VA
97025 97-7 METHOD FOR MANUFACTURI NG THE COVPONENT CONNECTI NEAWOTO%#Y-

AND, PUMP, | N PERI PHERAL ELECTRI C PUWPS, AND COMPONENT THUS
MANUFACTURED DESCRI P
invention relates to a nethod for manuf actg% @u%%?
connecting notor and punp, in perlpheIaL eMeclri
component thus 5 manuf act ured. S knomn t he conponent I n
guestion consi st MEIHO ; URD 0R 0 ¥ 0, NG MOTE
triple function: a) prOV|d|ng the front shleld for the not or,
provi ded AND w@@:@p,a 244 bRRIOHERAL| BEREPRTE NEUULS] | RRDOLOMPONEfEY
10 shaft; formng e nechanical  conponent connecti ag
the "8l SARBARREEN® PUP 000

DESCRIPTION

The present invention relates to a method for
manufacturing the component connecting motor and pump, in
peripheral electric pumps, and the' component thus
5 manufactured.
As is known, the cqmponent in question consists of a body
with a complex shape which performs a triple function:
a) providing the front shield for the motor, provided
with a suitable seating for the bearing of the drive
10 | shaft;
b) forming the mechanical component connecting the
motor casing and-the pump body;
c) forming the rear part of the pump body inside which
the peripheral impeller is housed, pr§vided with the
15 : seat fbr the mechanical seal of the drive shaft.
The particular constructional solutions which can be
adopted may be of the most varied kind, while always
having to guarantee.the functions described above.
Therefore, for example, any number of screws or ties for

20 connecting the component in guestion and the motor casing



c) f.ormng the rear part of the punp body.insidé mhfch : the'

peri pheral inpeller is housed, provided with the 15 seat for the
nmechani cal seal of the drive shaft. - The parti-cul ar constructiona

sol uti ons which can be adopted may be of the nost varied kind, while
al ways havi ng to guarantee the funct+ ans- descri bed above.

Therefore, for exanple, any nunber of screws or ties for 20 connecti ng
t he conponent in ap@stiten sadthet heomponentasamg the £ront body may be
- 2 - : and the sane conponent and the front body may be

rovided. Siml a
b | ?ffour-l obedﬁﬁroun@]' p&]}ﬂ’%i{:@r@éﬁ%ﬁbe mas{ h bdad St TP

body (three-Iobe e structure
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like) or the structure of the connectlng part (in the
5 form of spdkes) with a hollow coﬁtinubus shapé and solid |
-structure.
In order to.fulfii.the thfee functioﬁé mentioned above,
while ensuring the Variety of sbécific constructional
solutions which may be édopted, the component in question
10 must be provided with: |
~ a front part having a flat surféce substantially in '
the form of a-circulér rim prdvided with a coplanar
radial pfojection against' wﬁich -the peri?héral
impeller makes sliding contact;
15 - an dinternal -seating, for the .mechanical- seal,
céncentric wifh the aforémentionedﬁcirculaf'rim} 
- a part external to the afbreﬁentibned’rim énd'set
| back with respect thérgto, forming al éirdular
chamber which guaréntees.exterﬁally centring.between
- 20 the cbmgonent in question and the front pﬁmp body.
‘The aforementioned'three.pa;ts are characterized.by the
fact fhat they are in contact with the pum@ed fluid,

unlike the remaining following parts:



strugture. In order to fulfil the three functions nenti oned above,

whil e ensuring the varlety of specific constructional sol utions
whi ch nmay be adopted, the conponent in question 10 nmust be provided

Wit h: - a front part having a flat surface substantially in

the formof a circular rimprovided with a.cgplanar radi a

proj ection agai nst which the peripheral I npel Il er nmakes sliding
contact; 15 - - any ;@ARrBRAMLERAMRIEN £ofhs tRHE ﬁf&ﬁ"é‘néﬁféldséf' the
concentric with the aforementioned Gircular rim a part

external to the aforene |oned I mand s h_resp
thereto, formng a ci r'® %{Z% nd ' Th"w l@ha%’@' ﬁﬁPEﬁabuazr"é}ﬁ eé?rg'fte %I |y
centring between 20. the conponent in question and the front nf
body. The af or ep@atibaedornridie pahaLt abeathngaons ithel B@r;p@era
fact that they are in contact with the punped fl uid, unli ke the

renalnlng follomﬁng patéme ensures centring and connection with the casing
5 of the motor:

- an intermediate part conneoting the aforemontioned
rear chamber and the "wet. zone” formed by the ﬁhree
front parts described further above.

