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To all whom it may concern: |

Be 1t known, that I, JoEN ROBERTSON, of
the city of Brooklyn, in the county of Kings
and State of New York, have invented cer-
tain new and useful Improvements in Hy-
draulic Lead-Presses, of which the following
1s a specification, reference being had to the
accompanying drawings, forming part of the

same, in which—

Figure 1 is a vertical section of a hydraulic
press containing my invention, and Fig. 2isa
plan or top view of the same. -

This invention relates to presses designed
to make lead pipeor cover wire with a sheath-

ing of lead or other plastic metal or mate-

rial, such as gums or compounds of gums and
resinous substances; and it consists in the com-
bination of devieces herein described and

- claimed.
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A represents the eylinder of a hydraulic

press resting on a suitable bed or foundation,

B. The cylinder is bolted or tied rigidly to
a cross-head, G, by means of rods or posts D,
which pass throagh lugs or projections «,
formed on the said cylinder and cross-head,
the extremities of the rods being screw-thread-

ed and provided with nuts, which serew the

~ sald lugsrigidly against shoulders on the rods,
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as represented in Fig. 1.

E'is an ordinary stuffing-box, which may be

ram 18 to be operated by the means usually

employed in hydraulie presses.

B is the ram,fitted to work in said cylinder.

Upon the top of the ram is mounted the cyl-
inder F, preferably made in two sections, b
and ¢, for convenience of construction and op-
eration. This cylinder, which I name the
*‘lead-cylinder,”’ is to contain thelead intend-
ed to be pressed througha die around the wire
to be coated. The interior of the upper por-
tion or section, b, of the said cylinder is made
straight. G is a plunger, which depends from
the cross-head C, and is fitted to work in the
sald ¢ylinder. The interior of the lower por-
tion or section, ¢, of the eylinder has, prefer-
ably, the form shown in IFfig. 1—that is to say,
16 18 of somewhat less diameter than the upper
section, and has its axis somewhat eccentric
to the axis of the section b—the side most;
nearly in line or coincident with the interior
face of section b extending down in a right
line and rounded or curved inward at the bot-

o
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‘ence with either the plunger employed to

—

| tom, while the opposite side curves or swells

outward from the upperend or neck, and then 33

g

inward at the bottom, thus forming a chamber,
¢, closed below with a concaved bottom and

curved out of the perpendicular, so that the

line of its axis is inclined at an angleto that of
the upper portion, b, of the cylinder, for a pur- 60

pose that will presently appear.

H is the die through which the lead is
pressed from the cylinder F onto and around
the wire in the process of coating. This die

1s substantially a strong tube or pipe, the bore 6 5

of which at the upper end is the size of the
Intended wire coating. An aperture or open-
ing is made diagonally through the body of

| the cylinder into the bottom of the chamber
¢. The tube H and the said aperture being

O
provided, respectively, with male and female ’
screw-threads, the tube is serewed firmly into
the aperture, so that its inner end opens, and,
preferably, projects a little into said chamber.
I is the core-tube through which the wire is
conducted to the die. . This is also screwed
Into an aperture -made diagonally through
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| the body of the said cylinder, so that its axis

18 coincident with the axis of H. The inner

end projects into the chamber e, and the ex- 8o

tremity or tip being tapered, so as to be of

| less diameter than that of the die, as shown

In the drawings, is adjusted in apposition

secured 1n place in any suitable manner. The | with the die, so that the lead in the cylinder

F will, under pressure, flow into the said die 8 5
around the tip of the core-bar. |
This location and arrangement of the die H
and core-bar conductor diagonally through the
cylinder F—or, in other words, inclined and
preferably at or about an angle of forty-five
degrees to the axis of the cylinder—enables the
wire that 1s to be covered to be conveniently
conducted to the die, and the covered wire to
be delivered from the press without interfer-
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press thelead into the die or with the ram, and
without ifs being necessary to bend the cov-
ered wire around an angle or curve in its de-

1t livery from the press; also, the conductors '

through which the naked wire is introduced 100

into the press and that through which the eov- -
ered wireis conducted out of the press are com-
paratively short and cheaply made. By
reason of the die and the conductor being
themselves screwed directly into aperturesin
the body of the lead-cylinder, their necessary
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 and proper adjustment to one another is ren- | arranged parallel to the axis of the cylinder, -
' I it is mecessary that the core should pass up
longitudinally through the plunger, and that
the plunger should move up and down on the
core-bar, and it is difficult, if not impractica-.
ble, to make so tight a joint between the core-

. J is a set-screw, which works in a screw-
o

SR | : 2O
" with the die H. ' The office of the set-screw

o conductor and toeffect and maintain the said
o ':ZBQCGSS’&I‘Y:adjﬂStH]:th;Z35513555333-"3"""'3"'
25
. The cylinder F being 1n the position shown

dered easy and convenient. These results are
secured while the flow of the lead 1nto the die

around the end of the core-bar takes place
with substantially the same facility and per--

