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To all whom it may concern:

Be it known that I, JOEN WILSON BROWN,
Jr., a citizen of the United States, residingin
Philadelphia, Pennsylvania, have invented
certain Improvements in Automatic Chueck-
ing-TLatles, of which the following is a speci-
fication.

My invention relates to improvements in
machines for turning, drilling, or tapping me-
tallic pieces which are automatically fed to
the machine. Machines of this class are com-
monly known as ‘‘automatic turret-lathes.”

The object of my invention is fo so con-
struct a machine that eccentrie pieces can be
fed antomatically to the machine and turned,
drilled, or tapped.

Tinclude inthe word ‘‘eccentric” all pieces
that have not a true concentric periphery.
If, for instance, a ring has projections on it,
although the main portion of the ring is con-
centrie, the projections would bring it under
the term ‘‘eccentric.”

Referring to the accompanying drawings,
Tigure 1isa side view, partly in section, illus-
trating my invention as applied to the ordi-
nary turret-lathe. Fig. 2 is a transverse sec-
tion on the line 1 2, Fig. 1. Figs. 3 and 4are
viewsshowing the parts in different positions.
Figs. 5 and 6 are plan views of portions of the
machine shown in Figs. 3 and 4. Fig. 7 isa
view of the plunger; and Fig. 8 is a longi-
tudinal section on the line 8 4, Fig. 1.

Iwill briefly describe the turret-lathe shown
in Fig. 1, although the lathe isof the ordinary
construction.

A is the frame, mounted in bearings, in
which is the shaft B, carrying the chuck B,
which must be shaped to accommodate the
article to be turned. On the shaft B are the
fast and loose pulleys b &' 0% The chuck-op-
erating mechanism b° is controlled by the
cam-lugs ¢ on the cam-wheel C', mountéd on
the cam-shaft C, having its bearings in the
frame A. On this shaft is the belt-shifter
cam C? the cam C®for reciprocating the tur-
ret-slide D, the fast and slow feed shifting-
cam C¢ and the piece-feeding eam C% The
shaft C is driven from a driving-shaft a, hav-
ing a worm ¢, meshing with a worm-wheel ¢’
on the shaft C. The cam-disk C% controls

the movement of the feeding device for the
piecés and the slide-rest. Thus it will be
seen that as the shaft C slowly revolves, the
several cams on the shaft being timed, it
throws into operation the different parts of
the machine at the proper moment, so as to
automatically feed, clamp, turn, and, if nec-
essary, drill and screw-thread the pieces and
release them when finished.

Prior to my invention it has only been pos-
sible to antomatically feed conecentric pieces
in machines of this character, but by the im-
provements which I will now proceed to de-
scribe I am enabled to automatically feed ec-
centric pieces of almost any shape.

Mounted at one side of the chuck B, in the
present instance, is a vertical hopper E, pref-
erably open in front and of a size so as to
properly confine the pieces x to be operated
upon. These pieces in the present instance
are rings having corrugations on the periph-
ery and having one or more lugs &’ on the pe-
riphery, as well as lugs 8 onone face. These
rings have to be turned and screw-threaded
on the inside, and the machine shown in the
drawings turns the rings and screw-threads
them. Directly below the hopper K is a re-
ciprocating slide IF, having a pocket f to re-
ceive one of the rings, as shown in Fig. 3.
This slide in the present instance is composed
of the slide proper, F', mounted on the portion
A? of the frame A, and the adjustable head
F?, in which is formed the pocket f. The
head F? can be adjusted on the slide proper,
I, and can beremoved when a different piece
is to be turned.

Carried by the slide F' is a slide-rest I'%, on
which is mounted the tool-post F%, and the
slide-rest moves with the slide I, so as to
bring the tool in cutting position in front of
the chuek, as shown in Fig. 3. ,

On the turret D’ is a plunger d', which is
moved in line with the tool when it is in cut-
ting position, and as the turret-slide D moves
forward the plunger will force the cutting-
tool into the ring to be cut, and as the plun-
ger isretracted the tool will be withdrawn by
a spring or weight.

The slide F' is controlled by the cam-disk
(%, having cam-lugs on its face, as shown in
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Figs. 1 and 2. The cam-lug ¢* acts upon the
lever G, pivoted at g to a portion A® of the
frame, and the lugs ¢® and ¢* act upon the le-
ver ', pivoted tothe portion ¢’ of the frame.
The lever G' moves the slide so as to trans-
fer a piece from the hopper into position in
front of the chuck and to move the slide-rest
back, while the cam G moves the slide-rest
forward and returns the slide, so that the
pocket can receive another piece.

The head I has an opening f’ directly in
front of the pocket f and is open at the back,
so that the piece can be forced out of the
pocket and into the chuck. The opening f*
is of sufficient size to admit the plunger d' on
the turret D',

Extending from the base of the hopper E
to the chuck is a plate e, which closes the
rear of the pocket f during the travel of the
slide from the position shown in Fig. 5 to the
position shown in Fig. 4.