At present} as is known, the.connecting component in

10 gquestion is made of cast iron.

This fact involves cortain drawbacksﬁof'both an economic_

‘and funotional natural.

In fact, the part made of oast iron islsomewhét costly

owing to its -structurél complexity énd .its- smali

15_' dimenéions. In fact, fairly complicated internal coros
are required inside the mould, as well as the.use of
high—quality.cast'iron in view of the limited thioknessos
"~ envisaged. Moreover, at the end of casting, somewhat
laborious finishing opérations 'must be performod by

20 specialized.personnel.

A further drawback of the known art consists in the hlgh :

welght of the cast-lron component, this hav1ng a negative

effect on the costs of transportation-of the electric



-3 : a rear chanber which forns the front shield of the -

notor and in which the central zone forns the ' . seating for the
shaft bearing and the peripheral ) ' zone ensures centring and
connection with the casing 5 of the motor; an
intermedi ate part connecting the aforementigned rear chanber
and the "wet zone" formed by the three - front parts described
further above. punm gAt present, as is known, the connecting conponent in
10 guestion is nﬁ%e of cast iron. This fact involves certain
drawbacks of botQh an ecgnonj ¢ and functional natural,. ln, fact,
the part made ofpﬁﬁgtai Bﬂg%ﬁogﬂ%ﬁﬁﬂé?tCBEtV§ew Ehe main-drawback Wh1¢€

arises is the formation of rust iﬁ the circular rim zone-
against which the impéller makeé sliding contact. ihis
5 formation of rust occurs whenever the electric pump is
not used for periodé of the order of a few months., -As is
known,l the' formation of rust, irremediably- damages
operation'of the electric pump whi¢h.must'therefore'be
replaced. |
10 The essential object of  the present invention is
therefore that of overcoming the dréwbacks of the arf
known hitherto, by developing .a method for the
manufacture of the connecting component in question which
Can be performed at lowéi costs and in an autqméted_
15 'mannér. | |
A further object of the preéent invention is that of
providing a componént for connecting mofor'and pump,'in"
periphefal electric pumps, which has a low weight and
which completely overcomes the drawback of rust fb?matioﬁ
20 .in the zone with.which fhe pump impeller makes_contact{
These and still_further objects are all achieved by the -
method in question. 'and. by  the component _thusl

manufactured, the main characteriétic features of which



owng to its structural conplexity and its small 15 di nrensions. In

fact, fairly conplicated internal cores are required inside the.
nmoul d, as well as the use of hi gh-quality cast iron in view of the

|t mted thicknesses envi saged. Mreover, at the end of casting,
.sonewhat | aborious finishing operations nust be perfornmed by .20
speci al i zed personnel A further drawback of the known art consists
in the high h; one s having a negative
effect on the co ,?(5' C%s‘%oﬁf a@f io%)ﬂ?%o‘ﬁg ectné?‘lcﬂu

- 4 - punp From a functlonal poi nt of view the main drawback
whi ch arls%%r¥%th§hﬁ§Pﬁ§?PéﬁtéF ﬁﬁﬁtqﬁ?%rﬁﬁ%l?éﬁﬁ&Fagﬁﬁ1£Ehét e

present invention. Wi;l emerge more clearly from the
description ~which follows .of the method and the
5 connecting component, in two constructienal varianfs;
thus nmnufactured, lgiven with reference .to  the
accompanying drawings'previded purelynby way'of a nth

limiting example, in which:

Figure 1 shows a front view, Ffrom nhe pump side, ofl
10 - a first embodiment of the connecting .component
according to the invention:
- Figure 2 shows.the connecﬁing component  viewed inn
Section aiong the line II-II of Fig. 1;
- Figure 3 shows'the cennectiné componentjviéwed in
15 section along the line I1T-III of Fig. 1;
- figune 4 shows the _connecting component viewed
latefally; |
- Figure 5 shows a front view, from the pump side, Of.
a second embodiment of the connecting qemponenf;
20 - Figu:e 6. shows the'eonnecting component viewed in
~ section along nhe line VI-VI of Fig. 5;
-  Figure 7 shows a second embodiment of the_connecting