. fection as in presses in which the axes of the
~ cylinder, the die, and the core-bar are coin- |

cident. - |

tapped aperture made through the body of |
the cylinder at right angles or mnearly at |
right angles to the core-bar I. The inner
end of the set-screw enters the chamber e |
and impinges against the under side of the
core-bar. The pressure of the lead being felt
~ first on the upper side of the portion of the
.. core-bar I that is within the chamber e, the

~tendency of such pressure is to deflect said:

end downward, and thus throw the tip of the:
core-bar out of exact concentric ‘adjustment

J is to support the end of the said core-bar

The operation of this p_ress is asfollows

oIne -Figr. 11,: and the die H and ecore-bar con-
- ductor I being properly adjusted, by turning:

5
-0 be drawn off from a reel,(not shown, ) 1s passed
- downthrough the econductor intothe die. The

- ¢ylinder F being charged with lead, the hy- |
 draulic ram is set in motion in the usual way,
and the eylinder F is carried upward, the
plunger entering the cylinder, whereby the |
. lead.is forced out through the die and around
- the extremity of the core-bar conductor I, the
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- one or the other out or in,as may be required,
the end of the wire to be covered, which may |

lead enveloping the wire and carrying it with
it down through the die and out of the ma-
chine,whence it may be wound into a reel.

Of course the cylinder A, with the ram, may
be locaved at the top of the machine 1n the
place of the cross-head C, their position being
reversed, so as to give downward motion to
the ram, in which case the cylinder I will be
placed in a suitable bed or support secured to
the posts D. "

It is obvious that by giving the lower por-
tion of the lead cylinder—namely, the cham-
ber e—the peculiar formshown and described,
its axis approaching coincidence with thoseof
the die and core-rod, the lead under pressure

‘will flow into the die around-the tip of said

rod more perfectly and with greater facility

~ than if the chamber e were straight and per-

035

pendicular.

I am aware that lead-presses for making
lead pipe and for sheathing wire have been

- 60 used having the core-bar and die arranged

with their axes in or paraliel to and also at
right angles to the axis of the lead-cylinder.
T do not claim a press having the core-bar and
die arranged relatively to the cylinder in ei-
ther manner named, as both are somewhat
objectionable. Whenthesaid bar and die are
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rod and the plunger that the lead will not

e

cylinder and plunger, the material in the die

plunger, and in great measure that resulting
secure by Letters Patent, 1s—

apertures made, respectively,
through the body of said cylinder into its in-
terior from opposite sides in line with each

said cylinder, asand forthe purpose described.

2. In a hydraulic lead-press, the combina-
tion, with the lead-cylinder,of the diagonally-
arranged tubularscrew-threaded die and core-
rod fitted to work in corresponding screw-
threaded apertures through the body of said
cylinders,and the set-screw J,fitted to work in

cylinder into its interior and to lwpinge
against the side of the inner end of said core-
bar, as and for the purpose described.

3. In alead-press, thecombination, with the
lead-eylinder provided with the chamber e,
having the form described, -of a die and core-
bar located in and passing diagonally through
said cylinder from side to side, with the line
of their axes crossing at otherthanright angles
the axis of said cylinder, asand. for the purpose
described. |

JOHN ROBERTHON.

Witnesses:
DUNDAS DICE,
A. G. N. VERMILYA.

has to move out through the die at right angles
to the direction of pressure upon it by the
plunger, thus requiring greater pressureand
the exercise of greater force toeftectitsmove- -~
| ment through the die than when the direction

other and inclined at an angle to the axis of

' an aperture made through the body of the

o

| be pressed in between therod and the sidesof
‘the aperture in the plunger, and thus clog the.
movement of the plunger on the rod; also, the
core-rod has to be objectionably long, extend- =~
ing, as it must, above the top of the press, so
that there is difficulty in keeping its lower end

properly adjusted to the die in the cylinder,
and when used to sheath wire there 1s more

or less difficulty in passing the wire through
so long a tube. When the core-bar and die
are arranged at right angles to the axesof the
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of pressure is parallel to the axisof the dieor
other than atrightanglestosaidaxis. Bymy
construction of the parts named, as above de-
seribed, T obviate entirely the difficulties re-
| sulting from passing the core-bar through the

from arranging the core-bar and die at right = = .
| angles to the axis of the eylinder and plunger.
- ‘What Ic¢laim asmy invention, and desireto .. =
SN § 6 6 B
1. Inalead-press, the combination, with the . =
lead-cylinder,of a tubular screw-threaded die.
and core-rod fitted towork in screw-threaded .
diagonally
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