‘When the slide reaches the position shown
in Fig. 4, the piece is engaged by a detent I,
secured in the present instance to the hopper
and in the form of a spring, so that the piece
will not turn with the chuck until it is within
its jaws. Otherforms of detents may be used
without departing from my invention.

- It will be understood that when the piece
moves past the plate e and assumes a posi-
tion in front of the chuck it bears against the
face of the chuck and would be turned by
the chuck, owing to frictional contact, but
by providing the detent it is kept from turn-
ing, and at the proper time, when its projec-
tions aline with the cavities in the chuck to
receive them, the spring-plunger on the tur-
ret will forece the piece into the chuck, the
projections entering their respective cavities.
This movement of the plunger frees the piece
from the control of the detent.

The cams are so timed that the pocket f
will be returned and the slide-rest will be
moved in front of the chucked piece and will
be so operated by the combined movement of
the cam C® and the eams controlling the tur-
ret-head as to properly turn a portion of the
interior of the ring, after which the slide-
rest is moved about half-way, so that the tap
d®, carried by the turret, can enter the ring
and tap a screw-thread therein, after which
the parts are so operated as to allow the
chuck to release the finished piece.

The plungerd’, asshown in Fig. 7, is spring-
seated, being reduced at d? A spring d*is
mounted between a shoulder on the plunger
d' and a shoulder on the fixed portion d?,
adapted to the turret-head D’'. The head ®
of the plunger d' passes through the opening

6o f’in the slide and rests against the flange o*

b5

of the piecex. The projections or lugs 2?on
the face of the piece x rest against the plate
b4, carried by a cam-controlled stem 0% Fig.
7, which is so actuated as to discharge the
piece from the chuck when finished.
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The head or plate b* when the piece is not

in the chuelk moves forward until it is flush’

with the face of the chuck, as shown in Fig.
7, giving a good bearing for the piece when
it is moved in front of the chuck. When
the spring-plunger is forced into the pocket,
it clamps the piece between its head d° and
the plate 0% and when the notches of the
chuek aline with the projections on the piece
the plungers carry the piece into the chuck.

The special feeding mechanism is not ab-
solutely necessary, although preferable, as
the plunger may carry the piece to the chuck,
and in some cases the feeding mechanism may
be combined with the turret mechanism.

I claim as my invention—

1. In a lathe for turning eccentric pieces,
the combination of the revolving chuck for
positively grasping the piece to be turned, a
feeding device for feeding the piece to the po-
sition in front of the chuck, a detent engag-
ing with the piece and preventing it from
turning when in frictional contact with the
chuck, with mechanism for forcing the piece
into the chuck so that it will be positively en-
gaged thereby, substantially as described.

2. In a lathe for turning eccentrie pieces,
the combination of the revolving chuck by
which the piece is positively held, a feeding
device for feeding the piece to a position in
front of the chuck, a detent adapted to en-
gage with the piece and prevent it from turn-
ing with the chuck when in frictional contact
therewith, with a plungertending to force the
piece into the chuek so that when the piece
registers with the chuck it will be positively
engaged thereby and will be freed from the
detent, substantially as described.

3. The combination in a lathe for turning
eccentric pieces of the chuck by which the
piece is held, the feeding device for feeding
the piece to a position in front of the chuck, a
spring-detent engaging with the piece where-
by it is prevented from turning when in fric-
tional contaet with the chuck, and a plunger
for forecing the piece from the control of the
detent and into positive engagement with the
chuck. )

4, The combination in a lathe for turning
eccentric pieces, of the revolving chuck, the
hopper, the reciproeating carrier for convey-
ing the piece from the hopper to a position in
front of the chuck, a spring-detent engaging
with the piece and preventing it from turn-
ing, with a plunger for forcing the pieceinto
the chuck and from under the control of the
detent, substantially as set forth.

5. The combination in a lathe for turning
eccentric pieces, of the revolving chuck, the
feeding mechanism for feeding the pieces in
front of the chuck, a detent engaging with
the pieces preventing them from turning,
with a spring-seated plunger, for forcing the
piecesinto the chuck and from under the con-
trol of the detent, substantially as specified.
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6. The combination of the revolving chuck, In testimony whereof I have signed my
a reciprocating slide a piece-feeding device | name to this specification in the presence of
carried by said slide, a slide-rest also carried | two subscribing witnesses.

by the slide, a cam for controlling the trans- JOHN WILSON BROWN, Jr.
5 verse movement of the slide-rest and a turret- Witnesses:
plunger controlling the longitudinal move- WILLIAM A. BARR,

ment of the tool, substantially as set forth. JoserpH H. KLEIN.