component, viewed from the motor side {opposite view



agai nst which the inpeller nmakes sliding contact. This 5 formation of
rust occurs whenever the electric punp is - not used for periods of the.
order of a few nonths. As is known, the formation of rust,

i rremedi abl y damages operation of the electric punp which nust .
therefore be -replaced. 10, The ess%ntlal object of the present
I nvention is therefore that of overcom ng the drawbacks of the art
known hitherto, by deyg g _nethod for the . manuf acture of the
connecti ng conponent |n quést i 0n whi ch can be perforned at | ower

costs and in an aut onated 15 manner. . ‘A further object of the,
present ‘inventiofi is FRIUIS 8 Shows e dFRRRACELRDORERPORBRL cBARKEEH A

not or and punp, in peri pheral electric punps, which has a | ow wei ght”
and-’ whi ch conpl eeeltjonveloageshehéideaWiadkvaiIr o€t Figundti on 20
in the zone with which the punp inpeller nmakes contact. These and.

still further ObWQEhSréféréﬁéeQﬁpkﬁﬁﬁgcgﬁmbﬁﬁylng draw1ngs, 1 denotes in

5 its entirety the connecting component forming the subject
of the present invention.
Unlike that which is known in the conventional aft; it
-consists of two éarts which can be distingﬁished from one
another since they are made of two distinct materials'
"~ 10 with.different characteristics, but forming a whole from
a mechanieel point of view.
These two parts are'ae'foilows:
A) A front part_z.designed to be wetted by the pumﬁed
fluid and therefore made of.brass,-or bronze-er :
15 stainless steel or other material which is not
~affected by degradatiee_phenomena when in contact
with the fluid (formation of rust,,fapid abrasion,
electrolytic attack'o: other phenomene).
'.In this front part 2, the following in turn mey be
20 o distinguished:
-.a flat sﬁfface 4'subs£antially in the fo;m of a
.circular'rim egainstiwhich the beripheral impeller

{not shown) makes sliding contact;



method tn question and by the conponent thus manuf act ured, the
mai n characteristic features of which '

- 5 - are indicated in the clains which foll ow - Further
characteristic features and advantages of the present invention wll
energe nore clearly fromthe ~descriptj qn which follows of the nethod
and the 5 c0nnecting conponent, in two constructional variants,

thus manufactured, %F%eé@ihg Pr%E?r@H&elnﬁékn%i“hechanlcé¥: Mi
drawi ngs provi ded purely by ng exanpl e

whi ch: Figure 1 shoms' front view, fromthe (ynp S|de - 10

a first enbodi nment cﬁl¥4ﬂ?§ﬁﬁﬁﬁgﬁ|QR¥Qﬁﬂﬁﬁiﬁﬂﬂ; th the ci nhdl'to t he

i nventi on;
- a part external to the rim 4 and set back with

'respect to the latter, forming a circular chamber_
5 13;
-'a radial projection 6 which dividés'up the chambér-
13 into an intake zone 7 and into a delivery zone 8.
B) A rear chamberlB; hof weﬁted by the pumped fluid,
'having purelj mechanical functions.and therefore
10 made of aluminium, plastic or chér relatively -
- lightweight, low-cost and mechanically - strong
material and designed to be formed using meth§ds
such as pressure—casting,' This chamber 3 forms a
whole with the front part 2 and at the éame time -
15 forms the motor shield and the component 1
connecting the'mOtor and the pump.- The chamber 3 is
provided withi
- the seating.Q for the bearing of the drive shaft
{not iilustrated);-' | |
20 - an intermediate part 14 forming both the motor
shield and the connection between motor and pump,
which connection is achleved by means of screws

whlch can be 1nserted into the holes 10 of the lugs



ngure 2 shows the connecting component viewed in section al ong

the line Il-11 of Fig. 1; Figure 3 shows the connecting
conponent viewed in 15 section along the line Ill-11t of Fig. 1,
Figure 4 shows the connecting conponent viewed lateral ly;
Figure 5 shows a front view, fromthe punp sLde of a second
enbodi ment of the connecting conponent; Figure 6 shows the
connecting component ;i 64ethd ot or side aaaersTg | A0k Q00 ddinld Becivil Of
Fig. 5; Figure shows secon nment  of e connecting
conmponent, viewed fromthe nptor S|de te

tonEig. 5); gn ‘the threaded ho&egpgilon ¥ e pump-body 31de.-

‘In a first embbdiment, illust:ated in Figures 1 to
_ 4,-mutuél fixing bétween the front part 2 and the
5 ".rear part 3 is achieved by means of préésure-casting
as described below.
The méthod for manufactﬁring the conhecting component, in
the first embodiment} comprises the follbWing operating'
stages:

