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The  present  invention  refers  to  a  spacer  and 
support  ring  for  heating  radiator  plates. 

Rings  of  the  above  mentioned  type  are  obvi- 
ously  already  known  and  are  welded,  with  their 
respective  faces  opposite  to  perforated  plates  of 
the  radiator.  The  ring  must  be  of  a  certain  inner 
diameter  and  of  a  certain  outer  diameter,  and  must 
have  radial  holes  for  the  passage  of  the  heating 
fluid. 

In  the  majority  of  cases,  such  rings,  which  are 
made  of  metallic  material,  are  obtained  by  turning, 
or  at  any  rate  by  laborious  mechanical  working 
processes,  starting  from  a  single  piece  of  material. 
The  ring  obtained  in  this  way  is  obviously  not  very 
economical. 

A  different  solution  was  proposed  in  E  P  -  A 
number  0  397  223  and  consists  in  starting  from  two 
different  ribbons  of  metallic  material  for  making  two 
perforated  rings  of  different  thickness,  which  are 
pressure  inserted  one  inside  the  other,  in  such  a 
way  as  to  obtain  the  desired  thickness. 

This  solution  requires  a  rather  laborious  pro- 
cess  and  an  extremely  complicated  mold  in  order 
to  obtain  the  final  ring,  which  will  also  have  a  high 
cost.  In  addition,  the  two  concentric  rings  which 
make  up  the  final  ring,  can,  in  some  cases,  slip  into 
each  other,  causing  the  closure  of  the  holes  for  the 
passage  of  the  water. 

The  aim  of  the  invention  is  to  provide  a  ring  for 
radiators  which  will  be  simple  to  realize,  safe  and 
at  moderate  cost,  obtained  with  a  very  easy  and 
rapid  process. 

The  ring  for  radiators  according  to  the  invention 
consists  of  at  least  two  concentric  rings,  obtained 
from  a  single  ribbon  of  metallic  material. 

The  process  for  the  production  of  the  ring  for 
radiators  according  to  the  invention  consists  in 
starting  from  a  flat  ribbon  of  metallic  material  and 
making  appropriately  spaced  out  holes  in  it,  which 
will  make  up  the  radial  holes  of  the  final  ring,  in 
cutting  the  ribbon  to  a  determined  length,  in  bend- 
ing  it  into  a  step  in  one  of  its  intermediate  sections, 
in  winding  one  of  the  two  sections  of  ribbon  delim- 
ited  by  the  said  step  in  one  direction,  to  form  the 
inner  ring,  and  winding  the  other  section  in  the 
opposite  direction,  to  form  the  outer  ring. 

On  the  inside  surface  of  the  inner  ring  a  pair  of 
V-shaped  circumferential  grooves  can  be  made,  to 
allow  the  ring  to  be  locked  on  the  drawn  holes 
made  on  the  radiator  plates,  before  carrying  out 
welding. 

The  invention  will  now  be  described  in  greater 
detail  according  to  one  of  its  preferred  but  not 
restrictive  embodiments,  with  reference  to  the  ap- 
pended  drawings,  wherein: 

figure  1  is  a  semi-sectional  view  of  the  ring 
according  to  the  invention,  taken  along  the  line  I- 
I  in  figure  2; 

figure  2  is  a  section  taken  along  the  plane  ll-ll  in 
figure  1  ; 
figure  3  is  a  plan  view  of  a  portion  of  flat 
metallic  ribbon  from  which  the  ring  according  to 

5  the  invention  is  obtained; 
figures  4,  5  and  6  are  side  profile  views,  illustrat- 
ing  the  successive  phases  for  obtaining  the  ring 
according  to  the  invention. 
With  reference  to  such  figures,  the  ring  for 

io  radiators  according  to  the  invention  is  shown  as  a 
whole  with  reference  number  1.  It  comprises  an 
inner  ring  2  and  an  outer  ring  3,  obtained  from  a 
single  flat  ribbon  of  metallic  material  4.  The  rings  2 
and  3  have  holes  5  and  6  respectively,  which  are 

75  positioned  in  alignment  in  the  ring  1,  in  such  a  way 
as  to  form  radial  holes  7  for  the  passage  of  the 
fluid.  In  the  example  shown,  the  holes  5  and  6  have 
the  same  diameter,  but  different  repective  centre 
distances  a  and  b.  Obviously  the  dimensions  of  the 

20  holes  6  can  be  greater  than  those  of  the  holes  5. 
In  addition,  on  the  inside  surface  of  the  inner 

ring  2,  two  V-shaped  circumferential  grooves  8  ( 
figure  1)  are  made,  which  serve  to  position  the  ring 
1  correctly  on  the  edges  of  the  drawn  holes  made 

25  on  the  opposed  plates  of  the  radiator,  before  carry- 
ing  out  welding. 

