  fixe,  en  emboutissant  ainsi  I'article 
(14). 

2.  Appareil  selon  la  revendication  1  comprenant 
en  outre  un  moyen  permettant  audit  poingon 
(96)  de  tourner  par  rapport  audit  manchon 
(130). 

3.  Procede  d'emboutissage  de  la  surface  interieu- 
re  d'un  article  (14)  en  forme  de  coupelle,  com- 
prenant  les  etapes  consistant  a: 

fixer  dans  I'espace  une  matrice  (146)  a 
partie  (148)  a  diametre  interieur  reduit; 

disposer  un  poingon  d'emboutissage  (96) 
a  configuration  externe  d'emboutissage,  fixe 
par  rapport  a  ladite  partie  a  diametre  reduit 
(148),  de  maniere  a  former,  entre  eux,  une 
ouverture  annulaire  dont  la  dimension  est  plus 
petite  que  la  largeur  de  la  paroi  laterale  de 
coupelle  dudit  article  (14); 

ladite  etape  consistant  a  disposer  le  poin- 
gon  d'emboutissage  comprenant  un  abaisse- 
ment  dudit  poingon  d'emboutissage  (96),  afin 
de  saisir  I'article  (14)  et  de  deplacer  I'article 
(14)  dans  un  support  de  ladite  matrice  (146)  et 
a  definir  ladite  ouverture  annulaire,  et  un  arret 
de  la  poursuite  du  mouvement  descendant  du- 
dit  poingon  d'emboutissage  (96)  des  lors  que 
ladite  ouverture  annulaire  est  definie;  et 

abaisser  un  manchon  de  pression  (130) 
entourant  ledit  poingon  (96)  afin  de  pousser  a 
force  ledit  article  (14)  a  travers  ladite  ouverture 
annulaire  de  maniere  a  effectuer  ledit  embou- 
tissage,  ledit  manchon  de  pression  (130)  res- 
tant  ensuite  fixe  afin  de  tenir  ledit  article  a 
I'interieur  de  ladite  matrice,  tandis  que  ledit 
poingon  d'emboutissage  (96)  est  retire  dudit 
article  (14). 

4.  Procede  selon  la  revendication  3  comprenant 
en  outre  la  formation  de  ladite  configuration 
d'emboutissage  selon  une  surface  a  contour 
en  helice. 

Procede  selon  la  revendication  4,  comprenant 
en  outre  la  formation  de  ladite  ouverture  annu- 
laire  d'une  maniere  telle  que  la  matiere  dudit 
article  cylindrique  (14)  est  etiree  en  meme 
temps  qu'elle  est  emboutie. 

Procede  selon  la  revendication  5  comprenant 
en  outre  un  enfoncement  a  force  dudit  article 
(14)  a  travers  ladite  ouverture  annulaire  afin  de 
former  une  configuration  d'emboutissage  en 
helice  dans  une  premiere  direction,  et  un  en- 
foncement  a  force  dudit  article  (14)  a  travers 
une  ouverture  annulaire  differente  afin  de  for- 
mer  une  configuration  d'emboutissage  en  heli- 
ce  dans  une  deuxieme  direction. 

Procede  selon  la  revendication  3  comprenant 
en  outre  la  formation  d'un  epaulement  (64)  sur 
une  surface  superieure  dudit  article  cylindrique 
(14),  et  un  enfoncement  a  force  dudit  article 
(14)  a  travers  ladite  ouverture  annulaire  en 
appliquant  une  pression  audit  epaulement  (64). 

Procede  selon  la  revendication  3  comprenant 
en  outre  la  formation  de  ladite  ouverture  annu- 
laire  de  maniere  a  definir  une  surface  qui  est 
egale  a  la  surface  de  I'article  (14)  en  forme  de 
coupelle  moins  la  surface  d'un  certain  nombre 
de  rainures  d'emboutissage  dans  ledit  poingon 
d'emboutissage  (96),  plus  la  surface  d'un  cer- 
tain  nombre  de  protuberances  embouties  sur 
la  surface  interieure  dudit  article  (14). 
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