10 - a first stage invoiving moulding of thé front. part
2 with a.materialISuch as.brass, bionze, stainless.
steel or the like;

- a second stage in?olving introduction of the front.
part 2 into a bressure~casting mould;

15 - a third stage_ involviﬁg preésuré—casting_ with
aluminiuﬁ, plas£iC or tﬁe.like, for the formation bf'
the rear chamber 3.inSide fhe mould so that the.
front part:2 is incdrporated partiaily ih_the reaﬁ
chamber 3, bedoming'a.whole'with fhe latter frdm é 

20 mechénical point of wview;

- a fbﬁrth stage involving extraction of  the
connecting component 1 from the'pressurefcasting

mould.



Figure 8 shows the connecting conponent viewed in section al ong
the line VIII-VIIl of Fig. 7. Wth reference to the acconpanyi ng
drawi ngs, 1 denotes in 5 its entirety t he connecti ng conponent forning
the subject of the present invention. Unlike that which is
known in the conventional art, it _ eodsists of two parts which can be
distinguished from one anot her since they are nade of two distinct
materials 10 Wmth(Hédmubﬁmmmﬁmmanuw|r&1ustranadfrmnfnguaeahblEOfBom

‘a mechani cal point of view. These two parts are as foll ows: A)

A front part 2 degi-gagd fﬂ:ﬂ?g wBktheehy ﬂtﬂ_ﬁ P¥BREA part 2 and £h4I Qe@.ﬁ‘.’d
t heref ore made of brass, bronze or 1 stal nl ess steel or other

matert ol Whch B ne ey 4%?%&?6“6 B SRRSO L PR g "

el ectrolytic attack or other phenonena In this front part 2,
the follow ng |npﬂgraln§y @6 studs 15 after they have been inserted into

5 cbrresponding through-holes 16 formed in the rear chamber
3. |
The studs 15 (see Fiés. 6 and 7) form an intégral paft of
the front part 2 and in the exémple.illustrated are sik
in number; being arranged circumferentially (see Fig. 7).
10 Similarly, six through-hgles 16 aie-fbrméd ih‘the'body of
the rear chamber 3. | |
- The method for manufacturing_the cqnnecting component, in .
the second embodiment,.compriSes the foliowing opératihg
sfages: |
15 - é-first stage invdlving moulding of the froﬁt part
2 with a material such as brass, bronze, stainless
steel or the like, comprisihg_the'formétion of the
studs 15; |
- a second stage involving pressure-casting with
20 | aluminigﬁ; plastic 6r the like, for the formatién.of
the reér chamber 3, comprising the formation of ﬁhe
through—holes.16; | |

- a third stage involving joining of the front part 2



20 . di stingui shed: -a flat surface 4 substantially'ih

the formof a circular rimagainst which the peripheral inpeller
(not shown) makes sliding contact;

=T - - a seating 5 for the internal mechanical seal (not.
illustrated) concentric with the circul ar-rign-4; - a part
external to the rim4 and set back with respect to the latter,
formng a circul ar chg®bRrtheSrear chambb¥ 3, comprising-tife riaerltion of
projection 6 which divides up the chanber 13 into an intake
zone 7 and into a deliyery,zqne.g8. . . A rear -chanber 3, not wetted.
by the punped fluid, the' $thdd 1ghé§?ﬁ8epﬁgél%oﬁégh%ﬁrcarnfunctions and .

t herefore _
_ ' - a fourth stage involving riveting of the studs 15.

The invention therefore achieves the preset objects.

5 It shouid be noted, in fact, that, by means of method
described, in the two constructional variants, formation
of the connecting compohéht 1 occurs in én.automated
manner with costs less than those required in.the casé of
construction of the_part in cast iron.

10 _ Mbreover'labérious finishing operationslby speéialized
personnel are not necessary. The weight of the part,
moréover, is much less than that of éoﬁventionai cast-'
iron parts and this results in considerable savinQS'in
terms of transpértation costs.

