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Specification of Letters Patent No. 9,782, dated June 14, 1853.

1o all whom it may concern

Be 1t known that I, Georce IFrREDERICK
Muou~Ntz, Jr., of Bummﬂham
subject 'of the Queen of Great BI‘lt‘Lln have
ivented or discovered new and useful Tm-
provements 1n the Manufacture of Metal
Tubes; and I, the sald Groree FRrREDERICK
Muntz, Jr., do hereby declare that the na-
ture of my said invention and the manner
1 which the same 1s to be performed are
tully described and ascertained in and by
the following statement therecof, reference
being had to the drawings hereunto an-
nexed and to the f oures and letters marked
thereon—rthat 1s to say:

My

¥

them flat to extend them in length and then
opening them cut and rendering them cy-
lindrical as hereafter explained, and in or-
der that my invention may be most fully
understood and readily carried into effect

I will proceed to describe the means pur-

sued by me.

The metal which I prefer to. emp’ley 1S
such a compeosition of copper and zinc with
or without other metal as will roll hot and
that which I find to be the best consists of
sixty parts of the best copper and thirty-

e1ght parts of good zine. I do not however

confine myself thereto so long as the metal
1s capable of bearing the process of manu-
facture herein descr]‘bed

I first cast a short tube of a cross section
such as 1s shown at Ifigure 1 and I have
found that an 1iron mold with a sand core
is most suitable for this purpose fmd I
place such mold at an inclination as when

casting strip metal and so that the thicker
parts may be uppermost and undermost
the metal being poured 1n between the mold
and the underside of the core care being
taken that the core 1s correctly in the cen-
ter. The tube being cast and the sand. core
cleaned entirely out T wash the inside of the
tube with lime and water containing as
much salt as will be held in solution first

heating the tube with or to the extent of

boiling water. The object of thus washing
the interior of the tube with such mixture
1s to prevent the interior surfaces adhering
together when rolled flat. When the lime
white has been applied the tube is to be
heated to a red heat such as i1s usual when
rolling Iike metal and the tube is then to be
rolled between grooved rollers similar to

 those wused 1n rolling

England, a

invention consists of casting short
tubes of a peculiar form or section rolling

lat bar iron but
greoved to produce 101111(:16(:1 ecdoes as 1s
shown at Fig. 2. The tube 1s to De passed
through between the rolls with the.thicker
parts 1101"1?011&11 by which the tube will be
rendered

umform at tle sides but somewhat thlcker
at the two edges as indicated at Fig. 2.
I would 1em‘uk that the mmnﬂement

60

lat and extended in length and
the thickness of metal made pflmllel and

65

shown by the drawing is for mflkmﬂ‘ tubes . °

of one inch and three quarters dlmne’u;ﬂj and

it will be evident that the sizes indicated by
the dmwmﬂ must be varied when mflhlnﬁ'
other sizes of tubes but from the descmp—
tion here given aided by the drawings a
workman will readily vary the sizes of the
castings and of the grooves in the rollers
and ELlSO the mfmdrels used according to the
s1zes of tubes desired to be produced The
tube being thus rolled into a flat bar is to

have one end opened for about six inches

(which may reacdily be done when at a red
heat by a sharp instrument) as is indicated

at Fig. 3 and in this form when at a red
heat it is to be passed through between the
pairs of grooved rollers at A Fig. 4 the tube
belng entered on to the end of the mandrel
by the workman, The rollers by their revo-
lution cause the tube to be drawn over the
head of the mandrel and on to the stem so
that the tube will be thereby opened in its
whole length and in doing so there will be a
web or fin produced on either side as is in-
cdicated at Ifig. 3. The Iollers which are of
the diameter shown at I'1o. 4 are caused to
revolve about one hundred tlmes a minute
and the wider part of the bulb of the man-
drel Ifig. 4% is placed so as to come at the
pinch of the rolls. The end of the stem of
this mandrel is retained fast at the end of
the trough. See Ifig. 6, at (d) where some
of the pfuts are shown in section on a re-
duced scale.

