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The invention relates to methods of manufac 
turing cartridge cases and the like. 

Cartridge cases and the like of brass or other 
metal alloys have hitherto usually been manu 
factured from discs which were stamped out of 
precision sheeting. The manufacture of this pre 
cision sheeting is expensive and, since the cases 
must be drawn out very thin, the material must 
be very pure and particularly uniform. In order 
to manufacture these discs a block produced by 
a preSS must first be planed at goth ends. A 
sheet is then rolled hot from the block, the edges 
are cut off, Scraped and plained and the sheet. 
is then rolled within quite snail inits to the 
necessary thickness. Finally the sheet is pickled, 
neutralized and rolled cold and discs are then 
Stamped from the sheet, so obtained and shaped 
into the form of cups which are then drawn 
to form the cartridge cases. The thickness of 
these discs must be correct to 0,025 mm. 

in order the better to explain the present in 
vention, this known ethod of manufacture is 
illustrated in Figures i to 7 of the accompanying 
drawing. 

in these figures the disc which is stamped 
from sheet metal is illustrated in 

Figure i in cross-section, and in 
Figure 2 in plan. 
Figures 3 and 4 illustrate in cross-section and 

plan respectively the result of the first working 
Operation on the disc whereby the cup 2 is formed. 
The Figures 5, 6 and show in cross-section 

the results of further operations whereby the 
cases 3, 4, 5 are drawn fro; the cup 2. 
The fibres a of the disc 6 stainped from the 

sheet metal run transversely though the disc, 
as will be seen from Figares 2 and 4. This is 
a disadvantage because og drawing the cup 2 
there are formed at the places indicated by b in 
Figure 4 danger zones which on further fabrica 
tion can give rise to the formation of cracks 
if the raaterial is not quite perfect and conse 
quently can be the cause of nuck waste. A fur 
ther disadvantage of this know a method is that 
there is considerable Wastage when the discs 
are stamped from the sheets. 

In order to obviate these disadvantages, it has 
previously been proposed to cut the discs from 
round bars and to form tilese discs into cups of 
smaller diameter than the discs in the Sane 
manner as the discs stanged fron Siheet metal. 

Both the known methods of manufacture, 
however, had the disadvantage that, in order to 
be able to for a the disc into a cup, it was neces 
sary to use discs of which tie thickness was 

(CE. 29-3) 
less than that of the thickness of the bottom of 
the final cartridge case, so that material for the 
bottom had to be displaced from the sides. 

Both mentioned methods had the disadvantage 
that they were not well adapted for Emanufac- 5 
turing cartridges having heavy bottoms such as 
are needed for guns with heavy charges. 
According to the present invention the block 

is first laterally sheared off from the bar and 
then shaped in a die without being heated while 0. 
maintaining its solid form and is then pressed 
in a second operating stage and also without be 
ing heated into the form of a cup, of substaz 
tially the Sane diameter as the block sheared 
from the bar, the thickness of the leotton of the 25 
clip being at the Same time pressed to be equal 
to the thickness of the bottom of the final cart 
ridge case. 
The new method of nanufacture will now be 

explained, by way of example, with the aid of 20 
Figures 8 to 13 of the accompanying drawing, in 
Which:- 

Figures 8 and 9 illustrate in cross-section and 
plan respectively, the block which has been 
sheared off after shaping in a die; 23 

Figure 10 illustrates in cross-section the cup 
like body into which the block is pressed; 

Figure ill is a similar view showing the result 
of the first drawing, and 
Figure 12 is a cross-section of the case after the 30 final drawing. 
Figure 13 shows the position of the cups in the 

tool at the beginning of the drawing operation. 
Referring to Figures 8 to 3 in the nethod ac 

cording to the invention, pieces are first sheared 35 
of laterally in exact lengths fron round bars 
and are then shaped in a die to form solid blocks 
6, as illustrated in Figure 8. 
The solid block 6 is provided With a lower cen 

tering collar and with an upper centering col- 40 
lar 8 which act as guides when the block is 
pressed into a cup, 
The cup 9 which has the Sane diameter 

as the piece from which the block 6 was formed 
is then pressed from the block 8 in one opera- 45 
tion and is shown in Figure iO. 

his pressing operation has the advantage that 
the thickness 0 of the bottom of the cup 9 can 
be regulated as desired, which is impossible with 
the known methods which have been described. 50 
The cup 9 can be pressed in such a way that tha 
thickness of its botton is pressed at the same 
time to the thickness of tie cotton of the 
final case 3. 

In the known methods, Gwing to tha heighi. 5; 



5 

0 

5 

20 

2 
of the cup 2 which is first formed, it is necessary 
to use a disc which is thinner than the thickness 
which the bottom is to have. Then the mate 
rial for forming the bottom thickness must be 
displaced from the sides, which causes bad zones 
of material in the bottom and which is not nec 
essary according to the new method. In gen 
eral the bottom Was hitherto pressed so as be 
come about 25% thicker than the original disc. 
This causes abnormal friction on further draw 
ing the thin-walled case so that the individual 
drawing processes must be carried out in gradual 
stages. 
These disadvantages are eliminated by the new 

method since the bottom thickness 0 of the final 
cartridge case (Figure 13) is simultaneously 
pressed and calibrated to the correct height when 
the cup 9 is pressed. 

In a second operation the cup 9 is cold pressed 
without altering the upper diameter and its 
lower diameter so as to be of such a height f2 and 
so shaped that it is well prepared for the foll 
lowing drawing operations. Thus its upper col 
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lar 5 forms a guide for a prefixed ring ?s for 
centering the die 9 or matrix and the lower part 
f6 acts as a guide for the die 9 and the lower 
part 7 in its interior acts as a guide for the 
punch 20. Consequently, for drawing the cases 
3 and f4 from the cup 9, the drawing of the fin 
ished cases from the cups 9 can be carried out 
in fewer stages than with the known method and 
with less waste and using normal drawing angles. 
What I claim as new and desire to secure by 

Letters Patent is:- 
Method of making cartridge cases and the like 

which comprises shearing a blank laterally from 
a round bar, pressing said blank in a die with 
out being heated to form a solid block present 
ing an upper cylindrical collar and a lower round 
ed shoulder, this block being then pressed in a 
second operating stage and also without being 
heated into the form of a cup having a more 

O 

5 

elongated form than the pressed block and the 20 
same upper diameter as the pressed block. 
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