15 From a technologica1  point of .view, moreoveﬁ, ”the
drawback of " rust formation is. completely ovércome,
resultiné in more reliabie operation of the electrié pump
even in the case where it is not used fok long periods of
time. |

20 Obviously the connecting Component i-in question may also
assume, in its practical embodimént, forms and
configurations different ffom that illustrated:.above

without thereby departing from the piesent'protective



10 .. made of alum nium . plastic or other relatively

| i ghtweight, |lowcost and nechanically strong mat eri al and
designed to be formed usi.ng nethods such as pressure-casting.
Thi§ chanber 3 forns a whole with the front part 2 and at the
same. tine 15 . forms the notor - shigld and the conponent 1
connecting the notor and the punp. The chanber 3 is : provi ded .
Wit h: ' scopéhe sRAldoVer) farl t bRrebeRtianig sofmdhebdr ireplskait by
(not |IIustrated) - - an internediate part 14 formng both the

notor - t en to n ,
whi ch connecti o ‘Fﬁ]:@gd %@ﬁga;ﬂ? of %sﬂce?%\tflvs aid Eh@ \?\fu‘?%&?cant %
inserted into the holes 10 of the lugs

dimensions. and the materials used may be of any nature,

in accordance with requirements.



11 on the notor side and by neans of screws received in the

t hreaded holes 12 on the punp-body side. In afirst enmbodi ment,
illustrated in Figures 1 to 4, mutual fi nt
part 2 and the 5 rear part 3 is achieved by ns of
pressur e- casting ‘as described pglow. W@ﬂmmlmmmn
manuf acturing the connecting conponent, in the

conprises the follow ng operating CEATMYSS: - a first St age

i nvol ving nmoul ding of the front part 2 mnth a material such as

brass, bronze, stainhess g for manuf%éfﬁf1$§ EPS oltBonent connee}fﬁ%c)a

second stage invol vin ntroéﬁctlon o)

pressure-casting nould; 15 - a_ third .sta nvoIV|nq¥q
pressure-casting w @ptor and PUMD 1o | ITiRA THRNSH tﬁ%?95r¥% N&r, 339 t he
formati on of the rear chanber 3 inside the nmould so that the

component (1) comprising a front part (2) locateq Qn
the pump side and subject to the pumped fluid and
provided with a flat SubStantially circulér surface
(4) against which the impeller of the pump makes
sliding contact and provided centrally with a
cylindrical hole (5) designed to receive the shaft
of seid moto: and the mechanical Seal, éaid
component (1) comprising moreover a rear chamber (3)
located on ‘the motpr side end provided centrally:
with a hollow cy.lind.rical relief -'(9) designéd to
receive the shaft of said motor and the motor front
bearing, said' rear chamber (3) being able to be
fixed to the caeing ef said motor by means ef.screws
which can be inserted inte holes (10) formed On.lugs
(11) extending radially with respect to said reer'
chamber (3), characterized in that it comprises the
following operating sfages: a first stage involving
moulding of eeid froﬁt part (2).ﬁade of a material
which cannot be damaged by the pumped fluid: a

second stage 1nvolv1ng 1ntroduct10n of said front



front part 2 is incorporated partially in the rear
becom ng a whole with the latter froma 20 rrechanl cal lm i“m‘

vi ew, a fourth stage involving ext ract““mn“m
connecting conponent 1 fromthe pressure-casting

-9 - In a second enbodinent, illustngted in Figurés 5 to_8
nut ual fixing between the front part 2 and the rear - chanber 3.is

performed by nmeans ofpg¥i VQQDn&n&i adpressurddcdistlinlgy MbubdHds W pdd er
t hey have been |nserted |nto : correspondi ng t hr ough-holes 16 forned in

