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To all whom it mai concermn :

Be 1t known that I, EDpwiNn DEws, of An-
sonlia, in the county of New Haven and State
of Connecticut, have invented a new Improve-

ment in Method of and Dies for For ming An- |

~gular Tubing; and I do hereby declare the fol-
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]owmg, when taken in connection with accom-
panying drawings and the letters of reference
marked thereon, to be a full, clear, and exact
deseription of the same, and thh sald draw-

. 1ngs constitute part of this Spemﬁm,tlon and
represent, In—
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Figure 1 a view of the improved die from
the enteri 1110 side; Fig. 2, atransverse section of
the same; I‘w 3, a perspective view of the par-
tially-formed tube as 1t comes from this die;
Ifig. 4, a transverse section of the same tube,
the joint closed and brazed preparatory to the
final drawing; Fig. 5, the usual dies for final
or finished drawing; Fig. 6, the finished tube
as 1t comes from the finishing-die; Fig.

drawing triangular tubing.

This uwentmn relates to an lmprovemenst
in the method of and dies for drawing tubing
of square orangular shape. Theusual method
of drawing this class of tubing has been to first

- form a round tube from a strip of sheet metal
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and braze the meeting edges. This round tube
was then drawn thlolwh a die resembling the
final shape which the tube was to be, and. par-
tially formed—that is, whatis commonly termed
‘““broke down.’”’” Thenthe partially-shaped tube
was taken to a die of the exact finished shape
and drawn through that die. But in this con-
struction it is Impossible to make perfect an-
gles—that is, coming f{rom the last or finish-
ing die, the anﬂle would not be qmte filled, but
left a little r011nc1111g

"The object of my invention is to smlphfy
the process of drawing the tube, as well as to
produce an angular tube 1n Whlc]l, the angles
will be completely and pertectly filled; and

“my 1nvention consists in the dies, as hereinaf-
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ter described, and more p%ltlcul"trly recited
in the claims.

I will deseribe my invention as "Lpphed to
forming a square tube.

The first die is represented at A, Flgs 1
and 2. This consists of a blank of Sultable
metal, through which is an aperture, a, a 11t-
tle greater in extent than the tube to be fin-
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7, a
~die embodying my invention as applled to

ished. On one side it has a funnel-shaped
flaring mouth, 6. The opening ¢« has its one
side, d, slightly longer than one of the sides 55
of the finished tube. Thetwosideseeare about -
the same length, but, starting from the side d,
diverge so that the opposite side, f, the open-.
Ing 1s a little broader than the side d, and in
the central portion of that side f is a recess, /.
This recess 1 prefer to make concave-in trans-
verse sectlon and extending over about one-
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‘half the length of the side, as_shown; but it
| may be dltferently Sh&ped it only belnn es-
‘sential that that side shall be recessed to ma,ke 65

it higher in the center than at the sides e e.
The funnel-shaped mouth b leads gradually
into this die-opening ¢, as shown.

Instead of fmmmn the round tube and
brazing the edges, as hitherto practiced, I take 7o
a flat strlp of sheet metal and bend the first
end to something near the shape of the open-
ing «a, and so as to enter the opening, the two
edges meeting in the recessed portion h of the
side f. Then I draw the strip through the die 75
in the usual manner of drawing tubing, which
brings the blank into the shape seen in Fig. 3,
the two edges 7 ¢ nearly meeting each othel
but mclmed downward from their edge, as
thereshown. Theanglesare partmllyformed 80
as seen in that figure. A tool or cutteris then |
run through between the two edges to brighten
them and fit them for brazing. Then the edges
are bent down and br oucrht together, as seen
in Fig. 4, and then brazed in the usual man- 85
ner. Next the blank thus prepared is faken
to the drawing-die B in the usual manner,
the opening ! of which1s of the exact shape of
the to-be-finished tube and slightly smaller in
area than the opening ¢ 1n the forming-die.
Through this die the tube is drawn in the
usual manner,-and the surplus metal left at
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or near the a,ngles of the blank 18 forced into -
the angles to completely shape them, as seen

in Fig. 6. DBy this method of drawing angu-
lar tubing I save one operation of first form-
ing the round tube, as hitherto practiced, pro-
ducing the tube at two operations, and be-
cause of the peculiar shape of my pr ehmmary
or first die, I am enabled to form perfect an-
oles, whlch cannot be done by the old method
of dr awing. Thisillustration of the square die
will be Suficient to enable those skilled in the
art to produce other shapes—that is to say, if
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- edges of the blank will meet greater than the

s ' . 282,839

a trlfmgular 18 1equ1red the opening in the die
will be as seen In I‘1g 7, the two sides m m
diverging to a little gr eater extent than will
the finished tube, the upper side, #, having sub-

stantially the same recess, A, as 111 the square
die. For other shapes, the one side where the

'edﬂ‘es meet must be recessed to allow them to
t11111 out from the plane of that side, so as to

permit the dressing or scratching eut of the

joint preparatory fo brazing, and then to be

hammered down.

I claim—

1. The method herein described for making
angular tubing, consisting in first drawing the
blank strip through a die having a number of
sides corresponding to the number of sides of
the tube to be drawn, the side where the two

opposite or adjacent 81des and.. recessed to
permit the edges of the blzmk to turn outward
from the plane of that side, the two edges then

hammered down and br azed and finally draw-.
ing the thus partially- formed tube through a

die of the shape of the finished tube, substan-
tially as described.

2. The herein-deseribed die for shaping an-
ogular tubing preparatory to its final drawing,
(*onsmtmg of the aperture «, having its one
side f, where the edges of the blank strip are
to meet, recessed end of greater width than
the 0ppeslte or adjacent Sldes, Substantmﬂy

as and for the purpose described.
EDWIN DEWS.

Witnesses: _
JOHN E. IEARLE,
Jos. C. EARLE.
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