- Fig. 4% shows the form of mandrel used
1n this part of the process, it and its stem are
ot steel and the two sections will show the
form of the widest and the thickest parts.
The stem 1s of a section corresponding with
the hole through between the rolls but
smaller so that the tube may slide freely
thereon. The stem 1s bent downward as

shown at e in order that when the pressure
causes 1t to bend more, the bending may take
place downward with a view to the extent of
| bending bemng limited by the stem coming
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SRR EEUERE R R RN mandlel a;nd' thp tube is 'to 'b ' leld =anda-; émade 11, the pecuh&r ,fm‘m- a8 EBXhlblted be:-% FERRAE TS
15 ouided up to the rolls with its longer axis | cause it is more convenient for rolling f flat, 55
SEREEERE RN RN AR u;pwa;ld S0 tlmt. the second 1‘011111@' Wﬂl be ‘Ltg | and also because, as the thinner parts ot 1t - . =
o0 right an éé-'éare horizontal w hlle:_bﬁlﬂg.l'ﬂlled,.0_]3_:3«12-65%5555??255?
mﬁdmo*' may ‘)e mnvemently pel | 5cnz)1(111:)}*:(35_‘56d_ toward  one : another,: _Wlth{}mé
S T T T O I h&’@"lﬂﬂ a -ﬁ‘:@d}:’l&t@ be !H'!l'ﬁl(}h 5latel .~],]_ ,elﬂﬂqatloﬂj th@V al?& J:';equ;l*;e Lo
Lol higg s oval hole through: 113 la,l ge e:noucrh to' be cast: thinnen tlmn the other parts; oth- 6o: .
SRR R R R fl'ee 'pmssaﬁfe or erwise, when the tubes expanded, there would . .

o the oval ho be an unnecessary waste of metal. .. . . . .
S R nladew "V‘H'I'Claiﬁl5;5EiéiiiEiﬁ@Q;};E;E;E;;;-;-:-:-_-;-;-;-;;;
LI use, part The above described mode or proecess of
i LT 25 ers, but: thaey %manufacturmﬂ" a, metallic tube of 1 ._;\‘Iﬂl;ltF; 8 68 .
thmuGh dies 111 cases where .1t 1s W}.shed 'io metal, or ioth' 1 like metal or composltltm oL
oo have -them planlshed and bright on the out- mehls viz, by first casting the metal ma .
T f_f':'?Slde"? N :.;.:i:;:;:;:;:;:::552222225:2 shert'tube'of Ll"ie formsubstantmlly as ;le?p;:;:;;-;-;-;-
. Having thus d_escmbed the nature of my | resented in Fig. 1; next heating 1it, as de-

80 11“ Lnt]?{}:ﬂ: and; _the manner of performing: the seribed, and mllm-‘:*‘-lt flat,, ;es.senm‘lliy. f:lS ex- 7;0- EEEE
o same I would have it understood that I do hibited in Fig. 2, and. elangﬂ'ﬁmﬂa it at the .
iiiiininoii i ot confine: mybelf to the precise detaills here | same - tlme., ELIld ﬁmlly, Qpenmg 1t out, and 0
ks otven so long as the pecuhar character of my | removing the. surplus: portions or. fins and . ..
S mventlon be' retained. By rolling the tube | reducing 1t to: its final form: in transverse . =

35 flat 1 am enabfled to ma,(lzie 1t of a Hﬁtal or | section as herein before specified.
composition of metals, (known as Muntz’s
metzlxl) which is much cheaper than copper ,G" F. MUNTZ, J=.

of which such tubes are usually made. The | Witnesses:
Muntz’s metal can be rolled when hot, or JosErH MARQUETT,
40 heated to redness; but is very expensive and B. GoBey.
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