_the rear chanber stage 1nvolv1rb Séesssure—égsetelr@ gEOr Gttﬁgdfg}mi@{(man

integral part of

of said rear chamber (3) inside said mould so that
"the front part (2)'is incorporated partiéliy in said-
rear chamber (3); - a _foﬁrth stage involving
extréction of §aid connecting component (1) from
 said pressure-casting mould. |
2. Method'for manufacturing the component connecting
motor'énd pump, in peripheral elecffic pumpé, said
component (1) comprising a front part f2) lbcated on
'the pump side and_subject to the pumped fiuid and
provided with a flét substantially circular éurface
.(4) against which the impgller'of the pump makes
sliding contéct and provided centrally -ﬁith a
cylindrical hole (5) designed to receive the shaft
‘of said m@tor and the mechanical seal,-.said
component (1) compfisind-moreover a rear chamber (3)
located on the mbtor side_and provided-centrally
with .a hollow cylindrical relief (9) designed to
receive the shaft of said motor aﬁd the motqr front
bearing, said rear chamber (3) being able to be
fixed to the casing oflsaid motor by means of sérews

which can be inserted into holes (16) formed;qn lugs



the front part 2 and in the exanple illustrated are Stx— - Ln_nunber,
being arranged circunferentially (see Fig. 7). Slntlarly Si X

t hrough-holes 16 are forned in the body of the fwmﬂ'mm"ﬂg

The ‘met hod for manufacturing the connecting conponent, ”uucond
enbodi ment, conprises the follow ng operating stages

first stage i nvol vi ng noul ding of the front pa?t o2 mnth a

material such as brass, Aq&%nzﬁte‘gﬁcﬁr{a e:?a'tsdlalslty(jdxglfl% rSgSQEtOEot Ig%(%hl E%ggnd

conprising the formatio

stage involving pressure- castln? with 20 al um nium plastic or
the like, for the fornatchembei charactepizedgn dhwbhdt Fompmmassithe
the formation of the t'hr ough- hol es 16; ' a third

stage invol ving jOInlngﬂﬁiﬂdﬁiﬂ@Tﬂbpéiﬁﬁléhal stages: a first stage

involving moulding of said front part (2) made of a
material which cannot be damaged by the pumped fluid.'

and provided~with_a plurality of studs (15); a

second stage involving preséure-casting for the

formation of the rear chamber (3) provided with a

) plurality of through—holee (16)# ‘a third stage

involving joining'ef the front part (2).Qith the

rear chamber (3), comprising the inseftion of said

studs_(15) inside said ﬁeles (16); a fourth stage

involvinglrivetiné of the studs t15); |

3. | Component (1) eonnecting motor aad pump, in

peripheral electrie pumps, comprising a front part

t2) lecated on.the pump side and subject to the

purmped fluid and provided with a flat substantially

circular surface (4) against ﬁhich the impeller of

the pump makes eliding contact and provided

centrally with a_cyltndfical hole (5) designed to

receive the.shaft of said motor and the mechanical

seal, and cbmprising moreover a rear ehamber (3)

located on the motor side and provided centrally



- 10.- Wi th the rear chanber 3, conprising the Tinsertion—of-

t he studs 15 inside the holes 16; a fourt
riveting of the studs 15. - The invention theref "ﬁ'ﬁﬂmm# ,t’iﬂpreset

obj ect s. 5 It should be noted, in fact, that, by=*nmeans.
descri bed, in the two-constructi onal varlanu5,;fornat|on of the
connecting conpohent 1 occurs in an autonated manner with costs | ess

than those required i nwite easmldfow cylis@nbtalickbdnesf (he dewigred cest
iron. 10 Mor eover | aborious finishing operations by specialized o

personnel are not necessalyye tHie ggthOEaEB?mBéék and themﬁé€ﬁ¥e£roh§

much | ess than that of conventiona I'ron parts-an s results
in considerable savings in t.erns of t ansgort%tl n costs

a technol ogi cal  poi nt Pe¥F1RF ewSaifp kAt Cha %ﬁ%%bé@%e(ﬁo pﬁst

formation is conpletely overconeg,
_ fixed to the casing of said motor by means of screws

which can be inserted into holes (10) formed on lugs.i
(il) extending radially with pespect ﬁb-said_rear
chamber (3), characterizéd in that said froht part
(2) is made of material whiéh canﬁo; be damaged by 

_ the pumped fluid énd is irremovably asSociatéd.with
said rear chamber (3) fbrming.a_mechanical whole
therewith. |

4, Component (1) connecting motor and pump, accdrding
to Claim 3, éharacterized in that said mechénical
" whole is achieved by ﬁeaﬁs'of pértial incorpQration.
of said front part (2) in said rear chamber.(B);

5. Componen£ (1) connecting motor and_pump, according
to'Claim 3, characterized in that said mechanicél
whole is achieved by'means of riveting.of studs.(lsy
insidé_corresponding holes (16), said studs (15) and'
.said holes (16) being respectively arranged oﬁ said |
front pa;t (2) and on said rear chamber {3) or vice
versa. |