The  extremely  simple  and  rapid  process  for 
realizing  the  ring  1  will  now  be  illustrated,  with 
reference  to  the  figures  from  3  to  6. 

30  Starting  with  a  flat  ribbon  4  of  metallic  material, 
in  particular  steel,  the  holes  5  and  6,  with  the 
respective  centre  distances  a  and  b,  are  made  by 
means  of  punching.  The  ribbon  4  is  then  cut  to  the 
desired  length,  corresponding  to  the  total  develop- 

35  ment  of  the  ring  1,  and  bent  into  a  step  in  one  of 
its  intermediate  parts  9,  in  such  a  way  as  to  deter- 
mine  two  opposed  shoulders  at  different  levels  10 
and  11.  The  bend  9  divides  the  ribbon  4  into  two 
sections  2',  3',  whose  lengths  correspond  repec- 

40  tively  to  the  development  of  the  rings  2  and  3. 
The  section  2'  is  then  wound  in  an  anti-clock- 

wise  direction  (with  reference  to  figure  5),  bringing 
its  free  end  to  a  stop  against  the  shoulder  10,  in 
order  to  form  the  inner  ring  2,  while  the  section  3' 

45  is  wound  in  a  clockwise  direction  (figure  6),  until  its 
free  end  is  brought  to  a  stop  against  the  shoulder 
1  1  ,  in  order  to  form  the  outer  ring  3. 

In  such  way,  there  is  no  danger  of  circumferen- 
tial  slipping  between  the  rings  2  and  3. 

50  Before  winding  the  section  2',  the  V-shaped 
grooves  8,  as  shown  in  figure  4,  are  made  on  the 
inner  face,  which  will  make  up  the  inside  surface  of 
the  inner  ring  2. 

Obviously  some  phases  of  the  process  illus- 
55  trated  can  be  inverted  with  each  other  without  this 

affecting  the  structure  of  the  final  ring  1  . 
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Claims 

1.  A  ring  for  radiators,  comprising  radial  holes  (7) 
for  the  passage  of  the  heating  fluid,  character- 
ized  in  that  it  is  made  up  of  at  least  two  5 
perforated  concentric  rings  (2,  3),  obtained 
from  a  single  flat  metallic  ribbon  (4). 

2.  A  ring  according  to  claim  1,  characterized  in 
that  the  free  ends  of  the  said  rings  (2,  3)  come  10 
to  a  stop  against  the  respective  opposed 
shoulders  (10,  11)  offset  from  each  other,  of  a 
stepped  bend  (9)  of  the  said  single  metallic 
ribbon  (4). 

75 
3.  A  ring  according  to  claim  1  or  2,  characterized 

in  that  the  said  radial  holes  (7)  are  determined 
by  the  alignment  of  respective  holes  (5,  6), 
with  different  centre  distances  (a,  b),  made  in 
the  said  concentric  rings  (2,  3).  20 

4.  A  ring  according  to  any  one  of  the  previous 
claims,  characterized  in  that  on  the  inner  sur- 
face  of  the  inner  ring  (2)  two  circumferential 
grooves  (8)  are  foreseen  for  positioning  the  25 
ring  (1)  on  the  edges  of  drawn  holes  of  the 
opposed  plates  of  the  radiator. 

5.  A  process  for  the  realization  of  a  ring  for 
radiators  according  to  any  one  of  the  claims  30 
from  1  to  4,  consisting  in  starting  from  a  single 
flat  ribbon  (4)  of  metallic  material,  in  punching 
on  the  latter  a  series  of  holes  (5,  6),  with 
respective  centre  distances  (a,  b),  in  cutting 
the  ribbon  (4)  to  the  length  corresponding  to  35 
the  development  of  the  ring  (1),  in  carrying  out 
an  intermediate  stepped  bend  (9),  in  such  a 
way  as  to  determine  two  sections  (2',  3') 
whose  lengths  correspond  respectively  to  the 
developments  of  the  concentric  rings  (2,  3)  of  40 
the  ring  (1),  in  winding  the  section  (2')  in  one 
direction  for  forming  the  inner  ring  (2),  and  the 
section  (3')  in  the  opposite  direction  for  for- 
ming  the  outer  ring  (3). 

45 
6.  A  process  according  to  claim  5,  characterized 

in  that  two  longitudinal  grooves  (8)  are  made 
on  the  inner  side  of  the  said  section  (2')  before 
it  is  wound  to  form  the  ring  (2). 

50 
7.  A  process  according  to  claim  5  or  6,  character- 

ized  in  that  the  free  ends  of  the  said  sections 
(2',  3'),  after  the  respective  windings  for  for- 
ming  the  concentric  rings  (2,  3),  are  brought  to 
a  stop  against  respective  opposed  shoulders  55 
(10,  11)  offset  from  each  other,  determined  by 
the  said  stepped  bend  (9). 
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