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Speclﬁcatmn f(}rmm g p&rt of Letters Pai ent No. 3705051, dated November 1& 1875 appllcatwn ﬁled
| : ~ - uly 24, 1875. .

To all whom it may corcErn: 2
Be it known that I, WILLIAM A. BUTLLR
of the city, county, and State of New York

- have invented a new and useful Tmpr ovementf

in Presses, for Making Sheet-Metal Traps or
Bends; and I do hereby declare that the fol-
| lomng is a full, clear, and exact desecription
~ of the same, refelence being had to the ac-

companying dmwm g, Whlch torms part of this

specification.
This invention relates to presqes for making

- sheet-metal water-traps or bends in longitudi-

nal balves, or similar sections, which are af-
terward umted by soldering or burning, as
described in Letters Patent ior 1mprovement
in water-traps issued to me July 6, 1875, ir-
respective, however, of any p&I‘thch‘bI' direc-
tion for the seam, but the press will here be

 represented as conbtructed to form the seam
-~ 8o that it will run along the front or back, and

in a plane runmngthrouﬂh the center of the
trap or bend, and intersecting its curvature,
The press ma,y, however, be constructed to
produce hali-traps, or sectwns ‘with the seam
or seams differently arranged, aud the inven-

~ tion 18 not restricted to any form of trap or

bend. |

~ The invention conswts m a novel construc-
tion of the dies for stamping out each longi-
tudinal section of the trap or bend from the
sheet metalintroduced between the dies, where-

by each of said longitudinal sections is formed -

by tne stamping process, which gives to the
trap or bend its required form, with a flange
along its opposite edges, so that on bringing
the flanges thus produced of two matching

trap or bend sections together, they may be.

readily united by burning by the aid of a
- blow-pipe, and the trap or bend is materially
strengthened at its seam or seams.

Figure 1 represents an elevation of a drop-

| press, having dies for stamping the one longi-
tudinal half-section of an S-shaped water-trap

In accordance with my invention; Fig. 2, a
face view of the bottom die used in makmg
such half-trap sections; Fig. 3, a longitudinal

_ view from the hollow or mner mde of said

“trap-section after it is removed from the bot-
tom die; and Fig. 4, a transverse section there-
of, 'Fig.: 51s a view from the hollow inner side

of a half- bend pmdu_ced n hke manner as the
half- trap section.

A is the upper or opemtmg die of the press |

~which may be actuated by any suitable means,

and B the lower die thereof. The die A IS

what may be denominated the male die, and

the die B the female one, the former havmg :

“the swell or male former b on its face, and the

latter the recess or female former ¢ m its face,
so that, on bringing the two dies together Wlth
a sheet of metal in between them, said metal
will be pressed by the upper die mto the lower

one, and by the longitudinal and transverse

contours of the formers b and ¢ the required
general configuration be given to the half-trap
C. To stamp out, however, such half-trap

from the sheet of metal introduced between '

the dies, and to form or provide each trap-
section with a flange, d, along its edges, for

uniting, as ‘hereinbefore described, the two
‘matching trap-sections together, the female

former ¢ of the die B is made with marginal
ledges e throughout its length on both or op-
posite sides, and the male die A formed with
corresponding recesses f, for the reception. of
said ledges with the metal being stamped in
between them, and said male die further formed
with cutters or. cutting-projections g, extend-
ing down from the outside edges of the re-
cesses f, on opposite sides of the former b,
throughout the lehgth of the latter. These

outters g are &rranged 50 that when the die.
A is brcught down or dropped they will pass
in a shearing manner the ountside edges of the

ribs or ledges e, thus not only stamping out
the half-trap to 1ts required shape, but leaving
it with flanges d along its two edges, said
flanges correbpondmg with the upper faces of
the lcdges ¢. After two mateching trap-see-
tions have been thus produced. and formed -
with edge tlanges, as described, the same are

placed with their flanges face t0 face, and the

meetmg flanges burned by the aad Of - blow- |
pipe to unite the sections. - |
The same method of construction,as regard& v

‘the dies, applies to the productlon of sheet-

metal elbows or bends in two longitudinal
halves or sections.

gitudinal half-section of a bend, D, having lon-
| gitudinal edge flanges d, which may be pro-

Thus, Fig. 5 shows a lon-



~ the purpose, may be formed in its one half-sec-

duced in like manner as the half- trep, end be
united at its flanges, as hereinbefore deseribed,

with the flanges of a eorrespoudmg oT: mateh-
ing half-bend to make the entire bend. A wa-

ter-trap might be constructed of a series of |

such bends soldered together at their trans-
verse junctions. Tt is preferred, however, to
‘make it of two half-sections only, as descrlbed ,
‘'with reference to Figs. 1, 2, 3, end 4 of the
- drawing, and when the trep IS deswned to be

provided with a tap-screw, then a hole, s, for |

tion by striking on a spring-punch, E, which
18 earried by the die A, and faces a clearance-
aperture, 4, in the lower die. This is done af-
ter the metal has been stamped out to form
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the helf trap before the removal of the latter
from the lower die and while the top die is

down.
I claim—

The female die B, having ledges e along
either edge of its formmg chamber or cavity,
in combination with the male die A, hewmg
cutters ¢g correspondingly arranged on 1ts face
1n relation with the former thereon, for opera-
tion in relation with each other, substantially
as and for the purposes herein set forth.

WM. A. BUTLER.
Witnesses: - |
VERNON H. HARRIS,

FRED. HAYNES.
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