6. Connecting component (1) according to Claim 1,



resulting in nore reliable operation of the el ectrie—punp éven in
the case where it is not used for long periods of i

CbV| ously the connecting conponent 1 in question myuwﬂﬁﬂ‘“ﬁu “!DgHmlme

in its practical enbodinent, - fornms and S
different fromthat illustrated above - 16v4 hout thereby departing from

t he -present protective ' scope. Mbreover, all the details may be

repl aced by technical tharegqueritedtin ellteyaid aiadeirial which, canhet be
di mensions and the materials used may be of any nature, in accordance with

réquirenents. damaged by the pumped fluid is brass, or bronze or

stainless steel.
7. Connecting component (1) according to Claim 3,
characterized in that said rear chamber (3) is made

of aluminium or plastic material.



- 12 - CLAIMS Method for manufacturing the conponent
connecting notor and punp, in peripheral electric punps, said conponent
(1) conprising a front part (2) locatel on the punp side and subject to
t he punped fluid and provided with a flat substanti al |p—et+eti-at éﬁ@j
(4) agai nst which the inpeller of the punp~nédies s||d|ﬁ@ﬂ$éﬁE§E#M§hE

provided centrally with a cylindrical hole §53 designgd to RERIACGED t he
shaft of said notor and the nechani

conpri sing ”DreOWQEﬂgﬂlﬁgﬂlﬁﬂﬁ
provided centrally wth a hol
receive the shaft

chanber (3) being™
SCrews

, sard_ conponent (1)

The present invention relates to a method for

manufacturing the component (1) connegting motor and

pump, in peripheral electric pumps, and to the component

5 ~thus manufactured. The component (1) comprises a front
part (2), which is located on the pump side and subject

to the pumped fluid and made of brass (or bronze,
stainless steel or ofher material), and also comprises a

rear chamber (3).located on the motof side and made of

10 aluminium (or plastic or other material). The method for
manufacturing the connecting component, in an embodimeﬁt,
comprises the following operating stages: a first stage
involving moulding of the front part (2) with é material

such as brass, bronze, stainless steel, or the like; a

15 second stage involving pressure-casting with aluminium,
plastic or the like, for the formation of thé fear
chamber (3); a third stage involving joining of the front

part (2) with the rear chamber (3} by means of the
insertion of studs (5), which are present in the front

20 part (2), inside corresponding holes (16) present in the

chamber (3)}; a fourth stage involving riveting of the

studs (15). This Sheet Has Been Replac

T




whi ch can be inserted into holes (10) formed on | ugs
radially with respect to said rear
foll owi ng operating stages:

‘conprises the

(11) extending
chanmber (3), characterized in that
a first stage involving

whi ch cannot be damaged

It

noul ding of said front part (2) nmade of a nmaterial
by the punped fluid; a

- 18 -

part

(2)

into a pressure-c

i nvol ving pressure-casting for the for

14

ng noul d;

athird

st age

second stage involving introduction of said front

n of said rear chanber (3)

i nside said nmould so that

the front part (2) is incorporated partially

in said rear chanber (3); a fourth stage involving
extraction of said connecting compongpt] (1) from
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sai d pressure-casting noul d.

conhecti ng not or and punp,
conmponent (1) conprising a front part (2)

2. Method for manufacturing the conmponent

" subject to the punped fluid and

circular surface (4) agai nst
sliding contact and provided central

designed to receive the shaft

wh

in peripheral electric punps, said

| ocat ed on t he punp side and

provided with a flat substantially

214

o; said motor and the nechani cal seal

he inpeller of the punp nakes
th a cylindrical hole (5)

sai d conponent (1) conprising noreover a rear chanber (3) | ocat ed
on the notor side and provided nt

relief (9) desigppd to r

rally

with a hollow cylindrical

ve the shaft of said notor and the notor

front beari ngy ,sai d chanber (3) being able to be fixed to
t he casi ng of said\ﬁg;or\ Of screws whi ch can be inserted into
hol es (10) formed on \ugy— "~ .
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- 14 - (11) extending radially with respect to said rear

