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To all wiom Tt may concermn :

Be it known that I, JorN B. Roow, of Port

Chester, in the eounty of Westchester and
State Of New York, have invented certain new

and useful Improvement% m Riveted Sheet-

Metal Pipe and Mode of Preparing the Same;
and I hereby declare the follow*mﬂ leBGIﬁUL-

“tion to be a full, clear, and exact deserlptmn
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thereof, such as will enable othe:ls to meLe fmd
ase the same.

In the manufacture of sheet-metal pipe, and
more particularly the larger sizes, it has been
customary to only punch a,nd slmpe the blanks
of which the pipe-sections are composed at the
factory. This is done with a view to economy
in transportation,asthe disconnected, punched,
and shaped blanks can be packed within one

- another, 80 as to form nests made up of @ numn-
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ber of blanks which occupy no more space than
a single finished pipe-section would oceupy.
Such nests are shipped to the place where the
pipeisto be used,when the longitudinal scams
of the blanks are closed, and the pipe-sections
thus completed are then riveted together end
to end. Heretofore pipe of this kin d has been
made of cone- shaped sections, the larger end
of & section being of a size to "Ldlmt the smaller

end of another C?BthOH o a distance sufficient

to make a proper joint. To produce this coni-
cal shape, the rivet-holes in the side edges of
the flat blanks from which the qutIOIIS are |
made must be along lines ineclined to each |
other and to the edﬂes of the sheets if they

are rectangular, :aJnd in order that the holes

in the connecting ends of separate sections
shall correspond the distance between the holes
in the smaller ends of the sections must be less
than the distance between the holes in the
larger ends thereof. To pr operly punch the
holes in the flat blank before it is shaped and

preserve these variations requires no little

care and precision, and 18 to a great extent

- necessarily done by hand, the wor mem being
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assisted by apattern or other guide constructed

to indicate the correct 1)0%:1t1011 of the holes;
‘but the accuracy of hand-work is not eon—

stant or reliable, and errors are continually
occurring which resulf in poorly-fitting wor k.
It 18 thel etore the object of my 1}1‘6.561113 in-
vention to produce pipe-blanks analogous to
those just described entirely by fmtom%tlc
neans and of an improved shape. |

‘ I

In the ELCCOIDP‘LH)TIDG drawmﬂs I‘:w"ure 1
represents a plain punched fmd pm*tla,lly
shaped pipe-blank. Fig. 2 represents offset-
ting rolls oper ating upon one end of such
blank, IFig. 3 shows the finished blank, and
Kig. 4 111115t1 ates two seetions of the plpe 11V -
eted together.

In carrying out my invention, the first step
consists in submitting the ﬂ"Lt rectangular
sheet-metal blanks from which the pipe is
made to the action of a properly-adjusted gang
of punchesdriven by some appropriate power,
and thereby forming along and parallel with
the edges and ends of the bl anks lines of rivet-
holes A such holes being all the same dis-
tance apmt and then bending the flat blank
into an open c¢ylinder, B.

Thesecond Step consmtb n pass:,]nn one of the
ends of the ¢ylindrical blanks between rolls C,
to expand the stock and form oftsets D of A

sufficient depth to, in the completed—that is,
Jlongitudinally- closed—secti ons,

receive the
Snwller or unexpanded ends of the seections,

and of suitable width to malkea tight and str 0110 |

joint, and in thus enlarging the ends of these
blanks the stretching w hich the metal under-
goes Sepmw‘res the rivet-holeg proportionately
130 the increase in the diameter of the blanks,

and, accordingly, to the right distance for the.

holes in the larger ends Ot the completed sec-

tions to cOineide wi1th the holes in the smaller

end of thesections whensuch largerand smaller

| end% are brought together in forming the pipe.

Since the various operations are performed

entirely by mechanical ‘means, the completed

sections of pipe are pmctlmlly exact dupli-
cates of one another,

regard to special arrangement or further trim-
ming or fitting. The eﬂmdl ical shape of the

-Sectlons fmmhmtes the forming of stronger and

closer joints, and gives to the finished pipe
not only amore Sllbbt‘hlltlcﬂ character in other
manifest respects, but offers less resistance to

the material flowing through the pipe than is

the case with pipe nrule up Of conlcal sections.
It is plain that other devices than rolls may

beused for offsetting the ends of the blanks, and

hence 1 do not conlme 1113Tself to rolls for this

purpose.
‘Althoughlhave descmbed andshown blanks

| designed to be closed at a straight longitudi-
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“and can therefore be -

Joined up into any continuous length without go
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What I claim as new 18—
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nal seam, I do not limit myself to such con- | ‘of a comlectmg section, and with rivet-holes

f%tmctmn as the blanks can be closed along a
‘spiralseam, and sections made with such seams
‘are for some purposes preferable. fmd cheapm

‘at both: ends, armnged Snbstantmlly as fmd I 5 -

for the purpose described. |
3. The mode of makmﬂ sheet metal plpe o

blfmkq consisting in first punehnw the edges

1. Asa new article of 111‘11111&(,’5111@, a cylm- 1 of the ﬂat blank, then bending such blank into
'dllcally -formed sheet-metal-pipe blank one:
~end of which is provided with an offset and

shown and for the purposes set forth.

2. Asanew article of manufacture, a cyh_n-.- .
 drical sheet-metal-pipe section provided with |
- an-offset at one end to receive the smaller end | -

%

.  both ends with rivet-holes, substmltmlly as |
L TI0

eylindrical - fm:'m and then fmmlm a1l Gﬂ‘set 26 a
ati one end, S“b“aml&lly as described. -
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