chaimber (3), characterized in that it conprises the fol |l ow ng
. operational stages: a first stage i nvol vi ng noul di ng of said
~front part (2) nade of a mat eri al which cannot be damaged by the
punped fluid and provided with a plurality of studs (15); a
second stage invol ving pressure-casting t he formation of the rear
chanber (3) provided with a pl uraMfy¥of through-holes (16); a
third stage involving joining of the front part (2) with the
rear chamber (3), conprising the insertion of said studs (15) inside’

said holes (16); a fourty stage M

3. Component (1) conneo&bg: not or
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peri pheral electric punps, conprising a front part (2) located on the

punp side and subject to the punped fluid and provided with a fl at
substantial ly circular surface (4) against which the inpeller of
t.he punp nmakes sliding contact and provided centrally with a
cylindrical hole (5) designed to receive the shaft of said notor and
t he mechani cal seal, and conprhi; nor eover a rear chanber (3)
| ocated on the notor side and provided@®céntrally
- 15 - with a hallow cylindrical relief (9) designed to receive
the shaft of said notor and the f ront bearing, said rear
chanber (3) being able to be € o the casing of said notor by
means of screws whi ch can be ingerted,into holes (10) formed on | ugs
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(11) extending r
characterized in
cannot .be danage
W th sai d

"therewith. 4.

Cl aim 3, charact
means of parti al
chanmber (3). 5.
to daim3, char

means of riveting

studs (15) and
front“part (2) a
Connecti ng conpo

10

adi 't'y%\eEM?NTG:}{EEPt to said r97 0 20h5139 %

t ha i S.made of materi al

W

whi"ch

d Ry fluid and is:itrreno OCI

redr ﬁb‘éﬁg(\%ﬁj ing a wgﬂt%ﬁl‘e%oﬁé%gpt féﬁ

Co cnent (1) conn c i ng 4mator- and punp, accgr4li o]
:géﬂﬁéﬁgﬁ'by

erilzed 1Tn that said chani cal whol e

™

.elng respectively arranged on sai

8 n ' =rnchanber (3) or vice versa. 6.
ner ing to daim 1, ’

The present invention relates to a method for

manufacturing the component (1) connecting motor and
pump, in peripheral electric pumps, and to the component
thus manufactured. The component (1) comprises a2 front
part (2), which is located on the pump side and subject
to the pumped fluid and made of brass (or bronze_,
stainless sﬁeel or other material), and also comprises a
rear chamber (3) located on the motoﬁ side and made of
aluminium (or plastic or other material). The method for
manufacturing the connecting cémponent, in an embodiment,
coﬁprises the following operating stages: a first stage

involving moulding of the front part (2) with a material

such as brass, bronze, stainless steel, or the like; a

15

20

second stage involving pressure-casting with aluminium,

i corooratlnn ofEﬁEﬂHﬂEﬂbnt part (2) in said rear

sai d
d

plastic or the 1like, for the-formation of the rear-

chamber (3); a third stage involving joining of the front
part (2) with the rear chamber (3} by means of the
insertion of studs (5), which are present in the front
part (2), inside corresponding holes (16) present in the
chamber (3):; a fourth stage involvin& ;ivetinq of thé

studs (15).

(FIG. 6) Sheet Has Been Replaced
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- 16> char @pmﬁ&moawﬂnm‘m cannot be
dama t he pmtrﬁ @E@gl bronze or-- - stainless-steel-
|

7. ting conponent (1) according to Caim 3, characteri zed in

thﬂTEXT bﬁfﬁhﬂgaf‘ﬁ—ACfoT -s—made ) of —atum o or —prastic matrert al .

METHOD FOR MANUFACTURING THE COMPONENT CONNECTING
MOTOR AND PUMP, IN PERIPHERAL ELECTRIC PUMPS, AND
COMPONENT THUS MANUFACTURED

The present invention relates to a method for manufacturing the component (1) connecting
- motor and pump. The component (1) comprises a front part (2), which is located on the pump
side and made of brass (or bronze, stainless steel or other material), and also comprises rear
chamber (3) located on the motor side and made of aluminium (or plastic or other material).
The method for manufacturing the component comprises the following operating stages:
a first stage involving moulding of said front part (2); a second stage involving introduction of -
said front part (2) into a pressure—castmg mould; a third stage involving joining of the front
part (2) with the rear chamber (3) comprising the insertion of studs (15) inside holes (16) a
fourth stage involving riveting of the studs (1 5).

Fig. 6
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